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Sand ’
6 Al 3 Zn

Solution Heat Treated

ACKNOWLEDGMENT:
letter in all quotations and whren acknowledging purchase orders.

CCMPOSITION: Aluminum 5.3 - 6.7
Zinc 2.5 = 3.5
Menganese ‘0.15 min
Stiiecon 853 0max—
Copper 0.05 max
Nickel 0.01 mex
Total Other Impurities 0.30 max
Magnesium remainder
CASTINGY (&) All metal which is poured into castings shall con

to Section 2 above. The molten metal shall be subgected to supe
grain-rgfining treatment,

(b) A melt shall be the metal withdrawn from a batch
2,000 pqunds or less as melted for pouring castings; or, when pe
chaser ) a melt may be 3,000 pounds or léss of metal withdrawn f
furnace [in not more than 4 consecutiveihours,

TEST BARS AND ANAIYTICAL SAMPLES:  (a) Unless otherwise specifi

bars & s |[required in ASTM B30-44T“and chemical analysis coupons o
as agredd between vendor and .purcheser shall be cast with each m
Test bans and coupons shall(be supplied with castings when reque

(v)
chemical analysis coupons shall be part of the melt used for the
for tendile test bars-stall be given the same superheating or ot
treatment given metal for castings. Tensile test bars shall be
with trg regular foundry mix of green sand, without using chllls
coupons |shall<be cast in permanent molds.

HEAT TRBATMENT:

A1l castings end test bars representing them sh

A vendor shall mention this specification number and its revision

Metal for casting tensilp

form in composition
rhedting or other

furnace charge of
rmitted by pur-
rom one continuous

ed, tensile test
[ size and shtape
1t of castings.
5ted.,

test bars and
castings., Metal
her grain refining
cast in molds made
; chemical analysis

pl]l be heat treated

as foll

Test bars from eact melt, together with production castings, sha
proper temperature and for the proper time for solution treatmen

At least one set of test bars shall be put into a batch-type furnace with each load

of castings, or into a contimious furnace at interveals of not lo

PHYSICAL PROPERTIES: (a) Test bars poured and treated as speci
4 and 5 shell conform to the following minimun physical properti

11 be heated to the
t, and cooled in air|

nger than 3 hours.

fied in Sections
es.:

Tensile Strength, psi 32,000
Elongation, % in 2 in. 7
Eardness, Brinell, 500 kg load, 10 mm ball  48-60
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defects, is established for each pattern.

(b) Hardress of castings, ercept st sprues or risers, shall
be Brinell 48-60, using 500 kg load and 10 mm ball or equivalent, or Brinell 57-72,
using 1000 kg load and 10 mm ball,

(¢) If castings are cut for exemination, not less thtan four,
ard preferably tern, specimens taken from trick and thin sections of castings shall
be tested. Average lrardness of such specimens shall be as specified in 6 (b)
sbove, Average tensile properties from such specimens shall be not less than tke
following:

Tensile Strength, psi 24,000
Elongation, % in 2 in. 1.75

QUALITY: (a) ¢astings sfall be of uniform quality and condition, and.fjree from
defects detrimeptal to fabrication or to performence of the parts. If-injurious
defects are revealed during fabrication, castings shall be subject to'rgjection,
Castings srall have smooth surfaces end skall be well cleaned.

(b) TVUnless otherwise specified, castings srall be produced vrjder radio-
grephic controll This shall consist of radiographic evamiration of casfings until
proper foundry ftechnique, which will produce castings frée from rarmful |internal

(¢) Radiogrephic and other quality stendards shall be as agrqed between
purchaser and vendor,

(d) astings ard parts made therefrom shall be subject to exgmiration
by any mettod which will reveal defects.

(e) astings shall not be repsired bty plugfing, welding or other methods,
withovt written|permission from tre parchaser,

(f) Castings shall not be impregnated, chemically treated, o1 coeted
to prevent lesking,unless specified or allowed by writter permission whilch states
the method to bg¢ used., Impregrated castings shall be marked "IMP",

(g) Castings shall be of sufficient size to allow for finishing to
drawing requirements, but' ercessive size or weight will not be permitted.

REFORTS: (a) TUnless otherwise specified, vendor of castings shall furtlieh with

each shipment three copies of a notarized report showing results of testls made to
determine conformence of the castings and test bars to thic specification, If
accuracy of control is adequate, each melt need not be aralyzed but frequency of
anelysis shall be as agreed between purchaser and vendor.

(b) Unless otherwise specified, vendor of finished or semi-finished
parts shall furnish with each shipment three copies of a noterized report showing
purchase order number, materiel specification number, contractor or other direct
svpplier of castings, part number, and quantity. Wren castings for meking parts
are produced or purchased by the parts vendor, that vendor shall inspect each lot
of castings to determine conformence to the requirements of this specification,
and strall include in the report a certification that the castings conform, or shall
include copies of laboratory reports showing results of tests made to determine
conformance,
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