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A~ROI~IAIJTICAL 	 AM5 5380c 
MATERIAL SPECI~~C/ ►~TIOI~IS 	 ~~~~a 9_z_~,7 

SOCIETV OF Al3YOMO40VE ENe31NEER~, Onc. 	485 Lexing4on Ave., Mew York'17, I~l.Y. 	RtVlsld '']ol~~~j 

ALIAY ~ASTIN(~S, PRECI SIOId IANES~N T, CORROSION AND HEi~T RESZ STANT 
Cobalt Bas~ - 26Cr - 1~Ni - 6Nto 

lo ACKNOWLEDGMENTt A vendor shaZl mention this specif~ cation number and i~s 
revision letter in all quotations and when acknowledging purchase orderso 

2m APPISCAZ'.EON: PrS_mari]„~ for sm~ll parts, such as turbine blades or buckets, 
requiring high strength up to 1500 P's and oxidation resis~ance up to 2000 F. 

3. CONff'O5ITION: Cas~ings shall conform to the folloui.ng:  

Carbon 	 OoltO - 0.50 
Manganese 	 1.0 max 
Silicon 	 1.0 max 
~,12'02111Wft 	 214.~ ~ 28•~ 

Nickel 	 1lt.0 - 16.0 
Molybdenum 	 5•5 - 6•5 
Iron 	 2•~ ~ 
CobaZt 	 remainder 

L~. CASTINQ: 

1~.1 Casti ngs shall be poured either from r~m~lted master heat metal or directly 
from a master heat. A master heat is refined metal of a single furnace 
charg@. Gat,~s~ sprues, risers, and rejected castings shali be used only in 
preparation of master heats; thsy shall not be remelted directly, without 
refin3ng, for pouring of castings. When perrrdtted by purchaser~ metal in the 
form of shot from more than one master heat m~y be un3formly blended together 
to foral a master heat lot; the total weight of ineta.7. in a mester heat lot 
shall not exceed 7000 pounds. 

l~.2 Temperature of Metal for Pouring: The temperature of the metal for pouring 
of castings shall be held wi.tha.n ± 50 F of that agreed upon by purchaser and 

vendor. 

l~.3 ~bmperature of' IMolds: The temperature of the mold cavities at t3.me of 
receiving metal from the furnace or ladle sha11 be held Wi.thin ± 50 F of 
that agreed upon by purchaser and vendo~. 

50 ~sT s~czr~~s: 

5.1 Tensile Test Specimens: Unless otherwise ~pecified, tensile test specimens 
shall be cast to represent each master heat or master heat lot of inetal in 
castings and, when requested, shall be supplied with the castings. ~ 
specimens shall be of standard proportions with 0.25 in. di.ameter at the 
reduced parallel section, shall be cast to size in molds made of the same 
refractory and heated to the same temperature as the molds for casti ngs, and 
shall be cooled at approximately the same rate as the castings. If th~e metal 
for castings is p.ven aYay treatanent such as fluxing or cooling and reheating, 
metal for the specimens shall be so treated. 
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5.2 Bend Zbst Specimens: When arc melting is used for producing cast3nge, 
threa specimens at least 0.090 in. in diameter or thickness and approxLmately 
2 in. in length sha.tl be cast in each mold along xith each cast part or 
parts. 

6. CONDITION= As cast, unleas otherwise specified. 

7. 4ECHNI CAL REQUI REMEN TS : 

7.1 1~maile Pro ertiea: Tenai.le test speci~nens pmduced in accordance xith 
.l heated to 1~0 F+ 10, held at 15~ F+ 10 for 30 nd.n. befcre test,ing, 

and tested at 1500 F+ 10 at a rate of 0.0~5 - 0.062 in. per min. ahall 
confo~m to the following requirements. If supplied tensile test specimens 
fail to rneet reqt~ireraents or are not available, suitable specimens may be 
prepared from castings for test. 

Tensile Strength, psi 	55,~0 ndn 
Elongation~ ~ in 1 in. 	10 min 

7.2 Hardnesa: 

7.2.1 Castings as cast shall have hardness not hi gher than Rockwell C 30 or 
eqvivalent. 

7.2.2 Castings and spec3mens after being heated at 11~75 F+ 10 for 50 hr and 
eooled to room temperature shall have hardness not hi gher than Rockxell 
C li3 or equivalent. 

7.3 Ber~ct~i~~  s At least txo of the apecimens cast in aach mold in accordance 
xitlt 5.2 shall withstiand, ~ri.thout cracking, benc~i.ng at roo~ temperature 
through an angle of ~0 deg around a 0.5 in. diameter. If more than one 
spedmen from a mold faila to pass thts test~ the disposition of the 

~ casttnga frora that mold may be determined bT applying a similar test to 
an aatual casting or to specinen6 cut from caatings, gates, or runners, 
or by dete~dning that the cax~on content of the iaetal in ths mold confor~as 
to the requirements aP ~ction 3. Ber~d specimens shall be not less than 
0.090 1 n. i n di ameter or thi ckne s s. Fai lwre of au~r such addi tior~al 
spedmens will be cause for re~ection of the castings. Unless othexwise 
spec3fY ed, bend test ahall be performed by producer of castings. 

8. QUAIS TY: 

S.1 Castinga shall be urdform in quality and condit,ion, sound~ and free from 
foredgn materials and from internal and external imperfections detrintental 
to fabrication or to pert'ormance or parts. Castings shall have smooth 
surfaces and shall be irell cleaned. Unless otherwise specified, metallic 
shot or grit shali not be nsed for final cleaning. 

8.2 When castinga are broken for fracture test~ the fracture shall have 
nniform color and be substantially free from o~ddee and other imperfact~ons. 

8.3 Radiographic and other quality atandards ahsll be as agreed upon by 
pvrchaser and vendor. 
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