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2.1

2.1.

This

Application:

desirable 1
Timitations
oxidizing 4

AlToy cove
and regulat
licensing j
sole respo
the safe a
precautiong
involved.

APPLICABLE 1

specification covers depleted uranium in the form 6% -Cq

Primarily for use as aircraft cast counterweights whdg
0 produce compound contours without machining and where

require the use of a high-density material.\ Applicatig
tmospheres necessitate a protective coatifhg.

ed by this specification is radioactivé. All applicable
ions pertaining to handling of radieactive material and
rovisions for use of such materiag,should be observed.

sibility of the user of this material to ensure familian
d proper use of hazardous matepials and to take necessan
ry measures to ensure the heglth and safety of all persg

OCUMENTS: The following publications form a part of thi

specificatid
Material Spd
shall be as

SAE Publics

n to the extent specified herein. The latest issue of A
cifications shald apply. The applicable issue of other
specified in AMST2350.

tions: Avaitable from SAE, 400 Commonwealth Drive, Warn

PA 15096.

1 Aerospacd

Material Specifications:

AMS 2350

-_Standards and Test Methods

stings.

re it is
space
ns in

rules

all

It is the
ity with
Y
nnel

S
erospace
documents

endale,

AMS 2360
AMS 2645
AMS 2646

- Room Temperature Tensile Properties of Castings
- Fluorescent Penetrant Inspection
- Contrast Dye Penetrant Inspection

SAE Technical Board Rules provide that: "This report is published by SAE to advance the state of technical and engineering sciences.
The use of this report is entirely voluntary, and its applicability and suitability for any particular use, including any patent infringement
arising therefrom, is the sole responsibility of the user."

AMS documents are protected under United States and international copyright laws. Reproduction of these documents by any
means is strictly prohibited without the written consent of the publisher.
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AMS  7730D @..g@ Page 2
2.2 ASTM Publications: Available from American Society for Testing and
Materials, 1916 Race Street, Philadelphia, PA 19103.
ASTM E8 - Tension Testing of Metallic Materials
2.3 U.S. Government Publications: Available from Commanding Officer, Naval
Publications and Forms Center, 5801 Tabor Avenue, Philadelphia, PA 19120.
2.3.1 Military Standards:

3.

3.

3.

3

3

3.

1

2

.3

4

5

MIL-STD-794 - Parts and Equipment, Procedures for Packaging and Packing of

TECHNICAL

Compositid
determined

Conditions

Casting:
and casti

be made of
techniqueq
Extreme cg
more solul

Test Speci

in: Shall

conform to the following percentages by wéight
by methods agreed upon by purchaser and vendor:

maXx

Uranium
Carbon

As cast and nickel-cadmium plated {See 3.5).

Melting and casting shall be performed in vacuum unless
g under inert atmosphere aregpermitted by purchaser. Mo
graphite or insoluble refractory material unless specia
are used to prevent contamination with foreign material
re shall be exercised &0 avoid contact of the molten met
le refractories suchyas those containing silica.

metal in (
used for t
castings,
castings.
ASTM E8 wi
section arn

integrall)

mens: Tensile _specimens shall be cast to represent each
astings, sha)l.be cast in molds made of the same mold ma
he castings, “hWeated to the same temperature as the molds
and shallyhe cooled at approximately the same rate as th
The specimens shall be of standard proportions in accon
th 0,250 in. (6.25 mm) diameter at the reduced parallel
d shetl be cast to size or machined from actual castings

melting

1ds shall
1 casting
S.
al with

heat of
terial as
for the
e
dance with
gage
or from

{eg'st or separately-cast coupons of adequate size to yie

1d such

specimens.

Plating:

Cleaning and plating shall be accomplished on all parts

such that

a continuous, smooth, pore-free, crack-free, adherent, plated finish is

produced.
thickness

cadmium applied to a thickness of 0.001 - 0.003 1in.
supplementary chromate treatment.

broken pri

Plating shall consist of a sulfamate nickel deposit app
of 0.001 - 0.003 in. (0.02 - 0.08 mm) followed by a depo
(0.02 - 0.08 m
AT1 sharp edges and corners sha
or to plating.

lied to a
sit of

) with

11 be
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3.6 Properties: Castings and integrally-cast or separately-cast representative
tensile specimens produced in accordance with 3.4 shall conform to the
following requirements:

3.6.1 Separately-Cast or Integrally-Cast Specimens:

3.6.1.1 Tensile Properties: Shall be as follows, determined in accordance with

ASTM ES8:
Tensile Strength, min 70,000 psi (485 MPa)
Yield Strength at 0.2% Offset, min 35,000 psi (240 MPa)
Elongation in 4D, min 6%

(2]

3.6.2 Castingp:

3.6.2.1 Tensille Properties: When specified on the drawing or when agfreed upon
by pufchaser and vendor, tensile specimens conforming~to ASTM|EB shall
be maghined from castings selected at random from each Tot. Property
requifrements for such specimens shall be as specified on the frawing or
as agfreed upon by purchaser and vendor and may<be defined as ppecified
in AMP 2360.

3.6.2.2 Densifty: Shall be not Tower than 0.673 %b/per cu in. (18.63 g/m3).

3.6.2.3 Radiaftion Emission: The radiation em¥ssion of the casting, af the
surfage of the casting, shall be net greater than 220 mR (56.8 y C/kg)
per hjr, beta plus gamma. After sickel-cadmium plating, the radiation
emissfion shall be not greaterythan 210 mR (54.2 u C/kg) per hqur.

3.6.2.3.1 The| radiation emission aratues of 3.6.2.3 are valid only if peasured
with a beta-gamma suryeéey meter having a scale of 0 - 250 mR
(0} 64.5uy C/kg) pen hr with a full scale accuracy of = 104. If any
other instrument (S used, conversion shall be required.

3.7 Quality:

3.7.1 Castingk:

3.7.1.1 Castipgsy as received by purchaser, shall be uniform in qualifpy and
cond i Eer—souhd—ard—Free—from—foreigr—materials—and—From—mberfections

\anav,

detrimental to usage of the castings.

3.7.1.1.1 Castings shall have smooth surfaces and shall be well cleaned.

3.7.1.2 Repair of minor imperfections by inert-gas-shielded fusion welding is
permitted; the repair shall not be detrimental to fabrication or to
usage of parts and shall be free from cracks, porosity, and other
harmful imperfections, determined by fluorescent penetrant inspection in
accordance with AMS 2645 or contrast dye penetrant inspection in
accordance with AMS 2646.
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3.7.

3.7.

3.7.

4.

4.1
]

4.2

4.

4.3
]

4.3.

4.3.

4.3.

4.3.

1.3
tools

but the blending of imperfections shall

outside drawing Timits.

2 Plating

. Shall be smooth, fine grained, adherent to all

Surface imperfections may be removed with suitable grinders or other
not result in dimensions

surfaces of the

finished part, and free from cracks, blisters, pits, nodules, and other

defects

2.1 All

plated parts shall be fluorescent penetrant inspected in accordance

with AMS 2645 or contrast dye penetrant inspected in accordance with
AMS 2646 to ensure the absence of porosity and cracks in the finished

plati

d.

QUALITY AS

CURANCE PROVISIONS:

2.

Responsib

i1ity for Inspection: The vendor of castings shadyl' supp

samples f
required
required
confirmat
the requi

Classific

br vendor's tests and shall be responsible for. performin
tests. Results of such tests shall be reported to the p
by 4.5. Purchaser reserves the right to gample and to p
Oory testing deemed necessary to ensure #hat the castings
rements of this specification.

ption of Tests: Tests to determine ‘conformance to all t

requireme
preproduc
shipment
when a ch
4.4.2. an

1 For dir
request
agency
the req

Sampling:
castings
nickel-ca

1 Composi

nts of this specification are clagssified as acceptance t
tion tests and shall be performed prior to or on the ini
bf a casting to a purchaser;@n each heat or lTot as appl
pnge in material, processing, or both requires reapprova
1 when purchaser deems coofirmatory testing to be requir

cct U.S. Military progurement, substantiating test data
cd, preproduction test material shall be submitted to th
bs directed by the procuring activity, the contracting o
uest for procurement.

Shall beNin accordance with the following; a lot shall
Of the_Game configuration from the same heat of molten m
dmiumsptated in the same batch.

t%on: One casting from each heat.

y all
g all
rchaser as
brform any
conform to

bchnical
bsts and as
Lial

cable,

as in
bd .

hind, when
b cognizant
Fficer, or

be all
btal and

2 Tensile

Properties:

2.1

At least one separately-cast tensile specimen in accordance with 3.4 or

integrally-cast coupons from each Tot except when properties of
specimens machined from castings are required.

2.2
from

castings are required.

One or more castings from each lot when properties of specimens machined
Size, location, and number of specimens

machined from castings shall be as specified on the drawing or as agreed

upon

by purchaser and vendor. When size, location,

and number of

specimens are not specified, not less than two tensile specimens, one
from the thickest section and one from the thinnest section,

cut f

rom a casting or castings from each Tot.

shall be
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4.4.2.1

Density and Radiation Emission: One casting from each Tot.

When a statistical sampling plan and acceptance quality Tevel (AQL) have
been agreed upon by purchaser and vendor, sampling shall be in accordance
with such plan in lieu of sampling as in 4.3.1, 4.3.2, and 4.3.3 and the
report of 4.5 shall state that such plan was used.

Approval:

L1

Sample castings from new or reworked patterns and the casting procedure
shall be approved by purchaser before castings for production use are
supplie unless such approval be wajved by purchaser

Vendor $hall establish for production of sample castings ofreach part
number parameters for the process control factors which will " prqduce
acceptalble castings; these shall constitute the approvedcgasting procedure
and shall be used for producing production castings. .LFf necessdry to make
any chapge in parameters for the process control fadtors, vendoint shall
submit for reapproval a statement of the proposed, ,changes in prdgcessing
and, whén requested, sample castings, test specdmens, or both. [Production
casting$ incorporating the revised operations“shall not be shippged prior
to recelpt of reapproval.

Contrgl factors for producing castingsCNinclude, but are not Timited to,
the following:

Type ¢f furnace and its capacity

Size ¢f furnace charge

Furnage atmosphere

Fluxipg or deoxidation progedure

Mold fefractory formulation

Mold back-up material

Gating practices

Mold preheating and”metal pouring temperatures; variations of |£25°F
(£1%°C) fromrestablished 1imits are acceptable

Solidjficatiényand cooling procedures

Cleaning operations

Nicke]-Cadmium plating procedures

Metho@s~of inspection

4.4.2.1.1 Any of the above process control factors for which parameters are

4.

5

considered proprietary by the vendor may be assigned a code
designation. Each variation in such parameters shall be assigned a
modified code designation.

Reports: The vendor of castings shall furnish with each shipment a report
showing the results of tests to determine conformance to the technical
requirements of this specification. This report shall include the purchase
order number, heat number or code symbol, AMS 7730D, part number, and

qu

antity.
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