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1. SCOPE: The material defined by this standard is a water borne thermo
setting liquid core binder (phenol formaldehyde urea formaldehyde type).

The material requires addition of an accompanying catalyst and is
exothermic in reaction.

2. APFLICATION: The catalyst is mixed with sand, the liquid binder added
and the resulting sand mix blown into hot core boxes to produce fast
curing foundry cores.

3. REQUIREMENTS:

3.1 GENERAL REQUIREMENTS: In addition to the specific requirements of
this standard the final test of material acceptability shall be
satisfactory job performance. The basis of comparison and
evaluation shall be material from approved suppliers which is lmowm
to perform satisfactorily in similar applications.

Shop trial evaluation of the material shall include the following
characteristics:

3.1.1 MATERTAL STORAGE AND HANDLING: Shelf or storage life of the
material must be such that storage under normal temperature
conditions (50 - 95 F) for a period of 30 days will not effect

. an increase in viscosity substantial enough to cause difficulty
in handling or mixing the material. Tensile strength of test
cores made from material so stored must be no less than 90% of
the tensile strength obtained from fresh material.

The material must not exhibit excessive corrosive action on

plant storage, handling or processing equipment such as storage
tanks, pipe lines, muller, and core boxes.

Material supplied under this Standard must not represent a

hazard or evolve excessive irritating fumes during handling or
during curing of cores.

3.1.2 SAND MIXING AND CORE MAKING: Bench life of the mixed sand must
be such that the mix may be held for three (3) hours at
temperatures up to 100 F without excessive increase in green
strength or tendency to block conveying systems or core
machines or to blow improperly into core boxes. Cured cores,

upon storage, must not show any decrease in temsile strength or
surface hardness.

The material must develop sufficient stripping strength so that

the cores may be handled immediately after stripping from the
core box.
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3.1.3 CASTING PROPERTIES: The material must be capable of producing

cores of adequate strength to prevent damage in handling.
Proper collapsibility of cores is required, and castings
produced must be free of excessive burn-in metal penetration,
and scabbing.

Material supplied under this standard must possess good
flexibility of application in respect to sizes and types of
cores produced and cure time and temperature cycles employed.
The foregoing requirements to be verified by shop trial.

3.2 " PHYSICAL AND CHEMICAL LIMITS (liquid binder):
Non Volatile Solids: 3 grams/ 3 Hours at 135 C - 65% min.
PH - as received : ) - 5.9 min,
3.3 CORE TENSILE STRENGTH: The tensile strength of cores produced from

sand mixed according to suppliers' recommendation and cooled to room
temperature shall equal or exceed the following minimum values:

Core Box Temp. F 350 425 500
Cure Time, Seconds 10 20 30 10 20 30 10 20 30
Tensile Strength, psi- 250 425 450 400 425 450 400 400 425
Test Method:

Standard Laboratory Mix:

Sand - 4336 grams (10 lbs.) M-4R30 Sharp Sand
Water - 5.4 cc *

Catalyst - 23% of core binder weight

Core Binder - 2% of Sand Weight *

Standard Mixing Cycle: (24" Simpson Muller):

Sand and Water - 30 Sec.*
Catalyst - 90 Sec.*
Core Binder - 180 Sec.*

Total Mixture - 300 Sec.

Cold Tensile Test: AFS Standard, 1" tensile specimen are blown into
a heated core box, cured at the specified time and temperature and
allowed to cool to room temperature. Tensile strength is determined
in AFS Standard test machine.

A
4. Standard Paragraphs: The following Standard Paragraphs as defined in
Manufacturing Standard MRX are herewith made a part of this Standard:
Cl, Pl, P2, P3, R1, R2.
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