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1. ACKNOWLEDGMENT: A vendor shall mention this specificatl on number in all quotati ons

and when ac]fnowledging purchase orders,

2. APPLICATION: Primarily I‘or use at elevated temperatur es and where ductility at
reom temperature is not required. .

3. COMPOSITION:
Cerium (Total Rare Earths)  4.80 - 7.20

Ziroconium 1.00 max

. Silicon . 0.30 max
- . Copper 0.10 max
Aluminum ' ‘ 0,05 max
Nickel : 0.0l max

Other Impurities, total 0.20 max
Magnesium A remainder

4. CONDITIONs Solution and preoipitation heat treated.

5. TECHNTAL REQUIREMENTS:

5.1 Castigt

- 5.1el -All metal which is poured 1nto castings shall confom in oemposiﬁ on to Section
8 above.

5.le2 A‘melt shall be the metal withdrawn from a batch furnace charge of 2000 pounds
or less as melted for pouring castings, or when permitted by the purchaser,
"a melt shall be 3000 pounds er less of metal withdrawn from one continuous
furnsce in not more than 8 eonsecutive hours. : -

5.2 Test S' oimens) Unless otherwlse specified, tensile test lpocimens., and chemi.-
eal ysls specimens when required, shall be cast with each melt of metal for
ustings and, when requested, shall be supplied with the castings)

5.2.1 Teneile Test Specimens; Shall be standard (0.5 inch diameter at the reduced
. parallel sectlion) and shall be cast to size in molds made with the regular

" foumdry mix of green sand, without using chills. Metal for the speci.mens shall

be part of the melt which is used for the castings.

5.2¢2 Chemical Analpis Specimenss When required by purchaser, shall be of size and
‘shape agreed upon by purchaser and vendor, , .

5.3 Heat Treatment; All castings and tensile test specimenn representing them sha‘ll
be heat treated as follows:

5.3.1 'Tensile tost specimens from each melt, together with production @stini R sha 1

* be heated to the proper temperature and far the proper tiwe for
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5.4 Physioal Properties:

treatment and cooled in eir. At least one set of tensile test specimens shall b
put into a batoh-type furnace with each load of castings or- inte-a continuous
furnaee at intervals of not longer than 3 hours.

Tensile test specimens from each melt, together with production eastings, shall,
after solution trestment as in paragraph 5.3.1, be heated to the proper tempera-
ture and for the proper time for precipitation treatment. At least one set of
tensile test specimens shall be put into a batch-type furnace with each load

of castings or into a continuous furnace at intervals of not longer than 3 hoursd

5.4 .1

| 5.4.2

50405

6. QUALITYs

6.1 Castings shall be uniform in quality and condition, sound, and free from foreign
materials and from. internal and external defects detrimental to fabrication or
to performanee of parts. Castings shall have™smooth surfaces and shall be well
cleaned, :

6.2 Unless otherwise specified, castings shall be produced under radiographic control,

' This shall eonsist of radiographic examination of oastings until proper foundry
technique, which will produce cestings free from harmful internal defects, is
established for each pattern, and of production castings as necessary to imsure
‘maintenance of satisfactory qualitye :

6.3 Rediographic and other quality standards shall be as agreed'upon by purchaser
and vendore . ‘ - .

6.4 Castings 8hall not be repaired by plugging, weiding or other methods, without
: written permission from the purchasers i

Unless otherwise specified, tensile test specimens produced in accordance with
paeragraphs 5.2 and 5.3 shaell conform to the following requireminss

Tensile Strength, psi - ' 15,000 min
Yield Strength at 0,2% offset or at ' ,
0.0080 inch in 2 in. extension under load, psi- 13,000_min

Hardness. of_castings; except at sprues and risers, shall be Brinell 50-80
using 500 kg load and 10 mm ball or 1000 kg load end 9/16 inch ball, or Brinell
55-85 using 1000 kg load end 10 mm ball. ‘ -

If castings are cut for examination, not less than four, and preferably tenm,
specimens taken from thick and thin sections of castings shall be tested. Aver-
age hardness of such specimens shall be as specified in paragraph 5,4.2 above.
Average physicdl properties shall conform to the following requirements:

Tensile Strength, psi ' 11,000 min
Yield Strength at 0e2% offset or at
0,0068 inch in 2 in, extension under load, psi 9,000 min

Confqrmgnqo to these requirements may be used as basi; for acbeptance of
castingse : :
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