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	 M A G N E S I II M ~A L L 0 Y C A S T I N G S 
Sand 

, 	 9 A1 2 Zn A.s cast 

1. ACKNOI~LEDGMENTs. A vendor shall mention this specification-number in all 
quotations and when acknowledging purchase orders. 	~ 	 ~ 

2. COMPOSITIONs 
Aluminum 8.3 - 9.7. 
Zinc 1.7 '- 2.3 
Manganese 0.10 min 
Silicon 0.30 max 
Copper 0.05 maz 
Nickel 0.01 max 
Total Other Impuritfes 0.30 maa 
Idagnesium remainder~ 

3. CASTINGs (e.) All metal which is poured into castings sh~ll conform.in  composition 
to Section 2 above. The molten metal shall be sub~ected to superheating or other 

- 	 grain-refining treatment. 	 , ' 	~ 

(b~ A melt shall ba the.metal withdrawn f.rom a batch furnaoe charge of 
~ 	 2,A00 pounds or less as melted for pouring castings; or, whem permitted by 

purchaser, a melt may be 3,000 pounds or lese of inetal withdre~wn from one 
continuous furnace in.not more than 4 consecutive hour.s. 

4. TEST 9ARS AND ANI~LYTICAL SAMPLESs .  (e) Unless otherwise specified, tensile tes,t 
bars as required in ASTM B80-44T and cher~ical analysis coupons of size and shape . 
as agreed betwesn vendor and purchaser shsll be cast with each melt o'f castings. 
Test bars ~nd coupons shall be supplied with castings when r equested. 

- 	 (b)' ~'etal for casting tensile test bars'snd 
chemical analysis coupons shall be part of the melt used 'for the castings. Metai 
for tensile test b~rs shall be given the same superhe~zting or other grafn refin- 
ing treatment given metal for castings. •  Tensile test bars shall be ce.at in molds 
made with . the regular foundry mix of green sand, without using chills; chemical 
analysis coupons shall~be cast in permanent molds. 	 ' 	~ 	' 

5. CONDITIONs Castings and test bers shall be furni.shed as cast. ~ 

6. PHYSICAL PROYFRTIES: (e~) Test bara poured as specified in Section 4 shall have 
tensile strength not less than 20,000 psi. 	 , 

(b) Nardness of castings except at sprues,or. rtsers shall 
. be not less thP:n Brinell 60 using 500 kg loed and 10, mm ball or equivalent, or 
Brinell 65~using 1000 kg load and 10 mm ball. ' 	'' 

(c) If castings . are cut for examination, average values for 
physical properties.obtained from not less than 4, preferably 10, specimene tsken 

~ 	 from thick and thin sections of castings shall be not~less than the foilowings 
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Tensile Strength, psi 	15,000 

' 	 Hardness, Brinell 	Same as in 6(b) 

7, QUALITYs (a) Castings shall be of uniform quslity and.condition; and free from 
~ defects detrimental to fabrication or to performance of the parts. If in3urious 

~ def.ects are revealed durin~ fabrication, castings shall. be  subject to r e~ection. 

Cestinga shall have smooth surfaceR and shall be well cle qned. 	 - 	. 

~ 

(b) Unless otherwise ~pecified, castings shall be produced under 
radiographia control. This shall consist of radiographic examination of 'castin~e 
until proper foundry technique, which will produce castings free from harmful 

internal defects, is established for each pattern. 

(a) Radiographio and o-ther quality standards shall.be as agreed between 

purchaser and vendor. 

(d) Castings and parts made therefrom shall be sub~eet to eaaaiinaticn 

by ar~y method which will reveal defecta. 

(e) Ce~stings shall not be r epaired by plugging, welding or othAr methods, 

without written permission from the purchaser. 

(P) Ce~stings shall not be impregnated, chemiaslly treated, or coated~to 
prevent leaking unless specified or ~llowed by written permission whiah states the 

method to be used. Impregnated castings shall be marked "IDdP". 

(g) Castinge shall be of aufficient size to allow for finishing to 
drawing requirements, but exceasive size or weight will not be permitted. 

8, RFPORTS s  (a) IInless othervrise specified, vendor of castings shall supply with 
eaeh shipment three copies oP a notarized report showing results of tests made to 
determine conformance of the castings and test bars to this specification. IP 
accuraoy of control is adequate, each melt need not be analyzed but frequency oP 

anslysis shall be e►s agreed between purchaser and vendor. . 

(b) Unless otherwiae apeciPied, vendor of.finished or aemai-finiahed 

machined pe►rts shall furnish with each shipment three copie~ oP a notarized repor.t 
showing purchase order number, material speciPication number, contraotor or 
other direat aupplier of castinga, psrt number, e~nd quantity. ~Yhen castings for 
making parts are produced or purchased by the machined parts vendor, that vendor 
shall inspeat each lot of castings to determine conformance to the r equirements 
of this apeaificatioa, and shall include in the report R certification that the 
castings conform, or shall inolude copiea of laboratory reports shovring results 

~ of testa made to determind conformance. 	 , 

9.
IDENTIFICATIONs Castings ahall be identified in accordance with AMS 2804. 

10.
PROTECTIVE TREATMENT: Unles~ Qtherarise speaified~ castings shall be given a 
ahrome-pic e treatment to proteot against corrosion during shipment or storage 
before maohining. Finished and se~ni-Pinished machined parts shall be treated as 

specified on dra~ving or purchase order. 

11.
~APPROVALs (a) Unlesa otherwise specified, sample castings from new or reworked 
patterns shall be approved by purahaser before production castings are supplied. 

~ 

~ , 
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