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1. ACKNOWLEDOMENT: A vendor shall mention this specification nunber snd its
revision letter in 211 quotations and vhen aclmowledging purchase orders.

2. APPLICATION: Primarily for small parts of intricate design requiring good

s i el ats .
corrosion resistance and 1\‘13.1 +r'r='hg+h

3. COMPOSITION: Castings shall conform to the following:

luding standards approved and practices recommended, are advisory only. Their
ant to adhere to any SAE standard or recommended practice, and no commitment

d appre, /(technical reports, the Board and its Committees will not investigate or consider

\
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CONDITION: Solution heat treated, unless othervise specified.

Beryllium 1.85 - ¢

2,15
Cobalt 0.20 = 0.59
Silicon 0.20 - G.85
Iron . 0.35, max
Hickel 0. 20 max
Alurdnum 0L max
Chromium 0.10 mex
Tin 0.10 max
Zinc 0,10 max
Lead 0.02 nax
Copper remainder

“All technical reports™

port. In formulating an 1 : v ees | t in
Prospective users of the report a.<” responsible for protecting themselves against liability for infringement of patents.”

trade is entirely voluntary. There is no ag

uided by any technical re

d in industry or
patents which may apply to the subje.ct matter.

Section 8.3 of the SAE Technical Board rules provides that:

use by anyone engage
to conform to or be g
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5. TECHNICAL REQUIREMENTS:

5.1 Casting: Castings shall be poured either from remelted master heat metal or

directly from a masteriheat.

A master heat is refined metal of|a single

furna¢e charge. Gates, sprues, risers, and rejected castings shall be used
only in preparation of master heats; they shall not be remelted|directly,

withoyt refining, for pouring of castings.

5.2 Test Pppeciriens:

5.2.1 Tengile Test Specimens: Unless otherwise specified, tensile fest specimens
shall be cast to represent each 1ot or castings. A Lot shall consist of not
more than 800 1b of cast metal, including gates, sprues, and risers, produced
in a period of not more than 8 consecutive hr from a single master heat.

When requested by the purchaser, test specimens shall be supplied with the
castings. The specimens shall be of standard proportions with 0.25 in.
diameter at the reduced parallel section, shall be cast to size in molds
made of the same refractory and heated to the same tewperature as the molds
for castings, and shall be cooled at approximately the same rate as the
castings. Center geting may be used, but if specimens are so gated, the

gate shall be completely removed before testing.

If the metal for castings

is given any treatment such as fluxing or cooling and reheating, metal for

the specimens sheall be so treated.
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5.3.1

Healt Treatmeant: All castings and tenslile test specimens renresenting them cinall
z
o 11

e heat treated as follovs:
Tensile test specinmens ifrom each heat, together with plo’uction castings,
shall be hested to 1475 F + 10, held at heat for 1 hr per inch of cross
section but in no case for less than 30 wmdn., and guenched in cold vater.

Lt least one set of tensile test specimens shall be »ut into a bateh-type
furnace with each load of castings or into & continuous furnece at intervals
of not longer than 3 hours.

Hardness: Cestings shall heve herdness not higher than Rocitwell B 50 or

eguivalent.

Microstructure: Shall reveszl no continuous stringers of beta phasentonstituent.

Propertied After Precipitation Heat Treatment: Cestings and tensile|test

5.6.1

5.6,.2

6. QUALITY:

6.1

specinens piter being heated to 050 F + 10, held at heat fords hr, apd air
cooled shgll be capable of nmeeting the - ollov1nr requirencdbs:

Tensile Properties:

Tensille Strength, psi 150,000| min
Yield Strength at 0.2% Offset or at 0.0085 in.

in [L in. Ixtension Under Load (& = 18,500,000), psi  120,000|min
Elongation; % in 1 in, 2| rin

Hardnesg: Shall be not lower than Rockwell C 36 or equivalent,

~

\

Castings ghall be uniform in quelity and condition, sound, and free from foreign

meterials [and from internal and/external imperfections detrimentel tp fabrica=-
tion or tqd performance of parts. Castings shall have smooth surfacep and shall
be well clleaned. Unless obllerwise specified, metallic shot or grit phall not be

used for fjinal cleaningl

=

6.2 When castings are bBroken for fracture test, the fracture shall have pniform

color and Joe substantially free from oxides and other imperfections.

Radiograpijic \and other quality standards shall be as agreed upon by purchaser

and vendoxn. /

6.4 Unless otherwise specified, castings shall be produced under radiographic

control. This shall consist of radiographic examination of castings until

proper foundry technique, which will produce castings free from harmful
internal imperfections, is established for each part number, and of production

6.5

castings ag necessary to ensure maintenance of satisfactory quality.

Castings shall not be repaired by rlugging, weldlng, or other methods,vnﬁhout

wrltten permission from purchaser.
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