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SECTION Lo o0 0
_ : _Ingots.
1. Chcmxcal Ccmposxtzon. . s AT
. ( Y The chemical composmcm of the allay shalk el . L
- Aluminium - - - 'Not . less “than 7- 5% nor more than 8 5%
< - Zing e e —-__Ntmore thanl(]% : ‘L
'\Ianganese TR '_'Not ‘less - than 0" 2% nor more than 0 4%

: _-:_Imj)urztm e :
S Copper S '-Not more than'O-lS%
Silicon . - ==~ Not.more than. 10:20%

Biagneslm e TR E ‘s AR
() The manufacturer shall supply the completc ana1y51s of*every cast of mgots to the Inspector i

_(¢) A cast shall be defined as: o
(i) The prociuct of one furnace melt

(11) The prodact of one crucxiﬁe melt

pnor to castmg :
{iv) The amount of metal mpped frum the furnace thhout any further add:tmns of metal ha,vmg
' been made; where a continuous melting . process is employed O L
{v) As may be. otherwise deﬁned from time: to, tlme R .

) e In order 'to nvmd coniuswn 1t s recommended that thi spemﬁcat:on be rcferred t By it
of Su.pply clasmﬁcatmn \To DTD .)QB by hlch lt 1s nIread wcil knO\
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2. Provision and Preparation of Tensile Test Samples. A sample from each cast of alloy
shafl be cast in 4 dry sand mould as specified in Clause 10, and a test piece machined from this sample
shall comply with the tensxle tcst speaﬁed in Clause 11

. 3. .Re-tests. i the tensile test piece should fail to comply with the requirements of Clause 11 :
two further test pieces representmg the ingots may be tested, and providing one of these test pieces
complies with the test, the mgots represcnted shall be accepted Should both fail the Inspector may
re]ect the mgots : ) o .

S N Identlﬁcatmn. Alt ingots passed by the Inspcctﬂr sha}l be idéntifed by the. ‘ark: of the-- =
Inspector and such’ Gther- ‘hidrking -as’ will ensure full identification ‘of the material’ “Altérnatively,
ingots passed by the Inspéctor may be wired in” bundles and the necessary marks stamped ona metal
label sccurely attached to each §Jundle ) .

5 ' Manufacture._. :

."(a) Castings shall be manuiactured elthcr from mgots whzch comply w1th Sect;on I of th:s
specificatidn or from materfal whose compliance has not been verified. . When ingots complying with
. Section I are used, the founder's own scrap from material which comphes with the chemical com-~
position of this specification may be mcluded Thc segregatlon and storage of such scrap shall bc to L
~-the satisfaction -of . the Inspector, ., :

{8} Castings shall be supphed in the cast cond]tlon unless tbe order spec1ﬁes that they sha.Ei be
annealed.

Chemzcai Compos:tzon L RS :
( ) The chemical composnlon of the matenaE of thc castmgs shaﬁ be : n
' - Aluminium - Not lcss .than 7:5% nor. more. than 9 oy :

} _Not mure than 0- -
Total of above impurities’ . Not more than 0-40%, .
. “Tin - - - - - Not more than-0-10%
‘Magtiesium -2 = The teraingder 1R

(b) The manufaciurer shall supply the complete analvsns cf the castmgs to the Inspector as
follows : S

o () Where mguts whlch complv with Sectmn I of tlns spemﬁcatlon ha.ve been used wzth or; mthout- o i
“the addition of the founder’s own scrap-as defined in Clanse 3 5+{a), 2. minimum.of 5% of the: <ot
casts of alloy shall be subjected to complete analysis.for the above specified elements; with . -

_an overriding minimum of oné complete - analysis per ‘week, . The -minimim number of .

“analyses required may be’ mcreased by the Inspector if he'is not satlsﬁed w1th the condltmns‘ T
of mannfacture, . 3

(i Where miaterial, whose ccmphance Wlth Scct:on I of tlus spcmﬁcatwn has not been Vm..__ A,
has. been jused, an’ -analysis- of each cast ‘will normally ‘be required

e ) A cast shail be defined "as; ir C]ausc 1o

7 Dxmensmns. . The castmgs shall be made to the d1men51ons spec1ﬁed.w1thm the limits glven ;
in Clause 8 and be ca;)able of being machined where requlred to the finishéd dimensions without leavmg :
evidence of the cast surface, e S . . e

8 Margms of Manufacture “The thlckness of the. castmgs where nct machmed shall be nut:.:-:: '
less than the nominal thickness, and shall not exceed it by more th:m 10%, unless otherwmc agreed o
 between "the purchaser and"the manufacturer o : : : RS

9. Freedom from Defects. _ o

. (rz) The castings shall be clean and scund T]ley sha]l be capable of bemg machmed satlsfactorlly .
and of taking a good finish.

R (b) Any casting may | b re;ected for faults cf manufacture, defects or mcorrectness of d:mensxons
_whether discovered -during inspection’or subsequenily; during: ‘machining; notmthstandmg that: the
.- .casting has been previously. passed s conforrmng to the .chemical: compos'i

. tests ‘of thxs spemﬁcatmn ) :
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10. Provision and Preparation of Tens:le Test Samples
- {a) General Procedure,

" (i) The metal for the test samples ahall be tal\en from the crucrb]e ‘or Iadle from whrch the IR
. castings-are poured,-and shallmotbe: sitbjected to! reﬁuxmg drito’ any treatment other than 000
“adjasting ‘the’ ‘temiperature to’that suitable for pouring. .
(u) The test samples shall be cast in a dry sand mould which, shall have mternal dxmenszons of_
'the form shown in Fig. 1, Fig. 2 or Fig. 3. - The mould shall be dnclined at aangle of approxi-
- mately 30* from thie vertiral at ¢ TIELCE ‘of p the metat shall be poured
<77 info the tap of the mould. - Th ammed intg any: conventent_
: : ierontaiher (such ds a sfeel tube); provrded that the'portion of the bar tapering from 1 . to
L WUt ST in. S separated from the container walls by notless than Yy in’ ofsand for ‘moulds made -

accorc]mg to Fzg L.or by not 168§ than 1 Yy in. of sand for moulds made accordmg tu F]g 2. Lo L
Frg 3. :

i {b) Test. samples representmg cas 1ngs made from mgots whach compl_v wrth Sectmn Iof thzs o
o '._spemﬁcatlon, with or'without 'the additionof: “founder's 'own serap a5 defined in Clause B:(a); 7000
(1} When'a' smgIe cast of less than 500 lb 5 employed at loast: one test sample'shall be.cas and
- beSted to represent the cast: When'a' séries of castsseach: ess than B0 1B, i emploved, at =
"5 léast one test sample.shall bha cast.and tested 4o represent each 500 15: of metal: poured ‘or
200 Tb, of fettled castings at the, option of the .manufacturer. .- When one.or'more castsof - -
500 1b ot over are emp]oyed at !east one test sa ple shall be cast and tested to represcnf.
oeach cast. ..o : BN
(n} Atleast one tensrle test sample hajl be cast and ¥
castlngs g :
ru) Tor: ]arge castings’ the purc
: shall be & tand

-At least ne:test, sample shall. be castand;
plire __l_nchever is; the lesser W gh

s Tensxle ’I‘est. E. st preces prepared as- specrﬁed
-'foiiowmg tests ‘toitlie‘satisfaction ‘of ‘the Inspector_ k

Ultimata’ tensxle stress
i * Elongation ™2
’I‘he Ioad shall ‘be. appheci axmlly

* Should ‘a-tensile fest’ piece break outszde the.mldd{e half f
_dlsca.rded and another test. made S

i I any test piece fails 10 compl th-the'tensile fest: specified in“Clause 11 the”
L In’spactor.may Teject the casting .or castings represented by:that test it

g request of the mantifactirer _th_e adoptmn of one of the ollowing'a
L) Se]ect for test. not ‘imore:

: ( ) Select for-test two castings from those: represented by the ‘test piece which failed. O
- +:-sample shall be cut from each: ‘casting; and the. largestipracticable size of test: piete shown ia
‘B.S, Specification 2A'4 shall b prepared from esch of these test samples, Both these samples

“are required to ‘comply with the fest 5pec:ﬁed in'Clause 11 T k

L <13. Protection agamst Corrosmnl Unless o en.vrse specxﬁed by. the”purchaser.'“all castmgs
shall Be' ‘protected: agamst corrasion; before delivery, by chromate treatment in"accordance with one
o of the methods glven in Process 5: i 911

¥ The followmg partrcutars are’ gweu for m{ormatmn nl.
(a) The 0 1% pruof stress of these sund ca.st test bar
'8q. e
[ ‘\iutenal which comphes with the ten
. results if cast in chill moulds:
: R p 1"0 proof stress
_U AT

"'tons “Per sq.in.
tnns ipe .

éﬁamca] propertres sp
‘ittended ‘a5 a test of quality’of t

ininotes’ .{a) and’ (b) :above are
ecessanly a%lsc ‘certai rhons
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14: Identification. All castings passed by the Inspector shall be stamped with the mark of
the Inspector and such other marking as will ensure full identification of the material. All such
stamping shall be done wherever it is least liable o be detrimental to the casting. At the discretion
of the Inspector, small castings may be made into bundles which shall be Jabelled with the mask of the

_Inspector and such other marking as will ensure full identification of the castings ; normally, castings
under 3 Ib: “in’ weight “may e §0 dentifigd, T S R s s s B

_ SECTION AA

BN To BN b

Axialiloading i
hackels af the

es:TI_r.\‘g%ﬂgz.:h.mé_l-.. -

| sestional Areastisqin

R 2 In Parallel =] 7

- UFig'4 Tensile Test Piece.”

“ Inspector " shall be

L __:__Fa.;_»f the. Qbftrﬁdses_;gf this _sfx;ceﬁbéiibﬁ_ag_'d:n: /l.'us:ié'_ahﬁn':s:iéz:'_'u.i&'_;"d___ the, tern
< interpreted gn the '_rg_a_qn_fzcr-difectcd_-b'y'f]zz':._z_i:_.e_s!fdlia srworthiness A uthorily concerned.

This specification, prepared by the Special Committee on Aireraft Maferials and Components, - -

" ivas approved on behalf of the Council of the Associationon 18th February

.~ .1, 1n order _.t;:l keep abreast of progress in the industries concerned; Australian standards are su_b_j.cctit't.:pen_.
review. " Suggéstions ‘for improvement, addressed to'the Headquarters of the ‘Association, will be welcomed -

. AURTRALARIAH HEDICAL PUBLIBKING SOMPARY LIUTED -




