| MARCH, 1947 o "~ EMERGENCY STANDARD - -
: Ty No.  (E)2D.638—1947
(Superseding No. (E)D. 638—1040)
Being British Ministry of Supply
Material Specification

No. D.T.D. 281A*

endorsed withnut amendment.

. STANDARDS ASSOCIATION OF AUSTRALIA. -

. Qu'ality .of 'Ma.tén;sl. : Ingots for, the manufacture of cast gs fo Sectmn . 1 of tins "
specxﬁcatxon shall comply ‘in all respects with"Clauses 1 to 4 of Sectmn T-of bpec1ﬁcatmn D.T.D.
i 1363,1‘ the chemical compos:tlon reqmrements" "}_uch are :

'Alummaum B
L Zinc '-_
-'Manganese '

o 10T THOTE . than 10 5%

b ot meré thar 0-4%

L Im;be_m_tms.

- 'Tutal of ‘above impurities ™ “Not ‘mare- tha:r:'{:d ~35% "':'3:' (N
~Tin = s e s o Not:more; than‘l»iw% SR
Magnesmm o 4_- " ._- The remamder

S 2 Prowszon of Tcnsxle Test Samples. . ‘Tensile test: are required in accordance with Clause 2 '
et DT D 436B,T “The: purchaser may: alsoiiTequire’ ‘additional ¥'sarmplesito: be. heat: trea.ted.‘: “The -

appropriate heat-freatmerit isgiven in Clivse s 0] below, and the’ ‘samiples shall tien comply with ‘the
. ", tests specified in C!au_se ]0 below When tests on“heat- treated “samples ‘are requtred this shall be .-
' stated on the order : _ BT ' : S

: : Tx In ‘order to a.vond con{uslon' it'is’ recommended that his specification bc referred to by'1ts Br:txsh M
o Snpp[y classxﬁca.txon Ne, DT.D_. 814, by Whl.ch i
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SECTION II.

_ Castings. -

Manufacture. Castmgs shall ‘e 'manufactured either from ingots which cumply with

"Sectmn T'of this specification or from material whose compliance has riot been verified. ' “When ingots
complying with Section I are used, the founder’s own scrap from material which complies with the -
chemical composition of this specification may be mcluded The segregatlon and storage of such :

- scrap shaII be ‘tn the sa.tlsfactlon uf the Inspector ; : : : .

Chemxcal Composztmn

o (a) The. chemacal compomtaon of the matenal oi the castmgs shall be':_- e

: Imfmrztzcs . S
: Copper smye .'Nnt more tha.n 0: 15%.'

Sl_hu_:on - e Not more than 0 :30%
Iron _' SRl '-N_ot moré"than 0-05%,

S Nickel - 2 Not' more than 050104 =
"I‘otal of abuve 1mpur1t1es " Not more than 0740%
“Tin -« L - Not more than 0-10%
o Magnesium - oo o The rememder :

(b) ’E‘he manufaetarer shall 5upp1y the comp!ete ana]ys:s of the cas’imgs to the Inspector as S
follows x . S o :

iy he'product of one furnace'melt -
}“The" product of one crumble melt

. ..(m) .The product.of a. number of crumbIe or furng
i - pricr ‘to casting.

B (w} ‘The amount of metal tapped frozn the fui

nell _'\irl:lere-'sdci a:". eégregeted a.n'd iﬁixed_- .

: zthout_any further adch ons of metal havmg :
" Been ma.de, where 2 continuous meltzng process 15 empioyed or; .

BN ) As may be otherwwe deﬁne'

o :5 Heat-—Treatment.

() “The. castmgs ‘and’ test snmples shall-be heated tegether At femper ity
_435" C.-for: x;o less: than _ dc or:quenched in-oil o

option o th :

L imen: “The ide to't De its given
" in Clatse 7 and be‘capable of bemg machmed where reqmred to the ﬁmshed dlmenswns mthout lei’mg .
__ewdence of the cast surface. o o PO

g . the: castmgs iEre not machmed shau be
- not less:than the nominal thickness;. an'f;i sha.]] not’ exceed it by more. thaﬁ 10094 :
o 'agreed between the purchaswer_and the” manufacturer =

8 Freedom from Defects

e (a) The. castmgs shall be c]ean end sound : They shall be capable of b eing 17
'=._:and of takzng a pood finish, "0

0 (D) Any casting may be rejected: for fauits o} manui’acturel defects or incorreciness of; dimensi
'whether discovered’ durmg inspection :or. subsequently durmg machmmg, :

.'_-_castmg ‘has Been: prev;ously i onformm ithe:ch

-tests of th i
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9. Provision and Preparation of Tensile Test Samples.
{0) General Procedure. : :

(1) The metal for the test samp]es sha.]l be taken from the crucrble or ladle from w]nch the_ S
‘castingsare ponred; and shall not be ‘subjected to Tefluxing -or to any- treatment other than e
adjusting the temperature o that suitable for- pouring: - :

(11) The test samples shall be cast in a dry sand mould which shall have mternal dlmensmns of
the form.shown in Fig. 1, -Figi2 or Fig. 3, “The mould shall be inclined at dn angleof ; approxi- -

" mately.30% from the vertical at the commencement of pouring and the metal shall be poured -
inte’ ihe top ‘of the mould. “The sand of the mounld may. be. ramfied into any. convement "
‘container (5uch as 4 steel tube), prowded that the portion of the bar tapering from 1 jn. to
‘3% in. is separated from the container walls by not less than f in. of sand for moulds made
accordmg to I‘lg 1 or by not less than 11’3 in, of sand for moulds made accordmg to. F]g 2

- or.Flg L : -

' (b) Test sampIes representmg castmgs made from mgots ‘which eompiy ﬂi Sectlon I of thls'.
specification, with or without the addition of the founder's own scrap as defined-in Clause 8. . | -
-{i) When a single cast of les§ than 500 Th.'is employed at least onc test simple s ‘shall be cast-and .
.- tested to represent the ‘dast... When a series of casts, each less than'500-1b., is ‘employed,-at-
“least one test'sample shall: be cast and tested to represént each BO0 b, of ‘metal poured or
200 15, of fetiled castings =t the option of the manufacturer, When one or more casts of -
500 1b. or over are employed at least one i’est sample shaﬁ be cast and tested to represent
-each cast. : L
{n) ‘At least one tens:ic test sample sha]l be cast and tested to represent each day s produchon of S
castings.”
ol (m) For'large castings ‘the purchaser may specrfy"at tl 3
shail be cast and tested: to rep : -

1) -At least one fest sarple shall b
-poured whlchever s the iesser

(m) “For. Earge castlngs ‘the purchaser'may speclf at
“shall "be “cast and tested 10 represent each castmg

(w) The preparatmn of test samples shaH be i m accordance wrth Clause 9 (a) above

o 10 'I'ensrle Test* The test pleces prepared as; spemﬁed int Claus_e 9 shall comply w1th the
‘Io]lowmg fests to the satisfaction of t_he Inspector o _ :

) Ultimate tensﬂe ‘stress "“Not less“than 13 tons p'

. Hlongation - - L - Not less’ than 4% - ;

- The Joad. shall be apphed a‘clally RS S
Should a-tensile test piece brealk outs:&e the mrddle half of lts gauge ]ength the test may be L

: drscarded and another test made : .

Rc-tests. If a.ny test plece f:nls to - comply with: the tensilette specified m Clause'1 the' :
. Inspector may refect the casting or castings represented by that:test piecé or he may “permit,‘atithe. . ;-
' request of the manufacturer, the adoptxon of ane of the fotlovn g_ja]tematlve 1 tesi_..procedures
217 (@) Select for test not more than two furthy
-Provided that one of {h

x (b) Se!ect for test two castmgs from’ thoée Tepresented by the test which failed.” One'test "~~~ ¥
-samiple shall becut from each ¢asting, and’the largest’ practicable size'of test piece shown:in =77+ -
B.S. Specification 2A.4 shall be prepared from each of fhése test sampies B_o_th_ these samples

. are reqmred to comply withthe-test’ specxﬁed in’ (\‘*ﬁﬂse 10,

12 Protectmn agamst Corrosmn. Unless othemn‘if’!’spemﬁe d: by th' rchase.“, o castmgs L
shall be protected against corrosion, before delivery, by, ch?ﬁmate reatmen& in accordance w:th one
T-D.--Q 11 _ & :

of the methods glven m Process Spec:ﬁcatlon D,

¥ Fhe followmg ;)a,rtrcu]ars are gwan for mformatron only g R ’ :
(@) The 019}, proof streds of these sand cast test bars may be. c»:pected 6 be not less than's tons per sq iny

(b) Material whzch complres with the tensile: test gwen in C]nuse 1o may be e\:pected to gwe the iolIowm g L
resu%ts if ca,st in chill moulds s LS

1% proof stregs 7
ile“stre

: . F_longatmn
(c) The mechamcal propcrtle
interided 3§ 4! test_oi qual

: castmgs

(a) nnd (b) a.hovc

of the metdlionly and ate tiob necessarl ea]:sed in: cert:un portm
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13. 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 stamping

- shall be done wherever it is least liable to be detrimental 1o the casting. At the discretion of the

. Inspector, small castings may be made into bundles which shali be labelled with the-mark of the.
. Inspector.and such other marking as will ensure. full 1c!ent1ﬁca,txon of the castmgs normally, castlngs

under 3 lb in welght rnay be 50 1dent1ﬁed . :

6154.,.1'0'_55& | g : [ Ao

_ers;L_:

. The ends to ba
‘shaped to fit th
| Axialiloading i

: [shaickels ot The

il tes:lng machlrm

. " For ikc purpasas of this s;ﬁamf cation I mz.siamim'd ﬂ;e tcrm o Inspector siiaﬂ b_e '. i
o 11:tcrpreteti in the ‘manner dirccted by the Awstralarm “Atrworiliness Atthos Ly, concemz . e

S ThIS specxﬁcatlon prepared by ‘the* Specml Committee on Aircraft Matenal and” Compcments
. was approved on behaif of . the Councﬂ of .the’ Assocmtlon on:15th. I‘ebruary 1947

b;ect 1o cno&lcal

i 'order ’co keep abreast 'of progress ndards
ssol:la.tlon, WJII ‘beiwelcome

B revxew Suggestlons Ia:‘ 1mprovement ‘add




