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MILITARY SPECIFICATION

STEEL, ALLOY, CHROMIUM-MOLYBDE~M; CASTINGS

5
1. SCOPE

1.1 Scope. - This specification covers heat treated alloy steel castings suitable for Naval use at
temperatures not in excess of 1050e Fahrenheit (F),.-.

i
1.2 Classification. - Alloy steel castings shall be of the following classes, as specified (see % 2):

Class 1 - 1-1/4 percent chromium - 1/2 percent molybdenum.
Class 2- 2-1/4 percent chromium -1 percent molybdenum.
Class 3- 1-1/4 percent chromium - 1/2 percent molybdenum - vanadium.

2. APPLICABLE SPECIFICATIONS) STANDARDS, DRAWINGS, AND PUBLICATIONS

2.1 The following specifications and standards, of the issue in effect on date of invitation for bids,
form a part of this specification:

SPECIFICATIONS

FEDERAL
NN-BY621 - Boxes, Wood, NaUed and Lock-Corner.

Li-- MILI’I’ARY
JAN-P-106 - Wcka@ng and Packing for Overseas Shipment -

Boxes; Wood, Nailed,
JAN- P-1 32- Packaging and Packing for Overseas Shipment -

Crates; Unsheathed, Wood; Nailed (for Maximum
Net Load of 2, 500 Pounds),

MIL-L-1 0547- Liners, Case, Waterproof.

NAVY DEPARTMENT
General Specifications for Inspection of Material, and

Appendix 11, Metals.
P&r t A - Definitions and Tests.
Mrt F - Radiography,

Section F-1 - Definitions and Radiographic Require ments,
Appendix VII, Welding,

Section C-3 - Welding of Cast Steels.

STANDARDS

MtLITARY
MIL-ST13- 23- Nondestructive Testing Symbols,
MIL-STD- 105- Sampltng Procedures and Tables for [nspection by Attr~butes.
MIL-STD- 129- Marking of Shipments,

GPO-O-NAV -L-276

U,,,L.
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(Copies of fipecificati

IL lards for Steel ( ‘afitimj. i,

r::;, standa’rds,and drawlr,gs required by cor!u%ctf~rs in COKU1.:(:dori with si~cific
procurement functions s!.ouid be obtained from the procuring agency ~~ras directed b:: the contracting
officer. )

3. REQUIREMENTS

3.1 Material. - Thti material used shall be such as to produce castings in full compliance with the
chemical and mechanical reqtiements’ of this specification.

3.2 Process
4-

Unless other wise s~cified in the contract or order or in detail specifications,
steel cast gs s a be made by one or more of the following processes:

Electric (a~c or induction).
Open-hearth.
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3.4 Mechanical properties. - The mechanical properties of the castings shall conform to table IL

Table II - Mechanical properties,

: Tensile : Yield : Elongation : Reduction :
; strength . in 2 inches :

; (%;\ ;
in area :

(min. ) (min. ) : (min. ) :
P,s. i. : P.s. i, ; Percent : Wrcent :

.

: 70,000 ;40,000 ; 20 : 35 ;
:

3, 5 Heat treatmen~. -

3. 5.1 Unless otherwise specified in the contract or order or in detail specifications, castings shall
be heat treated by one of the following methods:

NormaLize and temper,
Ameal, normalize and. temper.

When selecting the desired heat treatment, due consideration shall be given to the composition and
complexity of design in order to prevent the formation of heat-treating cracks. When requed by tie
contract, order, or applicable drawings, castings which are subjected to heavy dynamic or fatigue
stresses shall be given a homogenization heat treatment prior to receiving the heat h’ jatment necessary
to produce the required mechanical properties, Castings shall not be quenched ia, or sprayed with
liquid or be subjected to a mechanical air blast without the approval of the bureau or agency concerned.
Castings which have been cold straightened or formed shall be given a stress relief heat treatment in
accordance with 3.5.6. Castings may be straightened at temperatures within the stress relief tempera.
ture range specified in 3. 5.6 without further heat treatmenL

3. 5.2 Annealin~- To anneal, castings shall be uniformly heated at a controlled rate to a temperature
between 50 and 150 F. above the upper crittcal point, and shall be held at this temperature until all parts
of each casting in the charge have reached this temperature above the critical point. The castings
shall be cooled slowly in the furnace until the temperature has fallen to 750’F. , after which the cooling
rate of the furnace may be accelerated, When the temperature of the hottest part of the charge has
fallen to 50Q”F. above the ambient temperature, the castings may be removed from the furnace and
cooled in still air. When permitted by the Government inspector, the cooling rate of castings in which
dimensional stability is not a controlling factor may be accelerated when the temperature has fallen to
1, 000”F,

3, 5.3 Normalizing. - The castings shall be heated to and held as specified in 3. 6.2 at a tem~rature
of at least 100” F. above the upper critical point. Castings shall then be removed from the furnace and
permitted to cool through the critical range in air,

3.5, 4 Heating and quenchin When quenching is permitted, castings shall be uniformly heated to
and held at a temperature suffi tly above the upper critical point for a time sufficient to insure that
all sections are in proper conditfon for quenching, and then rapidly cooled in a suitable quenching medium,
The heating and quenching may be preceded by a homogenizing, normalizing, tempering or annealing
operation or suitable combination thereof, depending on the pharacter and condition of the material and
the pZ@.iCUlar prOperUeS required.

3.5.5 Tempering. - Castings which have been normalized or quenched (see 3.5. 1) shall be given a
lempering heat treatment by heating uniformly at a controlled rate to a temperature of 1,100 to 1, 300”F.
The temperature of the charge shall remain within this range for a period sufficient to insure that all
sections have been uniformly heated at the required temperature. The castings shall be coded at a rate
appropriate for the composition, shape and size, Mechanical properties of normalized or quenched
castings shall be determined after tempering,

*.
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(J ‘- S. 5.6 Stress relief heat t.i~atment. - Castings shall be treated by a method identical with the
tempering heat treatment specified in ~.5.5. For steel which has been quenched or normalized and
tempered to obtain requtred mechanical properties, the stress relieving temperature subsequently
applied shall be at le~t 60 but not more than 100°F. below the tempering temperature applied except
that, if the manufacturer desires to determine mechanical properties after stress relief, the stress
relief may be at the tempering temperature. Redetermination of mechanical properties will not be
required after stress relief. (For stress relief of welded castings, see General Specifications for
Inspection of Material, Appqndix VII, Section C-3. )

3, 5, 7 Homogenization. - When homogenization is required, (see 6. 2), the castingb shall he heated
-. at a controlled rate to temperature of 1,850 to 2, 350”F. and shall be held at the homoge~za~~ tempera-

ture a sufficient length of time to minfmize harmful heterogeneity by diffusion. The c~stigs shall then
be withdrawn to cool through the critical range. Homogenization shallbe followed by annealing, normal-

7 izing,and tempering, or, if permitted, quenching and tempering.

3,5,8 Heat treating equfpment.. Continuous or automatic heat treatig equipment may be used,
provided such equipment reproduces the heat treatment cycles spe@fied herein.

3,5.9 i?yrometric control. - Adequate pyrometric equipment shail be empioyed to indicate the
temperature of the casting during the heating and coo).ing cycles Of the heat treatment, A heat-treatment
record shall be available to show that the heat-treatment requirements have been carried out.

b ‘w

3.6 Cleanin~ - Castings shall have heads and gates removed, and shall be thoroughly cleaned, all
sand, s~tis and excessive rough spots being removed by mechanical means before final inspection.
Padding addd by the foundry to provide directional sol.tdfficat.ion shall be removed unless provisions
are made in the contract or order to permit such padding to remain for removal by subsequent machining
operations, When heads, gates and padding are removed by gas cutting or scarfing, the removal shall
be performed before the final heat treatment and in such a manner as not to impair the casting. Gas
cutting or scarfing shall be foliowed by cutting, chipping or grinding operations as necessary to provide
the specified contour to the satisfaction of the Government inspector.

3.7 Repair of defects, - Unless otherwise specified by the bureau or agency concerned, welding
shall be used to repair defects,

3.7.1 Repair by weldin$- Welding shall not be performed cm castings before the s~cffied heat
treatment has been applied except as specified herein, Welding of minor defects in heat-treated castfngs
in accordance with General Specifications for ?nspaction of Material, Appendtx VII, Section C-3, or other
instructions issued by the bureau or agency concerned, wfll be permitted. In the case of normalized
castings, welding may be performed after norrn~~g but before te mper~g, ~ the case of cast,ings
which are to be quenched and tempered, welding may be performed after a normalizing heat treatment.
Welding of defects oi,her than minor defects shaU not be performed without the approval of the Government
inspector, Authorized repairing shall be accompushed in accordance with General Specifications for
Inspection of Material, Appendix VII, Section C-3, or other instructions issued by the bureau or agency
concerned,

3.7.1,1 The term “minor defect” shall include undersize areas resulting from oxygen cutting, grind-
ing or chipping, surface sand, or slag defects, or slight surface defects, provided that the depth of the
defect when prepared for repair weldfng does not exceed 20 percent of the wall thickness at that point, or
1 inch, whichever is less, and provided that it has no other dimension greater than four Umes” the wall
thickness, or greater than 6 inches, whichever is less.

3.7,1.2 Major defects include all defects not falling within the limits s~cified in 3.7.1.1.

3.7.1.’9 Each request for permission to repair defects by welding shall be accompanied by an analysis Q

!
of the asting to aid in the determination of proper welding procedure. In considering requests for
author ty to repair defects, radiography or other nondestructive tests may be required to determfne the
extent of the defects, the completeness of their removal, and the effectiveness of repairs.

5
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3.7.2 Any evidence

‘u
of unauthorized repafr, or repairs which do not conform to General Specifications

for Inspection of Material, Appendix VII, Section C-3 or other instructions issued by the bureau or agency
concerned, will be considered se cause for rejection,

3.8 Soundness. - Castings 6baU be of uniform quality and condition, free from harmful defects such
as injurious tears, cracks, porosity, sand inclusions, blowholes, shrinkage cavities, cold shuts and
unfused chaplets or chills as determined by visual examination and applicable ncndextructive tests,
including radiographic examination and magnetic particle inspection. The acceptability of discontinuities
in casUngs for specific applications shall be determined by comparkdon with suitable standards furnished

-

or approved by the bureau or agency concerned. Repair of defects by approved welding processes ad
by qualified welders will be permitted, when performed in accordance with procedures specified in 3,7.

t
3. 8.1 Radiographic examination. -

3.8.1,1 Castings shall be rsdiograpb.ically examined as specified in 4.6, except when swcffically
waived by the bureau or agency concerned and such waiver is made known in irivitations to bid and is
included in the contract, order (see 6.2) or applicable drawings.

3. 8.1.2 Marking of drawings by design agents. - All drawings detailing steel castings shall oe sub-
mitted in du~licate to the bureau or agency concerned for determination of necessity for radiographic
inspection and addition # radiographfi location markings, including the classification of the castings for
application of radiographic standards. Radiographic markings in accordance with Standard MIL-STD-23
will be placed on these drawings by the bureau or agency concerned and one copy returned to the design
agent, who shaU incorporate these markings on tracings in such a manner that they will appear on aIl
subsequent copies. Where radiographic markLngs may obscure details on the drawings, a separa~ draw-
ing shall be prepared showing the necessary design details and on which the markings shall be incorwrated,
Such supplementary drawings shall be positively identified with the drawing on which the part is detailed.

3. 8.1.3 The Government inspector may require radiographic-examination of additional locations to
.

investigate the extent of defects revealed by the original radiographic examination, by surface inspection,
by machining, or by pressure or other tests.

3. 8.2 Magnetic pa rticle inspection. -

3.8, 2.1 CasUngs shall be subject to magnetic particle inspection @ detect the presence of s@face hot
tears and cracks except when specifically waived by the bureau cr agency concerned and such waiver is
made known in hwMUon to bid and is included in the contract or order (see 6. 2) or applicable drawings.

3.8. 2.2 Magnetic particle examination shall be perfcrmed on casUngs in those locations indicated on
suitably marked drawings or supplementary position charts.

3.8.2.3 Marking of drawings by design agents. - Drawings detailing steel castings shall be submitted
in duplicate to the bureau or agent y concerned for determination of necessity for magnetic particle
inspection and addition of, magnetic particle location markings, The magnetic particle markings in
accordance with Standard MIL-STD-23 will be placed on these drawings by the bureau or agency con-
cerned end one coPy returned to the design agent who shall incorporate these marktngs on tracings in
such a manner that they will appear on all subsequent copies. Copies of drawings forwarded for radio-
graphic markings in accordance with 3.8,1 will suffice for this purpose.

3,& 2,4 Where practicable, magneUc particle inspection shall be performed on the rough casting to
determine the presence of defects which may cause rejecfion of the pert U discovered on finish-machhed
surfaces, when surface discontinuities are discovered, the interpretation or extent of which is doubtful
these kdications shall be investigated by shallow chipping or grinding, or other suitable means. If the
cavity resulting from the complete removal of the defect is not greater than 10 percent of the required
wall thickness or not greater than 1/4 inch, whichever dimension is the smaller, ibis cavity may be
blended with the casting surface and no repairs will be required.

6
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df’&%RIPwThe responsibility for furnishing heat-treated castings that can be machined to

mms ons within the tolerances given without further straightening, shall rest with the
con@ctor. Layout points, when required, SIX11be shown as such on the applicable drawings, and shall
be suitably incorporated in the castings. Castings of excessive oversize or overweight with regard to
dimensions shown on the drawings shall not be furnished.

3.10 Mark.in
+“

Castings shall be positively identifiable upon receipt with respect to pattern or part
number, the me t from which they were poured and the lot with which they were heat-treated. Where
practicable, all marks shall be placed in such a location that they shall not be machined off in finishing< to the required dimensions. In the case of small castings where individual marking and stamping is
impracticable, castings from the same pattern and heat may be wired together or placed in a container
with a mel$il tag on which the correct identifying melt and lot numbers have been stamped. Where the

$ production of a particular foundry is such tht it is not practicable to identify individual castings by melt,
castings shall be divided into lots as determined by regular production time M@rvals,

3.11 Workmanship, - The workmanship shall be first class in every respect.

4. SAMPLING, lNSPECTIC)N, AND TEST PROCEDURES

4.1 Lot. - A lot shall consist of castings of one class made from the same melt or the same pourbg
of a lad~ntaining a number of smaller melts, heat-treated in the same furnace charge and offered
for inspection at one time, When individual castings cannot be identified by melt and have been heat-
treated in continuous heat treating equipment, a lot shaLl coneis~ of castings of one class, the product
of each 4 hours of continuous operation of each furnace offered for inspection at one time.

4.2 Sampling for chemical analysis. -

4.2.1 Where material can be identified by melt, one sample shall be obtained from each melt.
c

‘%+” 4.2.2 Where material cannot be identified by melt, two separate representative samples shall be
obtained from each lot, The samples shall be sdected in a manner estimated to disclose any non-
uniformity of material within the lot and shall be tested individually.

.4.2,3 Drillings for analysis shall be taken from broken test specimens or from castings selected by
the Government inspector. u practicable, castigs shaLl be drilled in such a manner as not to impair
their usefulness. Samples shall be forwarded to a Government laboratory designated by the bureau or
agency concerned.

4.3 Sampling for mechanical tests. -

4.3.1 Where practicable, sufficient test coupons shall be cast with and gated to the castings 10
represent the lot or the particular casting. Care should be taken that the test bar mold is gated in
such a manner that its feeding does not detract from the soundness of the casting. When this is im-
practicable, coupons from which specimens can be machined may be cast attached to the castings. The
Government inspector may, upon request, permit separate coupons to be cast from the same melt as the
castings they represent. In all cases, separately cast coupons shall be identified by the Government
inspector. When integrally cast coupons are used, they shaIl not be detached completely from the casting
until it has received its final heat treatment and has been properly identified by the Government inspector.

4.3.2 Unless o~erwise specffied in the contract or order, for castings estimated to weigh 503 pounds
or more in the rough, at least one tension test specimen shall be taken to represent each casting.

4, 3.3 Unless otherwise specified
500 pounds in the rough, at least two

in the contract or order, for castings estimated to weigh less than
tension-test specimens sjmll be taken to represent each lot. .

b“-’.(-..-. .
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4.3.4 The responsibility for furnishing .Sufficient test coupons shall rest with the contractor.
Coupons shall be heat-treated with the castings which they represent, and shall be positively identified
there With to the s%t.isfact.ion of the Government inspector. C~g of test coupons shall consULute
cause for rejection of the cadings which they represent. When the manufacturer so desires, e~tra
c“ast.ings may be made in order to provide for test specimens.

4.4 Sampling for radiographic and magnetic particle inspection. - When required (see 3.8 and 6. 2),
castings selected in accordance with 4,5shallb e subjected to radiographic and magnetic parttc~e
inspection, If none of the castings in the sample are defecUve, the lot shall be accepted. If any casUng
in the sample M found defecUVe, it shM.1be rejected, and the remainder of the Iot shall be subjdcted to
radiographic and rnagne t ic particle in~cUon. Any additional casUngs found defective shall also be
rejected,

4.6 Sampling for visual and dimensional inspection. - From each lot of castings (see 4. 1), a random
sample shall be selected bythe Government inspector for inspection of visual and dimensional charac-
teristics with lot acceptance based on table III in accordance with Standard MIL+3’TD-105.

Table III - Sampling for visual and dimensional
inSpecUon - AQL (approx. )=1. Oper-
cent defective.

Number of : Number of: Acceptance : Rejection :
castings in : castings : number : number :

: hspection lot : in sample : (defectfves) : (defecffves) :

: Under 16 ~ All ~ --- ~ --- ~
16t025 : 15 : 0: 1:
26t040 : 25 : 0:1:
41 to 110 : 35 : 1: 2:

: 111 to 180 : 50 : 2
: 181t0500 : . ;;3:
: 501 to 800 : 1;: ; 3;4:
: 801 and over : 150 : 4: 5

,*

.-3

4. 5.1 Visual and dimensional !.nspection. - Each of the sample castings selected in accordance with
table II] shall be visually and dimensionally inspected by the Government inspector as to surface indica-
tions of defects and rough dimensions after heat ~eatrnent and final cleaning to verify compliance with
this specification, Any casting in the sample containing one or more defects shall be rejected, and if
the number of defective castings in the sample exceeds the acceptance number for that sample, the lot
represented by the sample shall be rejected, Rejected lots may be offered again for Government
inspection provided the contractor has removed all nonconforming castings. The Government inspector
shall again select and examine samples from such rejected lots in accordance with table III to verify
compliance with this specification.

4.6 Radiographic examination. - Radiographic examination shall be performed under the supervision
of the Government inspector in accordance with General Specifications for Inspection of Materiai,
Appendix II, Wt F, Section F-1 on castings in those locations indicated on suitably marked drawings.
If the radiographic classification does not appear on the drawings, examination shall be in accordance
with Radiographic Standards for Steel Castings (see 6. 3), The acceptability of casUngs with disconti-
nuities found by radiographic examination shall be judged by comparison with Radiographic Standards for
Steel Castings (see 6. 3),

4,7 Mechanical tests, -

4, 7.1 Tension test specimens shall conform to the dimensions of type 1 of General Specifications
for inspect.ion of Material, Appendix II, Part A,

8
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4,7.2 When any test specimen shows defective machining or obvious lack of continuity of metal, it
may be discarded and replaced by another specimen selected by the Government inspector. The nature
of the flaw or lacK of continuity of the metal, when deemed characteristic of the material under inspection,
shall be taken into consideration when determining the acceptability of the casting or castings. If the
percentage of elongation of any tension test specimen is less than that specified, and any part of the
fracture is outside of the gage length, or within the gage length and less than 25 percent of the gage
length from either datum point, as indicated by scribe marks made on the specimen before testing, the
results may be disregarded and another specimen tested.

-a 4.8 Rejection, - If any test specimen representing a lot fails to conform to this specification, the
entire lot shall be rejected. If a test specimen representing a single casting fafls, that casting shall be
rejected, Injurious defects in castings revealed subsequent” to acceptance shall be considered cause for

-1
rejection. Castings or lots which have been rejected for fmlure to meet mechanical requirements may
be reheat-treated and resubmitted one time only for inspection,

4.9 Inspection procedures, - For Naval purchases, the general inspection procedures shall be in
accordance with General Specifications for Inspection of Material.

5. PREPARATION FOR DELIVERY

5, 1 Packaging. -

5, 1, 1 Small POl.ished castings, - Small polished castings weighing less than 50 pounds each shall
be individually wrapped with a minimum of 2 thicknesses of 40 pounds minimum basis weig!lt kraft
paper or equivalent.

5.1, 2 Other castings. - Castings, other than those specified in 5. L 1, will require no packagfngl

‘L-4)-
b. 2 i%ckf.ng. -

5,2.1 For domestic shipment, -

5. 2.1.1 Small rough castings. - Small rough castings weighing less than 150 pounds each shall be
packed individually or in multiple units with adequate blocktng or bracing in nailed wood boxes conforming
to Specification NN-B-621. .Bundles shall be metal strapped. The gross weight of nailed wood boxes
::hall not exceed 250 pounds and of bundles, 500 pounds.

5. 2.1.2 Small polished castings, - Small polished castings weighing less than 150 pounds each,
including those packaged as specified in 5, 1.1, shall be packed individually or in multiple units with
adequate blocking or bracing in nailed wood boxes as specified in 5.2.1.1.

5.2, 1. 3 Large castings. -

5. 2.1.3.1 Large castings weighing more than 150 pounds each and having projections or surface
finish which may be damaged in handling or shipping shall be packed individually or in mulUple units
with adequate blocktng and bracing in an unsheathed crate conforming to Specification JAN-P-132 or in
nailed wood boxes conforming to Specification NN-B-621. No strapping will be required. The castings
shaU be securely bolted, blocked, braced, or strapped to prevent shift.tng or damage within tbe crate or
box. The gross weight shall not exceed 500 pounds, unless individual castings exceed this weight.

5.2.1, 3.2 Large castings weighing more than 150 pounds each and not subject ta damage in shipment
maY be shipped unpacked.

b, 2.2 For overseas shipment, -

!>.2, 2.1 Small rough castings. - Small rough castings weighing less than 150 pounds each shall be
packed as Specified in 5,2.1. 1, except that the gross weight of nailed wood shalJ not exceed 150 pounds
and of bundles, 25C pounds, Wood boxes shall conform to Specification JAN-P-106 and appendix thereto.

-
.>...
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5. 2.2.2 Stnall POlished castings. - Small polished castings weighing less than 160 pounds, each, - –
iqch.ufing those packaged as specif!~d in 5.1.1, shall be packed as s~cf$ied in 5.2. L 2, except that the
gross weight shall not exceed 160 pounds. Shipping containers in which pac@ged castings are packed
(s6e 5.1. 1), shall be lined with q sealed waterproof case liner conforming@ SPecffica-
t.ion IvIIL-L-105$7 and appendix thereto. Wood boxes shall eoqform to SpecffJcation JAN-Pe106 and
appendix ttlw’e to.

5.2.2, 3 La~ge castings. - Large castings weigh$ng more than 160 Poqds shall be packed as
specified in ~:1 3 ~xce~t “I$ien~jipd wood boxes shaU con$cwm to Specf%tion JAN-P-1Q60 shipping -
containers Fhall be c~osed and sjt.y~pped in accordance with !@eapplicable container specification.

5,2, 3 For dom estic or overseas shipment. - Where practicable, shipping COntaiI’Ier5of sim~ar con-
(struction .siiaL1M ‘afUr-df6r-m–$@ :?hid shall contain the same number of cgst.ings of one size, melt or

lot number. C@ta,tners shall be d@gned to fit the contents ‘in ? cOmpSCt manner.

5.3 Markin .-
+

@ addltjon Lo WY special marking requtred by the contract or order, each package
and SMPp ng con Iner shall be rnar~ed in accordance with Standard MIL-sTD-129. The IIomenclature
shall be “Sleel, Alloy, Chrorrlium-klolybdenum, Castings ‘$

6. NOTES

6.1 Intended use. - Class 1 steel castings are intended for use with superheated steam at temperat-
ures of 850 to 9~ F. Class ~ a~d class 3 steel cast imgs are intended for use with superheat stea in at
temperatures of 950 Lo 1, 060”F Unless class 2 or class 3 is specifically required, either class may
bp used in the temperature rang$ $pecUied.

6, 2 Ordering data, - Procurement documents should specify the following:

(a)
(b)
(c)

(d)

(e)

(f)

(g)

Title, number, and date of this specification.
Class required (see 1. 2).
That all patterns furqishsd by the Government shall be properly cared

for by the coqjractor, and when being returned to the Government
shall be sqttqbly bored or crated by the contractor LOPrevent dama9e
or breakage in trtmsit. Before shipment f?orri the ‘foundry, patterns
should be iqs~cted by the Government inspector and report made by
him ff the patterns are found in an unsatisfactory condition,

Whether the patterns are to be furnished by the Governriient or are to
be supplied by the contractor,

Whether homogenization heat treatment iS req~ed, and the homo9e1d-
zation tempei%ture (see 3.5. 7).

When radiographic examination and magnetic! particle inspection are n~
required (see 3, 8. 1.1 and 3.8.2. 1).

Whether preparation for domestic or overseas shipmenL is required.
(sg,136.2 ana 5. 3).

6.3 Radiographic Standards for Steel Castings are not at present available for general iJistribuLion,
They may be examined at the following offices:

Inspectors of Naval Material.
Inspectors of Machinery, U.S. N.
Supervisors of Shipbuilding, U.S. N.
Commander, Naval Shipyards.

6.4 The conditions under which piloL castings should be furnished, inspected, and subjected to
destructive tests for colmplete exploration, when such pilot castings are considered necessary to insure
obtaining satisfactory castings and to expedite delivery should be specified in the contract or order.
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i P Notice. - When “Government drawings, specifications, or other data are used for any purpose other
-- than in connection with a definitely related Government procurement operation, the United States

Government thereby incurs no responsibility nor any obligation whatsoever; and the fact that the
Government may have formulated, furnished, or in any way supplied the sahi drawings, specMicaikms,
or other data is not to be regarded by implication or otherwise as in any marmer Uccmsing the holder
or any other person or corporation, or conve yivg any rights or permission !.; mamlfachme, use, cr seU
iiny patenled invention that may iri any way be related thereto.

L.&

Downloaded from http://www.everyspec.com



Downloaded from http://www.everyspec.com



INSTRUCTNXJS: In a continuing effort to meke our standardmtion dooumente bet@L tbe DoD provides tide form for use in

submitting commenti and eugfpatiom for improvements. AU users of military stmddbation documents are invitad to provide

suggestions. This form maY be detwhed, folded along the Iina indicated, kped elong the 100SSdge (DO NOT ST*LEJ, d

L. ●mailed. In block 6, be as specific as possible ●bout Perticulsr problem mess such m wording which required interpretation, was

too rigid, restrictive, hose, ambiguous, or wss incompatible, and give propoeed wording chenges which would elleviate the

problems. Enter in block 6 aay remarks not related to ● specific paregraph of the dooument. If block 7 is filled out, en

acknowledgement will be mslled to you within 90 days to let you know tbet your commenti were received and are being

considered.

NOTE: This form may not be used to request copies of documents, nor to request waivers, deviations, or clarification of

speci ficatioa requirements on current contracts, Comments submitted on this form do not constitute or imply authorization

~ to waive any portion of the referenced document(s) or to amend contractual requireznen~.

{Rold otong thb line)

(Fold along thti line)

DEPARTMENT OF THE NAVY

111111
OFFICIAL EWS$NESS
PENALTY FOR PRIVATE USE $300 BUSINESS REPLY MAIL

FIRST CLAsS PERMIT NO. 12503 WASHINGTON D. C.
4

POSTAGE WILL BE PAID BY THE DEPARTMENT OF THE NAVY

Chief, I.ltlrcau ()( !;llips

At In: C{)(IC 62 I
l)elj:]rtnl{>lll ol_ 1I)(I Navs
I{:l::lt infi~ ,fII , 1)(: :)[)’](,()

EC
NO POSTAGE
N6CESS%)RY
IF MAILED
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UNITED STATES
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