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ALIAY CASTIAGS, PRECISION INVES'Ii~NT, CORROSION AND :~AT Rr,SISTANr 
Cobalt Base - 26Cr - 15Ni - 6Mo 

1. ACKNOWIEIX'~MENP t A vendor shall mention this specification rnanber and its revision 
ot r n a quotations and When acknaxledging purchase orders. 

2. APPLIC~ATI~ONs Primarily for small parts~ such as turbine blades or buckets~ requir 
ing high strength up to 1500 F~ and o~ddation resistance up to 2000 F. 

3. CCM POSITIONi Castings shall conform to the followings 

Carbon 	 0.l~0 - 0.50 
Manganese 	 1.0 max 
Silicon 	 1.0 max 

~ 	 C~'~IR~L4R 	 21t~~ ~ 28~~ 

Nickel 	 1l:.0 - 16.0 
Mo],ybdernun 	 5.5 - 6.~ 
Iron 	 2.0 max 
Cobalt 	 reanainder 

1~. CASTII~G: ~~— 

l~.1 Castings shall be po~tired either fram remelted master heat metal or direct~y from 
a master h~at. b master heat is refined metal of a single flax~nace charge• Gat,es~ 
sprues~ risera~ and rejected castings s!zall be used only in preparation of master 

~ heats; they sha11 not be remelted direct~y~ ~rithout refining~ for pourin~ oF 
castings. When permitted by purchaser~ metal in the form of shot Prom m pre than 
one master heat may be uniformly blended together to foi^rn a a~aster t~eat lot; the 
total weight of ~netal in a master t~at lot shall not exceed 70~0 pounds. 	! 

1~.2 Temperature of M~etal for Pour~r The temperature of the me tal for povring of 
cas ngs sha~~ieT-  he~ xi. n± 50 F of that agreed upon by p~urchaser and vendor. 

:t.3 Temperature of Moldst The ternperature of the mold cavities at tim~ of receiving 
me al rom the rnace or ladle shall~be held within + 50 F of that agreed upon 
by purchaser and vendor. 

5. TEST SP'ECIMEHS: 

5.1 Tensile T est Specimenss Un,less otherwise specified~ tensile test spec3mens shall 
e cas 	represen each msster heat or master heat lot of inetal in castings 
and~ when requested~ shall be supplied ~rith the castings. The specimens shall be 
of standard prop~rtions with 0.25 in. diameter at the reduced parallel section~ 

~ shall be~ cast to size in molds mede of the same refractory and hea~ed to the same 
tesnperature as the molds for castin~s~ and shall be cooled at appro~o..~nate~y the 
seune rate as the eastings. I£ the metal for cas ~in~s is ~iven ar~r treatment such 
a~ fluxing or coo lin~ and reheating~ metal for the specimens shall be so treated. 

5.2 Bend Test Specimenss l~Then arc melting is used for producing castings~ three 
~S spec ens at east 0.090 in. in diameter or thiclmess and approximately 2 in. in 

len~th shall be east~ in each mold along with eaeh cast par~ nr pa~rts. 
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b. CO~s As cast~ unless otherwise specified. 

7. TECI~iICAL REQUIFtEMENTS r 

7.1 T ensile Pro ertieat Tensile test specimens produced in accordance ~rith 5.1~ 
a e 	 ♦ 10~ held at ~00 F+ 10 for 30 min. before te~ting~ and teated 

j8 at 1500 F+~10 at a rate of O.~u-0.062 in. per min. ahall confona to the follow- 
ing requirements. If supplied tensile test specimens fail to meet requirementa 
or are not available~ suitable specimens may be p~epared from castings for test. 

Tensile Strength~ psi 	 55~000 min 
Elongation~ K 3.n 1 in. 	 10 ~ain 

7.2 Hardness ~•  

7.2.1 Castings as ca.st shall have hardneea not higY~er than Rockwell C 30 or equivalent, 

7.2.2 Castings and spec3mens a!'ter being heated at ].ti75 F+ 10 for 50 hr and coo~ed 
to room temperature shall have hardness not higher tFian Rockwell C lt3 or equiva- 
lent. 

	

?.3 Be 	t• At least txo of the specimens cast in each mold 	in accordance with 5.2 

	

s 	withstand~ xithout cracking~ bending at roaa temperature through an angle 
of 30 deg around a 0.5 ir}. diameter. If more than one specimen from a mold fai7.8 

~S to pass this test~ the disposit.ion of tY~e castings from that mold m~ay be deter- 
mined by applying a similar test to an actual casting or to specimens cut fran 
castings~ gates~ or runners. S~ch specimene sha11 be not less than 0.090 in. in• 
di~aaeter or thickness. Failure of any such additiona.]. specimens will be cause 
For re~ection of the castings. Unless otherwise specified~ bend test shall be 
perfonned by p~oducer of castings. 

8. QUALITYt ~_ 
S.l Castings shall be uniforn} in quality and condition~ sound~ and f~ee f'rom forei~ 

materials and t~om interr~l and external defects detrimental to fabrication or to 
perfor~aarice of parts. Ca~stings sha11 have ffinooth surfaces and shall be well 
c2eaned. Unlesa othen~risie spedfYed~ metallic shot or grit shall not be used for 
final cleaning. 

8.2 When castings are broken for f~acture test~ the fracture shall have uniform color 
and be substantiaL~y Pree from oxides and other defects. 

8.3 Radiographic and other quality standarde shall be as agreed upon by purchaser and 
vendor. 

8.l~ Unless otherwise specified~ castings shall be produced under radiographic control. 
This shall consist of radiographic ezamination of castings until proper foundry 

~ technique~ Which ti+ill produce castings f~ee from harmflxl internal defects~ is es- 
tablished for each part rnuaber, and of production castings as necessary to ensure 
maintenance of satisfactory quality. 

8.~ Castings shall not be repaired by plugging~ Weld3ng~ or other methods~ xith~ut 
~ritten permission from purchaser.. 
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