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I t~ P R E G N A T I 0 N 
M~GidESIUI~ ~L~OY CASTI~IGS 

l. ~?CK~10ti~4'LEDG~vIENT: ~ vendor must menti~n this specification nunber and its last 
revisi~n in ~11 quotations and v~hen acknowledging purchase orders. 

2. OBJECT: ~rimarily to make porous ma~nesium alloy castings pressure tigY~t. 

3. kP°LICATI~N: A1.1 parts shall be ;oressure tested with water or air. Those wr.ieh le 
equivalent to more than 25 drops of v~rater per minute on a local area shall be 
rejected. Those which lerak equivalent to a rate of 5 to 2~ drops of w~ter ~er 
minute may be impregns.ted. TYwse which le~lc equivalent to less than 5 dro~s oi 
;e~ter per minute are acceptabie without impregnation unless the leakage would be in 
the inducti~n system or through an external surface, in e~hich case they must be 
impregnated. The Purchaser~s Inspection Department may vary this rer~uirement after 
giving considerstion to the use of the part~ the location of the leaks, and other 
pertinent factors. 

4. PROCESS: Consists of suitable clesning of the cast.ings, extraction of ~ir from the 
porous sections by nacuum, pressure filling the evacuated pores with tun~; oil, and 
subsequent polymerizstion and swelling of the oiI ret~.ined by the pores. 

5. OPTIOl1.r-`.L tROCESS: Any other process may be substitutad for the one outlined ~.bove, 
if approved. 

6. PREPAI~TIOIV OF CASTING5: (a)Rou~h castings shall first be thoroughty ele~ned by 
the customary clean-u~ methods. Rough castings cleaned as above, as well as rough 
machined castings, shall be pickled in a sulphuric a.cid (H SO ) bath to remove 
0.002 inch from each surface. A 15 second picltie in fresh22~4sulphuric acid should 
be sufficient but the time ~,ill v~ry with change in temperature ~nd acid concen- 
tration. The pickling operation shali be followed by rinsin~; in cold running wa.ter 
~.nd then in hot water to faciiitate ra.l~id dryin~. Castings shalt be dried at 300°F 
for 2 haurs. 

(b)Finished or semi-finished c~stings sha11 hPVe the oil 
completely removed by careful scrubbing and rinsing with organic solvents which do 
not attack the met~l. Parts freshly dichromats trea.teci are in a satisfactory 
condition for impregnation. Castin~s shall be dried a~ 300°F for 2 hours. 

7. i1daATE~'tIALS: (a)The tung oil shall be the best grade possible with w~ter content at 
the very minimun. The oil shEill conform to the prop~rties specified in A.S.T.~I. 
,Specification D12-33. 	 `'~ 

(b)The mineral oil shP11 be equivalent to the grade known as 8right 
~tock, v.-hich has a viscosity of i40-160 ~.U.V. at 210°F and a.~ninimum fi~sh point 
of 500°F, or to Pennsylvania Refined Steam Cylinder Stock PJo. 600 or 610. 

(c)The kerosene shall be the regular commercial grade. 

(d)Hydroquinone, in the proportion of one ounce to a gallon of tung oi1, 
may be used as an inhibitor. 
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