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	DETAIL SPECIFICATION

	COPPER-NICKEL ALLOY, SHEET, PLATE, STRIP, BAR, rolled bar, ROD AND WIRE

	This specification is approved for use by all Departments and Agencies of the Department of Defense.

	1.  SCOPE

	1.1  Scope.  This specification covers copper-nickel alloy sheet, plate, strip, bar, rolled bar, rod and wire for use in welded and non-welded applications involving seawater exposure.

	1.2  Classification.  Copper-nickel alloy is to be furnished in the following compositions, forms, and tempers, as specified (see 6.2).

	1.2.1  Compositions.  Copper-nickel alloy compositions are as follows:

Alloy C70600 (formerly 90-10)

Alloy C71500 (formerly 70-30)

	1.2.2  Forms.  Copper-nickel alloy forms are as follows:
Rod

Rolled Bar

Bar

Plate

Sheet

Strip

Wire (non-electrical)


	1.2.3  Tempers.  Copper-nickel alloy tempers are as follows: A complete listing of temper designations for wrought and cast copper and copper alloys are provided in ASTM B601.


	Temper
	Temper Name (per ASTM B 601)

	060 (formerly soft)
	Soft Anneal

	H01 (formerly hard)
	¼ Hard

	M20
	As Hot Rolled

	M20-Soft
	

	M20-Hard
	

	H04
	Hard


	2.  APPLICABLE DOCUMENTS

	2.1  General.  The documents listed in this section are specified in sections 3, 4, or 5 of this specification.  This section does not include documents cited in other sections of this specification or recommended for additional information or as examples.  While every effort has been made to ensure the completeness of this list, document users are cautioned that they must meet all specified requirements of documents cited in sections 3, 4, or 5 of this specification, whether or not they are listed.

	2.2  Government documents.

	2.2.1  Specifications, standards, and handbooks.  The following specifications, standards, and handbooks form a part of this document to the extent specified herein.  Unless otherwise specified, the issues of these documents are those cited in the solicitation or contract.


	.DEPARTMENT OF DEFENSE STANDARDS

	MIL-STD-2035A
-
Nondestructive Testing Acceptance Criteria

	(Copies of these documents are available online at http://assist.daps.dla.mil/quicksearch/ or www.dodssp.daps.mil or from the Standardization Document Order Desk, 700 Robbins Avenue, Building 4D, Philadelphia, PA  19111-5094.)

	2.2.2  Other Government documents, drawings, and publications.  The following other Government documents, drawings, and publications form a part of this document to the extent specified herein.  Unless otherwise specified, the issues of these documents are those cited in the solicitation or contract.

	NAVSEA TECHNICAL PUBLICATIONS

	T9074-AS-GIB-010/271
-
Requirements for Nondestructive Testing Methods

	(Copies of this document are available from the Naval Publications and Forms Center (ATTN: NPODS), 5801 Tabor Avenue, Philadelphia, PA  19120-5099.)


	2.3  Non-Government publications.  The following documents form a part of this document to the extent specified herein.  Unless otherwise specified, the issues of these documents are those cited in the solicitation or contract (see 6.2).

	ASTM INTERNATIONAL

	B122/B122M
-
Standard Specification for Copper-Niickel-Tin Alloy, Copper-Nickel-Zinc Alloy (Nickel Silver) and Copper-Nickel Alloy Plate, Sheet, Strip and Rolled Bar

	B151/B151M
-
Standard Specification for Copper-Nickel-Zinc Alloy (Nickel Silver) and Copper-Nickel Rod and Bar

	B248
-
Standard Specification for Genereal Requirements for Wrought Copper and Copper Alloy Plate, Sheet, Strip and Rolled Bar

	B249/B249M
-
Standard Specification for General Requirements for Wrought Copper and Copper Alloy Rod, Bar, Shapes and Forgings

	B369
-
Standard specification for Copper-Nickel Alloy Castings

	B601
-
Standard Classification for Temper Designations for Copper and Copper Base Alloys – Cast and Wrought

	E8
-
Standard Test Methods of Tension Testing of metallic Materials. (DoD adopted)

	E75
-
Standard Test Methods for Chemical Analysis of Copper-Nickel and Copper-Nickel-Zinc Alloys

	E340
-
Standard specification for Macroetching Metals and Alloys

	E478
-
Standard Test Methods for Chemical Analysis of Copper Alloys

	(Copies of these documents are available from ASTM International, 100 Barr Harbor Drive, West Conshohocken, PA 19428-2959 or www.astm.org.)

	SAE STANDARDS

	AMS185
-
Identification Marking of Copper and Copper Base Alloy Mill Products

	AMS2221
-
Tolerances, Copper and Copper Alloy Bars and Rods

	AMS2222
-
Tolerances, Copper and Copper Alloy Sheet, Strip and Plate

	AMS2224
-
Tolerances, Copper and Copper Alloy Wire

	(Copies of these documents are available from SAE World Headquarters, 400 Commonwealth Drive, Warrendale, PA  15096-0001 or online at www.sae.org.)

	2.4  Order of precedence.  In the event of a conflict between the text of this document and the references cited herein, the text of this document takes precedence.  Nothing in this document, however, supersedes applicable laws and regulations unless a specification exemption has been obtained.

	3.  REQUIREMENTS

	3.1  First article.  When specified (see 6.2), a sample shall be subjected to first article inspection in accordance with 4.2.

	3.2  Materials, manufacture and products.  The material shall be of such quality and purity that the finished product shall have the properties and characteristics specified. The starting cast material used to produce the wrought products specified herein shall meet the weldability test requirements of ASTM B369.  The material shall be produced by either hot or cold working operations.  Unless otherwise specified (see 6.2), material shall be finished by such hot working, cold working or heat treatment as may be necessary to meet the properties specified.

	3.2.1  Recycled, recovered, or environmentally preferable materials.  Unless otherwise specified herein, all materials used in the products covered by this specification shall be new and may be processed using recovered materials to the maximum extent practicable without jeopardizing the specified requirements.  The term “recovered materials” means materials which have been collected or recovered from solid waste and reprocessed to become a source of raw materials, as opposed to virgin raw materials.

	3.3  Chemical composition.  The material shall conform to the requirements of Table I.


	TABLE I.  Chemical requirements.

	Composition, % weight 

	Copper alloy number
	C71500
	C70600

	Composition (nominal)
	70-30 CuNi
	90-10 CuNi

	Copper plus sum of named elements (minimum)
	99.50
	99.50

	Copper including silver (minimum)
	65.0
	86.5

	Nickel including cobalt 
	29.0 – 33.0
	9.0 – 11.0

	Zinc (maximum)  
	0.10
	0.10

	Iron 
	0.40 – 1.0
	1.00 – 1.8

	Lead (maximum)
	0.005
	0.005

	Manganese (maximum) 
	1.0
	1.0

	Phosphorous (maximum) 
	0.005
	0.005

	Sulfur (maximum)
	0.01
	0.01

	Carbon (maximum) 
	0.05
	0.05

	Tellurium (maximum) 
	0.020
	0.020


	3.4  Mechanical properties.  Sheet strip, wire, rolled bar, bar and plate shall conform to the mechanical properties shown in Table II.  Bar and rod shall conform to the requirements of Table III.  The products specified in Table II and Table III are keyed to the requirements of ASTM B 122/B 122M, ASTM B 248, ASTM B 151/B 155M, and ASTM B 249.  The products specified in Table II and Table III are defined in 6.4.


	TABLE II.  Mechanical properties: bar, plate, rolled bar, wire, sheet and strip.

	Size, diameter or distance between parallel faces (inches)
	Temper
	
	Yield strength, 0.5 percent extension under load, minimum

(ksi)
	Elongation in 2 inches, or 4 times diameter, minimum, (percent) 1/

	
	Wire, sheet, and strip
	Bar, plate, and rolled bar
	Tensile strength, minimum

(ksi)
	
	

	Alloy C71500

	Up to 2½  
	060
	M20 – soft
	50
	20
	30

	Over 2½ 
	
	M20 – soft
	45
	18
	35

	Up to 3/16 thick

Up to 24 wide, incl.
	H01


	
	60
	30
	10

	Up to 3/16
Over 24 wide
	H01


	
	55
	25
	10

	Over 3/16 to 3/8 and 24 wide, incl.
	
	M20 – hard
	60
	30
	10

	Over  3/8 to ½ thick, incl. And up to 24 wide
	
	M20 – hard
	55
	25
	15

	Up to ½ thick incl. And over 24 wide
	
	M20 – hard
	50
	22
	15

	Over ½ thick,

all widths
	
	M20 – hard
	45
	18
	20

	Alloy C70600

	Up to 0.021 thick
	060
	
	38
	15
	20

	Over 0.021 to 3/16  thick, incl.
	060
	
	38
	15
	25

	Over 3/16 thick
	
	M20 – soft
	38
	15
	30

	Up to 3/16, up to 24 wide, incl.
	H01
	
	55
	30
	10

	Up to 3/16  thick, over 24 wide
	H01
	
	47
	25
	10

	Over 3/16 to 3/8 and up to 24 wide, incl.
	
	M20 – hard
	55
	30
	10

	Over 3/8 to ½ and up to 24 wide, incl.
	
	M20 – hard
	50
	28
	12

	Up to ½ thick and over 24 wide
	
	M20 – hard
	47
	25
	15

	Over ½ to 3 incl. All widths
	
	M20 – hard
	40
	17
	20

	Over 3 to 5 incl.
	
	M20 – hard
	38
	15
	20

	1/ Elongation requirements do not apply to material under 0.010 inch(s) thick.


	TABLE III.  Mechanical properties, rod and bar.

	Size, diameter or distance between parallel faces
(inches)
	Temper
	Tensile strength, minimum
(ksi)
	Yield strength, 0.5 percent extension under load, minimum
(ksi)
	Elongation in 2 inches or 4 times diameter, minimum (percent)

	Alloy C71500

	All sizes
	060 (1)
	45
	18
	30

	Up to ½
	H01 (1)
	65
	50
	10

	Over ½ to 1
	H01 (1)
	60
	45
	15

	Over 1 to 3
	H01 (1)
	55
	35
	20

	Alloy C70600

	All sizes
	060 (1)
	38
	15
	30

	Up to 3/8
	H04 (1)
	60
	38
	10

	Over 3/8 to 1
	H04 (1)
	50
	30
	15

	Over 1 to 3
	H04 (1)
	40
	15
	30

	Over 3/16 to 3/8 and up to 12 wide
	H04 (2) 
	55
	30
	10

	Over 3/8 to ½ and up to 12 wide
	H04 (2) 
	50
	28
	12

	Over ½ to 3, all widths
	H04 (2)

 
	40
	17
	20

	Notes:

(1)  Round, hexagonal, and octagonal rods and square bars.

(2)  Rectangular bars.


	3.5  Weldability.  The starting as-cast starting materials shall meet the weldability test requirements of ASTM B369 as follows: “Cracks or other open defects exceeding 1⁄8 in. measured in any direction in the fusion zone or heat-affected zone on the convex surface of the specimen after bending shall be cause for rejection.  Cracks originating at weld-bead undercuts, at weld slag inclusions, or at casting defects shall not be cause for rejection.” (see 4.4.4)

	3.6  Macroscopic examination.  When first article inspection is specified, the macro etch cross-section shall exhibit uniformity of quality, soundness and freedom from cracks and porosity.  A fully wrought macrostructure shall be evident and shall be free from cast dendritic structure. 

	3.6.1  Product cross-section.  The macroscopic examination is required for any product with a diameter or thickness between parallel surfaces of 1 inch or greater, or any product that has been machined down to a final diameter or thickness of less than 1 inch.

	3.7  Soundness.  Material shall be of uniform quality and condition, and free of defects harmful to its intended use such as seams, pipe, cracks, laminations, laps, excessive scale, fins, porosity, and segregation as determined by  the specified examination and nondestructive tests (see 4.5).  When specified (see 6.2), products will be ultrasonically and liquid penetrant inspected (see 4.5.4) to demonstrate their soundness.  Surface imperfections such as handling marks, straightening marks, light mandrel and die roll marks will not be considered injurious defects, provided imperfections do not detract from product’s end use.  Sheet, strip, and wire do not require ultrasonic inspection.

	3.8  Cleanliness.  Contaminants, such as sulfur or sulfur containing compounds from lubrications used in forming, machining or other processing, or from marking materials used for in-process identification shall be removed prior to any heat treatment of the material.  During the manufacturing processes, examinations and tests, the material shall not come into direct contact with mercury or any of its compounds, nor with any mercury-containing device employing a single boundary of containment.

	3.9  Dimensions.  The dimensions of the material shall be as specified (see 6.2).

	3.9.1  Flat products.  The thickness of all flat products should be specified in decimals of an inch.

	3.9.2  Edge finish for plate, sheet or strip.  Where no description of the edge of plate, sheet, or strip is specified, the edges furnished will be the finish (slitting, shearing, sawing) most available to the contractor and the greatest tolerances specified in 3.10 will be permitted.

	3.10  Tolerances.  Unless otherwise specified (see 6.2), tolerances shall be as specified in the appropriate portions of AMS2221, AMS2222, and AMS2224.  When specified (see 6.2), tolerances shall be all plus or all minus.

	3.11  Removal and repair of defects.  Soundness defect may be removed by machining or grinding, provided such removal does not reduce the dimensions below the minimum specified.  Spot ground areas shall be faired smoothly into the surrounding material.  The removal of a defect shall be verified by the method originally used to detect the defect.

	3.12  Identification.  Identification for marking shall be as specified in 3.12.1 and 3.12.2.

	3.12.1  Marking.  Material shall be marked in accordance with AMS185.  In addition to the marking required in accordance with AMS185, the following marking shall be applied:

	a.
Lot number.

	b.
Contract number.

	3.12.2  Alloy identity.  When specified (see 6.2), each random mill length, prior to cutting to ordered length, and each forging shall be shown to be of the correct generic metallurgical group after final marking.

	4.  VERIFICATION

	4.1  Classification of inspections.  The inspection requirements specified herein are classified as follows:

	a.
First article inspection (see 4.2)

	b.
Conformance inspection (see 4.3)

	4.2  First article inspection.  First article inspection shall be performed on one sheet, plate, strip, bar, rod and wire when a first article sample is required (see 3.1).  This inspection shall include the examination and tests as specified in Table IV.  The first article item of each product form submitted for inspection shall be the first article sample.  Mechanical properties for the first article inspection shall be determined throughout the item as specified in the purchase order (which should also include specific instructions regarding arrangements for examinations, approval of test results, and disposition of the first article samples), and the number and location of the test specimens.  The acceptance criteria shall be as specified herein or as agreed upon between the contracting activity and the manufacturer.  

	4.2.1  Macroscopic examination.  A full cross-section shall be prepared from the first article sample in accordance with ASTM E340 and examined at a 10X magnification for uniformity, soundness and grain flow (see 3.6.).

	4.2.2  Manufacturing plan.  The manufacturer shall maintain a record of production practices used for the first article of each product form.  In the event of a change in the production practice in the same or subsequent order, the manufacturer shall notify the contracting activity and obtain approval of the changes.  The manufacturer may be required to perform specific first article tests and examinations to verify that the change will not or has not degraded product quality.


	4.3  Conformance inspection.  Conformance inspection shall include the examination and tests as specified in Table IV.

	TABLE IV.  First article tests and conformance inspections.


	Tests
	Requirement
Paragraph
	First Article Test
	Conformance Inspection

	Sheet, Strip, Plate, Bar, Rod, Wire
	3.2, and 3.2.1
	X
	X

	Chemical Analysis
	3.3
	X
	X

	Mechanical Properties
	3.4
	X
	X

	Weldability
	3.5
	X
	X

	Macroscopic Examination
	3.6
	X
	---

	Visual and Dimensional
	3.9 and 3.12
	X
	X

	Ultrasonic Inspection
	3.7
	X
	X

	Liquid Penetrant Inspection
	3.7
	X
	X

	Note: [X] in table indicates the paragraphs referenced in Requirement Paragraph column are applicable.


	4.4  Sampling.

	4.4.1  Lot.  Lot shall be as specified in 4.4.1.1 through 4.4.1.2.

	4.4.1.1  Batch melted material.  For bath melted material, an inspection lot shall consist of up to 10,000 pounds or less of the same mill form, alloy, temper, and nominal dimensions submitted for inspection at the same time

	4.4.1.2  Continuously cast material.  For continually cast material, an inspection lot shall be the product of one cast billet or from a single melt charge, whose weight shall not exceed 15,000 pounds that has been continuously processed and subject to inspection at one time.

	4.4.2  Sampling for chemical analysis.  Sampling for chemical analysis shall be as specified in 4.4.2.1 through 4.4.2.2.

	4.4.2.1  Batch melted material.  For batch melted material, one sample shall be taken from each melt at the beginning and end of each pour that constitutes a heat.

	4.4.2.2  Continuously cast material.  For continuously cast material, samples shall be taken at the beginning of the pour and at the end of the pour.  If the cast lasts more than 1 hour, an additional sample will be taken for each hour or portion thereof of pour.  The results of analyses for all melts included in an inspection lot shall be reported when certification is specified (see 6.2).

	4.4.3  Sampling for mechanical properties.  Unless otherwise specified (see 6.2), a sample containing four individual lengths of the finished product shall be selected from the lot.  If the lot consists of less than four lengths, the sample will be taken from each individual length.  Specimens shall be taken from two different pieces in the sample selected for testing.  Mechanical tests shall be made on each of the specimens so selected.  When a lot consists of one piece, only one test shall be required.

	4.4.4  Weldability test blocks.  As-cast weldability test blocks per ASTM B369 (FIG I) shall be poured from each heat used to produce the various alloys and product forms in this specification.

	4.4.4.1  Batch melted material.  For batch melted material, one test block shall be taken from each melt at the beginning and end of each pour that constitutes a heat

	4.4.4.2  Continuously cast material.  For continuously cast material, one test block shall be taken at the beginning of the pour and at the end of the pour.  If the cast lasts more than 1 hour, an additional sample shall be taken for each hour or portion thereof of pour.

	4.4.5  Sampling for visual and dimensional examination.  Unless otherwise specified (see 6.2), sampling shall exhibit a 95 percent confidence level that not less than 95 percent of the items in the lot conform to the visual and dimensional requirements of this specification. 

	4.4.6  Sampling for nondestructive inspection.  When specified (see 6.2), each piece shall be inspected (see 3.7).

	4.5  Test procedures.

	4.5.1  Chemical analysis.  The sample selected as specified in 4.4.2 shall be analyzed by the wet chemical spectrographic method to determine compliance with Table I.  In the case of dispute, chemical analysis shall be performed in accordance with ASTM E75 with copper analysis in accordance with ASTM E478.

	4.5.2  Tension tests.  The sample selected as specified in 4.4.3 shall be tested in accordance with ASTM E8 to determine compliance with Table II.

	4.5.2.1  Yield strength.  Yield strength shall be determined by .05 percent extension under load.

	4.5.3  Weldability tests.  As-cast weldability test blocks shall be tested in accordance with the procedures in ASTM B369 (see 4.4.4).  When specified (see 6.2), the results of weldability testing for all melts (heats) included in an inspection lot shall be provided.

	4.5.4  Nondestructive tests.  Items selected as specified in 4.4.6 shall be inspected by ultrasonic and liquid penetrant inspections as specified herein (see 6.2).

	4.5.4.1  Ultrasonic inspection.  Ultrasonic inspection shall be performed in accordance with the applicable sections of NAVSEA Technical Publication T9074-AS-GIB-010/271 except as modified by the requirements specified herein.  Testing shall be done by the longitudinal wave technique as specified herein.  Sheet, strip, and wire do not require ultrasonic inspection.

	4.5.4.1.1  Calibration.  The longitudinal wave test shall be calibrated on a flat-bottomed reference hole of a diameter as specified in Table IV.  Holes shall be drilled either into the piece to be tested or into a separate defect free specimen of the same size, shape, material and condition.  Holes are to be drilled to mid-section in material up to 1½ inches thick and at least ¾ inch deep, but no greater than mid-section, in material over 1½ inches thick, and are to be normal to the surface.  The ultrasonic test instrument shall be adjusted so that the response from the reference hole shall be no less than 25 percent and not more than 100 percent of screen height.


	TABLE IV.  Ultrasonic testing reference hole.

	Bars and rods

	Material thickness (inches)
	Hole diameter (inches)

	Up to and including 6
	⅛

	Over 6 and including 16
	¼

	Plate

	Material thickness (inches)
	Hole diameter (inches)

	Up to and including 4
	¼

	Over 4
	½


	4.5.4.1.2  Procedure.  The following paragraphs describe the requirements for rod, bar and plate.  Procedures for inspecting shapes other than those listed below shall be approved.

	a.
Rod and round bar.  Rod and round bar shall be tested using the longitudinal wave technique.  The scanning path shall be circumferential or helical with the beam directed along a radius of the rod.

	b.
Multisided bar and rolled bar.  Multisided bar shall be tested using the longitudinal wave technique through each pair of parallel sides.  Rolled bar shall be tested using the longitudinal wave technique through the major parallel sides.

	c.
Plate.  Plate shall be inspected using the longitudinal wave technique using continuous scanning on an 8-inch grid, and one diagonal in each grid.

	4.5.4.1.3  Acceptance criteria.  Any material which produces indications equal to or larger than the response from the flat-bottomed hole or which produces a complete loss of back reflection shall be rejected.

	4.5.4.1.4  Reference notch removal.  If flat-bottomed holes are made in the material to be tested, they shall be so located that their subsequent removal will not impair the suitability of the material for is intended use.

	4.5.4.2  Liquid penetrant inspection.  Unless otherwise specified (see 6.2), liquid penetrant inspection shall be in accordance with MIL-STD-2035A and the acceptance criteria provided herein. 

	4.5.4.2.1  Acceptance criteria.  All surfaces shall be free of linear indications and of linearly disposed rounded indications.  Rounded indications are defined as any indications which are circular or elliptical with the long axis less than three times as long as the other axis and with no sharp corners.  Linearly disposed rounded indications are defined as four or more rounded indications in a line with each separated from the adjacent indications by less than 1/16 inch.  Rounded indications, which are not linearly disposed, shall be evaluated in accordance with Table V.  Material exhibiting rounded indications in excess of those permitted by Table V shall be rejected.


	TABLE V.  Allowable non-linear rounded indications.

	Maximum size (inch)
	Cumulative number per square inch

	Up to 1/32, incl.
	20

	Over 1/32 to 1/16, incl.
	10

	Over 1/16
	0


	4.6  Rejection and retests.   When a test specimen representing a lot of material fails to meet specification requirements, the lot shall be rejected.  The contractor may rework or retest the lot as provided herein.  The contractor shall identify and separate rejected lots from acceptable lots until the rejected lots are withdrawn by the contractor, or are demonstrated as meeting specification requirements.  Only one (1) retest of a nonconforming original test is permitted, and the retest specimens shall be taken from the original sample pieces in the vicinity of the initial location of the failed specimen(s).  If any retest specimen fails, the lot shall be rejected with no further testing permitted, except in cases where a lot consists of more than one item (see 4.4).  When a lot with a rejected test specimen consists of more than one item, at the option of the contractor, each item in the rejected lot may be tested for the failed test and each item that fails to meet the requirements shall be rejected.  All test results including failures shall be reported.  In all cases, all test results including failures shall be available for review upon request.

	4.6.1  Tensile retest.  If the results of an original tensile specimen fails to meet the requirements of this specification but are within 1 ksi of the required yield strength, or within 2 percent of the required elongation, a retest on two additional specimens (selected from the same sample pieces and approximate location) shall be permitted.

	4.6.1.1  Gauge length retest.  If the percentage of elongation of any tensile specimen is less than that prescribed in Tables II and III, and any part of the fracture is outside the gauge length, or within the gauge length and less than 25 percent of the gauge length from either datum point, another specimen from the same sample pieces and approximate location may be selected in its place.

	4.6.2  Defective specimen/replacement of test specimens.  A test specimen shall be discarded and a replacement specimen selected from the same lot of the material under the following conditions:

	a.
When the specimen is incorrectly machined.

	b.
When the test procedure is incorrect.

	c.
When there is a malfunction of the testing equipment.

	d.
When a flaw that is not indicative of an inferior or defective lot of material develops during the test.  However, internal flaws such as cracks, ruptures and porosity are not reasons for the selection of a replacement test specimen.

	4.7  Alloy identity.  Alloy identity shall be as specified in 4.7.1 and 4.7.2.

	4.7.1  Procedure.  Method of test for alloy identity shall be as specified (see 6.2).

	4.7.2  Acceptance criteria.  If the alloy test demonstrates that the material tested is not the alloy specified by the contracting activities, the material shall be rejected.

	5.  PACKAGING

	5.1  Packaging.  For acquisition purposes, the packaging requirements shall be as specified in the contract or order (see 6.2).  When packaging of materiel is to be performed by DoD or in-house contractor personnel, these personnel need to contact the responsible packaging activity to ascertain packaging requirements.  Packaging requirements are maintained by the Inventory Control Point’s packaging activities within the Military Service or Defense Agency, or within the military service’s system commands.  Packaging data retrieval is available from the managing Military Department’s or Defense Agency’s automated packaging files, CD-ROM products, or by contacting the responsible packaging activity.

	6.  NOTES

	(This section contains information of a general or explanatory nature that may be helpful, but is not mandatory.)

	6.1  Intended use.  This material is intended for use in seawater applications where corrosion resistance takes precedence over strength.


	6.2  Acquisition requirements.  Acquisition documents should specify the following:

	a.
Title, number, and date of the specification.

	b.
Composition, form, temper (see 1.2).

	c.
When first article is required (see 3.1).

	d.
If a specific manufacturing technique is required (see 3.2).

	e.
Dimensions and whether tolerances are all plus or all minus (see 3.7 and 3.8).

	f.
If alloy identity test is required (see 3.10.2).

	g.
If certification is required (see 4.4.2.2).

	h.
Sampling for mechanical property tests, if other than as specified (see 4.4.3).

	i.
If sampling for visual and dimensional inspections is other than specified (see 4.4.5).

	j.
When results of weldability testing are required (see 4.5.3).

	k.
If nondestructive inspection is required (see 4.5.4).

	l.
If liquid penetrant inspection is other than specified (see 4.5.4.2).

	m.
Method used for alloy identity test (see 4.7.1).

	n.
Packaging requirements (see 5.1).

	6.3  Supersession data.  MIL-C-15726F supersedes those portions of MIL-C-15726E which pertains to the acquisition of plates, sheet, strip, bar and rod.  Forgings previously acquired to MIL-C-15726E are now acquired to MIL-C-24679.

	6.4  Definitions.  (see Table II and Table III)

	6.4.1  Bar.  A bar is a solid rectangular section, or one with two-plane parallel surfaces and round or other simple regularly shaped finished edges, up to and including 12 in. widths and over 0.188 in. thick furnished in straight lengths or rolls and with finished edges, either rolled, drawn or extruded.

	6.4.2  Plate. A plate is a wrought flat product over 0.188 in. thick and over 12 in. wide in straight lengths or coils (rolls).

	6.4.3  Rod.  A rod is a round, regular hexagonal or regular octagonal solid section furnished in straight lengths (a regular hexagonal or regular octagonal solid section having equal sides and equal angles).

	6.4.4  Rolled bar.  A rolled bar is a rolled flat product over 0,188 in. thick and up to and including 12 in. wide with sheared, sawed, or machined edges in straight lengths or coils (rolls).

	6.4.5  Sheet.  A sheet is a rolled flat product up to and including 0.188 in. thick and over 24 in. wide in straight lengths or coils.

	6.4.6  Strip. A strip is a rolled flat product other than flat wire, up to and including 0.188 in. thick, in straight , coils (rolls), or traverse wound on reels or spools with:

	a.
slit or sheared edges in widths up to 24 in. inclusive.

	b.
finished drawn or rolled edges in widths over 1 ¼ in. to 12 in. inclusive.

	6.4.7  Wire.  A wire is a solid section, other than strip, furnished in coils or on spools, reels or bucks.  Flat wire, may also be furnished in straight lengths.


	6.5  Subject term (key word) listing.

	C70600

	C71500

	Continuously cast

	Copper-nickel alloy

	Nondestructive inspection

	Plate, bar, and rod

	Sheet, strip, and wire

	6.6  Changes from previous issue.  Marginal notations are not used in this revision to identify changes with respect to the previous issue due to the extensiveness of the changes.
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