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(571 ABSTRACT

Stable wrought lead-calcium-tin alloys can be pre-
pared by casting an alloy of lead having a calcium
content of from about 0.02% or 0.03% to about 0.1%
by weight and having a tin content such that the tin to
calcium weight ratio or relative tin content is from
about 7:1 to 10:1 and preferably is more than 10:1 up
to about 100:1, with the proviso that the absolute tin
content be from about 0.3% to about 2.0%; and there-
after cold working the casting at 2 time period of
within about 24 hours after casting for the lead-
calcium-tin alloys having a tin to calcjum weight ratio
of from about 7:1 to 10:1 and within about 48 hours
after casting for the lead-calcium-tin alloys having a
tin to calcium weight ratio of from more than 10:1 up
to about 100:1.

Aged work pieces heated sufficiently to dissolve the
precipitated calcium phases can be similarly treated.

35 Claims, 9 Drawing Figures
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FlG. 4

Effect of Tin-to - Calcium Weight Ratio on the
Ultimate Tensile Strength of Various Lead - Calcium = Tin
Alloys in Sheet Form Cold Rolled Vio Process A and Tested
After Aging 120 Days at Room Temperoture
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Stress - to — Rupture Life ot 4000 psi

FIG. 5

Effect of Tin~to~ Calcium Weight Ratio on the
Stress o Ruptlure Properties of Various Leod - Caicium ~Tin
Alloys in Sheet Form Cold Rolled Via Process A
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FIlG.7

Typical Microstructure
Wrought Lead - Calcium - Tin Alloy Sheet

Magnified 320 Diameters

Lead - 0.068% Calcium-1.029% Tin Alloy
Cold Rolled Via Process A to 0.040" Thick
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1

METHOD OF FABRICATING STABLE WROUGHT
LEAD-CALCIUM-TIN ALLOYS BY MEANS OF
COLD WORKING

This application is a continuation-in-part of U.S.
application Serial No. 472,113, filed May 22, 1974,
now abandoned; which application is 2 continuation-in-
part of both U.S. application Serial No. 394,096, filed
September 4, 1973, and U.S. application Serial No.
369,452, filed June 13, 1973, now both abandoned;
which two applications are, respectively, a continua-
tion and a division of U.S, application Serial No.
328,333, filed January 31, 1973, now abandoned;
which application Serial No. 328,333 is a continuation-
in-part of U.S, application Serial No. 72,825, filed Sep-
tember 16, 1970, now abandoned; which application
Serial No. 72,825 is a continuation-in-part of U.S. ap-
plication Serial No. 4,240, filed January 20, 1970, now
abandoned. )

The present invention relates to stable wrought lead-
calcium-tin alloys and to a process for their prepara-
tion.

Lead-containing alloys are useful in a variety of
fields, such as in the construction of batteries, sound
attenuation, radiation shielding, chemical construction
and architecture. Wrought alloys of lead, however,
have heretofore had physical properties which are
somewhat deficient in regard to strength, strength sta-
bility at room temperature, heat stability and stress-
rupture or creep resistance depending upon the field of
use. The mechanical and physical properties of impor-
tance vary in each end-use application. Wrought lead
alloys used in the production of battery grids require a
sufficient level of strength, strength stability and heat
stability to ‘allow processing at high speeds Within a
time period shortly after the initial working of the alloy.
On the other hand, wrought alloys used in architecture,
sound attenuation, radiation shielding, and similar
structural -applications require high strength levels,
strength stability and heat stability over long periods of
time. Thus, from a practical standpoint, wrought lead
alloys must possess properties consistent with either
manufacturing needs over an intermediate term or
product needs over a longer time period.

3
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It is, therefore, the primary object of the present

invention to provide wrought alloys of lead which meet
the aforementioned requirements of cither intermedi-
ate or long range strength stability at room temperature
and particularly having improved strength, heat stabil-
ity, microstructure and stress-rupture or creep resis-
tance.

In general, the present invention provides stable
wrought alioys of lead by casting a Jead-containing
alloy having a particular calcium content and having
‘particular relative and absolute tin contents, and there-
after cold working the casting within a particular lim-
ited time period after casting. :

The control of the time period between casting and
cold working is essential in order to produce wrought
lead-cal¢ium-tin alloys which have improved strength
land strength tability at room temperature, ie., the
wrought alloys of the invention, depending upon the
relative and absolite tin content, have strengths which
become stable at room temperature during time inter-
vals of up to about 120 days after manufacture [“inter-
mediate stability”] or at least 2 years after manufacture
{“long-range stability™] as opposed to wrought alloys

50

60

2
having strengths at room temperature which decrease
with time during the above-mentioned intervals after
cold working. This time period between casting and
cold working can be greater as the relative tin-to-cal-
cium content is increased within specified limits of
absolute tin content. C

The tin-to-calcium weight ratio-or relative tin content
is important in order to produce wrought lead alloys
not only having strength stability at room temperature
but also having improved strength, heat stability.and
stress-rupture or creep resistance. Within absolute lim-
its, these latter properties increase as the tin-to-calcium
weight ratio increases. ‘

It is also important that the absolute tin content be
regulated, particularly so as not to exceed a maximum
value, in order to achieve strength stability at room
temperature. :

More specifically, the present invention provides a
process for the preparation of stable wrought alloys of
lead which comprises casting an alloy consisting essen-
tially of from about 0.02% or 0.03% to about 0.1% by
weight of calcium, relative and absolute tin contents set
forth hereinafter, and the balance substantially lead. It
is preferred that the alloys have a calcium content of

from about 0.045% to about 0.075% by weight. In'

these preferred embodiments, it will be appreciated
that as a commercially practical matter, the concentra-
tion of calcium may not always be precisely controlled,
preferred compositions nominally having a 0.045% to
0.075% concentration may actually include alloys in
which about 0.03% to about 0.09% calcium s used.
Significant strengthening and intermediate stability of
the alloy can be achieved by having the tin present in
an amount such that the tin-to-calcium weight ratio or
relative tin content is from about 7:1 to 10:1. In order
to achieve higher strength levels and long-range stabil-

ity, it is preferred that the alloy contains tin in an
amount such that the tin-to-calcium weight ratio or.

relative tin content is from more than 10;1 up to about
100:1, and more preferably is from more than 10:1 up

to about 60:1 or from 10:1 up to about 25:1, and most ,
preferably is from about 16:1 to about 40:1 or about

25:1. The preferred range is dependent upon the level
of calcium content within the constraints of absolute

tin content. The absolute tin content is from about 0.3

% to about 2.0% or from about 0.3% to about 1.0%,
and preferably is from about 0.6% to about 1.8%, and,
to achieve long-range stability in excess of 2 years,
most preferably from about 1.0% to about 1.8% by
weight of the alloy.

The cast alloys are cold worked within a particular
limited time period after casting, which time period can
be increased as the relative tin-to-calcium weight ratio
is increased within specified limits of absolute tin con-
tent. Thus, the tin-containing lead-caicium alloys hav-

ing a tin-to-calcium weight ratio of from about 7:{ to,

10:1 can be cold worked within about 24 hours after

casting, although more preferably within about 8 hours

after casting, and most preferably within about 1 hour
after casting, and the tin-containing lead-calcium alloys

having a tin to calcium weight ratio of from more than

10:1 up to about 100:1 can be cold worked within

about 48 hours after casting, 2lthough it is preferred .

that they be cold worked within about 24 hours after
casting, and more preferably that they be cold worked
within about 8 hours after casting because of the supe-
rior properties obtained thereby.
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Conventional batch or continuous metallurgical
techniques ¢an be employed in the casting and cold
working operations of the process of the invention.
Cold working can include such techniques as rolling,

extruding, forging and the like, with rolling being the 5

preferred technique.

As is well known in the metallurgical arts, cold work-
ing involves the mechanical deformation of a work
piece at a temperature low enough that dislocations

caused by working are retained resulting in a metallur- 10

gical structure which consists primarily of nonrecrystal-
lized deformed grains. By contrast, in hot working the
temperature of the work piece is sufficiently high that
dislocations caused by working are rapidly dissipated

by annealing resulting in a metallurgical structure 13

which consists primarily of recrystallized grains. The
present invention depends on an interaction between
the dislocations of cold working and the precipitated
calcium-containing phases which gives rise to stable

4
reasonable period of time. As a simple guide to deter-
mining whether the calcium-containing phases have
been redissolved, the hardness or strength of the solu-
tion-treated work picce may be compared with that of
a freshly cast alloy of the same composition.

The solution treatment method is applicable to work
pieces which have been cast and held in storage for a
period of time too long to permit hardening and stabili-
zation by cold working as described herein and, also, to
work pieces which may have been cast and previously
cold worked and which are to be subjected to further
cold working, although of an age such that the excess
calcium-containing phases have already precipitated.

In general, the work piece after casting or solution
treatment may be laid in the open where it can cool by
natural convection, although it is preferred that the
work piece be cooled to room temperature as soon as is
practical. Cold working of the work piece can then
proceed in accordance with the delays between casting

mechanical properties and a fine grained non-recrystal- 20 or solution treatment and working defined in my inven-

lized microstructure, The absolute level of mechanical
properties attained is dependent upon the amount of
deformation of the work piece. The best results are
obtained if the amount of cold working is equivalent to

a deformation of about 4:1 [i.e., reducing a % inch steip 25

by cold rolling to a thickness of % inch or less]. Lesser
degrees of improvement are observed, however, with
either more or less extensive cold working,

In the practice of this invention, the work piece is

normally cold worked at a essentially room tempera- 30

ture or the existing ambient temperature of the shop.
However, it will be obvious that any process of cold
working tends to generate heat and results in raising
somewhat the temperature of the work piece. As de-

scribed herein, cold working the work piece at room 33

temperature in ambient conditions may or may not
involve effects to dissipate the heat generated by cold
working, depending upon the rate and mode of working
employed. .

It will be appreciated from the foregoing that the 40

present invention, however, is not limited to the cold
working of freshly cast lead-calcium-tin alloys. Aged
lead-calcium-tin castings or wrought products, even
after all of the excess calcium-containing phases have

precipitated, may be restored to a condition permitting 43

working or reworking simply by heating such pieces to
a temperature sufficient to redissolve the precipitated
| calcium-containing phases and then cooling again to
ambient temperatures. Remelting and recasting is not

necessary. This process of restoring lead-calcium-tin 50

alloys so that they may be cold worked is referred to
¢ herein as “solution treatment.”

Solution treatment consists of heating a previously
aged cast or wrought work piece having an alloy com-

position of the type described herein to a temperature 53

sufficiently high, and holding the work piece for a suffi-
ciently long period of time, so that a substantial portion
of the calcium-containing phases will re-enter into solid
solution with the lead. If the alloy is then cooled to

| ambient conditions in a reasonable period of time, a 60

super-saturated solid solution containing an excess of
calcium-containing phases, just as in freshly cast mate-
rial, will be produced and the solution-treated work
piece will behave in a manner identical to that of a
fresh casting.

As a general guide, it is sufficient to heat the lead-cal-
cium-tin work piece to the temperature at which the
i calcium-containing phases are soluble in the lead for a

tion.

In the drawings, )

FIGS. 1-6, B and 9 are graphs showing the effect of
various conditions upon the properties of various Pb-
Ca-Sn alloys and

FIG. 7 is a photomicrograph showing a typical micro-
structure of a wrought Pb-Ca-Sn alloy,

EXAMPLES

Examples 1-3 illustrate the effect of various time
delays between casting and cold working upon the
stability and the level of mechanical properties of vari-
ous lead-tin alloys, In each example, the lead compo-
nent of the alloys was a Corroding Grade lead; the
calcium component was commercial calcium baving a
purity of 99.5%; and the tin component was tin having
a purity of 99.9%. The alloys were continuously cast on
a pilot scale continucus caster. The cast stabs were 10
% inches wide and % inch thick. In order to obtain
satisfactory as-cast structures and surfaces, the % inch
thick castings were made at a casting temperature of
abeut 700°F. The temperature was held as closely as
possible during casting, but crude temperature control
permitted variations of as much as =10°F. during the
length of a cast. The alloys were cast at a rate of 3 %
feet per minute,

The cold working operation utilized in Examples 1-3
was cold rolling. Thus, the continuously cast alloys
were cold rolled to 0.040 inch thick strip using a con-
stant rolling pass schedule as follows: 0.500 inch, 0.350
inch, 0.200 inch, 0.120 inch, 0.065 inch, and 0,040
inch. The continuously cast slab was cold rolled to final
gage after aging at room termperature for the time pe-
riods specified in each example. The behavior of the
cold rolled sheet was evaluated on the basis of ultimate
tensile strength and stress rupture (a short-term mea-
sure of creep resistance) properties during aging at
room temperature. The ultimate tensile strength was
measured using ASTM standard 1 inch gage length
specimens and a testing speed of 0.5 inch per minute.
The stress rupture or creep resistance testing was per-
formed with 2 inch gage length specimens. All samples
were prepared on a Tensil-Kut machine. All properties
were measured in the longitudinal direction.

EXAMPLE 1

FIG. 1 shows the effect of time delays between cast-
ing and cold rolling of less than 8 hours (Process A), 24
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5

aours (Process B), 7 days (Process F), and 14 days
(Process G) on the ultimate tensile strength stability
during a 120 day time interval of a lead-0.065% calci-
um-0.51% tin alloy. Here it may be seen that material
having a tin-to-calcium weight ratio of from about 7:1
to 10:1, e.g., 7.8:1, cold rolled within 8 hours after
casting (Process A) and material cold rolled within 24
hours after casting (Process B) increase gradually in
tensile strength at room temperature during a 120 day
time interval (“intermediate stability”). However,
waiting 7 and 14 days (Processes F and G, respectively)
between casting and cold rolling yields materials which
appear to increase in physical properties for approxi-
mately 60 days and then proceed to diminish in tensile
strength at room temperature.

Further, it may be seen in Table I that the process
delay time also affects the level of stress rupture or
creep resistance properties of this material. As the time
between casting and cold rolling increases, the stress
rupture properties decrease dramatically. Despite the
fact that materials made by Processes A and B pos-
sessed tensile strength stability, it may be seen that this
increase in time delay between 8 hours and 24 hours
has caused a significant reduction in stress rupture
properties. Thus, it is most desirable that this material
be cold rolled immediately after casting.

TABLE 1 .

20

25

e.g., about 18.3:1, there was achieved by Processes A,
B and C a stable tensile strength at room temperature
(long-range stability) whichk was higher than that for
the lower tin-containing alloys of Examples | and 2,
These data show that a delay of up to 48 hours between
casting and cold working by cold rolling does not result
in decreasing properties, although the shorter the time
delay, the stronger the alloy. However, waiting 5 days
(Process E), 7 days (Process F) and 30 days (Process
H) before cold rolling yields materials which reach
maximum tensile strengths at room temperature con-
siderably below the tensile strengths resulting from the
other processes and which decrease in strength with
time thereafter.

As in earlier examples, process delay times also have
an effect upon the level of stress rupture or creep resis-
tance properties of this material as shown in Table Il
The stress rupture or creep resistance properties are
affected by the time delay between casting and cold
rolling to a much greater extent than are tensile
strength properties and, although several processes
were shown to produce stable properties, it is preferred
that minimum time delays between casting and cold
rolling be employed in order to provide maximum
short-term tensile strength properties and resistance to
creep. '

TABLE II

The Effect of Time Delays Between Casting

The Effect of Time Delays Between Casting

and Cold Rolling on the Stress Rupture Propertiey 30 and Cold Rolling on the Stress Rupture Properties
of Cold Rolled Lead-0.065% Calcinm-o..‘!l.r‘i Tin A‘Illoy Suip of Cold Ralled Lead-0.065% Cnlcium-l.l?r%{ Tin A‘;on Strip
ime to Ruptuce me 10 Rupture

Process Time Delays at 3000 pii (Hours) Process Time Delay at 3000 psi (Hours)

A Less than 8 hours 45 . A Less than 8 hours 1000

B 24 houns 22 B 4 hours 360

F 7 days 6 F 7 dw 30

G 14 days 2 3 H 10 dam 20

Examples 4-18 in Tables INI-V, combined with FIGS.
EXAMPLE 2 P :

FIG. 2 shows the effect of time delays between cast-
ing and cold rolling of less than 8 hours (Process A), 24
hours (Process B), 48 hours (Process C), and 7 days
(Process F) on the ultimate tensile strength stability
during a 120 day time interval of a lead-0.072% calci-
um-0.60% tin alloy. Here it may be seen in a material
having a tin-to-calcium weight ratio of from about 7:1
to 10:1 (e.g., 8.3:1) that time delays of within 8 hours
(Process A) and 24 hours (Process B} between casting
and cold rolling result in gradually increasing tensile
strength at room temperature during a 120 day time
interval (intermediate stability). However, time delays
between casting and cold rolling of 48 hours and 7 days
yield materials which appear to increase in physical
properties for approximately 60 days and then proceed
to diminish in tensile properties with time at room
temperature. Thus, to insure stability and maximize
mechanical property levels, it is most desirable that this
material be cold rolled immediately after casting.

EXAMPLE 3

F1G. 3 shows the effect of time delays between cast-
ing and cold rolling of less than 8 hours (Process A), 24
hours (Process B), 48 hours (Process C), $ days (Pro-
cess E), 7 days (Process F) and 30 days ( Process H) on
the ultimate tensile strength stability during a § year
time interval of a lead-0.065% calcium-1.19% tin alloy.
In this tin-containing alloy having a tin-to-calcium
weight ratio of from more than 10:1 up to about {00:1,

40

45
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4 and 5, illustrate the effect of alloy chemistry and”

specifically the tin-to-calcium weight ratio or relative
tin content upon the level of mechanical properties of
various lead-calcium-tin alloys. In each example, the
lead component of the alloys was a Corroding Grade
lead; the calcium component was commercial calcium
having a purity of 99.5%; and the tin component was
tin having a purity of 99.9%. The alloys were con-
tinuouly cast on a pilot scale continuous caster, The
cast slabs were 10 % inches wide and % inch thick. In
ordet to obtain satisfactory as-cast structures and sur-
faces, the % inch thick castings were made st a casting
temperature of about 720°F. The temperature was held
as closely as possible during casting, but crude temper-
ature control permitted variations of as much as £10°F.
during the length of a cast. The alloys were cast at a
rate of 3 % feet per minute,

The cold working operation utilized in Examples
4-18 of Tables III-V and in FIGS. 4 and § was cold
rolling. The continuously cast alloys were cold rolled at
©0.030 inch and/or 0,050 inch thick strip using the pre-
ferred process (Process A) within % hour after casting
using a constant rolling pass schedule as follaws: 0.350
inch, 0.225 inch, 0.120 inch, 0.060 inch, 0.050 inch
and 0.030 inch. The materials were then evaluated in
the manner described for Examples 1-3.

EXAMPLES 4-18

The data shown in Tables -V give the ultimate
tensile strength after aging periods up to 720 days at




room temperature of various wrought Jead-calcium-tin
alloys produced by Process A wherein the relative and
absolute tin contents were varied at three different
nominal calcium levels. The data confirm that the
wrought lead-calcium-tin alloys possessing tin-to-cal-
cium weight ratios or relative tin contents of more than
10:1 possess stabie properties through 720 days, pro-
viding that the absolute tin content does not exceed
about 2.0%. Examples 4-8, 10-12 and 14-16, with
tin-to-calcium weight ratios or relative tin contents of
from 10:1 up to about 60:1, possessed stable properties
and are thercfore considered within the scope of this
invention. In contrast, comparative Examples 9, 13, 17
and 18 were included for illustration purposes as these
materials are unstable and therefore are not considered
within the scope of this invention because the absolute
tin level exceeded about 2.0% by weight. While the
data in the Tables Il[-V illustrate stable properties up to
a ratio of about 60:1, it may be expected that a 0.02%
by weight calcium alloy possessing a tin-to-calcium
weight ratio or relative tin content of about 100:1 can
possess stable properties without exceeding the abso-
lute level of tin defined in this invention.

TABLE Il
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calcium, the properties can be improved upon by in-
creasing the tin-to-calcium weight ratio or relative tin
content within the absolute limits of tin content. FIG. 4,
taken together with Tables IlI-V, demonstrates that the
tin-to-calcium weight ratio or relative tin content can
be from more than about 10:1 up to the limit of abso-
lute tin content, e.g.,, about 100:1, and should be more
than 10:1 up to about 60:1 or 10:1 up to about 25:1 and
more preferably from about 16:1 to about 40:1, the
preferred range being dependent upon the level of
calcium content and within the constraints of absolute
tin content, in order to maximize the ultimate tensile
strength level at room temperature of the aged wrought
lead-calcium-tin alloys.

It will be obvious to those knowledgeable in the ap-
plications for lead and lead alloy sheet that the proper-
ties achieved in these products are considerably above
those normally associated with conventional lead al-
loys. It has been shown that, by proper contro! of alloy
chemistry and delay times between casting and cold
rolling, stable ultimate tensile strength levels above
8,000 psi may be produced in a variety of differing
alloys. In contrast, the product heretofore known in the

Nominal Lead ~ 0.025% Calcium-Tin Alloys

Example No. Sn/Ca %Ca %Sn H 30 60 120 360 720
4 10.0:1 0.030 0.30 3600 4000 4000 4200 4600 3300
s 16.0:1 0.028 0.4 4200 S000 5100 4900 5500 6300
] 22.3:1 0.026 0.58 4700 4900 5300 6000 5900 7000
7 32.3:1 0.021 0.97 6200 6800 7500 BOOO 8400 8500
8 61.4:1 0.021 .29 6500 7300 7400 BI100  B4UQ 8600
9 147.0:1 0.017 .52 6800 7200 7900 8100 7700 6200
TABLE IV
Nominal Lead - 0.045% Calcium-Tin Alloys
Days
Example No. Sn/Cs ' %Ca %SN 1 30 60 120 360 720
10 1131 0.044 0.50 5700 6300 6900 7900 7800 8100
1 17.3:1 0.042 073 6200 7100 - 7700 8900 8900 8900
12 27.2:4 0.043 117 6300 7300 9000 92300 9200 9800
13 50.4:) 0.049 2.47 2600 10500 10%00 10000 9700 7400
TABLE V
Nominal Lead - 0.06% Calcium-Tin Alloys
. Days
Example No. $n/Ca %Ca %Sn 1 30 60 120 360 720
14 15.31 0.065 1.00 6800 10200 10200 10300 9900 1070
15 22,71 0.061 1.39 7000 10100 10400 10300 10300 10800
16 33.0:1 0.053 1.81 £000 10500, 11200 11s00 10200 -
17 B3.5:) 0.05S 4.59 9200 9800 8500 6500 6200 5700
18 115.0:1 0.055 6.32 9100 7200 6300 3700 3800 5400

FIGS. 4 and § show the effect of the tin-to-calcium
weight ratio or relative tin content upon the level of
properties achieved. These curves show that the tin-to-
calcium weight ratio or relative tin content is one of the
key parameters of the process of this invention in deter-
mining the maximum properties achievable upon room
temperature aging. FIG. 4 is a plot of the tin-to-calcium
weight ratio versus the ultimate tensile strength at room
temperature for alloys produced in accordance with
procedures defined above for Examples 4 to 18. These
data show that, by using the tin-to-calcium weight ratio
as the controlled variable at each absolute level of
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trade as hard lead, a rolled lead-6% antimony alloy,
possesses tensile properties of about 4,500 to 5,000 psi.
It is therefore not only significant that stability in this
alloy system has been achieved, but also that the prod-
ucts produced thereby possess stable ultimate strengths
considerably higher than those of any other known
wrought lead based alloy. '

FIG. § is a plot of the tin-to-calcium weight ratio
versus the stress rupture life or creep resistance at
room temperature for alloys produced in accordance
withi the procedures defined previously for Examples 4
to 18, These data show that, by using the tin-to-calcium




weight ratio as the controlled variable, the properties
can be significantly improved upon as was the case with
ultimate tensile strength. FIG. 5 partially demonstrates
that the tin-to-calcium weight ratio or relative tin con-
tent can be from more than 10:1 up to about 100:1 and
should be more than 10:1 up to about 60:1 or 10:1 up
to about 25:1 and more preferably in the range of about
16:1 to about 40:1, the preferred range being depen-
dent upon the level of calcium content within the con-
straints of absolute tin content, in order to maximize
stress rupture or crecp properties.

As in the case of tensile strength considerations, it
should be apparent to those knowledgeable in the ap-
plications, of lead alloy sheet that the creep resistance
demonstrated in the alloys of this invention is vastly
superior to that achieved in other wrought products
such as hard lead, a rolled lead-6% antimony alloy. The
stress rupture life of rolled lead-antimony sheet at
4,000 psi is less than 1 hour whereas, as has been shown
in FIG. 8, stress rupture lives of as high as about 600
hours may be achieved within the scope of this inven-
tion at that stress level. Thus the improvement in creep
resistance or stress rupture properties over that of any
other known wrought lead based alloys is considerable.

FIG. 4, combined with Tables II-V, illustrates fur-
ther that the strength properties of the wrought lead-
calcium-tin alloys increase as the absolute levels of
calcium and tin increase, up to the maximum absclute
limits. This may become manifest by comparing Exam-
ples 5, 11 and 14 and Examples 6, 12 and 15 wherein
the tin-to-calcium weight ratios were substantially
alike, ¢.g., about 16:1 and about 24:1, respectively. In
each of these comparisons, it is notable that tensite
strength is significantly improved as absolute calcium
and tin contents become greater and that this is espe-
cially true at calcium contents greater than about
0.04% calcium and absolute tin contents greater than
about 1.0% tin. This same relationship holds true for
stress rupture or creep resistance properties.

Anotherfacet of lead-calcium-tin alloys, namely im-
proved stability at temperatures greater than ambient is
shown by way of Example 19.

EXAMPLE 19
Two lead-calcium-tin alloys, pussessing alloy chemis-

tries of lead-0.067% calcium-0.74% tin and lead-,

0.067% calcium-1.03% tin, were produced via the pre-
ferred Process A time delays; were cold rolled in 7
passes from 0.750 inch thick billet to a final gauge in
‘the range of 0.030 inch ~ 0.055 inch; and were then
aged for more than 120 days. The strip was then heat
treated at a constant temperature of 125°F, in an ethyl-
ene glycol bath for various time periods up to 1 year.
Tensile tests were then performed at each time interval
at a temperature of 125°F.

FIG. 6 demonstrates the effect of the ¢levated tem-
perature exposure on each of the alloys. Incremental
additions of tin corresponding to tin-to-calcium weight
.ratios or relative tin contents of 11.0;1 and 15.4:1,
respectively, showed improved stability. Thus it is ex-
'pected that lead-calcium-tin alloys having a tin-to-cal-
-cium weight ratio of from about 10:1 to about 100:1
are increasingly heat stable as the relative and absolute
tin contents increase. Practically, the behavior of the
more heat resistant alloys is substantially better than
that experienced for more conventional wrought lead
alloys such as hard-lead, e.g., lead-6% antimony, and
thus broader applications areas may be served.
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Tt will be appreciated by those skilled in the art that
achievement of the stability and superior level of ulti-
mate tensile strength and stress-to-rupture life exhib-
ited by the wrought lead-calcium-tin alloys of the in-
vention is dependent upon establishing a stable micro-
structure which is not subject to recrystallization and
grain growth upon aging at room temperature. This is
in contrast to unstable wrought materials having prop-
ertics which decrease and microstructures which
change with time during the previously described time
intervals after cold working. '

Metallographic analysis has shown that the wrought
alloys of the invention possess a microstructure which
consists of a majority of relatively small, elongated or
nonequiaxed, non-recrystallized grains oriented in the
direction of cold working and which remain un-
changed, i.e., resistant to grain recrystallization and
grain growth, upon aging at room temperature for the
time periods previously described. A typical example of
the microstructural characteristics of a lead-0.068%
calcium-1.02% tin atloy is shown in FIG. 7.

While the stability of microstructure is unique and is
directly related to the stability of mechanical praperties
and therefore to the alloy compositions and process
constraints set forth herein for wrought lead-calcium-
tin alloys, it will be appreciated that the absolute micro-
structural character is dependent upon the absolute
and relative amounts of the alloying constituents, e.g.,
as calcium content and the tin-to-calcium weight ratio
increase, the average grain size decreases, and upon the
total amount of cold working employed in processing,
¢.g., as the amount of cold working increases, the aver-
age grain size decreases and the directionality of struc-
ture increases, In the preferred embodiments of this
invention, a stable microstructure consisting of a ma-
jority of very fine, elongated, nonequiaxed, non-recrys-
tallized grains is exemplified; from a practical stand-
point, this is most desirable in order to achieve uni-
form, nonpenetrating corrosive attack in the many’
application areas where lead is used for corrosion resis-
tance. :

Examples 20 and 21 illustrate the application of solu-
tion treatment prior to cold working to achieve stable
properties and microstructures in aged work pieces.

EXAMPLE 20

FIG. 8 illustrates that solution treatment can be uti-
lized to achieve stable tensile properties in a lead-calci-
um-tin alloy having at tin-to-calcium weight ratio or
relative tin content of more than 10:1 to about 100:1
and further illustrates, by comparison with FIG. 3, the
similarity in behavior between the characteristics of
solution-treated material and those of freshly cast.ma-
terial which have been cold worked within 8 hours after
either casting or heat treatment.

In this example, a iead-0.062% calcium-1.36% tin
alloy having a tin-to-calcium weight ratio or relative tin
content of more than 10:1 to about 100:1, e.g., 21.9:1,
was continuously cast in the form of a 2 inch X 11 inch
slab in accordance with the procedurés described pre-
viously and aged for 60 days at room temperature. One
sample of the aged casting was then solution treated for
2 hours at a temperature of 600°F. and rapidly cooled
to room temperature to achieve a supersaturated solid
solution and cold rolled to a thickness of 0.031 inch
within 1| hour after the cooling thereof [Process I]. A
second sample of the slab aged for 60 days was cold
rolled via the same procedure to the same gage without
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having a solution treatment [Process K]. Both materi-
als were tested for tensile strength using standard 1
inch gage length specimens and a testing speed of 0.5
inch per minute. All samples were prepared using a
Tensil-Kut machine.

The comparative tensile strengths of these two sam-
ples measured over a period of 720 days after cold
rolling show that the properties of the solution-treated
material [Process 1] remained stable for 720 days
[long-range stability] after cold rolling whereas the
material which was cold rolled after aging for 60 days
at room temperature without solution treatment [Pro-
cess K) reached a peak in tensile strength at approxi-
mately 120 days and then gradually decreased in
strength throughout the remainder of the 720 day pe-
riod. In addition, the leve] of the stress-to-rupture prop-
erties was affected by solution treatment; material pro-
duced via solution treatment and cold rolling [Process
I] possessed a stress-to-rupture life of 147 hours at a
stress level of 4,000 psi whereas material produced
from aged and nonsolution treated slab [Process K}
possessed a considerably lower stress-to-rupture life of
1.7 hours at the same stress Jevel.

EXAMPLE 21

FIG. 9 illustrates that solution treatment can be uti-
lized to achieve stable tensile properties in a previously
worked and aged work piece which is to be subjected to
reworking.

In this example, two alloys having comparable tin-to-
calcium weight ratios or relative tin contents of 16:1 to
20:1 [lead-0.065% calcium-1.05% tin and lead-0.070%
calcium-1.34% tin} were continuously cast in the form
of slab % inch thick X 14 % inch wide and were rolled
within 8 hours after casting to a thickness of 0.125
inch. After aging for about 750 days at room tempera-
ture, the lead-0.070% calcium-1.34% tin alloy sheet
was solution treated and cold rolled to 0.020 inch
within 8 hours of the cooling thereof [Process L}. In
contrast, after aging for only about 180 days at room
temperature, the lead-0.065% calcium-1.05% tin alloy
sheet was cold rerolled without any solution treatment
to 0.015 inch [Process M].

The comparative tensile strengths of these two sam-
ples measured over a period of more than 360 days
after cold rerolling show that the properties of the
material which was solution treated after aging for
about 750 days [Process L] remained stable for more
than 360 days after cold rerolling whereas the material
which was cold rerolled after aging for 180 days with-
out benefit of solution treatment [Process M] reached
a peak in tensile strength after 60 days and then de-
creased in strength throughout the remainder of the
720 day period.

This further illustrates that solution treatment is ap-
plicable to an aged work piece, either aged castings or
aged wrought stock, and that stable property behavior
similar to that noted for fresh castings may be achieved
through this embodiment of the invention.

It will be noted that the ordinate for FIGS. 1-4, 6, 8
and 9 is on a linear scale whereas the ordinate for FIG.
5 is on a logarithmic scale.

In summary of the foregoing alloy information, the
cold worked lead-calcium-tin ternary alloys of the in-
vention are characterized by strength stability and mi-
crostructural stability at room temperature. The cold
worked lead-caicium-tin alloys having a low tin to cal-
cium weight ratio or relative tin content of from about
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7:1 to 10:1 and an absolute tin content of from about
0.3% to about 1.0% by weight are generally further
characterized by having a stable ultimate tensile
strength at room temperature of at least about 6,000
psi., a stable stress-to-rupture life at room temperature
of at least 25 hours at a stress level of 3,000 psi,, and a
stable, fine grained, worked, non-recrystallized micro-
structure at room temperature. The cold worked lead-
calcium-tin alloys having a high tin to calcium weight
ratio or relative tin content of from more than 10:1 up
to about 100:1 and an absolute tin content of from
about 0.3% to about 2.0% by weight are generally fur-
ther characterized by having a stable ultimate tensile
strength at room temperature of at least about 6,500
psi., a stable stress-to-fupture life at room temperature
of at least 5 hours at a stress level of 4,000 pst. and a
stable, fine grained, worked, non-recrystallized micro-
structure at room temperature. The cold worked lead-
calcium-tin alloys having a tin to calcium weight ratio
or relative tin content of from more than 10:1 to about
60:1 and an absolute in content of from about 0.6% to
about 1.8% by weight are generally further character-
ized by having a stable ultimate tensile strength at room
temperature of at least about 8,500 psi., a stable stress-
to-rupture life at room temperature of at least 30 hours
at a stress level of 4,000 psi., and a stable, fine grained,
worked, non-recrystallized microstructure at room
temperature. The cold worked lead-calcium-tin alloys
having a tin to calcium weight ratio or relative tin con-
tent of from about 16:1 to about 40:1 and an absolute
tin content of from about 1,0% to about 1.8% by weight
are generally further characterized by having a stable
ultimate tensile strength at room temperature of at
least about 9,000 psi., & stable stress-to-rupture life at
room temperature of at least 100 hours at a stress level
of 4,000 psi. and = stable, fine grained, worked, non-
recrystallized microstructure at room temperature. The
cold worked lead-calcium-tin alloys having a tin to
calcium weight ratio or relative tin content of about
25:1 and an absolute tin content of from about 1.0% to
about 1.8% by weight are generally further character-
ized by having a stable ultimate tensile strength at room
temperature of at least about 10,000 psi., a stable
stress-to-rupture life at room temperature of at least
300 hours at a stress level of 4,000 psi. and a stable,
fine grained, worked, non-recrystallized microstructure
at room temperature.

It will be appreciated that various modifications and
changes may be made in the process and alloys of the
invention, in addition to those set forth above, by those
skilled in the art without departing from the essence of
the invention and that, accordingly, the invention is to
be limited only within the scope of the appended
claims.

What is claimed is:

1. A process for the preparation of stable wrought
alloys of lead which comprises casting an alloy consist-
ing essentially of from about 0.02% to about 0.1% by
weight of calcium, tin in an amount such that the tin to
calcium weight ratio or relative tin content is from
about 7:1 to 10:1 and the absolute tin content is from
about 0.3% to about 1.0% by weight, and the balance
substantially lead; and cold working the casting at a
time period of within about 24 hours after the casting
thereof., .

2. The process as defined by claim 1 wherein the
alloy has a calcium content of from about 0.045% to
about 0.075% by weight.
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3. The process as defined by claim 1 wherein the
casting is cold worked at a time period of within about
8 hours after the casting thereof. - e

4, The process as defined by claim 1 wherein the
casting is cold worked at a time.period of within about
1 hour after the casting thereof, - . : . v

5. A process for the preparation of stable wrought
alloys of lead which comprises casting an alloy consist-
ing essentially of from about 0.02% to about 0.1% by
weight of calcium, tin in an amount such that the tin to
caleium weight ratio or relative tin content is.from
more than 10:1 up to about 100:1 and the absolute tin
content is from about 0.3% to about 2.0% by.weight,
and the balance substantially lead; and cold working
the casting at a time period of within about 48 hours
after the casting thereof, oo

6. The process as defined by claim 5 wherein the
alloy has a caléium content of from about 0.045% 1o
about 0.075% by weight. "~ ~ L .

7. The process as defined by claim 5 wherein the tin
to calcium weight ratio or relative tin content is from
more than 10:1 up to about 60:1 and the absolute tin
content is from about 0.6% to about 1.8% by weight.

8. The process as défined by ¢laim 5 wherein the tin
to calcium weight ratio or relative tin content is from
about 16:1 to about 40:1 and the absolute tin content is
from about 1.0% to about 1.8% by weight. .

9. The process 2s defined by claim § wherein the tin
to calcium weight ratio or relative tin content is about
25:1.

10. The process as defined by claim § wherein the
casting is cold worked at a time period of within about
24 hours after the casting thereof. .

11. The process as defined by claim 5 wherein the
casting is cold worked at a time period of within about
B hours after the casting thereof. ’

12. The process as defined by claim § wherein the
alloy is continuously cast and the casting is cold worked
by cold rolling at a time period of within about 48 hours
after the casting thereof.

13. A process for the preparation of stable wrought
alloys of lead which comprises continuously casting an
atloy consisting essentially of from about 0.03% to
about 0.1% by weight of calcium, tin in an amount such
that the tin to calcium weight ratio or relative tin con-
tent is from 10:1 up to about 25:1 and the absolute tin
content is from about 0.3% to about 2.0% by weight,
and the balance substantially lead; and cold rolling the
casting at a time period of within about 24 hours after
the casting thereof.

14. A process for the preparation of stable wrought
alloys of lead which comprises heating an aged work
piece of an alloy consisting essentially of from about
0.02% to about 0,1% by weight of calcium, tin in an
amount such that the tin to calcium weight ratio or
relative tin content is from about 7:1 to 10:1, and the
absolute tin content is from about 0.3% to about 1.0%
by weight, and the balance substantially lead, said heat-
ing being at a temperature and for a time sufficient to
place a substantial portion of the calcium-containing
phases in solid solution in the lead; cooling the work
piece to ambient temperature to form a super-saturated
solid solution of the calcium-containing phases in the
jead; and cold working the work picce at a time period
of within about 24 hours after the cooling thereof.

15. The process as defined by claim 14 wherein the
alloy has a calcium content of from about 0.045% to
about 0.075% by weight.

—

0

16. The process as defined by claim 14 wherein the
work piece is cold worked at a time period of within
about 8 hours after the cooling thereof, =~ -

17. The ‘process as defined by claim 14 wherein the
work piece is cold worked at a time périod of within
about 1 hour after the cooling thereof. .

‘18, A process for the preparation of stable wrought
alloys of lead which comprises heating an aged work
piece of an alloy consisting esséntially of from about
0.02% to about 0.1% by weight of calcium, tin in an
amount such that the tin 1o-calcium weight ratio or
relative tin content is from more than 10:1 up to about
100:1 and the absolute tin content is from about 0.3%
and about 2.0% by weight, and the balance substan-
tially Jead, said heating being at a temperature and for
a time sufficient to place a substantial portion of the
¢alcium-containing phases in solid solution in the lead;
cooling the work piece to ambiefit temperature to fofm

. asiper-saturated solid solution of the calcium-contain-
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ing phases in the lead; and cold workinjg the work piece
at a time period of within about '48 hours after the
cooling thereof. : ] o
~ 19. The process as defined by claim 18 wherein the
alloy has a calcium content of from about 0.043% to
about 0.075% by weight. T T '

20. The process as defined by claim 18 wherein the
tin to calcium weight ratio or relative tin content is
from more than 10:1 up to about 60:1 and the absolute
tin content is from about 0.6% to about 1.8% by
weight. ‘

21. The process as defined by claim 18 wherein the
tin to calcium weight ratio or relative tin content is
from about 16:1 to about 40:1 and the absolute tin
content is from about 1.0% to about 1.8% by weight.

22, The process as defined by claim 18 wherein the
tin to calcium weight ratio or relative tin content is
about 25:1.

23, The process as defined by claim 18 wherein the

work piece is cold worked at a time period of within '

about 24 hours after the cooling thereof.

24. The process as defined by claim 18 wherein the
work piece is cold worked at a time period of within
about 8 hours after the cooling thereof.

25. Cold worked lead-calcium-tin alloys produced by
the process defined by claim 1 having a stable ultimate
tensile strength at room temperature of at least about
6,000 psi., a stable stress-to-rupture life at room tem-
perature of at least 25 hours at a stress level of 3,000
psi., and a stable, fine grained, worked, non-recrystal-
lized microstructure at room temperature. ‘

26. Celd worked lead-calcium-tin alloys produced by
the process defined by claim § having a stable ultimate
tensile strength at room temperature of at least about
6,500 psi., a stable stress-to-rupture life at room tetm-
perature of at least 5 hours at a stress level of 4,000
psi., and a stable, fine grained, worked, non-recrystal-
lized microstructure at room temperature.

27. Cold worked lead-calcium-tin alloys produced by

. the process defined by claim 7 having a stable ultimate
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tensile strength at room temperature of at least about
8,500 psi., a stable stress-to-rupture life at room tem-
perature of at least 30 hours at a stress level of 4,000
psi., and a stable, fine grained, worked, non-recrystal-
lized microstructure at room temperature.

28. Cold worked lead-calcium-tin alloys produced by
the process defined by claim 8 having a stable ultimate
tensile strength at room temperature of at least about
9,000 psi., a stable stress-to-rupture life at room tem-
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i perature of at least 100 hours at a stress level of 4,000
psi., and a stable, fine grained, worked non-recrystal-
i lized microstructure at room temperature.
29. Cold worked lead-calcium-tin alloys produced by
,the process defined by claim 9 having a stable ultimate
tensile strength at room temperature of at least about
110,000 psi., a stable stress-to-rupture life at room tem-
perature of at least 300 hours at a stress level of 4,000
.psi., and a stable, fine grained, worked, non-recrystal-
‘lized microstructure at room temperature.
30. Cold worked lead-calcium-tin alloys produced by
Ithe process defined by claim 13 having strength stabil-
ity and microstructural stability at room temperature.
31. Cold worked lead-calcium-tin alloys produced by
the process defined by claim 14 having a stable ulti-
‘mate tensile strength at room temperature of at least
about 6,000 psi., a stable stress-to-rupture life at room
temperature of at least 25 hours at a stress level of
3,000 psi., and a stable, fine grained, worked, non-
xecrystallized microstructure at room temperature.
' 32, Cold worked lead-calcium-tin alloys produced by
ithe process defined by claim 18 having a stable ulti-
mate tensile strength at room temperature of at least
about 6,500 psi., a stable stress-to-rupture life at room
‘temperature of at least 5 hours at a stress level of 4,000

psi., and a stable, fine grained, worked, non-recrystal-
lized microstructure at room temperature.

33, Cold worked lead-calcium-tin alloys produced by
the process defined by claim 20 having a stable ulti-
mate tensile strength at room temperature of at least
about 8,500 psi., a stable stress-to-rupture life at room
temperature of at least 30 hours at a stress Jevel of

. 4,000 psi., and a stable, fine grained, worked, non-
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recrystallized microstructure at room temperature.
34. Cold worked lead-calcium-tin alloys produced by
the process defined by claim 21 having a stable ulti-
mate tensile strength at room temperature of at least
about 9,000 psi., a stable stress-to-rupture life at room
temperature of at least 100 hours at a stress level of
4,000 psi., and a stable, fine grained, worked, non-
recrystallized microstructure at room temperature.
. 35, Cold worked lead-calcium-tin alloys produced by
the process defined by claim 22 having a stable ulti-
mate tensile strength at room temperature of at least
about 10,000 psi., a stable stress-to-rupture life at room
temperature of at least 300 hours at a stress level of
4,000 psi., and a stable, fine grained, worked, non-

recrystallized microstructure at room temperature,
* ¥ % % %
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