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Figure I presents an image of two of the casting sampt<i'$. provided 'b'W:rnLpotential casting 
vendor. The hardness was measured using a Rock\vell S~t¥~!:®,QJ1ardnes~::t'!@h1g machine and 
the HRc hardness scale (diamond bralc indenter. J 50kg rµaj0Fi:~@'l:!J'nm:9 ind3\.'.its were acquired 
on each side of each part (6 readings per part). TheA%~ition o'r'tM::#~f:ooess indents can be 
cfoarly seen on the part in the right side of Figure 1. . .. , .. ,. . ... , .. , ... · 
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