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AEROSPACE 	 ~ AMS48?'3A 
lell~►TERIAL SPECIFICATIONS 	 i,,,,~a 1-1—~s 
SOCIETV OF AUTOMOTIVE ENGINEER3, InC. 	4B5 Lexi ►1gt011 AVe. ~ New York 17, N.Y. Reviaed 6~2~51 

ALUMII~IIM BRONZE CASTINGS, SAND 
85.3Cu - 10.9A1 - 3.6Fe 

Heat Treated 

1. ACKN~9YLEDC~NT: A vendor shall mention this specification number and ita revis 
e er n a quotations and when acl~iowledging purchase orders. 

2. APPLICATIONs Primarily for high strength. 

3. COMPOSITION: 

Copper 83.5 	min 
Al~unini.ma 10.3 	- 	11.5 
Iron 3.0 	- 	4.25 
Manganese 0.50 max 
Nickel 0.50 maa 
Total Named Elements 99.7 	mi.n 

4. CONDITIOPT s  Heat Treated. 

5. TECHNICAL REQIIIREPlIENTS : 

5.1 Castir~= A melt shall be the metal withdrawn from a batah furnaae charge oP 
~unds or less as melted for pouring castings. 

	

, 	 ~.. 

5.2 Tensile Test Coupons: Shall be aast with each melt of inetal for aastings a.nd~ 

	

w_en reques e, s 	be supplied with the aastings. Coupons shall 	be of suah~ 
size that a standard (0.5-inch diameter at the reduced parallel section) ten- 
sile test specimen may be machined from eaah coupon, and shall be caat in molds 
made with the regular foundry mix of green sand, without nsing chilla. Metal 
for the coupons sha.11 be part of the melt which is used for the aaatings. Tt~e 
temperature of the metal during pouring of the coupons shall be not lower than 
the temperature of the metal during pouring of' the castings. 

5.3 Heat Treatments All.castings and tensile test coupons shall be heat treated as 
O OWS= 

5.3.1 Tensile test aoupons;-together with production castings, sha.11 be queenohed 
from a temperature riot lower than 1600 F, reheated to not lawer than 1100 F 
an.d cooled in air. 9t least one tensile test aoupon shall be put into a 
batch-type furnace with each load of castings or into a continuous furnace 
at intervals of not longer than 3 hours. 

5.4 Tensile Properties= 

5.4.1 Tensile test speaimeng  cut fratn the rnaat treated aoupons shall conform to the 
following requiremeutsa 

Tensile Strength, psi 	 85,000 min 
Yield Strength at 0.2f offset or at 

0.0100 in.oh in 2 in. axtension under load, psi 	45,000 mi.n 
Elongation, f in 4D 	 5 min 

~01~~9h~ 1951 ►~ $xiNy of Automotive Enqinters, Inc. 	 Prinf~d in U.SJ~. 
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5.4.2 If casti.ngs are out for examination, tensile properties of speaimens cut gros~ 
sections of castings 1 in. and under in thiclrneas shall cos~.form to the require- 
rnents of 5.4 01; specimens cut from seotions of cas~ings 049Y' 1 ino.  in t hicl~ess 
shall aonform to the following -e~t:iiremeats: 

Tenaile Strength, psi 	 `72,00~ min 
Yield Strength at 0.2f offset or at 

0.0088 inch in 2 in. extension under load, pai 	36,000 min 
Elongation, f in 4D 	 . 	 5 min 

5.5 gardriesss Castings shall have hardness oP Brinell 200-235, using 3000 kg load, 
or equ v lent hardness by other methods. 

5,6 Fraoture Test= When oastings are broken for fracture test, the fracture shall 
F~iàve uiu orm aolor and be substantially free from oxides, blowholes, poroaity 
and other defec~s. Castings shall be sufficiently ductile to show some bending 
before rupture. 

6. QUALITY: 

6.1 Castings shall be uniform in quality and condi~ion, sound, and free from forei~n 
materials and from internal and external defects detrimental to fa~rication or 
ta'performance of parts. Castings shall have smooth surfaces and shall be well 
cleaned. 

6.2 Inspeation sta.ndards and procedurea shall be as agreed upon by puraha,ser and 
vendor. 

6.3 Castings shall not be repaired by plugging, v~relding or other znethods, zvithou~ 
written permission from purehaser. 

?. REPORTS: 

7.1 IInless otherwise speaified, the vendor of castings shall furnish with each ship- 
men~ three copies of a report shvwing the ehemiaal aomposition of the castings, 
tensile proper~ies of the tensile test speaimens, melt nwnbers, purchase order 
number, material apecifiaation n~ber, part nummber, and quantity. 

7.2 Unless otherwise speaified, the vendor of finished or semi-finished parts sha.11 
furnish with eaah shipment three copies of a report shov~ing t he purchase order 
number, material speaification number, contractor or othsr direct supplier of 
castings, part number, and quan.tity. 11Vhen cas~inge for ma~Cing parts are pro- 
duced or purchased by the parts vendor, that vendor shall inspeat each lot of 
castings~to determine conformance to the requirem9nts of this speci£ication, and 
shall incluc~e in the report a statement that the castings oonform, or sha.11 
include aopies of laboratory reports sha9uing the resulta of tests to determine 
conf orma.nce. 

8. IDENTIFICATION: Castings shal]: be identified in accordance writh the latest issue 
o 	 . 

~ 

~ 

~.. 
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