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AEROSPACE AMS4873 A
MATERIAL SPECIFICATIONS | Issued 1-1-46

SOCIETY OF AUTOMOTIVE ENGINEERS, Inc. 485 Lexington Ave., New York17, N.Y. | o . 0d 6=1-51

ALUMINUM BRONZE CASTINGS, SAND

Heat Treated

1. ACKNOWLEDGMENT: A vendor shall mention this specificetion number and its revision
letter in all quotations and when acknowledging purchase orders.

2o APPLICATION: Primarily for high strength,

3. COMPOSITION:

Copper 83,5 min
Aluminum 103 - 1145
Iron 3.0 = 4,25
Manganese 0450 max
Nickel 0,50 max
Total Named Elements 9967 min

4, CONDITION: Heat Treated,

5. TECHNICAL REQUIREMENTS:

5.1 Casting: A melt shall be the metal \withdrawn from a batoh furnasce charge of
2000 [pounds or less as melted forcpouring castings, .

.

5.2 Tenslle Test Coupons: Shall be oast with each melt of metal [for castings and,
when|requested, shall be supplied with the ocastings, Coupons shall be of suoh ™~
size[that a stendard (0.5=inch diameter at the reduced paralllel section) ten-
sile|test specimen may be’machined from each coupon, and shalll be cast in molds
mede |with the regular foundry mix of green sand, without using chills, Metal
for ¥he coupons shdgll be part of the melt which is used for the castings, The
tempgrature of the metel during pouring of the coupons shall be not lowsr than
the femperature.of the metal during pouring of the castings.

543 Heat [Treatment: All castings end tensile test coupons shall be heat treated as

g s g ia stings, shall be quemohed
from a temperature not lower then 1600 F, reheated to not lower then 1100 F
and cooled in air, At least one tensile test coupon shall be put into a
batch-type furnace with each load of castings or into & continuous furnace
at intervals of not longer than 3 hours,

5.4 Tensile Properties:

5.4,1 Tensile test specimens cut from the heat treated coupons shall conform to the
following requirements;

Tensile Strength, psi 85,000 min
Yield Strength at 0.,2% offset or at \
0,0100 inch in 2 in, extension under load, psi 45,000 min

Elongation, % in 4D _ 5 min

-
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QUALITY:

REPORTS s

If casting
sections o
ments of &
shall conf

Tensile Strength, psi

Yield

0,0088 inch in 2 in, extension under load, psi
Elongation, % in 4D

Hardness: C

-2 -

8 are cut for examination, tensile properties of specimens cut from

f castings 1 in, and under in thickness shall conform to the require-
o4el; specimens cut from sections of castings over 1 in. in thickness
orm to the following -equirements:

‘72,000 min
Strength at 0.2% offset or at :
36,000 min

5 min

astings shall have hardness of Brinell 200-235, using 3000 kg load,

or equivelent hardness by other methods,

Fracture Tesk; When oastings are broken for frecture test, the fracture shall

have uniio;
and other d
before rupt

materials
$o’ perfornm
cleaned,

Castings sgaél be uniform in quality and condition, sourd, and free fr

Inspeotion stendards and procedures shall be‘'as egreed upon by purchas

vendor,

Castings sha
written perm

color and be substantially fres from oxides, blowholed,)pprosity
ects. Castings shall be sufficiently ductile  to show some bending
Qe

bm foreign
from internal and external defects detnimental to fabricption or
L be well

ce of parts, Castings shall have smooth‘surfaces and shal

br and

11 not be repaired by plugging, welding or other methods, without
ission from purchaser,

Unless otherwi

ment three
tensile prop
number, mat

se specified, the vendor of castings shall furnish with pach ship-
opies of & report showing the chemical composition of the pastings,
orties of the tensile test specimens, melt numbers, purchage order

-ts shall
:e order

wise spedified, the vendor of finished or semi-finished pa
each shipment three oopies of a report showing the purcha

duced or pur
castings to
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IDENTIFICATION:

chased by the parts vendor, that vendor shall inspect each lot of
determine conformence to the requirements of this specification, end
shall include in the report a statement that the castings conform, or shall
include copies of laboratory reports showing the results of tests to determine
conformance,

Castings shall be identified in accordance with the latest issue

N . N
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