
q C=« 
Mq~~ 
9r~Q 

~~ 40 0 
~on~  
M ►• » o-» 

~~~5 ~ 
a~~~ 

vE« ►  
~p~re 
s1 ~ 
Q~- O 
o~oo 
`»W~ 
4 9 0 Y V C « 
~oa 

8~~° 
~~`q~ 

~cE~ 
«~~~ 
=ow« 
«>~~ 
oo—$ 
v ►~o 

:oo°d nM~~ 
0 o~a; 

~,re ~ 
:`o«~ 
m°C~° 
»aM 

_8~at ~~ « 
~—oo o_°v~' 

W~yp 
a °S" Y ~. 
oe~w 
«°pE 

o~~~ 
r~E; 
O~ 

«~~C O 
O~aq H~..n 

~ 

AERONAUTICAL 
	

AMS 4893 

~~ 
a o o`~  v 

a:E°w ~ $e 
os~; 
~ ° ,~~ g~.o 
vrE 

~w ie 
~ ~8~`e 

e 

~ ~ 

MATERIAL SPECIFICATIONS 	 ~~,~~ 1-i5-59 
80CIETV OF AUTOMOTIVE ENOINEERS, Inc. 	485 L@xington AvO. ~ New YOI'k 17. N.Y. Rsviaed 

ALI,OY CASTIlVGS~ SAND AND CENTRIFUGAL, CORkOSION AND HEAT RESISTANT 
Nickel Base - 29.5Cu - 1~Si 

Solution Treated 

1. ACKNOWLED~i~,NT: A vendor shall mention this specification number in all quota- 
tions and when acknowledging purchase orders. 

2. APPLICaTIONs Primarily for parts requiring resistance to wear and galling under 
light to medium loads against dissimilar materials of higher hardness, and re- 
tention of hot hardness up to 1000 F, where improved machinability or grinding 
over as-cast material is desired. 

3. COMPC)SITION: 

Nickel + Cobalt 60.0 min 
Copper 27.0 - 31.0 
Silicon 3.5 - ~.5 
Iron 2.5 max 
N~anganese 1.5 max 
Cobalt (if determined) 1.0 m~ 
Carbon 0.25 ma~c 
Sulfur 0.015 max 

!~. CONDITIO~d: Solution heat treated, unless otherwise specified. 

1~.1 Centrifugal castings shall be rough turned and bored, unless otherwise speci- 
fied. 	 ' 

4.2 Sand cast solid round bars shall be rough turned, unless otherwise specified. 

5. TECHNICAL 1~QUTNE ,NE. P1TS: 

5.1 Heat Treatment: Material sha11 be solution heat treated by heating to 1600 - 
l0 0~, holding at heat for 1 h.r per in. of thickness for sections 1 in. or less 
plus an additional 1 hr per inch of_ cross section thicker than 1 i.n., rapid. 
f:arnace cooling to, or transferri.ng to another furnace held at, 12U0 - 1300 F, 
holding at heat for 1/2 hr or until uniform temperature has been attai.ned, and 
quenching in low-sulfur oil. For complicated sections, parts should be charged 
into a furnace whi_ch is at a temperature not higher than 600 F. 

5.2 Hardness: Shall be not higher than.Brinell 270 or equivalent. 

5.3 Pro erties After Preci itation Heat Treatment: Material solution heat treated 
as in ~.l shall be capable of ineeting the ollowing requirements after heating 
to 11C~ F+ 25, holding at heat for !~ - b hr, and air or furnace cooling. 

5.3.1 Hardness: ShalJ. be not lower than Brinell 300 or equivalent. 
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6. @u~z~: 

6.1 Castings shall be uniform i.n quality and condition, sound, and free from foreign 
materials and from internal and external imperfections detrimental to fabrication 
or to performance of parts. Castings shall have smooth surfaces and shall be well 

cleaned. LTnless~otherwise speci.fied, metallic shot or gr~t shall not be used for 

final cleaning. 

6.2 tiahen castings are broken for fracture test, the fracture shall have uniform color 
and be substantially free from oxides and other imperfections. 

5.3 Radiographic and other quality standards shall be as agreed upon by purcha~er and 

vendor. 

6.l~ Un1e5s otherwi.se specified, castings shall be produced under radiographic control. 
This sha11 consist of radiographic examination of castings vntil proper foundry* 
teehnique, which will produce castings free from harmful internal imperfections, 
is established for each part number, and of prod.uction castings as necessary to 
ensure maintenance of satisfactory quality. 

6.5 Castings shall not be repaired by plugging, welding, or other metha3s. 

7. N~PORTS: 

7.1 Unless otherwise specified, tr~e vendor of castings sriall farnish with each ship- 
ment three copies of a.:eport of the results of tests for chemical composition. 
of each heai~ r~preCerat~d and a~t~~tement that the casting~ aoniorm to the reauire- 
ments of thi speca.ficatian. ':his report shall include the purchase order number, 
heat numQ~r ~and code sym.bo1 if used), material apecification number, part numbex~ 
ane quaratity from each he~t.. 

7.?_ Unless otherwise specified, the vendor of finished or semi-finished parts shall 
furnish with each shipment three copies of a report showing the purchase ord.er  

nur:ber, r~aterial specification number, contractor or other direct supplier of 
castings, part number, and quantity. ~n~hen castings for making parts are pro- 
duced or purchased by the parts vendor., that vendor shall inspect each lot of 
castings to deterriine conformance to the requirements of this speciyfication, and 
shall include in the report a statement that the castings conform, or shall in- 
clude copies of laboratory reports showing the results of tests to determine con- 

forrnance. 

8. I~F~tiIF1.C~TION: Castings shall be identified in accordance ti~tith the latest issue 
of Ar~S 2~~T~Zarking materials shall have no deleterious effects on the castings 

or their performance. 

9. APPROVAL: 

9.1 To assure uniformity of quality, sample castings from new or rewo.rked patterns or 
molds shall be approved by purchaser, unless such approval be waived. 

y.2 Vendor shall use the same foundry practices and the same heat treating procedures 
for production castings as for approved sample castings. If necessary to make 
any crange, vendor shall notify purchaser prior to the first shipment of castings 

incorporating such change. 

~ 

~ 

V 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s4

89
3

https://saenorm.com/api/?name=83a81ca82a23a838b4e08f30579d033f

