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1. Scope

1.1 This specification® covers castings of
five alloys having the ASTM classifications,’
allfoy numbers' and commercial designations,
and nominal compositions shown in Table |.

NoTr I —Thiv speutication covers the techmcal
requirements for copper-base alloy castings and s
not intended for use fur the corresponding afloy« in
got form which are specified in ASTM Specifica-
tion B 30, for Capper-Rase Allovsin Ingot Farm [or
Sand Castengs

1.2 The castings ure intended for use for
conventional bearings and bushings in the
cast state, Alloys 937 and 938 are frequently
used also for castings which are called npon to
resist some of the mild acid such as are found
In mine waters.

NuTi 2 The values stated in LS. costamary
unus are to he regurded as the standard, The met
ric equivalents of .5 cuslomary units mas be ap-
proximale.

2. Ordering Information

2.1 Orders for material under this specifica-
tion shall include tbe following information:

2.1.1 Alloy number (Section {1},

2.1.2 Tests or certification required (Sec-
tions 5, K. 10, 16), and

2.1.3 Marking. if required {Section 14)}.

3. Manufacture

3.1 The ailoy may be made by any approved
method. If alloss in ingot {orm are used. the
alloy ingo!t selected shall have the same ASTM
classification and alloy number as prescribed
in this speaitication and shall conform to the
requirements for that alloy as prescribed in
Specification B 30.

3.2 The castings shall be made in accord-
ance with such practice as to obtain the physi-
eal properties prescribed in this specification.
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1.3 The casting~ shall be of uniform qualty.

4. Chemical Composition

4.1 The castings shall conform 1o the re-
guirements as to chemical composition pre-
scribed in Table 2

5. Chemical Analvsis

51 An analysis of each melt may bhe re-
yuired at the opution of the purchaser. II the
castings are made from ingot metal in accord-
ance with Specification B 30 or returns (back-
stock) of known composition, and if the
foundry practice of the manuflacturer 1s satis-
factory to the inspector. and 1f meling and
casting are witnessed by the inspector. he may
waive further chemical analysis.

5.2 The sample for chemical analvsis shall
be taken by drilling or cutting the test coupon
or sprue in such a manner as to be representa-
tive of the entire cross section.

6. Methods of Chemical Analysis

6.1 Analyses, when made, shall be per-
formed in aceordance with ASTM Methods
E 54, Chemical Analvsis of Special Brasses
and Bronzes.”

This speaficatin v onder the jurisdiction ol 351
Committee B-5 on Copper and Copper Allns A hist ar
members may be Sound in the ASTM Yearbook

Current edition gffectne Feb 27 1970 Onginadls s
sucd 1941 Replaces B 1 32

"For ASME Boiler and Pressure Vesswel Code spplia-
trons ~ce related Speoficaton 5B-144 in Section 11 o that
Code.

ASTM Classiticauon B 119, Cust Copper-Buse Allovs,
which appears in the Awngal Bood of ASTA Nrandardy,
Part 5

' The alloy numbers are srbitrarth chosen and hase no
other significance.

Annual Book of ASTM Standurds, Part 5,

" dnnual Book of ANIM Siandards, Pant 32


sydba
ASTM Stamp

https://standards.iteh.ai/catalog/standards/sist/e817765a-7e4b-472d-be52-f02944de3209/astm-b144-70

4ilh

7. Tensile Properties

7.1 The material shall conform to the re-
quirements as 1o tensile properties prescribed
in Table 3.

8. Pressure and Fracture Tests

8.1 The castings madc from these allovs
shall conform to such requirements as to pres-
sure and fracture tests as may be agreed upon
by the manufacturer and the purchaser and as
specified in the order.

9. Test Specimens

9.1 It is recommended that the lest coupons
and specimens for tension tests be prepared
in accordance with ASTM Recommended
Practice B 208. for Tension Test Specimens
for Copper-Base Alloys for Sand Castings.”
except that Fig. | of Recommended Practice
B 208 is not applicable to these alloys.

10. Number of Tests

10.1 Three test coupons shall be poured
from each melt of metal, or such groups of
melts as the purchaser may specify, but in no
case shall a lot consist of more than 1000 ib
(450 kg) of castings. except if individual cast-
ings weigh more than 1000 1b. The inspector
shall witness the pouring of the test molds.

10.2 If any test specimen shows defective
machining or reveals casting defects. it may be
discarded and replaced by another specimen
selected by the inspectlor.

10.3 The specimens shall be made and
tested al the expense of the manufacturer.
The inspector shall witness the testing.

10.4 One test speeimen shall be tested. It
the physical requirements are mct by this one
test. the Jot shail be accepted. IT the first test
specimen fails 1o conform to the requirements
specified, the two remaining specimens shail
be tested. If the average properties of the two
remaining specimens conform to the require-
ments specified. the lot shall be accepted.

11. Methods of Test

11} The tension tests shall be made in
accordance with ASTM Methods E 8, Tension
Testing of Metallic Materials.
12. Significance of Numerical Limits

12.1 For purposes of determining compli-
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ance with the specified limits for requirements
of the properties listed in the following table,
an observed value or a calculated vaiue, shall
be rounded off as indicated in accordance with
the rounding-off method of ASTM Recom-
mended Practice E 29. for Indicating Which
Places of Figures Are to Be Considered Sig-
nificant in Specified Limiting Values.’
Rounded-OIT Unit for

Obwerved or
Cateulated Value

nedress wnit o the last

Properiy

Chemical compowtion

right-band  place  af
ﬁgure\
Tensile strenpth nearest V000 psi {ncarest
Yicld strenplh 0.1 kgtf/mm }
Elongation Below § nearest multiple of 8.5 per-
percent cenl

4 percent and over nearest | percent

13. Workmanship and Finish

[3.1 The castings shall be free from blow-
holes, porosity, hard spots. shrinkage defects
or cracks. or other injurious defects and shall
be smooth and well cleaned. before inspec-
tion, by sund blasting, tumbling. chipping. or
other process approved by the inspector.

132 The castings shall not bt repaired,
plugged. welded, or “burned in” unless per-
mission from the inspector has been previously
secured. This permission will be given only
when the defects are such that after the ap-
proved repair the usefulness and strength of
the casting has not been impaired. Each such
repair shall be encircled by a ring ol white
paint at the time of shipment.

13.3 All castings shall be true to patiern,
free from swells, etc. Wall thicknesses shall
he uniform throughout the lot of castings and
all cores shall be accurately set.

13.4 Where thick and thin sections join, the
manufacturer shall be permitted to add {where
not previously provided) fillets of proper size
to avoid cracking upon cooling, subject 1o the
approval of the inspector.

13.5 The manufacturer shall not be respon-
sible for the the dimensional accuracy of pal-
terns furnished by the purchaser.

14. Marking

14.1 Upon request of the purchaser, castings
»hall be marked with the pattern or mark num-
ber at a position on the casting where it will

Ananal Book of ANTM Niandards, Pari 31
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