














- Page 5 -
(Discussion, cont'd) -

A lower normaelizing temperature, such as used in Heat Tresat-
ments Nos. 2 and 3, although lowering the Brinell and tsnslls
somewhat, increased thé elongation, No change in hardness was
ohserved by varying the draw temperature of a normalized bracket
from 800 to 1000° F, Heat Treatment No, 3 appears to be the
most satisfactory. In production it would not be expectsd that
the exact time cycles at the preheat and haating;up tempersa-~
tures should be employed.

Warpage on the brackets varied considerably. .t
some points 1t was increased over the original whereaa at
others 1t was decreased, Brackets Nos, 5 and 6 were taken to
the experimental garage in Ottawa and were placed on a urni-
versal carrier, It was impossible to get the pin into the
centre hole of Bracket No, 5 using a press with 60 tons
pressure; the pin may not have bheen properly aligned, however.
The pin was readily fitted into Brackef No. 6, using a 30=-ton
maximum load, Thls bracket when placed on the vehicle aopearsd
to be satisfactory. The trial established two main points
regarding warpage:

(1) The amount whiohithe bracket was out of flat was not
a serious matter. The bracket is bolted onto a flat piate
and the warpage 1is readlly taken up,
(2) An endeavour should possibly be made, 1n heat treat-

ing, to maintain the tolerances on the centre hole.

In regard to peint 2 above, it was found that Ford
Motor Co, used 30 toné at the start to press-fit the pin into
the hole, In order to push the pin the last % inch, howsver,
they have to jam the press. They estimate that the force
thers applied is roughly 120 tons,

In view of this latter situaticn, it is felt that

about 12 brackets should be submitted for heat treatment. On






