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AERONAiJTICAL MATERIAL SPECIFICATION AMS 4210 B 
Society of Automotive Engineers, Inc. 

29 West 39th Street 	 Issued 10-15-40 
New York City 	 Revised 12-1-42 

A LUr1INUM ~LLOY CAST INGS 	(Sand) 
5~ Silicon (A~ed) 

1. ACRNOWLEDGI!~NT s  A vendor must men~kion this specif ication number and its revision 
letter in all quotetions and when acknowled~ing purchase orders. 

2. 	COhPOSITIONs 	Silicon 4.5 - 5.5 
Copper 1.0 - 	1.5 
Magnes ium 0.4 - 0 .6 
Chromium + Titanium 0.08- 0.30 
Iron 0.60 mf► x 
Mangsnese 0.30 max 
Zinc 0.:0 max 
Other Impurities, each 0.05 max 
Other Impurities, total 0.15 max 
Aluminum remainder 

3. CASTING t  (e) All the metel which is melted f'or castin~s shell conform to sec- 
t. ion 2 ingot; gates, risers end rejected castin~s, m~y be used but shell first 
be converted into such ingot. 

(b) During melting, the metel shell be heeted to not over 1450° F. 
The metal bein~ poured into the mold shall not exceed a temperature of' 1400° F. 
Written permission must be obtained f`rom the purchaser by letter or by revisin~ 
the drawing before deviating f'rom the requirements of this paragraph. 

(c) The metel f'or making tensile test bers of the standard size f'or 
test ing sha 11 form a part of' the melt or heat which is used f or t he cast ings . In 
the event the metal for the castings is given nny treatment such es f luxin~, or 
cooling and reheatin~, the metal for the test bers shell f'orm a portion of the 
metal so treated. The metal f or the test bars and castings mey be seperated int o 
lots f`or pourin~, but the v~rietion in temperature between the lots in the pour- 
ing ladles shell not exceed 20° F' at the time the final temperature reading is 
made, Mhich shall be immediately before pouring into the molds. The mold shall 
be made with the re~ular foundry mix of ~reen sand without using chills. 

4. HEAT TREATrJ1ENT: The test bars, together with any portion of t he castings which 
t~ey represent, shall receive the aging treatment only, that is, heated unif'ormly 
to 420°-450° F, held at heat f or 8-10 hours and ellowed to cool. Castin~s shall 
have a mznimum herdness of Rrinell 55, but the impression is not to be taken at 
a sprue or riser. 

5. TEST ~ARS: (e) Tensile test bars~shall be cast with e~ach melt of~ castin~s, unless 
otherwise specif'ied . A melt shal l mean a f urnace cher~e (1000 pounds or le ss ) of' 
metal as melted f or pouring castings. Test bars are to be supplied wit h the cast- 
ings when requested. 

(b~ Unless otherwise specif'ied 
poured and treated es specif ied in sections 
ing minimum physical propertiess 

Tensile Strength, lb per 
Elongation, f in 2 in. 

or noted on the drawing, the test bars 
3 and 4 sh~ll conform to the follow- 

sq in 25i000 

Gopyri~ht 1942 by Society of Automotive Engineers, Inc. 	Printed in U.S.A. 
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