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ALTMINUM ALLOY CASTINGS. SAND
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1., ACKNOWLEDCI{EXT: A vendor shall mention thie specification number and its revision
letter in 211 quotations and when acknowledging purchase orders,

2. CLOMPOCSITICIT:

Silicon 4,50 - 5,50
Copper 1.00 - 1.50
Magnesium 0.40 - 0.60
Chromium + Titanium 0.08 - 0.30
Iron 0.60 max
Hanganese 0.%0 max
Zinc 0,30 mag
Other Impurities, each 0.05(nmax

Other Impurities, total 0.X5 max
Aluminum remainder

3. CONDITMION: Stress relieved.
4. TECH{ICAL REQUIREMENTS:

4,1 Casting:

4.1.1 All metal vhick is melted.for castings shall be ingot conforming in composition
to [Section 2 above; gateésy risers and rejected castings may| be used but shall.
finst be converted into/such ingot. Furnace or ladle additfions of small
amqunts of grain refining elements or alloys are permissible.

4,1.2 A nelt shall be(the metel withdrawn from a batch furnace charge of 2000 pounds
or [less as melted for pouring castings, or when permitted Wy the purchaser, a
mellt shall Le-3000 pounds or less of metal withdrawn from one continuous
furnace in.not more than 8 consecutive hours.

4,2 T Snégirens: Tensile test specimens, and chemical analysils specimens when
requilrad, shall be cast with each melt of metal for castings jpnd, when requested,
shall be supplied with the castings.

4,2,1 Tengile Test Svecimens: Shall be standerd (O.5-inch diameter at the reduced
parallel section) and ghell be cast to size in molds made with the regular
foundry nix of green sand, without using chills, Metzl for the specimens shall
be part of the melt which is used for the castings., If the metal for castings
is given any treatment, such as fluxing or cooling and reheating, the metal for
the specimens shall be a portion of the metal so treated, and during such
treatment shall be heated to the same meximum temperature and held for approx—
imately the same length of time as the molten metal for castinss. The temper-
ature of the metal during pouring of the specimens shall be not lower than the
temperature of the metzl during powring of the castings,

24,2,2 Chemi An sig S i g¢ Vhen required by purchaser, shzll be of size and
shape agzreed upon by nurchaser and vendor,

; — _ J

Copyright 1949 by Society of Automative Engineers, Inc. Printed in U.S.A,


https://saenorm.com/api/?name=a505a0e9867514ea11505bc20748c161

AMs4210D -2

4.3 Heat Treaiment: All castings and tensile test specimens representing them shall
be heat treated as follows: '

4.3.1 Tensile test specimens from each melt, together with production castings, shall
be heated wniformly to 435 F + 15, held at heat for 8 to 10 hours and cooled in
air. At least one set of tensile test specimens shell be put into a batch=-type
furnace with each load of castings or into a continuous furnace at intervals of

not longer than 3 hours.

4.4 Physical Properties:

4.,4.1 Tensile test specimens shall conform to the following requirement:

Tensile Strength, psi 25,000 min

4.4.2 Hardness of pastings, except at sprues and risers, shall be not lowey than
Brinell 55 uping 500 kg load and 10 mm ball or 1000 kg load and 9/16 inch ball,
or Brinell 60 using 1000 kg load and 10 mm ball,

4.4.3 If castings are cut for examination, not less than four,“and preferabdly ten,
tensile test|specimens taken from thick and thin sections of castings shall be
tested. Average hardness of such specimens shall B¢ as specified in|4.4.2.
Average tensfle strength shall conform to the following requirement:

Tensile Strength, psi 18,750 min

Notet Confofmance to this requirement may be used as basis for accegptance of
castifngs.

5., QUALITY:

5.1 Castings shall|be uniform in quality and condition, sound, and free frdm foreign
materials and from internal and'external defects detrimental to fabricdtion or to
performance of |parts. OCastings shall have smooth surfaces and shall bd well
cleaned.
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5.3 Radiographic and other quality standards shall be as agreed upon by purchaser and
vendor,

5.4 Castiange shall not be repaired by plugging, welding or other methods, without
written permission from the purchaser.

5.5 Castings shall not be immregnated, chemically treated or coated to prevent leak-
ing, unless specified or allowed by written permission which states the method %o
be used. Impregnated castinss shall be marked IMP,
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