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AERONAUTICAL MATERIAL SPECIFICATION ‘AMS 42128

Socnety of Automotive Engineers, Inc.

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

ALUMINUM ALLOY CASTINGS (Sand)
5% Silicon (Solution and Precipitation)

1.

2.

ACKNOWLEDGMENTs A vendor must mention this specificetion number and its re-
vision letter in all quotations end when scknowledging purchase orders.

COMPOSITIONs Silicon 4.5 = 5.5
Copper 1.0 - 1.5
— Magnesium 0.2 - 0.6
Chromium + Titanium 0.08 - 0.30

Iron 0.60 max

Mangsnese 0.30 mex

Zinc 0.10 mex

Other Impurities, each 0.05 max

Other Impurities, total 0+15 max

Aluminum . remainder

CASTINGsl (e) All the metal which is melted for{castings shall cqnform to sec-
tion 2 ingot; getes, risers end rejected castings, may be used byt shall first
be convegrted into such ingot.

(b) During melting, the metell shall be heated to not oyer 14509 . The
metel being poured into the mold shall not exceed e temperature ¢f 1400°F.
Written |permission must be obtained from the purchaser by letter|or by revising
the drewing before deviating from. the requirements of this parsgraph.

(c) The metal for/making tensile test bars of the standerd size for
testing [shall form a part of the melt or heat which is used for fhe castings. In
the event the metal for«the castings is given any treatment such|es fluxing, or
cooling |and reheating,(the metal for the test bars shall form a gortion of the
metal sq treated. The metal for the test bars and cestings may Be seperated into
lots foxq pouring,. but the veriation in temperature between the ldts in the pour-
ing ladles shall fiot exceed 20°F at the time the final temperatuge reading is
made, which shall be immediately before pouring into the molds. |The mold shell
be mede with/the regular foundry mix of green sand without using [chills.

HEAT TREATME . : 84 : opether— 6 ; —the castings
which they represent, shall be heated to the requlred temperature and time
for the solution treatment, and quenched in weter which is boiling before the
quench.

(b) The test bars, together with any portion of the castings which
they represent, after the solution treastment es in paragraph 4(e), shall be
heated uniformly to a minimum temperature of 300°F, held st heat for not less
than 1-1/2 hours and cooled in sir. The hardness of the castings shell be
within the limits of Brinell 65-95 using 500 kg lced end the 10 mm bell, or
the equivalent, or Brinell 70-100 using 1000 kg loed end the 10 mm ball.

TEST BARS: (a) Tensile test bars shall be cast with each melt of cestings, unless
otherwise specified. A melt shall mean & furnace charge (1000 pounds or less)

of metal as melted for pouring castings. Test bars are to be supplied with the
castings when requested.
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