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ALUMINUM ALLOY CASTINGS, SAND
5Si - 1,3Cu - 0,5Mg (355-T71)
Solution Treated and Overaged
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1, ACKNOWLEDGMENT s ‘A vendor shall mention this specification number and its
Tovision letter in all quotations and when acknowledging purchase orders.

2, COMPOSITION:

Silicon 4,5 = 5,5
Copper 1.0 = 1.5
Magnesium 0.4 - 046
Chromium + Titanium 0,08 =.0430
Iron ' 0.6 (\max
Manganese 0430 max
Zinc 0,2 mex
Other Impurities, each 0,05 max

Other Impurities, total™ 0,15 max
Aluminum ' remainder

2.1 If|l the boron comtent is 0,001 per cent or more, the titanium contept may be
as| low as 0,02 per cent and the chromium content may be zerge.

3, CONDITION: Solution heat treated’and overaged.

4, TECHNICAL REQUIREMENTS:

4.1 Cestings

4.1.,1 |All metal which-is melted for castings shall be ingot conforming in compo-
sition to Section 2 above; gates, risers and rejected castings may be used
but shall first be converted into such ingot. Furnace or|ladle additions

of small_ amounts of grain refining elements or alloys are|permissible. When
permitted by the purchaser, molten metal may be taken from the alloying fure
naces-for pouring into castings without first casting intp ingot and remelt-
ing ‘provided that a sample for chemical analysis is taken| after the last
addition of metal to the furnace prior to removal of the rlloy to the hold-

Hnp—furnece—er—pouringledles
4.,1,2 A melt shall be the metal withdrawn from a batch furnace charge of 2000
pounds or less as melted for pouring castings, or when permitted by the

purchaser, a melt shall be 3000 pounds or less of metal withdrawn from one
continuous furnace in not more than 8 consecutive hours.

442 TéstA§peoimens§ Tensile test specimens, and chemical analysis specimens when
required, shall be cast with each melt of metal for castings, and when re=-
quested, shall be supplied with the castings.
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4,3 Heat Treatmen:

Tensile Test Specimenss
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Shall be standard (Oe.5-inch dismeter at the

reduced

parallel section) and shall be cast to size in molds made with the regular -

foundry mix
shall be pa

of green sand, without using chills.
rt of the melt which is used for the castings.

Metal for the specimens
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 maximum temperature and held for

approximately the same length of time as the molten metel for castings.

The

temperature of the metal during pouring of the specimens shall be not lower
than the temperature of the metal during pouring of the castings.

Chemical Analysis Specimenss When required by purchaser, shall be of size

and shape a
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Lon treatment as in 4.3.1, be heated uniformly to 485 F +
not less than 5 hr end cooled’in air. At least one set ¢
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b a continuous furnace at<intervals of not longer than 3 h
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4,5 Hardness

Tensile Tes

L Specimenss

Tensile Pro

Tensile Strength, psi
Elongationy, % in 2 in.

30,000 min
1 min
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ns\sHall be cut from thick and thin sections. The averag

hem shall

ngs, shall
ion treat-
n in water
le test

hell be put into a batch-type furnace with each load of cestings or
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0e25 min

Tensile Strength, psi
Elongation (Roynd Specimens), % in 4D

Conformance to these requirements mey be used as basis for acceptance

of castingse.

of Castings: Except at sprues and risers, the castings shall have

hardness
9/16 in.

of Brinell 65-86 using 500 kg load end 10 mm ball or 1000 kg load and
ball, or Brinell 70-92 using 1000 kg load and 10 mm ball.
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QUALITYs

AMS 4214

6ol Castings shall be uniform in quality and condition, sound, and free from foreign
materials and from internal and external defects detrimental to fabrication or

5.2

5e3

54

5.5

6o

6el

642

Te

8e

to performance of parts.

Castings shall have smooth surfaces

cleaned.

and shall be well

Unless otherwise specified, castings shall be produced under radiographic con=

trol.

This shall oonsist of radiographic examination of castings until proper

foundry technique, which will produce castings free from harmful internal de-
fects, is established for each pattern, and of production castings as necessary
to ensure maintenance of satisfactory quality.
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three copies of a report of the results of tests to deter
castings to the requirements\of this specificatione This
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IDENTIFICATION: Unless otherwise specified, castings shall be identified in ac-

cordance with the latest issue of AMS 2804,

APPROVALs

8.1 To assure uniformity of quality, sample castings from new or reworked patterns
shall be approved by purchaser, unless such approval be waived.
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