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AF~RONAUTICAL MATERIAL SPECIFICATtON AMS 42 22 
Society of Automotive Engineers, Inc. 

29 West 39th Stceet 	 Isaued 12-1-42 
, 	 New Yol'~[ Clty 	 Revised 

ALUMINU~i ALLO.Y 	CAST ING S(Sand) 	 ~. 
Copper Nickel Magnesium (Solution end Stabilized) 

1. pCKN01h'LEDGIJ~NTt ~ ven .dor must mention this specification number in all quota- 
tions and when.ecknowledging purchase orders. 

;2. USEs Frimerily for air-cooled cylinder heads. 

3. COMPOSITIONs . 	 Copper 
Niekel 

~ 	 P~gnes iur 
" 	 Tit enium 

Iron 
Silicon 
Mangsnese 
Zinc 

, 	 Other Inipurit ies, eech 
O~her Impurities, total 
A luminum 

3.5 - 4.5 
1.7 - 2.3 

1.2 - 1.8 

0.07- 0.18 

0.80 max 
0.60 max 
0.1Q max 
0.10 mex 
0.05 tuex 
0.15 max 
remeinder 

_~ 

4. ~CASTINGs (a) During melting, the metal shall be heated to not over 1450°F. The 
metel beirig.poured into the mold shall not exceed a temperature of 1420°F. 
Writt'en permission must b~ obtained f rom the purchaser by letter or by revisin~ 
the phys iceL propert ies on t he d rawing bef ore deviAt ing f rom t he . requi rement s 
of this paragrsph. 

(b) The metal for meking tensile test bars oP the stendard size for 
testing shall form e part of the meit or heat which is used for the castings. 
In event the metal for the c~stings is given any treatmerrt such as fluxing, or 
cooling arid reheating, the metal for the test baxs shall form a portion of the 
me~tal so t reeted. The metal for the test b~rs and castings mey be separated into 
lots Por pouring, but the v~rietion in tempereture between t he lots in t he ~our- 
ing ladles shsll not exceed 20°F et the time the final temper~,ture reading is. 
made, which shall be immediate].y before pouring into the molds. The mold sha11 
be _made .  with the regular f'oundry mix of green sand without using chills. 

:5. HEAT TRE,~TD~NTs (e) The test bars, together with the castings which they. repre- 
sent shall be heated uniformly to 9Ei0° - 970°F, held et hest for not less than 
2 hours, then removea from the f'urnace and allowed to aool in air. 

(b) fihe test bars, together with the castings which they repre- 
sent, shell be reheeted uniformly to approximately 650°F, held et heat for .not 
less than 2 hours and aooled in eir. The tempersture may be veried to produce 
the h~rdness specified. 

~ ~ 

~ 

6. H~F.DNESSs (e) Castings,~s supplied for machining shnll have a herdness within 
~the limits of' Brinell 65 - 85, using 1000 Kg losd and.the 9f16 inoh ball, or the 
equivalEnt. 

(b) The spot i'or the Brinell shall be indiaeted on the drawing. 

Copyri~ht 1942 by Society of Automotive Engineer~, lne. 	Printrd in U.S.A. 
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