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ALUMINUM ALLOY CASTINGS, SAND
6.8Mg - 0.2T1 = 0.2Mn
As Cast

L,
5.

5.1 Casting:

ACKNOWLEDGMENT: A vendor shall mention this specification number gnd its

revision letter in all quotations and when acknowledging purchase orders.

APPLICATION: Primarily for parts requiring high ductility and operating at

temperatures up to 250 F (120 C).

COMPOSITION:
Magnesium 6.2 = 7.5
Titanium 0.10 - 0025
Manganese 0.10 =~'©®.25
Iron 0.25 max
Silicon 020 max
Iron + Silicon 0440 max
Copper 0.10 max
Other Impurities, Each 0.05 max
Other Impurities, Total 0.15 max
Aluminum remainder

CONDITIDN: As cast.

TECHNICAL REQUIREMENTS:

Castings shall be) produced in lots from metal confort

Metal
ings.

remelted from previously analyzed ingot msy be poured dij
Unless otherwise'agreed upon by purchaser and vendor, mg

from alloying furnaces, with or without additions of foundry o

(gates

, sprues, risers, and rejected castings), shall not be p

ings unless fixst converted to ingot, esnalyzed, and remelted o)

positi

on of & sample taken after the last addition to the melt

to confformto Section 3.

5.1.1 A me
or less as melted for pouring castings or, when permitted by the purchaser,
a melt shall be 4000 1b or less of metal withdrawn from one continuous fur-

5.1.2

5.2 Cast Test Specimens:

nace

iing to Section 3.
rectly into cast-
blten metal taken
erating scrap
ured into cast-

* until the com-
has been found

1tDshall be the metal withdrawn from a batch furnace chal

rge of 2000 1b

in not more than 8 consecutive hours.

single melt in not more than 8 consecutive hours.

Unless otherwise specified, & lot shall consist of castings poured from a

Tensile test specimens, and chemical analysis specimens

when required, shall be cast as follows and, when requested, shall be supplied

with the castings.

Copyright 1963 by Soclety of Automotive Engineers, inc.

Printed in U. 8. A.



https://saenorm.com/api/?name=793d0d96161a7e9887dad18d8dc364a6

AMS4238A

5.2.1 Tensile Test Specimens:

-2 -

chills.
the castings.

metal for the castings.

5.2.2 Chemical Analysis Specimens:

Shall be cast with each lot of castings, shall be
standard (0.5 in. diameter at the reduced parallel section), and shell be cast
to size in molds made with the regular foundry mix of green sand, without using
Metal for the specimens shall be part of the melt which is used for

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

When required by purchaser, shall be cast from
each melt and shall be of size and shape agreed upon by purchaser and vendor.

5.3 Tensile Props§
5.3.1 Cast Test §
Tensile Sty

Yield Strer

2 in. Ext

Elongation,

5.3.2 Specimens (

rties:

pecimens:

ength, psi 35,000 mf

cth at 0.2% Offset or at 0.0075 in. in

ension Under Load (E = 10,300,000), psi 18,000 mf
% in 2 in. 9 mf

ut from Castings:

5.3.2.1 VWhen teng

5.3.2.2

5.3.2.3

5.3.3 When a dispute occurs between purchaser and vendor over the yield strength value,

less thar
and thin
to the fqg

Tensile 9
Yield Stx

in 2 in
Elongatid

Conforman
ings.

YWhen sped
dicated d
shall hay

ile properties of actual castings'@re determined for acc

| L, and preferably 10, tensile test specimens shall be ¢
sections. The averasge value of all specimens selected sl
1lowing:

‘trength, psi 26,500
ength at 0.2% Offset or at 0.0066 in.

. Extension Under Load (E = 10,300,000), psi 13,500
n (Round Specimenis), % in 4D 2,

lce to these requirements may be used as basis for accept

ified_‘on’the order, tensile test specimens taken in locs
n the drawing, from a casting chosen at random to repres
e~the properties indiceted on the drawing for each speci]

eptance, not
bt from thick
nall conform

min

min
b min

bnce of cast-
bions in-

ent the lot,
nenl

yield strength determined by the offset method shall apply.

5.4 Hardness of Castings: Except at sprues and risers, the castings shall have hard-

ness not lower than Brinell 70 using 500 kg load and 10 mm ball or 1000 kg load and

9/16 in. ball, or Brinell 75 using 1000 kg load and 10 mm ball.

6.

or to performance of parts.

QUALITY:

6.1 Castings shall be uniform in quality and condition, sound, and free from foreign
materiels and from internal and external imperfections detrimentel to fabrication
Cestings shell have smooth surfaces and shall be well

cleaned.,
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Raediographic and cother quality stendards shall be as agreed upon by purchaser and
vendor.

Unless otherwise specified, castings shall be produced under radiographic control.
This shall consist of radiographic examination of castings until proper foundry
technique, which will produce castings free from harmful internal imperfections,
is established for each part nunber, and of production castings as necessary to
ensure maintenance of satisfactory quality.

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

Castings shall not be impregnated, chemically treated, or coated to prevent
leaking, unless specified or allowed by written permission which states the
method [to be used. Impregnated castings shall be marked IMP«

REPORTS:

Unless |otherwise specified, the vendor of castings (shall furnish with each ship-
ment thiree copies of a report of the results of tensile tests on test specimens
from eaech lot and a statement that the chemical“composition of ¢astings conforms
to the quirements of this specification. This report shall ineclude the pur-
chase er nunber, lot number, material specification number, part number, and
quantityy.

Unless ptherwise specified, the vendoi‘of finished or semi-finighed parts shall
furnishl with each shipment three copies of a report showing the |purchase order
nunber,| material specification number, contractor or other direqt supplier of
casti s part nunber, and quantity. When castings for making parts are pro-
duced purchased by the paxts vendor, that vendor shall inspeqt each shipment
or lot pf castings to determine conformance to the requirements |of this specifica-
tion, apd shall include (in.the report a statement that the castings conform, or
shall ipelude copies ofSlaboratory reports showing the results gf tests to deter-
mine conformance.

IDENTIFICATION: MUnless otherwise specified, castings shall be identified in ac-

cordance| with the latest issue of AMS 2804, including lot number [and heat treat-

ment batph nunber.

9. APPROVALj:

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

9.2 Vendor shall use the same foundry practices and the same heat treating procedures

for production castings as for approved sample castings. If necessary to make
any change in processing which could unfavorably affect any characteristics of

the castings, vendor shall obtain written permission from purchaser prior to the

first shipment of castings incorporating sueh change.

10. REJECTIONS: Castings not confoxming to this specification or to authorized modi-
fication will be subject to rejection.
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