ey
AERONAUTICAL MATERIAL SPECIFICATION |AMS 53508

Society of Automotive Engineers, Inc.

ider

29 West 39th Street Issued  12-1-47
New York City Revised 12-1=51
STEEL CASTINGS, PRECISION INV-STuELT, SJE?CSION.RESISTANT

ded practice, and no commitment

Section 7C of the SAE Technical Board ruies provides that: “Aii technical reports. inciuding standards apporoved and practices recommended, are advisory only. Their
to conform to or be guided by any technical report. in formuiating and acproving technical reports, the Board and its Co

A - . g mmittees will
patents which may apply to the subject matter. Prospective users of the report are responsibie for protecting themseives azalnstflatn'llty'}g: Ilgl“lrelrsitzlgret:t%? :g?asnu.”

use by anyone engaged In industry or trade is entirely voiuntary. There is no agreement to adhere to any SAE standard or recommen

1. ACKNOWLEDGLENTs A vendor shall mention this specification number and its
Tovision letter in all quotations and when acknowledsing purchase orders.

APPLICATIONs Small parts, such as compressor blades and vanes, for use at tem=

perdtures up to 1000 I

3. COMBOSITION: Castings shall conform to the following:
Carbon Oel5 max
Manganese 1,00 max
Silicon 1,00 max
Phosphorus 0 o004 max
Sulfur 0603 max
Chromium 11450 = 13.50
Nickel 0450 max
Molybdenum 0450 max :
Copper 0450 max

4, CASTING: Castings shall be pouréd either from remelted mast heat metal or
Tirbotly from & master heat. A master heat is previously reflined metal of &
sinfle furnace charge, except.when produced in the form of shlot. 4 master heat,

¢ in the form of shot, shall be the uniformly blended product one or more fur=
nacp charges, with total weight not exceeding 7000 pounds. ates, sprues, risers
and| rejected castings ‘shall only be used in preparation of a jmaster heat; they
shalll not be remelted directly, without refining, for pouring of castings.

5. TESE SPECIMENS$

5.1 Temsile Test Specimens: Unless otherwise specified, tensilq test specimens
‘shlell be—cast to represent each master heat of metal in castings end, when re-
questedsy shall be supplied with the castings. The specimeng shall be of sten=

dgrd-proportions with 0.25 in. diameter at the reduced parallel section and
sh 3 i nd heated to the

same tempereture as the molds for castings, and ¢hall be cooled at approximate-
ly the same rate as the castings. Center gating may be used, but if specimens
are so gated, the gate shall be completely removed before testing. If the
metal for castings is given asy treatment such as fluxing or cooling and re-
heating, metal for the specimens shall be so treated and during such treatment
be heated to the same maximum temperature and held for approximately the same
length of time as the molten metal for castings. The temperature of the metal
during pouring of the specimens shall not be lower than the temperature of the
metal during pouring of the castings.

5.2 Bend Test Specimensx Three specimens at least 04090 in. in diameter or thick-
ness end epproximately 2 in. in length shall be cast in each mold along with

sach cast part or parts.

6. CONDITION: As cest, unless otherwise specified.
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TECHNICAL;REQUIREMENTSx

Te

7.1 Physical Propertiess Tensile test specimens produced in acecordance with 5.l shall
be capable of developing the followirg physical properties when properly heated to
1750 F + 10, held for 30 min., cooled in still air, and then tempered at not lower
than 1100 F:

s

95,000 min~
75,000 min
8 min

20 min

B 94-100

Tensile Strength, psi '
Yield Strength at 0.2% Offset, psi
Elongation, % in 1 in.
Reduction of Area, %

Hardness, Roclkwell

past two of the specimens cest in each mold in accordance|with 5.2
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not be repaired by plugging, welclng or other methods wit
wrltten perm1331on from)purchaser, ‘

9. REPORTS:

9.1 Unless otheiwise specilie Vendor of Gastings shall Iurnish with each shlpment
three copies of a report of the results of tests for chemical composition of at
least one cesting from eech master heat represented and a statement that the caste
-ings conform to the requirements of this specification. This report shall include

' the purchase order number, master heat number (and code symbol if used), materlal
specification number, part number, and quantity from each heat.

92 7Unless otherwise spe01f1€d, the vendor of finished or semi-finished parts shall

furnish with each shipment three copies of a report show1ng the purchase order n

ber, material specification number, contractor or other direct supplier of cast:ngs,

part number, and quentity. When castings for making parts are. produced or purchas-
ed by the parts vendor, that vendor shall inspect castings from each master heat
represented, and shall include in the report a statement thet the castings cone
form, or shall include copies of laboratory reports show1ng the results of tests
to determine conformance.
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