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Table 1 - Composition

Element Min Max

Aluminum 550 16.75

Vanadium 3.50 4.50

Iron -- 0.30

Oxygen -- 0.20

Carbon -- 0.10

Nitrogen -- 0.05 (500 ppm)
Hydrogen -- 0.0125 (125 ppm)
'Yttrium -- 0.005 (50 ppm)
Other Elements, each (see 3.1.1) -- 0.10

Other Elements, total (see 3.1.1) -- 0.40

Titanium remainder

3.1.1  Determination pot required for routine acceptance.
3.1.2 Check Analysis
Composition variations [shall meet the applicable requirements of AMS2249.
3.2 Melting Practice
The alloy shall be multigle melted. The first melt shall be made by vacuum consumable electrode, nohconsumable electrode,
electron beam cold hegrth, or plasma arc cold hearth melting practice.cFhe subsequent melt or mdlts shall be made using

vacuum arc remelting (YAR) practice. Alloy additions are not permitted,in the final melt cycle.

3.2.1 The atmosphefe for nonconsumable electrode meltingtshall be vacuum or shall be argpn and/or helium at an
absolute pressiire not higher than 1000 mm of mercury:

3.2.2 The electrode tjp for nonconsumable electrode melting shall be water-cooled copper.
3.3 Condition
The product shall be supplied in the following-condition:

3.3.1  Bars and Shapgs

Extruded, solution heat|treated, aged, and descaled. Cut plate shall not be substituted for bar.

3.3.2 Flash-Welded Rings

Fabricated in accordanceith AMS7498 _solution heat treated _and qud

3.3.3 Stock for Flash-Welded Rings
As ordered by the flash-welded ring manufacturer.
3.4 Heat Treatment

Bars, shapes, and flash-welded rings shall be solution treated by heating in a suitable atmosphere to a temperature within
the range of 1700 to 1750 °F (927 to 954 °C), holding at the selected temperature within 25 °F (14 °C) for a time
commensurate with section thickness, and quenching in water and aged by heating to a temperature within the range of
950 to 1050 °F (510 to 566 °C), holding at the selected temperature within £15 °F (8 °C) for a suitable time, and cooling
as required. Extrusions shall be descaled by wet or dry abrasive blasting, by chemical procedures, or by other methods
approved by the purchaser. Extrusions may be straightened cold prior to aging or at 950 to 1050 °F (510 to 566 °C), holding
at the selected temperature within £15 °F (£8 °C) for a suitable time, and cooling as required after aging. Pyrometry shall
be in accordance with AMS2750.
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3.5 Properties

Extrusions and flash-welded rings shall conform to the following requirements:

3.5.1 Tensile Properties

Shall be as specified in Table 2 (see 8.2) for product up through 3.000 inches (76.20 mm), inclusive, in nominal diameter or
least distance between parallel sides, determined in accordance with ASTM E8/E8M on specimens selected in either the
long-transverse or the longitudinal direction with the rate of strain set at 0.005 in/in/min (0.005 mm/mm/min) and maintained

within a tolerance of £0.002 in/in/min (£0.002 mm/mm/min) through the 0.2% offset yield strain.

Table 2A - Minimum tensile properties, inch/pound units

Nominal
Diamefer or Ceast Distance Tensile | vield Strength | Elongation in Rdduction
Between Parallel Sides Strength | at 0.2% Offset | 2 Inches or 4D of Area
Inches ksi ksi % %
Up to 0.500, incl 160 150 6 12
Over|0.500 to 0.750, incl 155 145 6 12
Over|0.750 to 1.000, incl 150 140 6 12
Over|1.000 to 2.000, incl 140 130 6 12
Over [2.000 to 3.000, incl 130 120 6 12
Table 2B - Minimum tensile properties, Sl units
Nominal
Diametgr or Least Distance Tensile Yield Strength Elongation in Reduction
Betwgen Parallel Sides Strength | at 0.2% Offset 50.8 mm or 4D of Area
Millimeters MPa MPa % %
Up to 12.70, incl 1103 1034 6 12
Over 12.70 to 19.05, incl 1069 1000 6 12
Over 19.05 to 25.40, incl 1034 965 6 12
Over 25.40 to 50.80, incl 965 896 6 12
Over §0.80 to 76.20, incl 896 827 6 12
3.5.1.1 Tests in the transverse direction\are not required on product tested in the longitudinal dirgction.
3.5.1.2 Mechanical groperty requifements for product outside the range covered by 3.5.1 and Table 2 shall be agreed
upon betweep the purchaser and producer and reported per 4.4.4 (see 8.7).
3.5.2 Compressive Froperties
Extrusions shall show lengitudinal compressive yield strength equal to or greater than the specified yield strength in tension.

3.5.3 Surface Contamination

The product shall be free of any oxygen-rich layer (see 8.3), such as alpha case, or other surface contamination determined
by metallographic examination at not less than 400X or by other method agreed upon by the purchaser and producer.

3.6 Quality

The product, as received by the purchaser, shall be uniform in quality and condition, sound, and free from foreign materials
and from imperfections detrimental to usage of the product.

3.7 Tolerances

Extrusions shall conform to all applicable requirements of AMS2245.
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3.8 Production, distribution, and procurement of metal stock shall comply with AS6279.

3.9 Exceptions

Any exceptions shall be authorized by the purchaser and reported as in 4.4.4.

4. QUALITY ASSURANCE PROVISIONS

4.1 Responsibility for

Inspection

The producer of the product shall supply all samples for the producer’s tests and shall be responsible for the performance
of all required tests. The purchaser reserves the right to sample and to perform any confirmatory testing deemed necessary
to ensure that the product conforms to specified requirements.

4.2 Classification of
4,21 Acceptance Te

The following requirem

4211 Composition
421.2

rings.
4.2.2 Periodic Tests

Compressive propertie

frequency selected by the producer unless frequency of testing-is specified by the purchaser.
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ests

I~

5ts
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(see 3.1) of each heat.

5 of extrusions and flash-welded rings (See 3.5.2) are periodic tests and §

s5ting

with AMS2368 and the following; a lot shall be all product of the same nom
ame time:

3

5ts

completed.

licable:

sions and flash-welded

hall be performed at a

nal size from the same

heat, except that for hydrogen determinations one sample from each lot obfained after thermal and

4.3.1.2 Tensile Prop

brties and Surface Contamination

At least one sample fro

4.3.1.2.1

m each lot.

Tensile specimens shall be taken from the center of the cross section of the predominant or thickest portion of

product 1.500 inches (38.10 mm) and under in nominal diameter or distance between parallel sides. Tensile
specimens shall be taken midway between center and surface of product over 1.500 inches (38.10 mm) in
nominal diameter or distance between parallel sides.
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