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STEEL CASTINGS, PRECISION INVESTMENT, CORKOSION RESISTANT
. 13Cr - 30 - 2Ni ' '

pry

"
or
- t of patent

not

ded, ore advisory only.. Their

ractice, ond no commitment

P

Board and its Committees wil

SAE stondord or recon'\mended
ing themselves agoinst liobility for infri

qpproved and p

standards
odhere 1t
al report

9
ic

g and approving techni

voluntary, There is no agreement fo
e subject matter. Prospective users of the report are responsible for

formulatin

ony technicol report. rn

dustry or trade is entirel

Technical Board rules provides thot: “All technical reports, includin

quided b

a4
rm to or be
which moy apply to 4

y

) 7C of the SAE

o3e]
PN

Sectio

page 1 of 2

ACKNOWLEDGMENT: A vendor shall mention this epecification'numbér,in all quotationg
and when ac¢knowledging purchase orders,

A anes, for use at
% igher than that of
AMS 5350. :

COMPOSITIDN: Castings shall conform to the following:
Carhon 0,12 max
Manganese 1.00 max‘(
Silicon 1.00 max’
Phosphorus = 0.04.max
Sulfur 0.03 max’_
Chromiunm 1200 - 14,00
Nickel 1,80 - 2,20
Tungsten o 2,60 - 3.50
Molybdemm . 0.50 max
Copper 0,50 max

CASTING: | Castings shall be poured either from remelted master heat metal or
directly from a master hest, A master heat is previously refined metal of e
single furnace charge. ' Gates, sprues, risers, and rejected castings shall only
he used iph preparation 0f master heats but shall not be remelted|directly, with- H

out refinfing, for pouring of caetings.

TES™ SPRCIMENS: (&) Tensile Test Specimens.- Unless otherwise ppecified,
tensile tlest specimens shall te cast to represent each master heEt of metal in

castings pnd,when requested, shell be supplied with the castingg. The spec-
imens shalll ¥é of standard proportions with 0.25-in. diameter at| the reduced
parallel lsect shall be gize : : e game refractory

and heated to the same temperature as the molds for castings, and shall be
cooled at approximately the same rate as the castings. If the metal for
castings is given any treatment such as fluxing or cooling and reheating,
metel for the specimens shall be so treated and during such treatment be
heated to the same maximum temperature and held for apvroximately the esame
length of time as the molten metal for castings. The temperature of the metal
during pourinz of the specimenc shall be not lower than the temperature of

the metal during pouring of the castings.

(b) Bend Test Specimens.- Three srecimens at least 0.090 in.
in diameter or thickness and approximately 2 in. in length shall be cast in
each mold along with each cest part or parts.

CONDITICN: As cast, unless otherwien specified.
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TECHNICAL REQUIREMENTS: (a) Physical Properties at Room Termerature.- Tensile
test specimens produced in accordance with paragraph & (a) shall be capable of
developing the followirg physical properti=s when heated to 1300 F % 10, held at

1300 F 1,10 for one hour and air cooled:

Tensile Strengsth, psi 90,000 min
Yield Strength at 0.2% offset, psi 65,000 min
Elongetion, % in 1 in, . 5 min
Hardness, Rockwell ’ C 32 mex

(b) Bending.- At lesst two of the specimens cast in each
mold in accordance with paragraph 5 (b) shall withstand, without cracking, bending
at room tempeis : g @ Zie : > liemeter.

If more than gne specimen from a mold falls to pass this test, the.'disposition of
the caetings firom that mold may be determined by apvlying & similar test to an
dctual casting or smecimene cut from castings, gates or runners, such specimens

to be not lesqd than 0.C90 in. in dismeter or thickness, Failure of any such
additional spdeimens will be cause for rejection of the cdstings.

QUALITY: (a) | Castinge shall be uniform in quality a26d condition, spund and free
from foreign materials and from internal and external defects detrimental to _
fabrication on to performance of parts., Castings 8hall have smooth surfaces and
shall be well [cleaned. Unless otherwise snecified, metallic shot or|grit shall
not be used fdr final cleaning.

(b) | When castings ere broken for fracture test, the frecture shall have
uniform color |and be substantially free-from oxides and other defects. ‘

(e¢) | Unless otherwise specified, castings shall be vroduced under radio-
graphic contrql. '

(d) | Inspection standards and procedures shall he as agreed upon by
purchaser and [vendor.

(e) 1 Castings 8hall not be repsired by vlugging, welding o other
methods without written permission from the purchaser,

REPORTS: (a) | Unléss otherwise specified, the vendor of castings shall furnish
with ezch shipment three copies of a notarized revort of the results|of tests for

chemical compo NZ Irom eéach maeter heat representad
and a statement that the castings confnrm to the requirements of this epecifica-
tion. This report shall include the purchase order number, master heat number
(end code symbol if used), material specification number, part number, and
quentity from each heat. . '

(b) Unless otherwise specified, the vendor of finished or semi-finished
rarts shall furnish with each shipment three copies of a notarized report showing
the purchese order number, material specification number, contrzctor or other
direct supplier of castings, part number, and guantity. When castings for malking
parts are produced or purchased by the parts vendor, that vendor shall insvect
castings from each mester heat represented, and shall include in the repnrt a
certification that the castings conform, or shell include conies of laborstory
reporte showing the results of tests to determine conformance.

IDENTIFICATION: Unless otherwise snecified, each cesting shall be jdentified as

to vart number and master heat number .or code symbol. Methods of apnlyinz iden—
tifying cheracters shall be as agreed ucon by nurchaser and vendor. Making

naterials shall have no deleterious effects on the castings or their performance.
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