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REPA R VLD NG OF ABRCBPACE CASTINGS
1. SOCPE
1.1 Form  This specification defines the requirenents for wel ds-made on
castings [for aerospace use.
1.2 PUrpose: | The purpose of this specification is to prévide a neand for
purchasers of castings to specify weld repair of castings.
2. APPLICABLE DOOMINTS  The fol | owing publications forma part of fhis
speci ficatlion to the extent specified herein. The | atest issue gf Aerospace
Material $pecifications (AMB) shall apply. The appl i cabl e issue [of ot her
docunent s [shal | be as specified in AVE 2350;
2.1 SAE Publications: Available fromSAE 400 Gormonweal th Drive, Vérrendal e,
PA 15096,
2.1.1 Perospace Miaterial Specificati-ons:
AVB 2350 - Standards and Test Met hods
AVB 2635 - Radi ogr aphi-¢- | nspecti on
AVE 2640 - Nagnetic(Particle Inspection
AVE 2645 - Huoreseent Penetrant |nspection
3. TEGHN CAL | REQJ REMENTS
3.1 Repair|weldirng shall be perforned on rough castings only in the condition,
appropriiate to the alloy, which wll cause the repair weld to negt the
r equi r erepts—of—thi-s—speci-fi-cati-on:
3.2 Aeas and extent of repair welding shall be as shown on the casting draw ng

or as otherw se agreed upon by purchaser and vendor .

SAE Technical Board Rules provide that: “This report is published by SAE to advance the state of technical and
engineering sciences. The use of this report is entirely voluntary, and its applicability and suitability for any particular
use, including any patent infringement arising therefrom, is the sole responsibility of the user.”

by any means i

AMS documents are protected under United States and international copyright laws. Reproduction of these documents

s strictly prohibited without the written consent of the publisher.

Copyright 1984 Society of Automotive Engineers, Inc.

Printed in U.S.A.



https://saenorm.com/api/?name=da5431ec4bee0a1428bed30d6bb94f02

AMS 2694A

3.3 Al repairable defects shall be renoved by a nethod that does not damage the

base netal until the casting neets the netal quality standards. Only the
following defects may be repair welded:

Gas hol es cuts Cracks
Porosity | ncl usi ons Hot Tears
Non-fills Pits Shrinkage

3.4 The prepared areas shall be of a shape that permts easy filling by weld
metal apd thoroughly cleaned to renpve dirt, grease, scale, or any other
foreign[mterial which mght affect the quality of the weld.

3.5 Repair Wl ding;

3.5.1 Castings may be preheated as required to provide good wel d\quality.
Castings may also be stress-relieved if required to reduce s tresges
inherent from the casting process.

3.5.2 Gas-tuyngsten-arc wel ding processes shall be used; unless use of anofher
procegs is approved by purchaser.

3.5.3 Unlesy otherw se approved by purchaser, webding filler netal shall| be of
the spne nomnal conposition as the cast¥ng conposition and shall produce
propefties in the repair weld area.conparable to those of the pafent
netal [ Filler netal used shall be of as‘large a diameter as practicablfe
in orlder to mnimze the nunberOof passes needed to fill the qavity.

3.5.4 Unless ptherw se approved by purchaser, repair wel di ng shal | be perfornef

only by welding operators qualified to weld the test specime n shgwn in
Fig. 1

3.5.5 Repair|wel ded areas shal'l be properly dressed or bl ended flush with pafent
metal | to conformito draw ng requirenents.

3.5.6 Al rgpair wel'ded areas shall be identified on the castings until
reinsgectign by the same procedures used to find the defect has shown t hat
the repair-"has met all quality requirements for the base metal.

3.5.7 Wen specified, welded castings shall be marked with a symbol of the type
and in the place specified by the purchaser.

3.6 _Inspection of Wlded Castings: Repair welds shall be subjected to the same
i nspection procedures and acceptance standards required of the casting.
Regardl ess of such standards, all weld repairs shall be inspected in
accordance with AMS 2635, AMS 2640, or AVS 2645 as appropriate; nolinear
indications will be acceptable.

3.7 Any repair welded area which, after inspection as in 3.6, indicates defects
requiring additional repair shall be reworked, rewelded, and reinspectedin

accordance with 3.5 and 3.6 only one tine. ‘
spec”jiacal IV)\/‘ approved by purélhaser.I Any repair beyond that must be
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3.8 Repair welded castings shall be stress relieved as appropriate to the alloy

3.9

AMS 2694A

unless the material specification requires the castings to be normalized,
solution treated, annealed, or otherwise heat treated in which case the
castings shall be given such heat treatment following inspection and
acceptance of their repair. Acceptance inspection shall be after all such
heat treatments.

Certifications sent to the purchaser for shipments containing weld repaired

castings shall contain the following notation:

"All 1n-precess—repatr—wetaing—of—eastings—so—tdentifretd—has—been performed
in accordance with AMS 2694. In-process records and inspection ‘@esults are
on file at this facility and are available to purchaser on reguest."
QUALITY ASSURANCE PROVISIONS: Shall be as specified in Séction 3|
PREPARATIQN FOR DELIVERY: Not applicable.

ACKNOWLEDGMENT : A vendor shall mention this specification numbg¢r in all
quotationg and when acknowledging purchase orders.

REJECTIONS: Castings not repaired in accordance with this speciffication or
with modifications authorized by purchaser*will be subject to rejection.
NOTES: None.

This specification is under the jurisdiction of AMS Committee "F".
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