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AERONAUTICAL 
	

AMS 5352a 
MATERIAL SPECIFICATIONS 	

Issued12 _1_53  
SOCIHTV OR AUTOMOTIVE ENOtNElR8, Inc. 	495 Lexington Ave. , N~w York 17, N.Y. Rsvisel111-15—[j~ 

STEEL CA~TINGS, INVESTMENT, CORROSIGN RE:ISTANT 
17Cr - o.5~+to (0.95 - 1.2C) 

1. ACKNOWLEDG~NT: A vendor shall mention this specification number and its 
revision etter in all quotations and when acl~ovrledging purchase orders. 

2. APPLICATION: Primarily for parts requiring resistance to both corrosion and 
w~eax, ~hardness as high as Rockrrell C 58. 

3. COMPOSITION: Castings shall conform to the following: 

Carbon 
	

~~9J ~ ~.s2 

Manganese 
	

1.0 max 
Silic on 
	

l~~ I~X 
Phosphorus 
	 0.0l~ max 

Slilfur 
	

0.03 max 
Chromium 
	

16.0 - 18.0 
Nickel 
	

0.75 ~x 
Bdolyi~denum 
	

0.35 - 0•75 

~1 1~. CONDITIGN: Annealed, unless otherwise specif'ied. 

5. TECHNICAL RE UIREBRENTS: 

5.1 ~Ca~st~in : Caatings sha11 be poured either from remelted master heat metal or 
.3rirect~y from a master heat. A master heat is previuusl;~ refined metal of a 
single furnace charge. Gates, sprues~ risars~ and rejected castin~s sha11 not 
be remelted directly, without refining, for pouring of casti~gs; they may be 
used in preparation of master heats. ~hen permi.tted by purchaser, metal in the 
form of shot from more than one master heat may be unifoY^~a7.y blended together to 
form a master heat lot; the total vreight of inetal in a mast,er heat lot shall 
not exceed 7000 paunds. 

5.2 Hardness: Shall be not hi~her than Rockiaell C 30 or equivalznt. 

5•3 Hardenabilit : Castings shall be capable of developin~; hardness not lo~rer than 
R.ockw~ell C~ when properly heatsd to 1875 F} 10, held at heat for 30 min..~ and 
cooled in sti.11 air. Specimens cut from castings may be used tu deterniine 
conformance to t~his requirement. 

5.!~ Decarburization: Castings shall not be decarburized more than 0.005 inch. 

5.1~.1 Unless-vtherwise agreed upon by purchaser and vendor~ decarburization shall 
be measured by Rocl~+rell Sl~perficial 30-N scale hardness rnethod, or equivalent 
hardness testing method~ on a hardened casting section or equivalent hardened 
sample. Depth of decarburization is defined as the dist,ance msasured from 
t,he nearest original ~urface to the point at which no increase in hardness is 
found. 

CopYrlaht 19~ bY Soe1~b of Automotiv~ Ensine~rs. Inc. 	 Print~d in U. f. A. 
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6. Ug  ALITY: 

6.1 Castings shall be uniform in quality anci conditi.on, sound~ and free from forei~n 
ma#.erials and from inte.rnal and external imperfections detri ►nental to fabrication 
or to performance of parts. Castings shall have sffiooth surfaces and shall be arell 
cleaned. Unless otnerv¢ise speci~ied 9  metallic shot or grit sha11 not be used 
for final cleaning. 

6.2 ~Yhen castings are broke~z for fract~re test, the fracture shall have uniform color 
and be substantially fr~:e from oxides and otner imgerfections. 

~
Radiographlc and other ~~uality standards shall be as agreed upon by purchaser and 
vendor. 

6.1~ Unless otherwise specif:Led, castings shall be produced under radiooraphic control. 
This shall consist of r~~diographic examination of castin~s until proper foundry 

~6 technique, which will p;^oduce castings free from harmful internal imperfections, 
is established for each part number, and of production castings as necessary to 
ensure maintenance of s~~tisfactory qua].ity. 

6.5 Castings shall not be rE;paired by plugging~ weldin~~ or other methods~ wit~out 
written permission from purchaser. 

7. REPORTS: 

7.1 Unless othez~rise specifj~ed, the vendor of castings shall furnish v~rith each shipment 
three copies of a repori; of the results of tests for chemical composition and 
hardenabi].ity of at lea;st one casting from each mast,er heat or master heat lot 
represented. This repo~~t shall include tkie purchase order number~ master heat 
or master heat lot numbE;r (and code symbol if used), material specification 
numUer, part number~ anci quantity fr~ each heat. 

7.2 Unless other~~i.se specifj.ed~ the vendor of finished or serai—finished parts shall 
furnish with each shipmE:nt three copies of a report showing the purchase order 
number~ material speci:fi.cation number~ cont~ractor or other direct suppli.er  of 
castings~ part number, ~~nd quantity. 1+Phen castings for making parts are produced 
or purchased by the parl;s vendor~ that vendor shall inspect castin~s fr~n each 
master heat or mast,er hf:at lot represented, and shall include in the report a 
statement that t~he cast~.ngs conform, or shall include copies of laboratory reports 
showing the results of i~ests to determine conformance. 

8. IDENTIFICATION: Unless otherwise specified, each casting shall be ident~ified as 
to part number and mastez •  heat or master heat lot nuinber or code symbol. Metaiods 
of applyln~ identifying c:haracters shall be as agreed upon by purchaser and vendor. 
Marking materials shall r~ave no dela#,erious effects on t~he castings or their 
perf orraance. 

9. Al'PROVAL : 

9.1 To assure uniformity of quality, sanple castings from new or reworked master 
patterns shall be approti~ed by purchaser, unless such approval be waived. 

~ 
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