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AERONAUTICAL MATERIAL SPECIFICATION AMS 53 5$ 
Society of Automotive En~ineera, Inc. 

29 wes~ ssch saeet 	 ,,.~ed 11-1-52 
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STEEL CASTINGS, F'R.ECISION IN rJESTF~~T~ CORROSION RESISTANT 
18Cr - 9Ni 
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l. ACKNOWLFDC~IENTt A vendor shall mention this specification number in all 
quotations and when acknowledging purchase orders. 

2. APPLICATIONs Primarily for sma7.l parts not subjected to temperatures exceeding 
700 F during fabrication or in service. 

3. COMPOSITION: Castings shall conform to the follo~.ng: 

Carbon 	 0,25 max 

Manganese 	 2.0 max 

Silicon 	 1.0 max 

Phosphorus 	 O.OLt max 
Sulfur 	 0.03 max 
Chromivm 	 17.0 - 19.0 

Nickel 	 8.0 - 10.0 	• 

Molybdenum 	 ~•5 ~ 
Copper 	 ~•5 m~ 

1~. CA5TINGs Castings sha11 be noured either from remelted mas~er heat metal or 
directly from a master heat. A master heat is previously refined metal of a 
sing7.e furnace charge. Gates '  sprues~ risers and re~ected castings sha11 only 
be used in preparation of a master heat; they sha11 not be remalted directly, 
without refining, for pouring of castings. When permitted by purchaser~ meta~. 
in the form of shot from more than one master heat may be uniformly blended 
together to _form a master heat lot; the total taeight ef inetaJ. in a master 
heat lot shall not exceed 7000 poUnds. 

5. COND_ITION_s Solution heat treated free from continuous carbide network. 

6. TECHNICAL REQUIRII~'IENTS: 

6.1 Hardness; Castings sYiall have hardness not higher than Brinell 175 or 
equivalent. 

7. QUALITY: 

7.1 Castings shall be uniform in quality and condition~ sound, and free from 
foreign materials and from internal and external defects detrimental to 
fabrication or to performance of parts. Castings shall have smooth surfaces 
and shall be krell cleaned. Unless otherti,u.se specified, metallic shot or grit 
shall not be used for fYnal cleaning. 

7.2 When castings axe broken for fracture test~ the fracture sha11 have un:iform 
color and be substantially free from oxi.des and other defec~s. 

7.3 Unless otherwise specified~ castings shall be produced under radiographic ~ 
	 control. 

CopYrlsht 1972 by Soolety  of Automotive En~lne~rs. Inc. 	 Printed In U. S. A. 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s5

35
8

https://saenorm.com/api/?name=b9aec6765f3bc06a7db4e077179d6c80

