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STffi, CASTINGS, SAND, CORROSION RESISTANT 
15.8Cr - 1.9Ni 

1. ACRNOWLIDGMENT: A vendor shall mention this speciY'ication number in all 
quotations and ~~hen aclmowledging purchase orders. 

2. APPLICATION: Primarily for small parts such as air valve components requiring 
corrosion resistance and strength up to 800 F. 	- 

3. CCMPOSITION: 

~~12 - ~•20 

1.0 max 
1.0 max 
D~n~~ 1R8JC 

0•0!~ na.a 
ii~.5 - i7.o 
1.5 - 2.25 
O.sO max 
0.50 max 

~. CONDITION: Normalized and tempered, unless otherxise specified. 

5. TECHNICAL RFQIIIREZ~ENTS: 

5.1 Castin s A melt shall be the metal poured frmn a single ladle of 5000 lb or lass. 

5.2 Test Specimens: 

5.2.1 Tensile Test Cou ons: Shall be attached to castings, if practicable, or shall 
e standard ceel ~locks as shown in Figure 1, ~less purchaser permits use 
of cast to size specimens. Coupons shal.l be cast with each melt of inetal for 
castings and~ when requested, shall be supplied with the castings. Keel 
blocks shall be cast in molds made of suitable core sand, shall be poured 
directly after pouring the castings, sind shall be left in the mold until 
black. Metal for the coupons shall be part of the melt which is used for the 

castings. 

5.2.2 Chemical Analysis Specimens: When required by purchaser, shall be of size and 
shape agreed upon by purchaser and vendor. 

5.3 Heat Treatment: Al1 castings and tensile test specimens representing them shall 
be heat treated as follows: 

5.3. 1  Tensile test specimens from each melt, together with production castings, 
shall be normalized by heating to 1825 F t 25, holding at heat for 1 hr per 
inch o.f section but in no case less than 30 min., and cooled in air. They 
shall then be tempered by heating to not lower than 1100 F~ holding at heat 
for not less than 2 hr, and cooled in air. 

5.l~ Hardness: Shall be Brinell 255-311 or equivalent. 

Carbon 
Manganese 

S11~COI1 
Phosphorus 
Sulfur 
Chromium 
Nickel 
Molybdenum 
Copper 
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~ 5.5 Pro erties After Heat Treatment: Tensile test specimens~produced in accordance 

with .2 and heat treated in accordance with 5.3 f~hall be capable of ineeting the 
following requirements after hardenang and temperi.ng by  heating to 1900 F ±  25~ 
holding at heat for 30 min., and quenching in oil, follo~ed by heating to 
675 F± 25, holding at heat for 3 hr, and cooling in air. 

5.5.1 Tensile Properties.: 

Tensile Strength, :psi 	 180,000 min 
Yield Strength at ~~.2~ Offset or at 0.013? ~o 

in 2 in. Extensi~n Under Load (E = 29,000,000), psi 	1L~0~000 min 
Elongation, % in 1iD 	 8 ~ 

5.5.2 Hardness: Shall be not lower than Rockwell C 3$ or equivalent. ! 

6. QUAI,IT~E: 

6.1 Castings shall be uniform in qualit y and condition, sound, and.free from foreign 
materials and from internal and external defects detrimental to fabrication or to 
performance of parts. Castin~s shall have smooth surfaces and shAll bexell cleaned. 
Unless otherwise specifi~ed, metallic shot or grit sh311 not be used for Yinal 
cleaning. 

6.2 When castings are broken for fracture test, the fracture shall have uniforn~ color 
and be substantially fres from oxides and other defects. 

6.3 Radiogr.aphic and other quality standards shall be as agreed upon by purchaser and 
vendor. 

6.l~ Un7.ess otherwise specified, castings shall be produced ~der radiographic control 
This shall consist of ra~3iographic exami~ation of castings until proper foundry 
technique, which will produce castings free from harmful internal defects, is 
established for each part number, and of production castings as necessary to 
ensure maintenance of satisfactory quality. 

6.5 Castings shall not be re~~aired by plugging, welding, or other methods~ ~tithout 
written pennission from ~~urchaser. 

7. REPOATS: 

7.1 Unless otherwise specifi~sd, the vendor o£ castings shall flirnish uri.th each ship- 
ment three copies of a r~~port of the resu].ts of tests for chemical composition 
of each melt. This repo~°t shall include the purchase order number, melt number, 
material specification niunber, part number, and quantity from each melt. 

7.2 Unless otherwise specifiE:d, the ve,ndor of f~ished or semi-fini_shed parts shall 
furnish with each shipmeiit three copies of a report showing the purchase order 
number, material specific:ation number, contractor or other direct supplier of 
castings, part number, arid quantity. When castings for making parts are pro- 
duced or purchased by the~ parts vendor, that vendor sha11 inspect castings from 
each melt represented to determine conformance to the requirements of this 
specification, and shall include in the rPport a statement that the castings 
conform, or shall include~ copies of laboratory reports showing the results of 
tests to deterniine confo~znance. 

8. IDENTIFICATION: Castings shall be identified in accordance with the latest issue 
of AMS ~0~, 

~ 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s5

37
2

https://saenorm.com/api/?name=656ce349b8449e7abab542bdd62cee8b

