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AERONAUTICAL 	 ~AMS 5392G 
MATERIAL SPECIFICATIONS 	 ~.,~~ 3_1_~9 
SOCISTY OF AVTOMOTIVE ENOINRSRS. ~na. 	4ea L~xinpton Av., N~w York 17, N.Y. Revis~d 11-1-59 

ALLOY IRON CASTIN(3S, SAND, CORROSION RE~ISTANT 
2.1Cr - 15Ni - 6.5Cn 

1. ACKNOWLED(3MENTt A vendor ahall mentian thi~ specification manber and it8 reviaion 
le ter in all quotations and ~hen aclaioxledging p~urchase order~. 

2. APPLICATI~ONs Parts requiring moderate corrosion and heat re~istance at operating 
empera ~ures up to 800 P'. 

3. Co1~OSITION: 

Carbon 2.1t - 2.8 
Manganese 1.0 - 1.5 
Silicon 1.5 - 2.5 
Phosphorus 0.30 max 
Stiil.fur 0.12 max 
Chraaniwn 1.8 - 2.lt 
Nickel 11t.0 - 16.0 
Copper 6.0 - 7.0 
Lead 0.003 max 

3.1 If castinga hame eectiona leas than 3/lt i.n. thick, carbon and ailicon m8y each be 
sa high aa 3.0. 

!~. CO_NDITIONt Aa caat, nnless otherWi.ae $pecified on the draxing. 

5. TECHNICAL RBQtTI1~MENTS a 

5.1 Caat s A melt shall be the metal poured frc~a a eingle ladle of 5000 lb or less. 

5.^~ Teat Specimene: 

5.2.1 Ten~ile Teat Cys 3ha11 be 8tandard keel blocks as . ~hoxn in Figure 1, un- 
lees ptirchaaer pennit~ nse of ~Y" blocks aa ahoira in.Fignre 2. Coupons ahaZl be 
cast Srl.th each melt of inetal for caating8 and~ ~hen requeated, ahall be an.p- 
pli.ed xi.th the eaatinge. Coupons ehall be ~~st in open mold~ made of suitable 
core sand, ahall be pwred directlq after paaring the ca:tinge, ~nd ehall be 
left in the mold antil black. Ketal for the cwpone ahall be part of the melt 
rhich ie nsed for the caatix~s. Holding practice, and the conpon aise ~hen use 
ot "Y" blocka i~ permitted, ~hall~ i.~sofar aa pr~cticable, be sneh that cooling 
ratea o~' easting8 and eaupone are eubatantially the amne. 

5.2.2 Chemic~l Ana ai~ S ecimen~s P'or carbon determinations perforined on the melt, 
a en e penc. ype apec en i~ preferred, but ather typ~ eamplea oi proven 
aacuracy dre acceptable. P'or carbon determinationa per!'onaed oa c~aatinge, a 
aolid aa~nple cnt iram the caating shall be ueed. 

CoaYr~sht 1959 ~~~b o} Automodv~ ~nsiM~ra. Ino. 	 rrintN U Y. i. A. 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s5

39
2g

https://saenorm.com/api/?name=2b0f533e5349467d114c2aa7a7592daa


e ~ _ 

~,3 Tensile Prope~t 

5•3.1 Tensil~e Te_e__t_  _S~ ecimenss 3tan~ard te~asile specimens (0.357 in. di~ ►►eter at the 
rednced para~~ -e ~ect~on fro~n 1/2 irso "Y" block, 0. 505 sn. diameter at the re- 

~ 	duced parallel section fradn ot~~r tensile test coupona) cut frc~n the coupona aa 
~ho~rn in Fignres 1 and 3 sha~.l. con gazm to the Pollc~ing require~mentas 

Tensil~ Strengt~h~ ps~. 	 30,000 min 

5.3•2 Caat~~  es When tensile propertie~ ~f actual csetings are determined, tensile 
~ 	propertiea of apeciinen~ cut froffn ~eetions o~ castings shall conioxm to the 

folloxing reqnireme~ntaa 

Tensile Strengt~h, pai 	 30,000 min 

5.lt Hardneaat Caetinge and teat co~xpons shall have hardneas of Brinell 1lt0 - 180 
usin~ 0~0 kg load, or Rockitell B 75 d 88. 

5• 5  I~.croatrnetnres Austen.ite matrix xi.th unifonnly distributed graphite t"lakes. 
Parta ahall be eapable of being cooled to -75 F~ithaat the austenite transforming 
to martensite; parte ao cooled 8ha11, a!'ter returning to room tanperatnre, be 
~nfficieatly norunagnetie to prev~ent a amall steel magnet fr~n adhering to the caat 
~8 • 

6. QUALITY: ____._.__. 

6.1 Caetir~e ~hall be nnifoxm in qua~lity and condition,~ aound, and free fram foreign 
materiala and frun internal and external imperfectiona detrimentaZ to fabrication 
or to perfonaance of p~,rta. Castinga ahall have auiooth aurfaees and shall be irell 
cleaned. IInleas otherwie~e apeeified, metallic ahot~ or grit ahall not be ueed for 
final cleaning. 	 ~ 

i 
6.2 When caetings are broken ior fractnre teat, the fracture ahall have uniform color 

and be ~nbstantially Pree frc~►  ~gides and other ~mperfectiona. i 
6.3 Radiographic and other quslity atandards ahall be sa agreed npon by purcMaeer and 

vendo r. 	 ; 

6.4 Unleas cther~iee apecified, ca~tings shall be produced under padiographic control. 
This ahall cvnaiet of radiograpinic ex~mination vf castinga ~ntil proper fonndrp 
teehnique, xhich Wi.11 p~roduce caeting~ t'r~e from harmful internal imperfectiona, 
ia establiahed for eaeh part n~nber, ~nd of produ~tion casting8 ae neces8ary to 
enanre maintenance of eatiaiactc~ry qnality. 

6.5 Caetings ahall not be r~epaired hy pluggiag, veld3n~, or other method~, i+i.thont 
xritten pern►iesion frcan. parcham~r. 

7. REPORTS s  

?.1 IInle~s otherWise epecif'ied, tAe vendur of castings ahall furnish irith each ahip- 
ment three copie~ of a report'o~ t,Yie re~ulta of testa for chemical co~npoaition of 
each melt and for tensile prope~~tiea mf the teat caupona repre~enting each melt. 
This report ~hall iaclv.de  the prirchaae order manber, melt nt~nber, material ~peci- 
tieation mamber, part n.mnber, arid quantity fra~ each melt. ~ 
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7.2 Unlea~ other~ri.se specified, the vendor of finished or aemi-finished parts ahall 
Furnish xi.th each shipnent three copies of a report sh~xing the purchaae order 
mm~ber, material specification number, contractor or other direct aupplier of 
castings, part nwnber, and quantity. When caatinga for making parts are produced 
or purchaaed by f,he parta vendor, that vsndor shall inspect castinga fran each 
melt represented to determine conformance to the requirements of this specifica- 
tion, and shall include in the report a statement that the c~stings canform, or 
ehall include copiea of laboratoxy reports ahoiring the reeults of testa to deter- 
mine conformance. 

8. IDENTIFICATIONs Ca~tings shall be identified in accordance ~i.th the lateat issue 
of AM'S 2 0. Marking materiala shall have no deleterioua effects on the castings 
or their performance. 

9 . APPRAVAL s 
__..__._._ 

9.1 To aasure uniformity of quality, a~nnple caetings fran nax or rewnrked patterne 
shall be approved by purchaaer, unleas euoh approval be xaived. 

9.2 Vend or ahall use the same .~c~undry practicea for production caetings as for ap- 
proved eampl~ csatinge. If nec~ssary to make any change, vendor shall noti2`y pur- 
chaeer prior to the firat shipment of castings incorporating such change. 

10. ~JECTIONS: Casting8 not conforming to this apecification or to authorized modi- 
fica—  tions xill be aub~ect to re~ection. 

~ 

.~_ :, 
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Lengtti of Dlock sh~ll be 6 in. 
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