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AMS2248 Chemical Check Analysis Limits, Corrosion and Heat-Resistant Steels and Alloys, Maraging and Other
Highly-Alloyed Steels, and Iron Alloys

AMS2303 Steel Cleanliness, Aircraft Quality, Martensitic Corrosion-Resistant Steels, Magnetic Particle Inspection
Procedure

AMS2371 Quality Assurance Sampling and Testing, Corrosion and Heat-Resistant Steels and Alloys, Wrought
Products and Forging Stock

AMS2374 Quality Assurance Sampling and Testing, Corrosion and Heat-Resistant Steel and Alloy Forgings

AMS2806 Identification, Bars, Wire, Mechanical Tubing, and Extrusions, Carbon and Alloy Steels and Corrosion and
Heat-Resistant Steels and Alloys

AMS2808 Identification, Forgings

AMS7493 Rings| Flash Welded, Ferritic and Martensitic, Corrosion-Resistant Steels

AS1182 Standard Stock Removal Allowance, Aircraft-Quality and Premium-~Aircraft-Qu
Mechanical Tubing

2.2 ASTM Publicatigns

Available from ASTM

ASTM A 370  Mechanical Testing of Steel Products

ASTM E 112  Determining Average Grain Size

ASTM E 353  Chemijcal Analysis of Stainless, Heat-ReSsisting, Maraging, and Other Similar Chrom

3. TECHNICAL REQUIREMENTS

3.1 Composition

Shall conform to the percentages by weight shown in Table 1, determined by wet chemical methg
ASTM E 353, by spectfochemical methods, or by other analytical methods acceptable to purchaser.

International, 100 Barr Harbor Drive, P.O. Box ‘€700, West Conshohod
Tel: 610-832-9585, www.astm.org.

TABLE 1 - COMPOSITION

ality Steel Bars and

ken, PA 19428-2959,

ium-Nickel-Iron Alloys

ds in accordance with

3.1.1 Check Analysis

Element min max
Carbon 0.15 0.20
Manganese - 0.50
Silicon - 0.50
Phosphorus - 0.040
Sulfur - 0.030
Chromium 12.00 14.00
Nickel 1.80 2.20
Tungsten 2.50 3.50
Molybdenum - 0.50
Aluminum - 0.15
Copper - 0.50
Tin - 0.05
Nitrogen - 0.08

Composition variations shall meet the applicable requirements of AMS2248.
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3.2 Condition

The product shall be supplied in the following condition; hardness and tensile strength shall be determined in accordance
with ASTM A 370:

3.21 Bars

Annealed having hardness not greater than 311 HB, or equivalent (See 8.2). Bar shall not be cut from plate (Also
see 4.4.2).

3.2.1.1 Hexagons, regardless of size, and bars over 0.500 to 2.750 inches (12.70 to 69.85 mm), inclusive, in nominal
diameter or least distance between parallel sides shall be cold finished.

3.2.1.2 Bars, other than hexagons, over 2.750 inches (69.85 mm) in nominal diameter or least distance between
parallel sideg shall be hot finished.

3.2.2 Wire
Annealed and cold finished having tensile strength not higher than 155 ksi (1069 MPa) or.€quivalent|hardness (See 8.3).
3.2.3 Forgings
Annealed having hardmess not higher than 311 HB, or equivalent (See 8.2).

3.2.4 Mechanical Tybing

Annealed and cold finished having hardness not higher than 311 HB;or equivalent (See 8.2).
3.2.5 Flash Welded|Rings

Annealed having hardmess not higher than 311 HB, or equivalent (See 8.2).

3.25.1 Flash weldgd rings shall not be supplied”unless specified or permitted on purchaser’s part drawing. When
supplied, rings shall be manufactured in-accordance with AMS7493.

3.2.6  Stock for Forgjng, Flash Welded Rings, or Heading
As ordered by the forg|ng, flash welded.ring, or heading manufacturer.
3.3 Properties

The product shall confprmstethe following requirements:

3.3.1 Response to Heat Treatment

Utilizing specimens as in 4.3.3, product 0.375 inch (9.52 mm) and under in nominal thickness and 0.375 inch + 0.010
(9.52 mm =+ 0.25) thick specimens cut from larger product shall have hardness not lower than 45 HRC, or equivalent (See
8.2), determined in accordance with ASTM A 370, after being heated to 1750 °F + 10 (954 °C + 6), held at heat for 25 to
30 minutes, and quenched in commercial paraffin oil [approximately 100 SUS at 100 °F (38 °C)] at room temperature.
3.3.2 Average Grain Size

Bars 2 inches (51 mm) and under in nominal diameter or least distance between parallel sides shall have an average grain
size of ASTM No. 5 or finer, determined in accordance with ASTM E 112.

3.4 Quality

The product, as received by purchaser, shall be uniform in quality and condition, sound, and free from foreign materials
and from imperfections detrimental to usage of the product.
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34.1

3.4.2

Steel shall be aircraft quality and, when specified, shall conform to AMS2303.

Bars ordered hot rolled or cold drawn, or ground, turned, or polished, shall, after removal of the standard stock

removal allowance in accordance with AS1182, be free from seams, laps, tears, and cracks open to the ground,
turned, or polished surface.
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Bars, Wire, Mechanical Tubing, Flash Welded Rings, and Stock for Forging, Flash Welded Rings, or Heading
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