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Table 1 - Composition

3.1.1
Composition variations

3.2 Condition

Element min max
Carbon 0.30 0.40
Manganese - 1.00
Silicon - 1.00
Phosphorus - 0.040
Sulfur - 0.030
Chromium 12.00 14.00
Nickel - 0.50
Molybdenum -- 0.50
Copper -- 0.50
Aluminum -- 0.05
Tin - 0.05

Check Analysis

shall meet the applicable requirements of AMS2248.

The product shall be supplied in the following condition; hardness and tensile strength shall be determined in accordance

with ASTM A370:
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3.21 Bars

Annealed having hardness not higher than 241 HB, or equivalent (See 8.2).

3.2.1.1 All hexagons regardless of size, and other bars 2.750 inches (69.85 mm) and under 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 nhominal diameter or least distance between

parallel sides shall be hot finished or cold finished.

3.2.2 Wire

Cold drawn and annealed having tensile strength not higher than 115 ksi (793 MPa), or equivalent hardness (See 8.3).

3.2.3 Forgings

As ordered.

3.2.4 Forging Stock
As ordered by the forging manufacturer.
3.3 Properties

The product shall copform to the following requirements; hardness {esting shall be performg
ASTM A370:

3.3.1 Response to Heat Treatment
Product 0.500 inch (12}70 mm) and under in nominal thickness’and 0.500 inch + 0.100 (12.70 mm 4
cut from larger bars and forgings shall have hardness notlower than 50 HRC, or equivalent (See &

to 1825 °F + 25 (996 °C £ 14), held at heat for 30 minutes * 3, and cooled at a rate equivalent to sti

3.3.2 Decarburizatio

=)

3.3.2.1 Bars and wite ordered ground, turned, or polished shall be free from decarburization on
polished surfaces.

d in accordance with

2.54) thick specimens
.2), after being heated
| air cooling.

the ground, turned, or

3.3.2.2 Allowable decarburization~of bars and billets ordered for redrawing or forging or to specified microstructural

requirements shall be as‘agreed upon by purchaser and producer (See 8.6).

3.3.2.3 Decarburization of/ars and wire to which 3.3.2.1 or 3.3.2.2 is not applicable shall be no
Table 2.

Table 2A - Maximum total depth of decarburization, inch/pound units

Nominal Diameter or Distance Total Depth of
Between Parallel Sides Decarburization
Inches Inch
Up to 0.375, incl 0.010
Over 0.375 to 0.500, incl 0.012
Over 0.500 to 0.625, incl 0.014
Over 0.625 to 1.000, incl 0.017
Over 1.000 to 1.500, incl 0.020
Over 1.500 to 2.000, incl 0.025
Over 2.000 to 2.500, incl 0.030
Over 2.500 to 3.000, incl 0.035

Over 3.000 to 4.000, incl 0.045

greater than shown in
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Table 2B - Maximum total depth of decarburization, Sl units

Nominal Diameter or Distance
Between Parallel Sides

Total Depth of
Decarburization

Millimeters Millimeters

Upto 9.52,incl 0.25
Over 9.52to 12.70, incl 0.30
Over 12.70 to 15.88, incl 0.36
Over 15.88 to 25.40, incl 0.43
Over 25.40 to 38.10, incl 0.51
Over 38.10 to 50.80, incl 0.64
Over 50.80 to 63.50, incl 0.76
Over 63.50to 76.20, incl 0.89
Over 76.20 to 101.60, incl 1.14

3.3.2.4
3.3.2.4.1
A cross section taken
a maghnification not to €

partial decarburization

3.3.2.4.2 Hardness

The total depth of decarburization shall be determined by a traverse method using micro hardness

with ASTM E384 atan
sample will have bee
decarburization is defin
further increase in har
by any decarburization
3.3.2421 Whend
decarbu
the width
3.3.2.5 Incase of di
govern.

3.4  Quality

Decarburizafion shall be evaluated by one of two methods of 3.3.2.4.1 or 3.3.2.4.2.

Metallographic Method

perpendicular to the surface shall be prepared, etched, and visually examing
xceed 100X. Optical indications of decarburization (including complete deca
shall not exceed the limits of Table 2.

raverse Method

nagnification not exceeding 100 X conducted @n a sample heat treated in acg
n protected during heat treatment to prevent changes in surface carh
ed as the perpendicular distance from the'surface to the depth under that su
ness. Such measurements shall be far‘énough away from the adjacent surf
on the adjacent surface. Acceptance shall be as listed in Table 2.

btermining the depth of decarburization, it is permissible to disregard log
ization of such areas does ot exceed the limits of Table 2 by more than 0.0
is 0.065 inch (1.65 mm) orless.

bpute, the total depth of decarburization determined using the micro hardnes

d metallographically at
burization (ferrite) plus

testing in accordance
ordance with 3.3.1; the
on content. Depth of
fface where there is no
Ace to be uninfluenced

al areas provided the
05 inch (0.13 mm) and

b traverse method shall

The product, as received bygurchaser, shall be uniform in quality and condition, sound, and free frofn foreign materials and

from imperfections det

imental to usage of the product.

34.1

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

machining allowance in accordance with AS1182, be free from seams, laps, tears, and cracks open to the ground,
turned, or polished surface.

3.4.2

forgings showing no evidence of reentrant grain flow.

3.5 Tolerances

Bars and wire shall conform to all applicable requirements of AMS2241.

Grain flow of die forgings, except in areas which contain flash-line end grain, shall follow the general contour of the
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4. QUALITY ASSURANCE PROVISIONS

4.1 Responsibility for Inspection

The producer of the product shall supply all samples for producer tests and shall be responsible for the performance of all
required tests. Purchaser reserves the right to sample and to perform any confirmatory testing deemed necessary to ensure
that the product conforms to specified requirements.

4.2 Classification of Tests

4.2.1 Acceptance Tests

Composition (3.1), condition (3.2), response to heat treatment (3.3.1), decarburization (3.3.2), and tolerances (3.5) are
acceptance tests and shall be performed on each heat or lot as applicable.

4.2.2 Periodic Tests

Grain flow of die forgin

gs (3.4.2) is a periodic test and shall be performed at a frequency sélected

the frequency of testing is specified by purchaser.

4.3 Sampling and Te
Shall be as follows:
4.3.1 Bars, Wire, an
In accordance with AM
4.3.2 Forgings

In accordance with AM
4.4 Reports

4.4.1 The producer ¢

country where

sting

] Forging Stock

S2371.

S2374.

f bars, wire and forgingsshall furnish with each shipment a report showing th
the metal was meltedi(e:g., final melt in the case of metal processed by mult

and showing the results of tests for composition of each heat and for condition and respons

each lot, and s
purchase orde
supplied, the s

tating that the preduct conforms to the other technical requirements. This
r number, héat'and lot numbers, AMS5621G, product form, size, and q
ze and meltésource of forging stock used to make the forgings shall also be

4.4.2 The producer

forging stock shall furnish with each shipment a report showing the produg

where the metal was'melted (e.g., final melt in the case of metal processed by multiple melt
composition ofleach heat

:

by the producer unless

e producer’s hame and
ple melting operations)
e to heat treatment for
eport shall include the
hantity. If forgings are
ncluded.

er's name and country
ng operations) and the

4.5 Resampling and
Shall be as follows:

45.1
In accordance with AM
45.2 Forgings

In accordance with AM

Retesting

Bars, Wire, and Forging Stock

S2371.

S2374.
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