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2.1 SAE Publications

Available from SAE International, 400 Commonwealth Drive, Warrendale, PA 15096-0001, Tel: 877-606-7323 (inside USA
and Canada) or 724-776-4970 (outside USA), www.Sae.org.

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

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

AMS2814 Packaging and Marking of Packages of Welding Wire, Premium Quality

AMS2816 Identification, Welding Wire, Tab Marking Method

AMS2819 Identification, Welding Wire, Direct Color Code System

ARP1876 Weldability Test for Weld Filler Metal Wire

ARP4926 Alloy \ferification and Chemical Composition Inspection of Welding-Wire

2.2 ASTM Publicatiohs

Available from ASTM| International, 100 Barr Harbor Drive, P.O. Bex C700, West Conshohog¢ken, PA 19428-2959,
Tel: 610-832-9585, www.astm.org.

ASTM E 353  Chemical Analysis of Stainless, Heat-Resisting,"Maraging, and Other Similar Chromium-Nickel-Iron Alloys
3. TECHNICAL REQUIREMENTS

3.1 Wire Compositio

=)

Wire shall conform to the percentages by weight shown in Table 1, determined by wet chemical methods in accordance
with ASTM E 353, by spectrochemical methods, or by other analytical methods acceptable to purchaser.

TABLE 1 - COMPOSITION

Element min max

Carbon -- 0.04
Manganese -- 0.35

Silicon - 025
Phosphorus -- 0.01

Sulfur -- 0.005
Chromium 13.50 16.00

Nickel 24.00 27.00
Molybdenum 1.00 1.50

Titanium 1.90 2.30

Boron 0.003 0.005
Vanadium 0.10 0.50

Cobalt -- 1.00

Aluminum -- 0.35

Oxygen (3.1.1) -- 0.005 (50 ppm)
Nitrogen (3.1.1) -- 0.005 (50 ppm)

Hydrogen (3.1.1) -- 0.0005 (5 ppm)
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3.11

Except for hydrogen, nitrogen, and oxygen, chemical analysis of initial ingot, bar, or rod stock before drawing is

acceptable provided the processes used for drawing or rolling, annealing, and cleaning are controlled to ensure
continued conformance to composition requirements. Hydrogen, nitrogen, and oxygen shall be determined on
each lot at finished diameter.

3.1.2

Check Analysis

Composition variations shall meet the applicable requirements of AMS2248. No variation is permitted for oxygen, nitrogen,

or hydrogen.
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Weldability

Melted wire shall flow smoothly and evenly during welding and shall produce acceptable welds determined by a procedure
agreed upon by purchaser and vendor. The referee method of ARP1876 may be used to resolve weldability disputes.
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3.5.2 Spooled Wire

Shall conform to 3.5.2.1, 3.5.2.2, and 3.5.2.3.

3.5.2.1 Winding

Filler metal in coils and on spools shall be wound so that kinks, waves, sharp bends, overlapping, or wedging are not
encountered, leaving the filler metal free to unwind without restriction. The outside end of the electrode (the end where
welding is to begin) shall be identified so it can be located readily and shall be fastened to avoid unwinding. The winding

shall be level winding.

3.5.2.2 Cast

Wire, wound on standé
sufficient in length to fg
form a circle (cast) with
3.5.2.3 Helix

The specimen on whig

ird diameter spools as shown in Table 2 shall have imparted to it a curvattirg
rm one loop with a 1-inch (25-mm) overlap, when cut from the spool and, faid
in the limits shown in Table 2.

h cast was determined, when laid on a flat surface and measured betweg

show a vertical separafion not greater than shown in Table 2.

3.6 Quality

TABLE 2A - CAST AND HELIX REQUIREMENTS - INCH-POUND UNITS

Spool Cast-Diameter Helix
Diameter Inches Inches
inches min max max

4 25 15 0.5
8 8 50 1
12 15 50 1

TABLE 2B - CAST'AND HELIX REQUIREMENTS — SI UNITS

Spool Cast Helix
Diameter Millimeters Millimeters
Millimeters min max max

100 65 380 13

200 200 1300 25

300 380 1300 25

b such that a specimen
on a flat surface, shall

n adjacent turns, shall

Wire, as received by purchaser, shall be uniform in quality and condition, sound, and free from foreign materials and from
imperfections detrimental to welding operations, operation of welding equipment, or properties of the deposited weld metal.

3.7 Sizes and Tolerances

Wire shall be furnished

3.7.1 Diameter

in the sizes and to the tolerances shown in 3.7.1 and 3.7.2.

Shall be as shown in Table 3.
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