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=For The Advancing Engineering Mobility Society AEROSPACE 

SPECIFICATION 
--Land Sea Air and Space@ MATERIAL 
400 Comrnonweaiîh Drive, Warrendale, PA 15096-OOOf 

Submitted for recognition as an American National Standard I Superseding AMS 6460C 

AMs 6460D 

~ s s u e d  11-1-54 
Revised 1-1-90 

WIRE, STEEL WELDING 
0.75Si - 0.62Cr.- 0.20Mo - O.1OZr (0.10 - 0.17C) 

UNS K11365 

1. SCOPE: 

1.1 Form: This s p e c i f i c a t i o n  covers a low-al loy s t e e l  i n  the form o f  welding 
w i r e .  

1.2 Appl icat ion:  P r i m a r i l y  f o r  use as f i l l e r  metal f o r  gas-tungsten-arc and 
gas-metal-arc welding of  low-al loy s t e e l s  r e q u i r i n g  a j o i n t  capable o f  being 
heat t reated t o  strength l e v e l s  consistent w i th  the metals jo ined.  

2.  APPLICABLE DOCUMENTS: The f o l l o w i n g  publ icat ions form a p a r t  o f  t h i s  
s p e c i f i c a t i o n  t o  the extent spec i f i ed  herein. 
pub l i ca t i ons  sha l l  apply. The appl icable issue o f  other pub l i ca t i ons  sha l l  

The l a t e s t  issue o f  SAE 
. .  

be as spec i f i ed  i n  AMS 2350. 

2.1 SAE Publ icat ions:  Avai lable from SAE, 400 Commonwealth D r  

2.1.1 Aerospace Mater ia l  Speci f icat ions:  

PA 15096. 

AMS 2259 - Chemical Check Analysis L im i t s ,  Wrought Low-A 

AMS 2350 - Standards and T e s t  Methods 
S t e e l s  

ve, #arrenda1 e,  

l o y  and Carbon 

AMS 

AMS 
AMS 

2370 - Q u a l i t y  Assurance Sampling o f  Carbon and Low-Alloy S t e e l s ,  
Wrought Products Except Forgings and Forging Stock 

2813 - Packaging o f  Welding Wire,  Standard Method 
2815 - I d e n t i f i c a t i o n ,  Welding Wi re ,  L ine Code System 

AMS 2816 - I d e n t i f i c a t i o n ,  Welding Wi re ,  Color Code System 

2.1.2 Aerospace Recommended Pract ices:  

ARP1876 - Weldabi l i ty  T e s t  f o r  Weld F i l l e r  Metal W i r e  

~ ~ ~ _ ~~~ ~ 

SAE Technical Board Rules provide that: This report is published by SAE to advance the state of technical and engineering sciences. 
The use of this report is entirely voluntary, and its applicability and suitability for any particular use, including any patent infringement 
arising therefrom, is the sole responsibility of the user." 

I AMS documents are protected under United States and international copyright laws. Reproduction of these documents by any I means is strictly prohibited without the written consent of the publisher. 

Copyright 
Au nghts reserved. 

Society of Automotive Engineers, Inc. 

\ ,--- ___._ - Printed in U.S.A. 
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SAE AMS*b4bOD 90 - 8357340 0023374 8 - 
AMS 6460D I Page 2 

I 

2.2 ASTM Publications: Available from ASTM, 1916 Race Street, Philadelphia, 
PA 19103. 

ASTM E 350 - Chemical Analysis of Carbon Steel, Low-Al loy Steel, S i  1 icon 
Electrical Steel, Ingot Iron, and Wrought Iron 

3 .  TECHNICAL REOUIREMENTS: 

3.1 -: Shall conform to the following percentages by weight, 
0 determined by wet chemical methods i n  accordance with ASTM E 350, by 

spectrochemical methods, or by other analytical methods acceptable to 
purchaser: 

mi n max 

Car bon 
Manganese 
Si 1 icon 
Phosphorus 
Sulfur 
Chromium 
Molybdenum 
Zirconium 
Nickel 
Copper 

0.10 - 0.17 
0.50 - 0.80 
0.60 - 0.90 
-- O. 040 
-- O. 040 

0.50 - 0.75 
0.15 - 0.25 
0.05 - 0.15 
-a 0.25 
-- 0.35 

3.1.1 Check Analysis: Composition variations shall meet the appl 
requirements of AMS 2259. 

3.2 Condition: Cold drawn, bright finish, in a temper which will 
feeding of the wire in machine welding equipment. 

3.2.1 Wire shall be furnished on disposable spools for machine we 
cut lengths for manual welding, as ordered. 

cab1 e 

provide proper 

ding and in 

3.2.2 Surface texture of spooled wire shall be as agreed upon by purchaser and 
vendor. 

3.2.3 Drawing compounds, oxides, dirt, and oil shall be removed by cleaning 
processes which will neither result in pitting nor cause gas absorption by 
the wire or deposition of substances harmful to welding operations. 

3.2,4 When specified, wire shall be copper-flash coated and shall exhibit a 
thin, continuous, adherent copper coating. 

3.3 Properties: Wire shall conform to the following requirements: 

3 . 3 . 1  Neldability: Melted wire shall flow smoothly and evenly during welding 
0 and shall produce acceptable welds, determined by a procedure agreed upon 

by purchaser and vendor. 
resolve weldability disputes. 

The referee method o f  ARP1876 may be used to 
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Page 3 sas(@ I AMS 6460D 

3.3.2 Spooled Wire: Shall conform t o  3.3.2.1 and 3.3.2.2. 

3.3.2,l Cast: Wi re ,  wound on standard 12-inch (305-mm) diameter spools, shal l  
have imparted t o  i t  a curvature such tha t  a specimen s u f f i c i e n t  i n  
length, 4 t o  8 f e e t  (1219 t o  2438 mm), t o  form one loop, when cut from 
the spool and l a i d  on a f l a t  surface, shal l  form a c i r c l e  15 - 30 inches 
(381 - 762 mm) i n  diameter. 

0 

3.3.2.2 H e l i x :  The specimen on which cast was determined, when l a i d  on a f l a t  
surface and measured between adjacent turns, shal l  show a ve r t i ca l  
separation not greater than 1 inch (25 mm). 

3.4 ûua l i t y :  Wire, as r e c e i v e d  by purchaser, shal l  be uniform i n  qua l i t y  and 
condit ion, sound, and f r e e  from foreign materials and from imperfections 
detrimental t o  welding operations, operation o f  welding equipment, or  
propert ies of the deposited we ld  metal. 

3.5 S izes  and Tolerances: Wire shal l  be supplied i n  the sizes and t o  the 
tolerances shown i n  3.5.1 and 3.5.2. 

3.5.1 Diameter: 

Form 

Cut Lengths 
Cut Lengths 
Spool s 
Spool s 
Spool s 

Form 

Cut Lengths 
Cut Lengths 
Spool s 
Spool s 
Spool s 

TABLE I 

Nomi na1 D i  ameter 
Inch 

0.030, 0.045, 0.062, 0.078 
0.094, 0.125, 0.156, 0.188 
0.007, 0.010, 0.015, 0.020 
0.030, 0.035, 0.045 
0.062, 0.078, 0.094 

TABLE I ( S I )  

Nomi na1 D i  ame t e r  
M i l l i m e t r e s  

0.76, 1.14, 1.57, 1.98 
2.39, 3.18, 3.96, 4.78 
0.18, 0.25, 0.38, 0.51 
0.76, 0.89, 1.14 
1.57, 1.98, 2.39 

Tolerance. Inch 
p l  us m i  nus 

0.002 0.002 
0.003 0.003 
O. 0005 O. 0005 
0.001 o. 002 
0.002 0.002 

Tolerance. M i l l i m e t r e  
p l  us m i  nus 

0.05 0.05 
0.08 0.08 
0.013 0.013 
0.03 0.05 
0.05 0.05 
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