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RINGS, SEALING, TUBULAR METAL, CORROSION RESISTANT STEEL

1. ACKNOWLEDGMENT: A vendor shall mention this specification number and its revision
letter in all quotations and when acknowledging purchase orders.

2, APPLICATION: Primarily for seals in fluid systems at temperatures above or below
those at which elastomeric or plastic materials may be used.

3. MATERIALs| Shall be AMS 5570 or AMS 5576, unless otherwise specifked on the draw-

ing.

4. FABRICATIDNs Rings shall be formed, and the ends welded together| by flash butt
ve reslstance butt welding. The welding process shall be| so performed and
controlled as to prevent formation of excessive internal flash. [he welded rings

¢ ed to final dimensions by rolling or coining. Outside| welding flash

shall be removed flush with the OD of the tubing ‘but wall thickneps shall not be
low the minimum allowed for the original tube by more than the amount
specified on the drawing.

ports, the Board and its Committees will not investizate or consider

esponsible for protecting themselves against labllity for infringment of patents.” '

uding standards approved and practices recommended, are advisory only. Thel
'ont to adhere to any SAE standard or recommended practice. and no commitmen
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ulded by any technical report. In formulating and agpro
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5. TECHNICAL{ REQUIREMENTS:

ol

5.1 Compression-Deflection Propertiess ThHe load required to produce|at the weld a
eflectibn of 0.025 In. in cross section diameter of rings 0.062|in. and over in
tube OD phall not exceed the average of the loads required to prpduce the same
on at two points away.from the weld by more than 20% of that average,
ed as in 5.1.13 for'rings less than L in. in circumferenfe, only one
determingtion of load away from the weld shall be made.

on of the ring embracing at least L in. of the circumference shall be cut
or an pntire ring shall be used as the specimen., The specimen|shall be held
the support plate while being compressed. The support|plate shall be
#  mo desjgned that the area of the ring being compressed rests on a 0.375 in.
+ 0.01p dismeter surface. The specimen shall be compressed at|two points, when
slgze pprmits, at least 1 in. on either side of the weld and the average load °
determined [he ape sh g hen he compressed 0,02 : the weld. Load
shall be applled through the end of a 0.250 in. + 0,005 dismeter rod.
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6. QUALITY:

satents which may apply to the subject matter. Prospective users of the repo

6.1 Parts shall be uniform in quality and condition, clean, sound, smooth, and free
from foreign materials and from internal and external imperfections detrimental
to their performance. Weld shall show complete fusion throughout the joint.

6.2 Parts shall be subject to X-ray inspection. To assist in locating the weld, each
ring 2.500 in. and over in OD shall bear a mark of yellow paint or ink on the oD,
located 180 deg + 10 from the weld,

Section 7C of the SAE Technical Board rules provides that: “All technical repo
use by anyone engaged Iin industry or trade is entirely voluntary. There is no

to conform to or
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