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RINGS, FLASH WELDED
Aluminum and Aluminum Alloys

ling standards approved and practices recommended, are advisory only. Thelr
4 to adhere to any SAE standard or recommended practice, and no commitment

guided by any technical report. In formulating and approving technical reports, the Board and Its Committees will not Investigate or consider

patents which may apply to the subject matter. Prospective users of the report are responsible for protecting themselves against llabllity for Infringment of patents.”

J8e by anyone engaged In Industry or trade is entirely voluntary. There Is no agree

ection 7C of the SAE Technical Board rules provides that: “All technical reports.
to conform to or be

l. ACKNOWIEDGMENT s A vendor shall mention this specification number in all quo~
TatTons and when acknowledging purchase orders,

2. APPLICATION: Primarily for parts such as flanges and rings fabricated by flash
we roll=formed strip or shapes of alumi atable aluminum
alloysj and heat treatable alumimm alloys with low copper zinc contents,

3. MATE
: ing.

4o FABRICATION:

AL+ Material from which rings are made shall be as spepified on the draw-

hol Forminge: Rings as applicable for the particular part shall pe formed from
suitaply rolled, extruded, or forged shapes in the annealed pr as-fabricated
condiftion.

Lhe2 Preparation for Weldings:

L.2.1 Formed rings shall be clean and free from foreign materials in the area of
elertrode contact and at the surfaces to be welded,

he2.2 Formed rings may be pre-heated, before welding, as agreed pipon by purchaser
and| vendor,.

he3 Weldigr The ends of.the formed rings shall be flash butt-welded together.

Mng shall be performed on a machine provided with accurate control of feed
of joint during flashing, rate and distance of travel of sections to be welded,]
secondary voltage and current magnitude, and timing and currpnt cut-off, The
flash shall be‘maintained during the flashing interval of the welding opera=
tion.| The.machine shall be capable of repeating the sequencp of operationg
independently of the skill of the operator. A record of all|machine settings
and spguence of operations for welding each different ring shall be kept by
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Lhol Annealings Unless otherwise Qpeciﬁed, the welded rings shall be annealed by
heating %o the proper temperature and for the proper time and cooling,

Lhe5 Proof Testing of Welds (Sizing)s Unless otherwise specified, each ring, after
coollng to room t?mpeﬁfure:fgﬁawing annealing or other heat treatment, shall
be tested to determine quality of weld, Flash shall be removed from rings
either before or after annealing or other heat treatment but before sizing,
Preliminary sizing may be done before cooling, but final sizing shall be done
at room temperature, The stress applied for final sizing shall be sufficient
to provide an increase in circumference of not less than 1€ after the load is
released, Testing shall be performed in such a way as to provide uniform
stress distribution throughout the ring.
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Le6 Restoration to Shapes If it is necessary to restore shape of rings following
sizing, such operation shall be done on suitable presses and not by localized
blows as from a hammere. Rings may be reheated to a temperature below the
annealing temperature for such operation except that rings furnished solution
heat treated or solution and precipitation heat treated shall not be heated to
over 400 F nor for more than 30 mimites.

5. TECHNICAL REQUIREMENTSS Rings shall conform to the following requirements and,
in the case of heat treatable alloys, shall be capable of meeting the following
requirements after proper solution and precipitation heat treatment.

5.1 Tensile Propertiess If finished welded rings are cut for examina n, tensile
st specinens ghall conform to the following requirementss

Tensile Strength,

Through Welded Area 954 min of-parent |metal
Elongation,
Through Welded Area
Heat Treatable Alloys 25%min of parent|metal
Non-Heat Treatable Alloys 60%Zmin of parent|metal

S.2 Hardnesss Hardness of heat treatable alloy rings shall conform to the applice
able materilal specification,

6. QUALITY:

6.1 Parts shalll be uniform in quallty and condition, clean, sound, and free from
foreipgn materials and from internal and external defects detrimental to fabri-
cation or performance,

6.2 Parts shall] be subject to X-ray inspection,
6.3 Parts shalll be subject to (fluroscent penetrant inspection,

7. REPORI'St Unlless otherwise specified, the vendor of finished or semidfinished

parts shall furnish with each shipment three copies of a report showing the

“ purchase order mmber, material specification mmber, contractor or dther direct
supplier of material, part number, and quantity., Whem material for aking parts
is produced pr murchased by the parts vendor, that vendor shall inspedet each lot
of material to-determine phAl-ormance—to—the—reguirements—o e—arr1]

-material specification, and shall include in the report a statement that the
material conforms, or shall include copies of laboratory reports showing the
results of tests to determine conformance,

8. APPROVAL:

8¢1 To assure adequate performance characteristics » sample parts shall be approved, .
unless such approval be waived.
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