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RINGS, FLASN WELDFD 
Nan-,Austenitic Corrosion Resistant Steels 

1. ACKN(~+IIED~ME[+TT : A vendor shall mention this specification number and its 
revision e tter in all quotations and when ac1mowledgin~ purchase orders, 

2, APPLICATTON: Primerily for parts such as fl~n~es and rings, requiring corrosi 
an mo ra heat resistance, fahricated by flash ~relding non-austenitic 
corrosion resists~nt steels, usually AMS 5613, AMS 56]1a~ AMS 5615, AMS 5616, .ar 

At~ 5627 e 

~3. MATERIALi Material from xhich rin~s are made shall be as specified on the 
ar~ w~n~, 

4, FABP ICAT I~N : 

lt.l Far~ming: Rin~s as applicable for the pa.rticular parts shall be formed f~om 
Q~ suz a y rolled, extruded, or for~ed shapesa 

li,2 Preparat~on foa~ Welding: 

l~ 0 2,1 Fo.~-med rin~s shA7.1 be clean and free from foreign materials in the area of 
electrode contact and at the surfaces to be wel~ed. 

lt.3 Weldingt The ends of the °ormed rings shall be flash butti+elded together; 
uTotherwise permitted by p~rchaser, there shall be only one i+~eld per 
ring, Weldin~ shall be performed on a machine provided Ki.th accurate control 
of feed of joint durin~ fZashing, rate and di.stance of travel of sections to 

~ be welded, secondary voltage and current magnitude, and timing and current 
cut-off, T he flash shall be maintained during the flashing interval of the 
welding operation. The amount of manual flashing, fa¢~ purposes of pre- 
heating, shall be limited to 10~ of total flashin~ distance. The machine 
shall be capable of repeating the sequence of operations independently of the 
skill of the operator, A record of all machine settinRs and sequence of 
operations for welding each different ring shall be kept bry the vendor and be 
made available to the pnrchaser upon xritten request, 

1~.1~ ~Anneal_i~n : The ~el~ed rings shall be annealed by heati.ng to 1200-1500 F~ 
~io13~t heat for not les~ than 1 hr, and cooling in air, Unless other~rise K a 

~ specified, rings made of AMS 5613, AMS 56]1.~, AMS 5b15, and AMS 5blb shall be 
e~ust~enitized by heating to not loWer than 1750 F and not hi~her than 1850 F 
and cooled to roan temperatu~e before annealing. 

Is.l~ol For rin~s less than 0,188 ine in thickness, austenitizing and cool.in~Z are 
not required, and, ~ahen permitted by purchaser~ snnealing m~,y be perfa~med 

~ 	locally by heati.ng the w~eld zone to the proper temperature within the range 
specified in l~.l~, holding  at heat for 15-30 min., and cooling in air, 
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l~,5 Proof Testin~ of Welds (Sizi.n~): Unless otherwise specified, each ring, after 
coo ing to room temperature ollowing annealin~, shall be tested to determine 
quality of welda Flash sha11 be removed from rings either before or after 
annealing but before sizingo Preliminary sizing may be d~e before cooling, bu 
~€inal sizing shall be done at room temperature, The stxess applied for final 
sizing shall be sufficient to provide an increase in circwnference of not less 
than 1~ after the load is released. Testing ahall be perfartined in such a w~y 
as to provide uniform stress distribution throughout the ring, 

4e6 Restorati.on to Shapes If it is necessary to restore shape of rings follea+ing 
~ sizin~, su opera on st►all be done on suitable presses and not by localized 

blows as fran a hananere Rings may be reheated for such operation, 

P~1~e7 Any descaling requirement shall be as agreed upon by purchaser and vendor, 

5a TECHNICAL REQUIREMENIS; 

5e1 Tensile Properties: Specimens cut from welded rings processed to this specifi- 
ca ion s a con orm to the follo~ring requirements: 

~ 

~ 	Tensile Strength 
Through Welded Area 

Elon~ation, ~ in 2 ina or L4D 
Through Welded Area 

90~ min of parent metal in same ring 

60~ min of parent metal in same ring 
but not less than 15~ 

~ 50101 When the maximum hardness permitted for the pare~ metal by the applicable 
material specification is higher than Brinell 21~1 or equivalent, the 

~ 	folloKing praperties shall be met: 

Tensile Strength 
Through Welded Area 	 94ro min of parent metal in sarne ring 

Elongation, ~ in 2 in, or L~D 
Thraugh Welded Area 	 50;b min of parent metal in same ring 

but not less than 12~ 

5e2 Hardness s  Rings shall have hardne ss not higher than Brinell 2l11 or equivalent~ 
unless otherW3.se apecified in the applicable material specification or on the 
drawing or purchase ordero 

6 0  ~UALITY: 

6 0 1 Parts shall be uniform in quality and condition, clean, sound, and t~ee flrom 
(~ foreign materiels and from internal and external defects detximental to fabri- 

cation or perf~mance, Any contxolled grain size requirement shall be as 
agreed upon by purchaser and vendor, 

6e2 Parts sha11 be sub3ect to R-ray inspectiono 

6,3 Parts shall be subject to rr~~netic particle 3.nspectiono 

~1 6,4 Parts shall be sub~ect to ultrasonic inspectiona ~ 
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