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Molybdenum
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(1) Routine determination not required.
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AL; REQULIREMENTS:

O O O O

0.0070 (70 ppm) max (2
0.0020 (20 ppm) max (2

Unless otherwise specified, material shall be hot-(
leveled|, and fully stress relieved, having a surface appearancs
possiblp to a commercial corrosion resistant steel No. 2D fini
nce and rejection shall be as agreed upon by purchaser

ACKNOWLEDGMENT: A vendor shall mention this specification number in all quote-
tions and when eacknowledging purchese orders.
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5.1 The product shall conform to the following requirements as applicable to the
orientation of specimen axis with respect to direction of rolling and shall be
capable of meeting these requirements after being heated to 1700 F + 25, held
at heat for 30 min. in a suitable controlled atmosphere, and cooled rapidly.
Specimens shall be tested with axes both parallel and perpendicular to the
direction of rolling, using strain rates of 0.003 - 0.00T in. per in. per min.
through the yield strength and 0.010 - 0.030 in. per in. per min. between yield
and ultimate.
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Yield Strength at 0.2% Offset
or at Extension Indicated

Specimen Tensile (E = 46,000,000) Elong.
Nominal Thickness Axis Strength Extension Under Load % in

Inches Orientation. psi, min psi, min in. in 2 in. 2 in.
0.020 and under Parallel 100,000 87,000 0.0078 7
Perpendicular 100,000 87,000 0.0078 5
bver 0.020 to 0.1875, incl Parallel 93,000 80,000 0.0075 8
Perpendicular 95,000 82,000 0.0076 6
pver 0.1875 to 0.500;—inei—Parallel 90,000—50,000 0.0075 3
Perpendicular 93,000 82,000 0.0076 L

5.2 Bendigg: Sheet and strip 0.065 in. and under in thickness shall withgtand, without
cracking, bending at room temperature through an angle of 105 deg around a diameter
equal to 4 times the nominal thickness of the material, with '‘axes of Eans both
parallel and zirpendicular to the direction of rolling, using a ram speed not less
then 1 in. per|min. and not greater than 10 in. per min< ‘and deburred test speci-
mens 0.5 in. wlde and not less than 2 in. in length.

6. QUALITY: Meterjal shall be consolidated and sintered in a suitable indrt atmosphere
using standard powder metallurgy techniques. The Product shall be uniflorm in quality
and condition, ¢lean, sound, smooth, and free from foreign materials and from intern-
sl and external [imperfections detrimental tocfabrication or to performance of parts.

T. TOLERANCES: Unless otherwise specified,<tolerances shown herein shall |apply.

7.1 Thickness:

Tolerance, Plus or Minus

For Width Ranees Shown, Inches -
18 over over ovder

Nominal Thickness (T)-\" - and 18 to 24 24 to 30 30 tq 48
Inches Under inecl incl ingl

0.010. and|undexr
Over 0.010 to 0,0X7, incl

Over 0.017 to

b4

Over 0.040 to 0.050, incl 0.05T 0.0025 0.10T 0.10T

Over 0.050 to 0.100, inecl 0.05T 0.05T 0.10T - 0.10T

Over 0.100 0.10T 0.10T - 0.10T 0.10T
7.2 Width:

7.2.1 Sheared Flat Sheet and Plate:

Tolerance, Inch
Plus and Minus

All Widths 1/16

7.3 Length:
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T.3.1 Sheared Flat Sheet and Plate:

Tk

Tolerance, Inch
Plus and Minus

All Lengths 3/32

Canber:

T.4.1 Sheared Flat Sheet:

Te5

8. REPORTS:

8.1

8.2

9.

9.1

Nominal Iength Tolerance, Inch
Inches Plus and Minus

O6—and—under ' 3/32
% ox 3/32

Flatnesst} Unless otherwise specified, flatness tolerances shalll conform to
Table VI|of the latest issue of AMS 2242, except that for material under 0.030 in.
in thickhess the permissible variastion from flat shall bé 3/L irch.

Unless opherwise specified, the vendor of the product shall furnish with each
shipment|three copies of a report of the results of tests for chemical composition
of each powder lot in the shipment and the results of tests on gach thickness from

each lot|to determine conformance to the:technical requirements|of this specifi-
cation. (This report shall include the purchase order number, p¢wder lot number,
material| specification number, thickness, size, and quantity frem each

heat.

Unless opherwise specified, the vendor of finished or semi-finighed parts shall
furnish with each shipment three copies of a report showing the |purchase order
nunber, material specification number, contractor or other dire¢t supplier of mate-
risl, paft number, and guantity. When material for making parts is produced or
purchasefl by the parts'vendor, that vendor shall inspect each l¢t of materisal to
determing conformance-to the requirements of this specification|and shall include
in the rpport a statement that the material conforms, or shall include copies of
laboratory reports showing the results of tests to determine comformance.

IDENTIFICATION: Shall be according to 9.1, unless purchaser permits a method from

9.2.

Each sheet, strip, and plate shall be marked, in the respective location indicated |
below, with AMS 7800, manufacturer's identification, and nominal thickness in
inches. The characters shall be not less than 3/8 in. in height, shall be applied
using a suitable marking fluid, and shall be capable of being removed in hot al-
kaline cleaning solution without rubbing. The characters shall be sufficiently
stable to withstand ordinary handling.

9.1.1 Flat Sheet and Plate: Shall be marked in lengthwise rows of characters, recur-

901.

ring at intervals not greater than 2 ft, the rows being spaced not more than 3
in. apart and alternately staggered.

2 Flat Strip: Shall be marked near one end.

9.1.3 Coiled Sheet and Coiled Strip: Shall be marked near the outside emd of the coil.
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