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2.2 ASTM Publications: Available from American Society for Testing and
Materials, 1916 Race Street, Philadelphia, PA 19103.

ASTM E353 - Chemical Analysis of Stainless, Heat-Resisting, Maraging,
and Other Similar Chromium-Nickel-Iron Alloys

2.3 U.S. Government Publications: Available from Commanding Officer, Naval
Publications and Forms Center, 5801 Tabor Avenue, Philadelphia, PA 19120.

2.3.1 Federal Standards:

Federal Test Method Standard No. 151 - Metals; Test Methods

3. TECHNICAL REQUIREMENTS:

3.1 Compositiom: Shall conform to the following percentagesc by weight,
determined|by wet chemical methods in accordance with ASTM E353, hy
spectrographic methods in accordance with Federal Test Method Standard
No. 151, Meéthod 112, or by other analytical methods. approved by pyrchaser:

min max
Carbon 0.01 - 0,03
Manganese - 0.20
Silicon -- 0.10
Phogphorus - 0.006
Sulfur - 0.005
Chromium ' 13,50 - 16.00
Nickel 29.00 - 31.00
Molybdenum 1.00 - 1.50
Titgnium 2,00 - 2,30
Aluminum 0.15 - 0.35
Borgn 0.0005 - 0,002
Vanadium 0.10 - 0.50
Oxygen - 0.005 (50 ppm)
Nitrogen - 0.005 (50 ppm)
Hydrogen - 0.0005 ( 5 ppm)

3.1.1 Check Analysis: Composition variations shall meet the requirements of
AMS 2248. No variation is permitted for oxygen, nitrogen, or hydrogen.

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

3.2.1 Wire shall be furnished on disposable spools for machine welding and in
cut lengths for manual welding, as ordered. Surface texture of spooled
wire shall be as agreed upon by purchaser and vendgor.
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3.2.2 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.
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3.5.1 Diameter:

TABLE I

Nominal Diameter Tolerance, Inch
Form Inch . plus minus
Cut Lengths 0.094, 0.125, 0.156, 0.188 0.003 0.003
Cut Lengths 0.030, 0.045, 0.062, 0.078 0.002 0.002
Spools 0.062, 0.078, 0.094 0.002 0.002
Spools 0.030, 0.035, 0.045 0.001 0.002
Spools 6--667—6+616+—0+615—0-026 00085 0-+0005

TABLE I (SI)
Nominal Diameter Tolerance, Millimetre

Form Millimetres _ plus minus
Cut Lengths 2,35, 3.10, 4.00, 4.75 0.08 0.08
Cut Lengths 0.75, 1.15, 1.55, 2.00 0.05 0.05
Spools 1.55, 2,00, 2.35 0.05 0.05
Spools 6.75, 0.90, 1.15 0.02 0.05
Spools 6.20, 6.25, 0.40, 0.50 0.015 0.015

3.5.2 Length: d(ut lengths shall be furnished”in 18, 27, or 36 in. (450, 675, or
900 mm) lengths, as ordered, and shall not vary more than +0, -0./5 in.
(-12 mm) firom the length ordered.

4, QUALITY ASSURANCE PROVISIONS:

4.1 Responsibililty for Inspection: The vendor of wire shall supply alll samples
for vendor's tests and shall be responsible for performing all requlired
tests. Resylts of such\tests shall be reported to the purchaser as| required
by 4.4. Purchaser réserves the right to sample and to perform any
confirmatory testing’/deemed necessary to ensure that the wire conforms to
the requirenents Of this specification.

4.2 Classificatilon‘of Tests:

4,2,1 Acceptance Tests: Tests to determine conformance to requirements for
composition (3.1) and tolerances (3.5) are classified as acceptance tests
and shall be performed on each heat or lot as applicable.

4,2,2 Periodic Tests: Tests to determine conformance to requirements for
weldability (3.3.1), cast (3.3.2.1), and helix (3.3.2.2) are classified as
periodic tests and shall be performed at a frequency selected by the

vendor unless frequency of testing is specified by purchaser.
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