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AERONAUTICAL MATERIAL SPECIFICATION AMS 5361 B 
Society of Automotive En~ineera, Inc. 

29 West 39th Street 	 ~~u~ 10-1-50 
New York City 	 Rev~eed 12-1-53 ~ 

STEEL CASTINGS, SAND AND CENTRIFUGAL~ CORROSION AND HEAT RESISTANT 
18Cr - 13Ni - 2.1Mo 

1. ACKIdOWLEDGMENT: A vendor shall mention this specification riumber and its 
revision letter in all quotations and when acknowledging purchase ordera. 

2. APPLICATION: Primarily for paxts and assemblies requiring both corrosion and 
heat resistance up to 1600 F. At high temperatures, strength of this steel is 
slightly higher than, and oxtdation resistance is similar to, that of 18-8 types. 

3. COMPOSITION: 

Carbon 
	

0.15 - 0.25 
Manganese 
	

2.0 max 
Silicon 
	

1.•O MSX 

Phosphorus 
	

0.0~ max 
Sulf~ir 
	

~ • Oc~ IRBJC 

Chromium 
	

17~0 - 2~~~ 
Nickel 
	

i2.o - 15.0 
?~olybderntm 
	

1.75 - 2.5 

?~. CONDITION: Solution heat treated, unless otherwise specified. 

5. TECI~INICAL REQUIRF,MENTS: 

5.1 Solution Heat Treatment: Castings sha11 be soli~tion heat t•reated by heating 
to 19 0 F± 0, holding at heat for at least 1 hr, and cooling in air. 

~ 5.2 Hardnesst Castings sha11 have hardness not higher than Brinell 211 or 
equivalent. 

6. QUALITY: 

6.1 Castings shall be uniform in quality and condition, sound, and free from 
foreign materials and from internal and external defects detrimental to 
fabrica~3on or ~o performance of parts. Castings shall have smooth surfaces 
and shall be well cleaned. Unless otherwise specified, metallic shot or grit 
shall not be used for final cleaning. 

6.2 When castings are broken for fracture test~ the fracture shall have uniform 
eolor and be substantially free from oxide~ and other defects. 

6.3 Unless otherwise specified, ` castings shall be produced under radiographic 
control. 

6.~a Inspection standards and procedures shall be as agreed upon by purchaser and 
vendor. 

6,5 Castings shall not be repaired by plugging, welding or other methods without 
written permission from purchaser. 

Copyrlaht 1953 bY Soclety  of Automotive Enalneers, Inc. 	 Printed In U. S. A. 
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