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MATERIAL SPECIFICATIONS 	 ~W~.~ 3-1-5~ 
iOCISTI~ OR AUTOMOTIV! tNO1NeeRS. Ino. 	486 L~xinpton Av~. , N~w York 17, N.Y. ~y~~ 7_-15_6~ 

RINGS~ FLASH j•T~LD~D 
~luminurn and 1~lurninum ~lloys 

1. ACKfd047I~DGA'~P~'I': !~ vendor shall mention this specification number and its 
revi~ion let~;er in ~11 quotations a.nd when acknoZ~le<<~in~ purchase oraers. 

2. 11PPLICI~TIOTJ: Primarily ior parts such a,s fl~n~es and rir~s fabricated. bf 
Flash taeldin~ roll-!'ormed bar or shapes oi' alums:~uri and selected. ~1ur:~inur:i 
a110ys . 

3. 2~1ATERIAL: A:aterial ~'rom ~rhich rings ~,re ma.de shall be as ~pecified on the 
' drawin~. 

!i  .  FI~BRICATION: 

~i-.1 Formin~;; Rin~s a,s applic~.ble for the particular part sha11 be formed iron 
suit~.bly rollecl~ extrucied~ or iorged shapes in the annea7.ed or as-fi'abrieated 
condition. 

~+.2 PreparF~,tion f.or j•?elding: 

~F. 2.1 Formed rin~s s1i~11 be clean ~nd i ree i rom forei~n n~ateri~.].s in tne ~,rea of 
electrode conta.ct and at the surfaces to be z~~eldecl. 

1+.2.2 Formed rin.~s may be preheated~ bei'ore weldin;, as agreecl upon by purchaser 
ancl vendor. 

~+.3 tilelding The ends of the ~ormed rin~;s shall be i'lash butt-Saelded. to~;ether; 
unless othersaise permitted by purchaser, there shall be only one trelcz p~r 
rin~. tdeldin~ shwll be periorrned on a machine provided tirith accurate control 
of feed o:F joint durir~; flashin~, r~,te and distance oi' travel oi sections to 
be saelcied~ secondary volta~e and current ma~nitude~ and timin~ and current 
cut-oi'i'. The fi'lash s1~~11 be maintained durin~ the flasnin.~ interval oi' thc 
weldin~; operation. The amount oi rr~nual ilasnin~, for purposes of pre-hea~;in~, 
shal.l be limited to 10,; oi' the total flashin~ distance. Tne machine sha11 be 
c~.pable of mpeatin~ the sequence of operations independently of the skill of 
the operator. A record of all r~aa.chine settin~s and sequence of operations for 
welding ea,ch ~3ifferent rin~ shall be kept by -L-iie vendor and be ma,de available 
t o the purchaser upon tirritten reque st. 

~F. ~~ Annea,lin~: UrLtes~ oth~r~rvise specified on the drawing~ the welded rings shall 
~ be annealecl by hea.tin~ to the proper temperature~ i'or the proper time, and 

coolin~;. 
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~~.5 Prool Testing oi'j?elds (Sizing~: Unless otherwise specified~ each rin~~ 

after coolin~;~Lo room temperature following annealir~ sha11 be tested to 
determine the quality oi the weld. ~ach ring sha11 have flash and excess 
netal at the weld removed to within + 1~32 in. of parent metal surfaces 
either before or ai'ter annealir~ but bei'ore sizin~. Preliminary sizing 

~ ma,y be done be:£ore cooling, but final sizing shall be done at room 
temperature. The stress applied for i'inal sizin~ shall be sufficient 
to provide a pe~anent expansion of not less than l;~ across a 2 in. gage 
length centered on the weld. Sizing sha.tl be performed in such a way as to 
provide uniform stress distribution throu~liout the ring. 

~-.0 L,'hen the drawing or applicable ma.terial specification requires heat treatment 
~ of the material~ rings shall be so heat treated after sizin~. 

~~.7 Restoration to Sha~e: If it is necessary to restore shape of rin~s followin~ 
sizin~~ sucn operation shall be done on suitable presses and not by localized 
blows as i'rom a ha~mier. Rir~s ma.y be heated to a temperature not hi~her tn~n 

~ tne annealin.g tempera.ture for such operation except that rin~s furnished 
solution heat treated or solution and precipitation heat treated shall not 
be he~.ted to over 375 P' nor for more than 30 mi.nutes. 

5. TECIi~TICAL REQUI~P-~NTS: Rings shall con~orm to the following requirements and, 
in the case of heat treatable alloys, shall be capable of ineeting the x"ollowing 
requirements aFter proper solution and precipitation heat treatment. 

5.1 Tensile Properties: Test specimens~ cut aflter final heat treatment of the 
lot~ i'rom welded rings processed to this specification sha11 conform to the 
followin~ requirements: 

Tensile Strength 
Through ti•lelded Area 	 85i min of parent metal of the same ring 

Elon ;at i on 
Through Welded Area 

Iieat Treatable Alloys 	25~o min of parent metal 
Non-Heat Treatable Alloys 	60°~o min of parent metal 

5.2 Hardness: Hardness of heat treatable a11oy rings shall conform to the 
applicable material specification. 

6. ~UALITY: 

o.l Parts shall be uniform in quality and condition~ clean~ sound~ and free from 
forei~n ma.terials and from internal and external imperfections detrimental to 
iabrication or performance. 

6.2 Parts sha11 be subject to non-destructive testing as agreed upon by purchaser 
~ and vendor. 
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