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. AERONAUTICAL MATERIAL SPECIFICATION AMS 73~O1B 
Society of Automotive Engineers, inc. 

• 29 West 39t}~ Street 	 Issued 	5-1-48 
New York City 	 Revised 	6-1-51 

STEEL SPRINGS, HIGHLY STRESSED 
0.95Cr - 0.2V (0.48 - 0.53C) (SAE 6150) 

lo ACKN()WLEDG~TTs A vendor shall mention this specification number and ita re- 
aion etter in all quotations and when aclrnowledging purchase orders. 	. 

2o TYPE: Coil springe made from cold drawn annealed round wire. 

3v APPLICATION: Primarily valve springs, alutch springs and other higk~ly stressed 
springs on which a case is required as assursnae that surfaaes will not be de- 
oarburized. Hardness of these springs is extremely high and use is not reoom- 
mended without careful consideration. 

4o COMPOSITION: ~Pire from whiah springs are made ahall conform to the followings 

Cheak Analysis 
der in or Over Max 

Carbon 0.48 	- 0.53 0.02 0.02 
B~anganese 0.70 	- 0.90 0.03 0.03 
Silicon 0.20 	- 0.35 	, 0.02 0.02 
Phosphorus 0.025 max -- 0.005 
Sulftiir 0.025 max -- 0.005 
Chromium 0.80 	- 1.10 0.05 0.05 
Vanadiwn 0.15 	min 0.01 -- 

5o CONDITIOPti Hardened and tempered~ after forming. 

6e FABRICATION: 

601 ~etal shall not be removed from any aative coil; speaial care shall be 
exercised during removal of burrs fra~ spring ends to ensure that this re- 
quirement is met. 	 ~ 

6.2 Springs shall be heat treated by aarburizing, cyaniding or oarbonitriding 
e►bove the transformation range of the steel, quenching and tempering. All 
possible oare shall be exercised during heat treatment to prevent surfaae and 
i~ernal aracking. 	 ~ 

6.3 After heat treatment, springa ahall be uniformly blasted all.over, with grit 
of suitable size, for such time and in suah manner as will produce springs 
which are satisfaatorily cleaned and on which the surfaae effeot is not lower 
than that agreed upon by purohaser and vendor. 	 , 

6.4 Grit blaeted springe shall subsequently be uniformly blasted, preferably in 
automatic equipment, with sand of suitable size, for sufficient time to pro- 
duce smooth surfaaes. 	 ~ 

7. CONDITIONs 

7.1 Hardneass Unless otherwiee speaified on the drawing, aore hardness of finiehed 
springs shall be Rockwell Superficial 3Q-Iv 65-E9, or equivalent. 

GOP~'9"~  1951 `I SociNY of Automotive Enqinaers, Inc. 	 Pri~ted in U.SJ1. 
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7.2 Grain Size: Five or finer, ASTM E19-46, method b. 

7.3 Cases Case depth on finished springs shall be 0.001 ~ 0.005 inch. 

7.3.1 Band test speaimens from finished sp rings shall, as evidence of the presence 
of oase, fracture before the angle of bend reaches 180 degrees, when bent 
at room temperature around a diameter~squal to twice the diameter of the 
wire, with outside diameter of spring on inside of bend. Sectiona of 
springs, or wire processed in the same manner as springs, shall, as evidence 
of ductility of the springs, not crack when bent at room temperature through 
and angls, measured under load, of 5 degreea around a diameter equsl to twice 
the diameter of the wire. 

?.3.2. Springa shall be free from partial and complete decarburization. 

7.4 Springs shall be sub~ect to magnetic particle inspeation. 

8. QUALITY: Springs shall be uniform in quality and condition, clean, sound~ 
smooth, and free f'rom foreign materials and from internal and external defeots 
detrimental to their performance. 

9. REPORTS: Unless othex~v-ise speoified, the vendor of springs shall furnish vaith 
each shipment threa copies of a report showing the purchase order number, ma- 
terial apeaification number, contrsctor or other direct supplier of wire, p~rt 
number, and quantity. When wire for making parts ie produced or purahased by 
the parts vendor, that vendor shall inspect each lot of vvire to determine con- 
formance to the requirements of this speaification, and shall include in the 
report a statement that the wire conf orms, or ahall include copies of laboratory 
reports ahowing the results of tests to determine conformanoe. 

10. IDENTIFICATION: Unless otherwise agreed upon by purchaser and vendor, eaah 
apring shall be marked with coil nwnber and part number on one end. Marking 
ahall appear on chamfer or on ground face of dead aoil. If aprings are too 
small to be marked individually, part numbers shall appear on containers. 

11. PACKAGING: 

11.1 Springs of differant part numbers shall be shipped in separate containers, 
each marked with part number. 

11.2 Springs ehall be protected during ehipment and storage by a coating of suit- 
able oorrosion preventive compound which is readily removable by washing in 
hydroaarbon solvents. Springs received by purchaser in corroded condition will 
be sub~eat to re~ection. 

12. .gPPROVAL: 

12.1 To assure adequate performance characteristics, springs shall be approved by 
purchaser before springs for production use are supplied, unless such approval 
be waived. 

• 

. 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s7

30
1b

https://saenorm.com/api/?name=8129b50c541e569f701f4930ee296fb8

