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Foreword

Delete paragraph 5 and substitute the following.
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quality.
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Foreword

This Part of BS 970 has been prepared under the direction of the Iron and Steel
Standards Policy Committee and is identical with BS 970 : Part 1 : 1983 except
for the deletion of requirements for quenched and tempered steels and steels for
bright bar. This standard, together with BS EN 10083-1, BS EN 10083-2 and

BS 970 : Part 3 supersedes BS 970 : Part 1 : 1983, which is withdrawn. This
edition introduces technical changes but it does not reflect a full review or
revision of the standard, which will be undertaken in due course.

Appendix D of BS 970 : Part 1 : 1983 is not included in this new edition as it no
longer reflects the current situation on steel grades.

The European requirements for quenched and tempered steels are specified in
BS EN 10083-1 and BS EN 10083-2 which are the English language versions of
EN 10083-1 and EN 10083-2 and are published simultaneously with this British
Standard.

Requirements for steels for bright bar are given in BS 970 : Part 3 : 1991 which is
published simultaneously with this standard.

Work is continuing in Europe to prepare standards covering stainless steels,
boron steels and surface quality.

As the European Standards are published, the appropriate tables and text will be
deleted from BS 970 : Part 1 : 1991 until it is eventually withdrawn.

This edition of BS 970 : Part 1 still specifies Izod impact values for steels. It
should be noted, however, that the Izod test is not accepted in Europe and that
only the Charpy impact test will be specified in European Standards.

Compliance with a British Standard does not of itself confer immunity from
legal obligations.
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Specification. Section one

Section one. General inspection and testing
procedure

1.1 Scope

Section one of this Part of BS 970 specifies the
requirements for steelmaking and general testing and
inspection procedures for the release of steel in the form of
blooms, billets, slabs, bars, rods and forgings, used in the
as-rolled, as-forged or softened condition as appropriate
and in accordance with the specific requirements for the
steels in sections two to five inclusive.

NOTE 1. Forgings above 150 mm ruling section in carbon and alloy
steels may be ordered in accordance with BS 29 and BS 4670
respectively and released to the requirements of those standards.

NOTE 2. Particular attention is also drawn to the information given in
the foreword.

Sections two to five cover specific requirements
for the supply of steels as follows:

Sectiontwo  As-rolled and as-rolled and softened
steels and micro-alloyed carbon manganese steels

Section three Through hardening boron steels
Section four Case hardening steels

Section five  Stainless and heat resisting steels
Section six  Specifies sizes and tolerances.

NOTE 3. The titles of the publications referred to in this standard are
listed on the inside back cover.

1.2 Definitions

For the purposes of this Part of BS 970 the definitions
given in 1.4.4.1 and 1.13.1 apply.

1.3 Symbols

The symbols used in this standard are given in 1.3.1
to 1.3.4.

1.3.1 Tensile properties

R.. denotes tensile strength

R denotes yield strength

A denotes percentage elongation after fracture
So denotes original cross-sectional area of the

gauge length

Ro02 denotes 0.2 % proof stress (non proportional
elongation)

Ry10 denotes 1.0 % proof stress (non proportional
elongation)

R.os denotes 0.5 % proof stress (total elongation)

Rao denotes 1.0 % proof stress (total elongation)

Ron denotes upper yield stress

1.3.2 Impact properties
KCV denotes Charpy V-notch impact value

1.3.3 Hardness

HB denotes Brinell hardness

HV denotes Vickers hardness

HRC  denotes Rockwell hardness (C scale)
1.3.4 Other

LRS denotes limiting ruling section

1.4 General

1.4.1 Quality. The steel shall be selected and ordered by
the purchaser and shall be supplied in accordance with the
appropriate general requirements specified in this section
and with the specific material requirements specified in
sections two to five inclusive (but see also note to 1.7.1) and
with the tolerances specified in section six. The manufact-
urer shall be responsible to the purchaser with respect to
the compliance of the steel with these requirements and
any additional requirements specified by the purchaser.
All these requirements shall apply equally to steels given
in categories 1 and 2.

NOTE. When category 1 and category 2 steels are available,

selection should be made from category 1 whenever possible
(see also foreword). To facilitate this selection, category 1 steels

are printed throughout the standard in normal {upright) type, and
category 2 steels in italic (sloping) type.

1.4.2 Supply options. Where appropriate, the specific
requirements of sections two to five cover supply options
as follows.

(a) To close limits of chemical composition (A grades)
where no mechanical properties or hardenability are
specified.

NOTE. For special applications, e.g. induction hardening,

these steels may also be supplied with mechanical properties or
hardenability specified by agreement between the purchaser

and the supplier.

(b) To a combination of mechanical properties (M grades!
or hardenability requirements (H grades) and chemical
composition.

1.4.3 Machinability. Machinability is enhanced by higher
sulphur content (see 1.7.2.2), by a lead addition

(see 1.7.4) or by special heat treatment to promote
optimum structure. Where extremely high machinability is
needed, both sulphur and lead or other elements can be
used in conjunction.

NOTE. The presence of titanium may have an adverse effect on
machinability.

1.4.4 Ruling section and hardenability
1.4.4.1 Definitions

1.4.4.1.1 ruling section. Ruling section is the equivalent
diameter of that portion of the product at the time of heat
treatment that is most important in relation to mechanical
properties.



1.4.4.1.2 limiting ruling section. For any composition of
steel, the limiting ruling section is the largest diameter in
which certain specified mechanical properties are achieved
after a specified heat treatment.

1.4.4.1.3 equivalent diameter. The equivalent diameter of
any product, or part of a product, is the diameter at the
time of heat treatment of a hypothetical very long bar
effectively of infinite length of uniform circular cross
section which, if subjected to the same cooling conditions
as the product, i.e. same initial and final temperature and
same cooling medium, would have a cooling rate at its axis
equivalent to that at the siowest cooling position in the
product or relevant part.

NOTE. Further information is given in BS 5046.
1.4.42 Mechanical properties

1.4.4.2.1 For carbon and carbon manganese case-hardening
steels, it is customary to test and release steel to specified
mechanical property levels using a standard size of test bar.
However, because of the effect of section size, the properties
are quoted for different test bar sizes in the oil-quenched
conditions, i.e. 13 mm, 19 mm and 29 mm, but the 19 mm
size shall be used, except by agreement.

1.4.4.2.2 For alloy and boron case-hardening steels,

it is now customary to test and release steel to hardenability

requirements. Hardenability bands for these steels

(based on BS 4437) are included in section four. These
hardenability bands may be used as a guide to estimate the
tensile strength of a ruling section at the time of heat

treatment. When M steels are ordered, the properties quoted

are for a test bar size of 19 mm (see 1.13.3.4.1).

NOTE. The properties specified for both carbon and alloy steels

apply only to the test bar size used and the heat treatment specified.

If other heat treatments and/or sizes of test bar are used, then
different results may be obtained. The conditions for these heat
treatments and tests shall be agreed between the purchaser and the
supplier.

1.5 Information to be supplied by the purchaser

The following information shall be stated on the enquiry
and order. Purchasers should pay particular attention to
the fact that the standard permits the options shown
in the following list and where no specific choice is made
by the purchaser, the supplier may select those considered
appropriate, excepting that for items (a), (b), (c), (d), (e),
(f) and (u) he shall refer the matter to the purchaser.
NOTE. A drawing of the part to be made may be useful in
appropriate cases.
(a) The steel selected from 2.1 or 2.2, section three,
section four or section five, or specific requirements for
a non-standard steel to be released to the requirements
of section one.
(b) The applications of the billets and bars required,
e.g. for forging, re-rolling, cold forming, metal coating,

induction hardening and welding; the end use, if known,
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of the material (see 1.9.2); and whether the component
is to be nitrided.

(c) Whether the steel is to be supplied to A, M, or H
grade requirements (see 1.4.2).

{d) if ordered to the requirements of 2.2, the condition
(see table 3).

If ferritic or martensitic steels are ordered to the
mechanical property requirements of section five,

the ruling section and tensile strength ranges required
(see table 13).

(e) If ordered to the hardenability requirements of
sections three or four, the hardness values at the required
distances {see 1.15.4 and tables 6 and 7).

(f) In the case of carbon steels supplied to composition
only which are not required for forgings and drop
forgings, whether rimmed, balanced or killed steel is
required (see 1.6.3.1 and appendix B}.

{g) If a specific steelmaking or casting process is required
or, conversely, is not acceptable (see 1.6.1 and 1.6.2)
and, if required, the minimum reduction from the as cast
state to the hot worked product (see note to 1.6.2,
1.9.1.2 and1.18).

{h) If a steel having a controlled grain size is required
{see 1.6.4) and the method of measurement if other
than method 1 of BS 4490.

(i) The phosphorus and sulphur contents required if
different from the standard limits (see 1.7.2).

(j) If a steel containing lead is required (see 1.7.4).

(k) Whether there are special requirements with regard
to the amount of residual elements and/or what
information is required on the certificate (see 1.7.3

and 1.18).

(1) 1f any other special quality criteria, e.g. vacuum
degassing, ultrasonic testing and cleanness check,

are required (see 1.9).

{m) The condition on delivery in which the material is to be
supplied (see 1.10 and tables 5,9 and 10).

(n) Whether, in the case of billets and bars, the material
shall be suitable for cold shearing.

(o) 1f a maximum decarburization limit is required

(see 1.9.2.5).

(p) In the case of austenitic stainless steels, whether an
intercrystalline corrosion test is required (see 1.15.6).

(q) If a 0.2 % proof stress, and in the case of austenitic
steels, and/or a 1.0 % proof stress, is to be determined
(see 1.15.1.4).

(r) If a representative will be sent to witness manufacture
and/or testing (see 1.17).

(s) If a statement giving the cast analysis and/or the
results of mechanical or other tests is required (see 1.18).
(t) If special identification of the steel is required

(see 1.19).

{u) Sizes, lengths and tolerances required (see section six).
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1.6 Steelmaking and casting process

1.6.1 General. The steelmaking and casting process shall
be at the option of the manufacturer unless otherwise
specified on the enquiry and order. The air or mixed air
and oxygen bottom blown basic converter process is not
permitted.

NOTE. Electric quality steel is steel melted in an induction furnace
or in a basic lined electric arc furnace. When produced in the arc
furnace the conventional double slag process is used. The steel is
characterized by a high standard of cleanness and by low suiphur
and phosphorus contents which can also be achieved by various
alternative techniques, e.g. by selection of raw materials and/or
secondary steelmaking.

Electrically melted steel is steel made in an electric furnace under
conditions not necessarily complying with the requirements for
electric quality steel and which complies with standards similar to
those required of open hearth steel.

1.6.2 Casting process. The steel shall be cast into ingots or
shall be continuously cast unless the purchaser specifies a
particular method on the enquiry and order.

NOTE. Material in the as cast condition is not covered by this
standard. When specifically required, the purchaser may specify a
minimum reduction from the as cast state to the hot worked
product (see also 1.9.1.2).

1.6.3 Deoxidation

1.6.3.1 Carbon and carbon manganese steels. Carbon and
carbon manganese steels supplied as A grades shall be
deoxidized as stated in appendix B. If a choice is available,
this shall be at the option of the purchaser and shall be
stated on the enquiry and order.

Steels supplied as M or H grades shall be killed unless
otherwise agreed and stated on the order.

Steels for case hardening shall be killed. Steels for forgings
and drop forgings shall be killed unless otherwise agreed and
stated on the order.

1.6.3.2 Boron and micro-alloyed steels. Boron and
micro-alloyed steels shall be killed.

1.6.3.3 Alloy and stainless steels. Alloy and stainless steels
shall be killed.

1.6.4 Controlled grain size

1.6.4.1 Carbon and carbon manganese steels. |f required,
many of the steels can be supplied having a controlled grain
size of 1 to 5 {coarse grain) or 5 to 8 (fine grain) determined
in accordance with the appropriate method of BS 4490.

NOTE 1. Other methods for the determination of grain size may be
used by agreement, see also note 1 to 1.6.4.2.

NOTE 2. Where compliance with a specific impact test is required,
fine grain steel will normally be supplied.

1.6.4.2 Alloy steels. Alloy steels can be supplied fine grain
size controlled, i.e. having a grain size of 5 to 8 determined
in accordance with the appropriate method of BS 4490 or
another method by agreement. Steels supplied to harden-
ability requirements are supplied fine-grained and if coarse
grain steel is specifically required, then the hardenability
shall be subject to negotiation.

NOTE 1. Steel is normally fine-grained if the total aluminium

content is > 0.018 %. However, in cases of dispute the appropriate
method of BS 4490 should be used.

NOTE 2. Grain sizes finer than 8 may be permitted by agreement.

NOTE 3. Boron steels are supplied with a grain size of 5 or finer.
Micro-alloyed steels are not subject to grain size control.

1.6.5 Cleanness. If required, standards for the degree of
freedom from non-metallic inclusions and methods of
determination shall be agreed between the purchaser and
the supplier.

1.7 Chemical composition

1.7.1 Composition ranges. The chemical composition of
the steel, based on cast analysis, shall comply with the
requirements of the appropriate material specification in
sections two to five.

NOTE. Where, in exceptional cases, the purchaser requires a steel

of other than standard composition, this should be agreed at the
time of the enquiry and order.

1.7.2 Sulphur and phosphorus contents

1.7.2.1 Carbon, carbon manganese and boron steels shall
be supplied with sulphur and phosphorus contents each of
0.050 % maximum. For alloy steels, the sulphur content
shall be 0.040 % maximum and the phosphorus content
0.035 % maximum.

NOTE. Where specifically ordered, a lower content of sulphur and
phosphorus, with each element at 0.025 % maximum, may be
supplied. This is recommended for certain alloy nitriding steels

(see table 6) and for tensile strength ranges of 1225 N/mm?
minimum and greater. Other limits for sulphur and phosphorus

may be agreed between the purchaser and the supplier and stated
on the order.

1.7.2.2 Unless otherwise stated in the material specification,
steels can be supplied to the following controlled sulphur
ranges, with associated phosphorus contents, which shall be
agreed between purchaser and supplier and stated on the
order.

Steels Sulphur Phosphorus
% %

Carbon and carbon

manganese steels, and| 0.025—0.050 0.050 max.

boron steels unless 0.015-0.040 0.025 max.

otherwise specified

Alloy steels 0.025-0.050 0.035 max.
0.015-0.040 0.025 max.

NOTE 1. Other ranges can be supplied by agreement between the
purchaser and the supplier.

NOTE 2. These ranges should be used when it is considered
desirable to minimize the adverse effect which low sulphur
content can have on machinability.

1.7.2.3 The sulphur and phosphorus contents for stainless
steels are given in tables 10 and 11.

1.7.3 Residual elements

1.7.3.1 Elements not quoted in the relevant specification
shall not be added to the steel without the agreement of
the purchaser other than for the purpose of finishing the
heat or to achieve anticipated or specified properties.
NOTE. If required, the purchaser, by agreement with the
manufacturer, may specify a maximum content of one or more

residual elements and/or may require the amount of stated elements
to be reported on the appropriate certificate.

1.7.3.2 In carbon, carbon manganese, boron and alloy
steels, percentages of elements up to the following maxima
shall be considered as incidental:

chromium 0.30 %;
molybdenum 0.15 %;
nickel 0.40 %.

1.7.3.3 In micro-alloyed steels, maxima for residual
elements shall be agreed between the purchaser and the
supplier.

1.7.3.4 In stainless steels, percentages of elements up to
the following maxima shall be considered as incidental:



Elements Non-austenitic Austenitic
steels steels
% %
Molybdenum 0.30 1.00
Niobium - 0.20
Titanium - 0.10
Copper 0.30 0.70

1.7.4 Steels containing lead. Steels containing lead may be
supplied by agreement and the agreed lead range shall be
stated on the order. In the absence of this agreement it shall
be not less than 0.12 % nor greater than 0.35 % on the
product analysis and shall be evenly and finely distributed.
NOTE. If requested by the purchaser, the distribution may be
checked by either a lead print, lead exudation test or by ultrasonic
methods, the details for which should be agreed between the
purchaser and the supplier.

The supplier shall endorse the invoice, delivery document,
or appropriate certificate to indicate that lead has been
added to comply with the specified requirement, and the
steel shall be identifiable by a distinguishing mark agreed
between the purchaser and the supplier.

1.8 Product analysis and permitted variations

1.8.1 Analysis of the product may vary from the specified
cast analysis due to heterogeneity arising during solidifi-
cation. Table 1 shows the variations permitted in product
analysis in relation to cross sections not greater than

65 000 mm?.

The table only applies to fully killed steels and not to
rimmed or balanced steels. Except in the case of stainless
steels, it does not apply to resulphurized free-cutting steel
with respect to the elements sulphur and phosphorus.

The variations may occur either above or below the
individual element ranges but shall not apply both above
and below the specified range for any one element in any
one cast of steel.

1.8.2 Any product which on subsequent analysis falls
outside the permitted variations on the composition range
specified for any element, shall be deemed not to comply
with the requirements of this standard.

1.8.3 In the event of the results of the analysis of a single

sample falling outside the permitted variations on the

product analysis, further samples shall be selected for

analysis from the remainder of the consignment as follows:
(a) at least two samples from the same cast for delivered
masses upto 5 t;

(b) at least five samples from the same cast for delivered
masses up to 20 t;

(c) at least eight samples from the same cast for delivered
masses over 20 t.

The results of the analysis of these samples shall fall within
the permitted variations. If any of these further samples are
proved to be outside the permitted variations for any
specified element, the consignment shall be deemed not to
comply with the requirements of this standard.

1.8.4 Sampiles for product analysis shall be taken in
accordance with BS 1837 and in the event of dispute
analysed in accordance with the appropriate methods of
British Standard Handbook No. 19.
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1.9 Freedom from defects
1.9.1 General

1.9.1.1 Special testing and inspection arrangements may,
if required, be agreed between the purchaser and the
supplier and should be stated at the time of enquiry and
order.

1.9.1.2 The procedures for casting, working, reheating and
cooling and the amount of working shall ensure that the
product is free from piping, central unsoundness, harmful
segregation and other harmful internal and external defects.

1.9.2 Surface defects

1.9.2.1 Products intended for applications such as hot
forgings which are not required for subsequent overall
machining (see 1.9.2.2) shall have a high standard of surface
quality and the surface conditioning shall be such as to
remove defects detrimental to the appropriate processing
and, where specified, the end use.

Products intended for applications such as upset forging, cold
heading or cold forging may require a higher degree of
freedom from surface imperfection which shall be agreed
between the purchaser and the supplier.

1.9.2.2 Products intended for subsequent overall machining
need not have the same freedom from surface defects as
specified in 1.9.2.1. Surface conditioning need only be such
as to remove harmful defects having regard to the machining
allowance.

The machining allowance shall not be less than 2 % on
depth on the minimum permissible diameter of rounds or

2 % per side on the minimum permissible dimensions of
flats or other solid sections.

NOTE. Machining allowances less than these may be agreed

between the purchaser and the supplier.

1.9.2.3 Products for rerolling or for applications other than
those covered by 1.9.2.1 and 1.9.2.2 shall be free from
defects harmful to their appropriate processing and,

where specified, the end use. Material supplied to these
conditions may not be suitable for the applications

covered by 1.9.2.1 and 1.9.2.2.

1.9.2.4 Forgings and drop forgings shall be finished in a
workmanlike manner and shall be free from flaws and
harmful defects.

1.9.2.5 When required, maximum decarburization levels
shall be agreed between the purchaser and the supplier.
NOTE. The surfaces of bars for induction hardening may be

required to be free from decarburization and they will usually be
turned or ground. If supplied in the black condition, overall grinding or
turning may be permitted to clear decarburization, if necessary.

1.10 Condition of material on delivery

1.10.1 Carbon, carbon manganese, boron, micro-alloyed
and alloy steels

1.10.1.1 Blooms, billets, slabs, black bars and rods. Blooms
billets, slabs, black bars and rods shall be supplied as rolled
or as forged unless otherwise agreed between purchaser and
supplier and stated on the order.

1.10.1.2 Forgings and drop forgings. Forgings and drop
forgings shall be supplied in the condition stated on the
order.

1.10.1.3 Normalized bars. Normalized bars shall be supplied
to the specified mechanical properties and in the condition
stated on the order.

1.10.1.4 Material used in non heat treated condition.
Material to be used in the non heat treated condition may

7
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Table 1. Permitted variations of product analysis from specified range

Element Range in which Variation on Element Range in which Variation on
maximum of specified spacified range maximum of specified specified range
element falls element falls

Over max. | Under min. Over max. | Under min.
% % % % % %

(a) Carbon, carbon manganese, boron and Nickel <1.0 0.03 0.03

micro-alloyed steels >10<30 0.05 0.05

Carbon* <025 0.02 0.02 >3.0<50 0.07 0.07
> 0.25 < 0.50* 0.03 0.03
> 0.50<1.05 0.04 0.04 Aluminium (> 0.80<1.50 0.10 0.10

Silicon <0.40 0.03 0.03 Vanadium <0.30 0.03 0.03

Manganese <1.0 0.04 0.04 (c) Stainless and heat resisting steels
>10<15 0.08 0.08 Carbon <0.03 0.005
>15 0.10 0.10 >0.03<0.25 0.01 0.01

>0.25<0.50 0.02 0.02

Phosphorus | < 0.025 0.005
> 0.025 < 0.040 0.006 Silicon <1.0 0.05 0.05
> 0.040 < 0.060 0.008 >1.0<20 0.07 0.07

Sulphur < 0.025 0.005 Manganese [< 1.0 0.03 0.03
> 0.025 < 0.040 0.006 >10<20 0.04 0.04
> 0.040<0.060 0.008
>0.060<0.10 0.010 Phosphorus |< 0.030 0.003
When range is specified: > 0.030<0.045 0.004
0.015-0.040 0.006 | 0.003 > 0.045 0.005
0.025-0.050 0.008 0.005
0.050-0.10 0.010 0.008 Sulphur <0.030 0.003

> 0.030 < 0.080 0.005
(b) Alloy steels Specified range
Carbon <0.25 0.01 0.01 0.15-0.35 0.02 0.02
< .
; 8‘23 0.50 8'g§ g'gg Chromium  |<10.0 0.10 0.10
) ) ) >10.0<15.0 0.15 0.15
- >15.0<20.0 0.20 0.20

Silicon <045 0.03 0.03 > 20.0 0.25 0.25
<

Manganese 0.70 0.03 0.03 Molybdenum | < 1.0 0.03 0.03
>0.70<1.0 0.04 0.04 >1.0<20 0.05 0.05
>1.0 <20 0.05 0.05 Py ‘ :

’ : i - >20<3.0 0.08 0.08
< .
Phosphorus < 8.838 < 0010 8’882 Nickel <10 0.03 0.03
) = . >1.0<3.0 0.05 0.05
<b. .07 .07
Sulphurt < 0.030 0.003 >3.0 ) 5.0 0.0 0.0
>5.0<10.0 0.10 0.10
> 0.030<0.040 0.004
> 0.040 < 0.050 0.005 > 10.0<20.0 0.15 0.15
SIS : > 20.0 0.20 0.20
When range is specified:
0.015-0.040 0.004 0.003 Niobium All ranges 0.05 0.05
0.025-0.050 0.005 0.003
Selenium All ranges 0.03 0.03

Chromium <0.60 0.03 0.03
>0.60<1.25 0.04 0.04 Titanium All ranges 0.05 0.05
>1.25<250 0.05 0.05
>250<4.0 0.10 0.10

Molybdenum [< 0.50 0.02 0.02
> 0.50 0.03 0.03

*When required by the purchaser and subject to agreement with the supplier, smaller variations for the carbon range over 0.25 % up to and
including 0.50 % may be agreed.

TFor 606M36, deviations from the sulphur analysis are not specified.
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be supplied to Brinell hardness values, by agreement between
the purchaser and the supplier.

1.10.2 Stainless steels

1.10.2.1 Ferritic steels. Products in ferritic steels shall be
supplied in the softened condition.

1.10.2.2 Martensitic steels

1.10.2.2.1 Products for subsequent hot working shall be
supplied in the softened condition.

1.10.2.2.2 Forgings, drop forgings and bars for machining
shall be supplied in the condition stated on the order.

1.10.2.3 Austenitic steels

1.10.2.3.1 Products for subsequent hot working shall
normally be supplied in the as forged or as rolled condition.

1.10.2.3.2 Forgings, drop forgings and bars for machining
shall be supplied in the softened condition and, if required,
subsequently descaled. The softening treatment may be
omitted if free cooling of the product from hot working
does not lead to the formation of carbide precipitates or
sigma or other detrimental phases and if it complies with
the requirements for the mechanical and intercrystalline
corrosion tests.

1.11 Heat treatment

The heat treatment to be given to the test bars and to
material required in the finally heat treated condition
shall be as specified in tables 5, 9, 10 and 11.

1.12 Mechanical properties

In the material specifications included in this standard,
all the specified mechanical properties refer to tests taken
in the longitudinal direction (see 1.13.3.3 and 1.13.4.2).

1.13 Selection and preparation of material for
mechanical testing (not applicable to micro-alloyed
steels™)

1.13.1 Definitions

1.13.1.1 test sample. The portion of the material selected
for testing.

1.13.1.2 test bar. The test sample after preparation for
heat treatment.

1.13.1.3 test piece. The test sample or test bar as finally
prepared for testing.

1.13.2 Tensile strength of 1225 N/mm? or greater. Where
the tensile strength of alloy steel is specified as 1225 N/mm?
minimum or more, the test bar may be machined to test
piece size, plus a grinding allowance if required, before heat
treatment. In such cases, the properties obtained are
representative of those parts heat treated in the same ruling
section as that of the test piece and may not represent

larger ruling sections.

1.13.3 Selection and preparation of test bars for tensile
and impact tests

1.13.3.1 Material not supplied in the finally heat treated
condition. Where the ruling section of the material does not
differ appreciably from that of the forging or parts to be
produced, test samples may be taken directly from the

BS 970 : Part 1: 1991
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material and heat treated in the original size. Alternatively,
when it is considered either by the purchaser or by the
supplier that the results of heat treating in the original size
would not be representative of the properties that would be
obtained on the forgings or parts to be produced, test
samples shall be forged and/or machined to test bars of a
diameter, or equivalent diameter, corresponding to the
ruling section of the forgings or parts at the time of heat
treatment. Test bars shall be given the representative heat
treatment for the parts concerned.

Subject to the requirements of 1.4.1, one tensile test and,
where relevant, one Izod impact test, comprising three
notches, or three Charpy V-notch impact tests shall be

taken from any batch of material of similar ruling section
from the same cast. For the purpose of subsequent orders,
these tests shall be taken as representing all sizes of material
from the same cast where the ruling section of the forgings
or parts does not exceed the ruling section of the test bar
already tested.

1.13.3.2 Bars for machining supplied in the finally heat
treated condition. The samples shall be cut from the heat
treated bars and shall not be further heat treated or
mechanically worked after their removal.

Subject to the requirements of 1.4.1, one tensile test and,
where relevant, one lzod impact test, comprising three
notches, or three Charpy V-notch impact tests shall be
made on any batch of bars of similar size from the same
cast and heat treated together, when applicable.

1.13.3.3 Forgings, drop forgings and machined parts.

For forgings and drop forgings with a ruling section
equivalent to a diameter greater than 29 mm, integral test
samples may be provided by agreement between the
purchaser and the supplier, when a prolongation shall be
provided on an agreed proportion of forgings or drop
forgings. Unless otherwise agreed, the prolongation shall
have a diameter approximately equal to the ruling section
of the forging or drop forging at the time of heat treatment
and it shall not be finally severed until after heat treatment.

Where integral test samples are not practicable or are not
required, for small forgings and drop forgings with ruling
sections equivalent to a diameter of 29 mm or less, and for
parts machined from bars not finally heat treated, separate
test samples shall be provided. These shall be provided from
the bars or billets from which the forgings, drop forgings or
parts are made, or may be additional forgings, drop forgings
or parts. The test samples shall be forged and/or machined
to test bars of a diameter, or equivalent diameter,
corresponding to the ruling section of the forgings, drop
forgings or parts and shall be heat treated with the material
they represent. The number of tests shall be agreed between
the purchaser and the supplier.

Where integral test samples are required and it is not
practicable to take tests in a longitudinal direction,

tests may be taken in an alternative direction and the
properties obtained shall be subject to agreement between
the purchaser and the supplier (see 1.13.4.2).

1.13.3.4 Steels for case hardening

1.13.3.4.1 Size of test bar. The test bar size shall be
19 mm diameter.

* For micro-alloyed steels, the sampling and test procedure is by agreement (see 2.3).
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NOTE 1. For carbon and carbon manganese steels, 13 mm or
29 mm diameter test bar may be used by agreement (see 1.4.4.2.2).

NOTE 2. For alloy steels with a tensile strength of 1225 N/mm?
or greater, see 1.13.2.

1.13.3.4.2 Selection of samples. Subject to the
requirements of 1.4.1, one test sample shall be selected to
represent each cast. | the size of the test sample is greater
than the specified test bar size, test bars shall be prepared
by forging and/or machining to that size; but for sizes
smaller than 13 mm diameter, for carbon and carbon
manganese steels and for sizes smaller than 19 mm diameter
for alloy steels, the test bar shall be heat treated in the full
section of the sample.

NOTE. The properties specified in section four apply only to ruling
sections equivalent to the preferred test bars. When components of
different ruling section are carburized and heat treated, different

core properties will be obtained. Similarly, it may be necessary to

agree mechanical properties when the test sample size is less than the
specified test bar sizes.

Attention is also drawn to the influence of several factors such as
steel composition, ruling section and heat treatment, on the
hardness of the case. For example, even if a low core strength
suffices it will be necessary to use an alloy steel for acceptable

case hardenability of the largest section sizes.

1.13.3.4.3 Heat treatment of test bars. The test bars shall be
blank carburized for at least 1 h at a temperature between
880 °C and 930 °C. After cooling to room temperature,
they shall be reheated to the single quenching temperature,
as stated in table 9, and quenched in oil.

1.13.4 Location of test pieces for mechanical testing

1.13.4.1 General. In the general case where longitudinal
tests are required, the test piece shall be prepared in
accordance with the following.

(a) For ruling sections up to and including 25 mm,
the test piece shall be machined coaxially from the
test bars.

{b) For ruling sections over 25 mm, the longitudinal
axis of the test pieces shall be 12.5 mm from the
surface of the test bars.

1.13.4.2 Transverse and other tests. When transverse tests
or tests in other directions are required, the location of the
test pieces and values for mechanical properties shall be
agreed between the purchaser and the supplier.

1.14 Frequency of other tests

1.14.1 Number of hardness tests. The manufacturer shall
carry out sufficient tests in accordance with the relevant
clauses of this standard in order to ensure that the material
complies with the specified hardness.

1.14.2 Number of hardenability tests. Subject to the
requirements of 1.4.1, unless otherwise agreed, one test
sample selected to represent each cast shall be reduced by
forging or rolling to a size not greater than 38 mm diameter
which shall represent the full cross section of the material.
This test bar shall also be of sufficient size to ensure the
complete removal of carburization in machining to the
standard test piece of 25 mm diameter.

1.14.3 Number of grain size tests. Subject to the
requirements of 1.4.1, when a grain controlled steel is
required and unless otherwise agreed, one test sample for
the determination of austenitic grain size shall be selected
to represent each cast.
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1.14.4 Number of intercrystalline corrosion tests
(applicable to austenitic stainless steels only). If specified
and agreed at the time of enquiry and order, one inter-
crystalline corrosion test shall be carried out per cast per
heat treatment batch on the product having the largest
equivalent diameter in the batch.

1.15 Test methods and test results
1.15.1 Tensile test

1.15.1.1 The tensile test shall be carried out in accordance
with BS EN 10002-1.

1.15.1.2 In cases of dispute and except as provided

in 1.15.1.3, tensile test pieces shall be machined from
blooms, billets, slabs, bars, forgings and drop forgings to the
dimensions of the 11.28 mm diameter (100 mm? cross-
sectional area) test piece or, if the test bar is too small,

to the dimensions of the largest recommended round test
piece that can be obtained having a gauge length equal
t05.65/S,.

1.15.1.3 When agreed between the purchaser and the
supplier or for material not greater than 15 mm diameter
or width across flats, unmachined test pieces having a
gauge length equal to 5.65 \/ S, may be used.

1.15.1.4 The properties specified in the relevant material
specification or on the order shall be determined and the
results obtained shall comply with the requirements.

For the yield strength R, of non-austenitic steels,

the following properties shall be determined for acceptance
purposes unless otherwise agreed. Either the upper yield
stress, R,, or the 0.5% proof stress (total elongation), R, 5,
may be determined and the material specification is complied
with in this respect if either value satisfies the value of the
yield strength R,,. In cases of dispute, the 0.5% proof stress
(total elongation), R, ¢, shall be determined.

When specifically ordered and permitted by the material
specification, the 0.2 % proof stress (non-proportional
elongation), R, of non-austenitic steels shall be
measured and the value obtained shall comply with the
specified requirement.

For austenitic steels, when specifically ordered the 0.2 %
proof stress, R g5, and/or the 1.0 % proof stress Ry o,
shall be measured and the value obtained shall comply
with the specified requirements. The 1 % proof stress may
only be ordered when permitted by the material specified.

1.15.2 Impact tests. Either one or other of the following
tests shall be carried out. The choice shall be the option of
the supplier.

(a) Charpy V-notch impact test. This test shall be
carried out in accordance with BS EN 10045-1.

(b) /zod impact test. This test shall be carried out in
accordance with BS 131 : Part 1.

The average value of the results obtained for three notches
shall comply with the relevant requirements of the material
specification. One individual value may be below the
specified value, provided it is not less than 70 % of that
value.

NOTE. It is not possible to convert values from type of impact
test to the other.

1.15.3 Hardness test. The Brinell hardness test shall be
carried out in accordance with BS 240 using, where

possible, a 10 mm diameter ball and load of 3000 kg.
Alternatively, Vickers and Rockwell methods of hardness



testing in accordance with BS 427 and BS 891, respectively,
may be used.
NOTE. Considerable caution should be exercised when converting

from one hardness scale to another and in cases of dispute the
Brinell hardness test shall be used.

1.15.4 Hardenability test. Hardenability tests shall be
carried out in accordance with the appropriate method of
BS 4437. The values to be verified shall be selected by the
purchaser in accordance with that standard.

NOTE. Graphs for the comparison of the various H grades are given
in appendix A. These are for guidance only.

1.15.5 Grain size test. Grain size tests shall be carried out
in accordance with the appropriate method given in

BS 4490.

NOTE. Other methods may be used by agreement between the
purchaser and the supplier, see 1.6.4.

1.15.6 Intercrystalline corrosion test (applicable to
austenitic stainless steels only). A bend test piece shall be
prepared and tested in accordance with BS 5903. It shall be
sensitized by heating at a temperature of 650 °C for the
time specified in table 11 followed by cooling in still air.

1.16 Retests

1.16.1 General. Subject to the requirements of 1.4.1,
retests shall be carried out as specified in 1.16.2 to 1.16.6.
However, if any test sample or test piece fails to comply
with the requirements of 1.15 as a result of incorrect test
procedure or faulty equipment, the test results shall be
discarded and a further test sample(s) shall be retested in
accordance with 1.15.

1.16.2 Tensile tests

1.16.2.1 Should any of the original test pieces fail, twice
the original number of test samples shall be selected for
retesting, one of which shall be taken from the bar, billet,
forging or drop forging from which the original test sample
was taken, unless that item has been withdrawn by the
manufacturer.

1.16.2.2 The mechanical properties obtained from the
test pieces prepared from the further test samples shall
comply with the specified requirements. Should any of
the retests fail, the material represented shall be deemed
not to comply with the requirements of this standard.

1.16.2.3 In the case of material supplied in the heat treated
condition, the manufacturer shall have the right to reheat
treat the material and resubmit it for testing.

1.16.3 Charpy V-notch impact and lzod impact tests

1.16.3.1 If the average of three impact values is lower than
the specified value, or if any one value is lower than 70 % of
this specified value, three additional test pieces shall be taken
from the same sample and tested. The average value of the
six tests shall be not less than the specified value. Not more
than two of the individual values may be lower than the
specified value and not more than one may be lower than

70 % of this value.

1.16.3.2 In the case of material supplied in the heat treated
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condition, the manufacturer shall have the right to reheat
treat the material and resubmit it for testing.

1.16.4 Hardness test

1.16.4.1 Should the hardness value determined on any
bloom, billet, slab, bar, forging, drop forging or machined
part fail to comply with the specified requirements, then an
adequate number of items shall be selected for retesting,
one of which shall be the original bloom, billet, slab, bar,
forging, drop forging or machined part, unless that item

has been withdrawn by the manufacturer.

1.16.4.2 Should the hardness results obtained on all the
retest items comply with specification requirements,
then the batch shail be deemed to comply with this
standard.

1.16.4.3 Should any retest item exhibit hardness values
not complying with the specified requirements, then tensile
test pieces may be prepared, as applicable, from the items
showing the widest deviation, above and/or below the
agreed hardness range. Should the results obtained from
such tensile test pieces comply with the tensile test
requirements of the specification, then the material shall
be deemed to comply with this standard.

Failing this, the batch represented by the original tests may
be reheat treated and resubmitted for testing.

1.16.5 Hardenability and grain size tests. Should the
results of either of these tests fail to comply with the
specified requirements and this is confirmed on retesting,
the material shall be deemed not to comply with this
standard.

1.16.6 Intercrystalline corrosion test. The relevant
provisions of BS 5903 shall apply.

1.17 Inspection

The purchaser or his representative shall have access at all
reasonable times to those parts of the manufacturer’s works
engaged on the order. He shall be at liberty to inspect the
manufacture at any stage and to witness the required tests.
When the material is to be inspected and tested in the
presence of the purchaser’s representative, it shall be so
stated on the enquiry and order.

1.18 Manufacturer’s statement

If required by the order, the manufacturer shall supply a
certificate stating the cast analysis of the material, the heat
treatment, the results of the mechanical or other tests,

or any combinations of these.

The document supplied shall state the steelmaking and
casting process and, when requested, the reduction from
the as cast state (see 1.6.1 and 1.6.2).

1.19 Marking

If the purchaser requires special marking to be applied to
the material then the manner of marking shall be the
subject of agreement between the purchaser and the
supplier. If this marking is required it shall be stated on
the enquiry and order (see also 1.7.4 regarding the marking
of lead containing steels).

11



'BS 970 : Part 1: 1991
Section two

Section two. Specific requirements for as-rolled,
as-rolled and softened and micro-alloyed carbon
manganese steels

2.1 Specific requirements for as-rolled and as-rolled
and softened steels

NOTE. For requirements for through hardening steels, see section three.

Category 1 steels shall be used for new designs and for
established designs whenever possible.

The chemical composition and mechanical properties shall
be as given in table 2.

2.2 Specific requirements for micro-alloyed carbon
manganese steels

NOTE 1. The steels included in this subclause develop their properties by the
addition of small amounts of vanadium or other micro-alloying elements,
together with control of hot working temperature and subsequent air cooling*
and in the finished condition have a ferrite/pearlite structure, free from bainite.
They offer, for certain applications, an alternative route to obtaining hardness
and tensile strength normally associated with medium carbon and alloy steels
in the hardened and tempered condition.

* For this reason the use of separate test bars is not recommended.
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Since the analysis of the steel necessary to attain the
specified properties depends on processing conditions and
section size, it is not possible to state specific analysis
requirements; the analysis, however, shall be selected from
within the broad range given in table 3, according to the
particular end conditions and strength grade required. In
order to be free from bainite, due account shall be taken of
those elements which may form this constituent, e.g. Mo,
Mn, Cr, Ni and Cu. When necessary, metallurgical advice
shall be sought.

NOTE 2. To aid machinability, it may be necessary for the microstructure of the
forged part to be agreed.
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Section three. Specific requirements for steels for surface hardening by
nitriding and for through hardening boron steels

Specific requirements for steels for surface hardening by nitriding shall be as given in table 4.

Specific requirements for through hardening boron steels shall be as given in tables 5 and 6.

Table 4. Steel for surface hardening by nitriding: chemical composition

Steel Chemical composition

Alloy steel (o4 Mn Cr Mo Others

708M40 036—-044 | 0.70—-1.00 | 0.90—-1.20 | 0.15—-0.25 | 4X P+Sn <0.15%

709M40 0.36-0.44 | 0.70—1.00 | 090—-1.20 | 0.25—-0.35 | 4X P+Sn<0.15%

720M32 0.28-0.35 | 0.40—-0.70 | 2.80 — 3.30 | 0.40 — 0.60

722M24 0.20—-0.28 | 0.45—0.70 | 3.00—3.50 | 0.45—0.65 | 4 X P+5Sn<0.12%

897M39 0.35-043 | 0.45—-0.70 | 3.00—3.50 | 0.80 —1.10 | P 0.025 max. S 0.025 max.
VvV 0.15 ~ 0.25
4XP+5n<0.10%

905M39 0.35—-0.43 | 040—-0.65 | 1.40—1.80 | 0.15—0.25 | P 0.025 max. S 0.025 max.

Al 0.90 — 1.30
4X P+8Sn<0.10%
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Section four. Specific requirements for case
hardening steels

Tables 7 to 9 bring together requirements for the case
hardening steels whether they be carbon or alloy.
Adcditionally, as with some other sections, the steels have
been divided into two categories. Category 1 steels should be
used for new designs and for established designs whenever
this is possible.

16

In selecting a case hardening steel for components having
larger section sizes, attention has to be given to the need
to achieve the required surface hardness as well as the core
properties. This applies particularly where core strength
requirements are not high and a carbon or an alloy steel at
the low end of the range would give the required core
strength. If water hardening is not an option because of
distortion, the use of an appropriate alloy steel may be
necessary to achieve satisfactory case hardness.

Attention is drawn to the advantages of specifying
hardenability requirements for alloy steels (see table 10).



: 1991

Part 1

BS 970

Section four

‘L'y'Lo1aouseg (L)

o6iL | 01z | oLz | ozz| o€z | Ove | 0S9Z| SST| OLZ| S6C| OZE| SPE| S9E| 0O8E| ‘Ul
ovz| ssz| otz | ocz| stz s8z| 00t | OLE| OEE| GSE | S8E| SL¥ | Ovv | OSP | 09| 'xew 06'0—090| 001—0L0| OZ0—¥l0 LIHLZS
08l | 00Z| ObZ| 08C| OvE| 08E | ‘'ulw
0oz | soz| o1z| s1z| ozz| sez| 09z | 08z | S6T| SLE| OvE| 98E| Sty | O6v | OLG| "xew 09'0—0€0| 09'0—0€0| 8L0—CL0 GLHEZS
o0gz| 00z| OSL| 0ZL| SOL| 00O6| STL| 099 | SL'S| 00'G| STY| OS9'E| SLT 00C | STl
aoueIs|p 1@ Sen|eA O 10 0Z AH
(senjeA AH) S1281s Aoy
§00'0—S0000 9
€T —| sz| Lz] 2E| 8E| 6FE \Ww| Tv| ev| €v| €v| Ev| uuw 900—€00S
6€ - \w| v¥| ov| 8v| ev| ev| 6v| 0S| 0G| 0G| 0§ xew Xew 0900d 09'L—0€'t | §20—0T0 €THSLL
G00'0—S0000 8
1Z| €Z| 9¢| Te| S€| LE| 6E| OF 84 84 Ly | wiw 900—€00S
9€ -1 ec| zv| vv| 9ov| L¥| Lv| (v| 8P| 8¢| 8y| 8| xew Xew 0g00d 08°'L—0Z'L| €20—LLO OCHYLL
S000—S0000 8
vz 9Z| 8¢ Te| S| 8E| 6€| 6E£] WW 90'0—€E00S
8z —-| oe| ze| se€| zv| ev| vv| ¥¥| Sp| Sv| 9v| 9v| xew Xew 0g00d Ov'L—0L'L| 6L0—ELO 9iHELL
S00'0—80000 9
61 1g| Ss¢ lE| 9¢| B8E| 8E| 'ulw 900—€00S
124 —| wvz| sz| cz| €€| 9¢| e6€| Tv| E¥| ¥vv| Sb| Gv| xew 'xew 090’0 d 0OL'L—080| 8L'0—CL0 GLHOLL
ww| ww| ww| ww] ww| wwl ww| wwi ww | ww] ww | W ww | W ww % % % % % %
(sanjea DYH) siaals uosog
0s 514 ov mm; on_ -14 DNA =13 ﬂ €L 4 Lt 4 m4 h_ S n‘ St sieyi10 _ _24 on .U\_’ UW o} :.NEowaumL (1) L Aobared

@ouRISIP 1B S8NjeA JHH

uonisodwod jenwayy

129§

(8 a|qe1 @9s sjuawsalinbai Auadoid

|ealueydawl 1o} ‘7 xipuadde osje aas souepinb 10j)
sjuawasnbai AyjiqeuspJley pue uoiisodwod jedjwayd
:sjeals Aojje pue uoioq Gujuapiey ased L djqeL

17



Part 1: 1991

BS 970

Section four

‘L't’L 01 3l0u 8ag (1)

-
0¢| 7z| sz| Le| (Lg Ly | ulw
ZC| €T| €T| €z| vT| ¢Sz| 8CZ; OE| 2€| &ci O¥| ¥p| Lv| 8y| xew §L0—S€0| GT0—GL'0| S90—SEOQ| S6'0—090| £20—LL0 0ZHs08
oc| ¢z| 9z| eg| 6¢| wunw
oz| iz| €| sz cz| 8z| ce! 9e| ob| pr| 9r| xew §40—5€0| ST0—G1'0| §90—G£0| S60—090| 020—#10 LIHS08
0Z| 2T| cT! 9z| 6¢| Te| se| s8e| 6£| uw
8Z| 87, 6¢| oO¢ lE| €€| SE€f 9€| B¢ Wi v¥i 9b LP]| Ly xew GZ0—GL0| SL'L—G80( 060—090| £€20—£,10 0ZH80L
oc| ic| zz| ¢ec| 9z| 8z| ¢€€| or| e¢vr| uww
¢c| c¢c| &c| vpT| G| LZ| 62| ig| ve| 66 €| 9p| 6F| 15| xew 00Z—0§'t| 0€0—020 §£0—G€0| 920—0C0 E£CHS99
oc| zz| 9z| se| ly| uww
oc| 12| e€z| sz| (z| 62| ze| (el 1p| Sp| ey| xew 00z—05't| 0£0—020 GL0—GE€0| £€20~L10 OZHS99
iz| v2| €| 68| uw
oc| ic| ec| vc| Gz| 82| Le| 9€| Ib| pb| 9¢ xew 00Z—05'L| 0£0—020 G40—6€0| 020—¥¢L0 LIHS99
ig| cc| ez| gz clz| gz o€ ze| pel 9g| cg| ww
1g| ce; ce| g€ pE) SGEI LE, 6E| Op| v| zb| ev| bb| bp| bp| xew §L€—00¢€ 00't—0L0| 090-G€0)| 9410—040 EIHSGS59
0c| ic| ez) ve| Lz| 62| pe| (E] 68 uw
9¢| Lz 82| 8T 6| 0€| lg| €g| Ge| L&) ov| zv| pp| G¥| gp| xew §Z'L—S80 00'1—090| 060—090| 0Z20—¢t10 LIHLES
iz| ezl 9z| c¢ce| gg| ww
oc| cz| ez| vz| 9z; 8zZ| o0g; €€| 9| ov!| gr| gGp| xew 0t1—0L0 080—0£0) 060090 81 0—240 GIHSE9
0Z| ¢Z| v¢| 9| 62| 2| 9g| 6E| ww
LZ| 82| 62 O LE| €E| V¥E| LE| BE| ZV| vP| 9P| (] xew 0L'L—080| 0£L—00L | 0Z0—tL0 L1HO6S
ww | ww ) ww | ww | ww | ww| ww| oww | ww ww | ww| ww| ww| ww| ww % % % % % %
{sanjeA DYH) sjee3s Aoj|y
om_ mv~ 8_ mﬂ_ on_ mN‘ ON— m—% n—— _._.‘ m_ h_ -] n~ sl 2050_ _Zb OEH .U_ U 2 :;Ntomcomox_’::?_cmc«mo

aouRsip 1@ seN|eA DY H

uonisodwod |esrueyd

ea1g

(p8nunuos) sjuswaiinbai Ayijiqeuspaey pue uomsodwod [earayd
:sj@@)s Aojje pue uoioq Bujuapiey ase) *7 ajqe)

18



1991

Part 1

Section four

BS 970

‘L'p'LoIs0u8es (L}

[4> €€| PE| GE| 9F LE 8€| 8¢ 8t 8¢ 8¢| 8¢ 8€ g8g| ‘ulw

ev| vv| tvv| vv| Sv sy| Sv| Sv| o 14 s¥| &b 14 Sy | ‘xew OE'vy—06'€| OE0—SL0| OY'L—00'L | 0S0—SZO0| 8L'0—CL0 GLHGES
1z 114 12| 2Z| ¢ez| 92| 82| 0| Z¢| pE| 9| LE| (LE| L&) uUw

ve| Ge| 9¢| ee| or t14 ey pb| bv| PP PP PP| PP Pp| Xew GL'€—00€| G20—0L0| 00'L—0L0| 090—S€0| 910010 EIHZES

62| Of 1€ [4 €€ S€ 1 LE LE| 8F 8| 6¢€ 6€ 6E| Uw

v [a4 (314 ev| vv| Gt s¥| Sv| Sv¥| Sv ov| 9v| 9v| 9¥| xew GZT—SL'L| STO0—SL0| OL'L—0€'L| 0L0—0t 0| 0CT0—¥L0 LIHZZ8
vZ| ve gZ| SZT| 92 8Z| 0¢€ [4 €€ SE LE| 8F 6€ 6E€| 'ulw

LE LE 8€| 8| OV | vv| vv¥| Sv| Sv ov| 9ov| 9oV o | ‘xew 00'C—0S'L{ 0Z0—0L'0| OZ'L—080( 06'0—090| OCTO—tL0 L1HOTZ8
oc| <t =14 Lz| 6c| O0¢ [4 €€| Gt LE 6E| ulw

€€ €E| VE| PE GE 8¢ 84 (A4 Ev| tvv Sy| Sv| 9| 9| xew 0L'1—0TL| 0T0—0L0| 0ZT'L—080| 06'0—090( 0ZO0—¥L0 LIHSL8
:18 6l ¥4 ¥4 €C| v¢ LZ| €€ 8¢ 6E| 'Uw

14 14 9z 9z LT 8C| Of Ze| VvE 8€ \Wv| ¥b| Sv| 9v| xew GL0—S€0| OV0O—0E€0| S90—GEO| GO'I—0L 0| OZ0—¥L0 L1H808
[+74 ZZ| ST| 87| €€ 6€ gy uw

vZ| v| ve gz S (| 0O€ Ze| vE 8¢ €¥| 9v| 6v| 0G| xew GL'0—SE€0| SZ0—GL'0| §90—SE0| S6'0—090| ST0—6L0 CTHS08

WW| WWw| ww| Ww| Www| ww| ww| ww| ww | ww | ww! ww! ww| ww | ww % % % % % %
{papnjou0d) (senjea JHH) S1eels Aoj|y
€ _ m.—\_r 884310 _ IN _ oW _ 9 upw _ 2| (1)yzAoBaren | (L)1 AioBeren

o [ o [« =] o] ] o] ] o o] -

@ouUmSIP 18 SON|BA JHH

uoisodwos jesjweyd

|jeals

(papnjouo2) sjuswalinbai Ajjiqeuspaiey pue uoiisodwod jeawusyd
:sjea}s Aojje pue uoioq Bujuap.iey ase) 'L ajqel

19



:Part1:1991

BS 970

'8|ge1 8y} o pus ay3 1e Jeadde yoiym sa10u 21e0IpuUI sasayluasied uy saunbiyg

T
iy cl (6] oc6 61 00'Z—0G'1 0£0—020 GL0—GE0 9z20—020 £ING99 ,
zZ oz ¥ 0s8 61 00Z—0§'1 0£0—020 GL0—GE0 £T0—£L1L0 0oTs99
g¢ o€ 2l 0LL 61 002—09'! 0£0—020 GL0—GE0 0z0—v10 LING99
g& (0% 6 000! 61 GLE-00¢€ 00'L—0L0 090—5€0 910—0L0 EINGG9
0Z't—060 xew Qo 00't—0L0 060—0L0 610—rL0 ; 9ivLES
91 Gl 01 0¢e6 61 gz’ L—G80 00't—090 060—090 ozo—-=v1L0 LINLEY |
00'L1—0L0 xew QLo GL0—050 060—0L0 L10—2l0 v iIvSsEe9
ec oz Zl 0LL 61 0L'L—0L0 08'0—0r o 060—090 8L0—¢clo GIWGE9
0Z'I—060 0c'1—060 8L 0—-€L0 GIVY06S
82)91 62)g1 oL 01342 6l 0OL'L—080 0og'1—00'L 020—vL0 LLINOBS
060—0L0 060—0L0 EL0—~+10 [iVLZS
(62191 (62)G1 4 0LL 6l 06'0—090 00'L—0L0 0C0—vlL0 LIWLZS
8¢ °14 €l 029 61l 090—0€0 09'0—0€0 8L0—CL0 | SLNEZS
|
{981s Aoy
8L0—0L0S M 0G'1—0c1 810—€10 gqivriz
tA%4 GE €l 068 62
Ge o€ 4! 089 82)61
82 SZ ¢l oYL €l 8L0—0Ll0S 09'L—-0T'L 8L'0—Cl0O SLWPYLT
8L0—0L08 0Z'L—060 gL0—¢€1L0 GlvolLz
gg (o] 81 ocy 62
ge [0} g1 o9t 8Z)61
S€ [0} 91 (01534 €l 8L0—010S 0€'L—060 8L0—21L0 SLWOLZ
ob'1—014't 810—¢£10 §1v5zL |
vy ge Sl 068 6¢
ot o€ i 089 (82)61
87 °14 €l obL €l 09°'L—0L'L 8L0—CL0 : GLINOEL
s|@a1s asauebuew uogied
| R
060—0L0 8L 0—€10 | GIV080
°1 og 8l 0154 6
GE og gl 09y (82)61
ge og 9l o6t €l 00'L—090 8L'0—¢Ll0 i S LINO8O
090—0€0 E£L0—800 (o) 2421 40]
v gg 81l (0154 8z)61L
rA4 gg 8l otV €l 09'0—-0€0 €L0—£200 ! OLINGYO
r gl (Z)ww/N Wi % % % % % % ‘
s|@a3s uoqied
, . _
UWWADN | i poz s1sn0 M IN ow | 12 m | ) (1)Z kioBarey (1)L AioBareg
°spe9'g is19Wep
wedw) uo i upw Wy 18q189] uonisodwoo [eojwayy 18918

Section four

sjuawaiinbau Apadoud jesiueyssw pue uoisodwod jealwsyd
:S|99)s Buluapaey ase) g ajqe |

20



:Part 1: 1991

B8S 970

Section four

‘e1EP PalLLI| O} aNP Palel A|9AIBAISSLOD UBaq BARY ABW YOIYM S|931S MaBU 8ie 8say) (6Z)

'82s pasejeld (8Z)

BdW L =zwW/N L (2)

L'yl o18iousag (1)

8T 14 8 oLglL 61 OEv—06¢ 0€0—S10 ot'L—00'L 0S0—-S20 8L0—¢i0 GLNSES
8z 14 8 0801 61 §L€—00¢ gz0—-0l0 00't—0L0 090—S€0 910—010 ginwees
(44 ot 8 oLel 6l T A Al TANY gz0—S10 0oL'L—0¢g’L 0L'0—0v0 0Z0—vi0 LIWNTZ8
(44 (/4 8 09ttt 6l 00CT—0S'L 0T0—0L0 0Z'L—080 06'0—090 0Z0—v1L0 L1INOZ8
(14 (074 8 0801 61 oL'L—02'1 0Z0—0l0 0Z'L —080 06'0—090 0T0—v1l0 LINGL8
(44 0c oL 0€6 6l GL0—S€0 ot'0—0€0 G9'0—GE0 S0'L—-0L0 0Z0—v1L0 L1INBO8
0L0—0v0 §Z0—Sl0 09'0—0t0 06'0—0L0 G§Z20—0T0 2Tvs08
3} (03} ol 0€6 6l GL0—S€E0 GZ0-Sl0 G9'0—SE0 §6'0—090 GZ0—610 C¢CINS08
0L0—0v0 G20—Sl0 09'0—0tv0 06'0—0L0 £€20—8l0 0Zvesos
9l Sl (3 0S8 6l S.0—S€0 GZ0—Sl0 §9'0—GE0 §60~090 £20—L1I0 0CWs08
0L0—0v0 620—S10 090—0r0 06'0—0L0 020—5G10 L1VS08
t44 oc Zl 0L 61 ‘Xew GE0'0 S G/ 0—SE0 GZ0—S510 G90—8G€0 §6'0—090 0z0-¢i0 LIWs08
‘Xew G€0'0 d
(62)91 (62)G1 ol 0g6 6l G20—Gl0 G1'1—880 06'0—090 €20—L1l0 OZWS80OL
r ql-4 (@) zww/N ww % % % % % %
(papnyouod) sj@ays Aojly
U ADN ‘U poz| s80 ? N oW ] :s_l_ 2 (1)Z AoBazey _ (1)L AoBaren
°Sre9'S islewelp
wedw) uo ‘ww Y uw Py 18Q189) uonisodwod jedjwey) 12918

(pepn|ou02) suswainbai Ayadoid festueysaw pue uonisodwod [eawWBYd
:sjea3s Buluspiey ase) ‘g 9|qet

21



BS 970 : Part 1: 1991
Section four

Table 9. Case hardening steels:
heat treatment and maximum hardness requirements

Steel Requirements for hardenability test| Maximum hardness HB (when specified on the order)
in the condition of delivery
Category 1(1) Category 2 (1) Hardening Preheat Austenitizing Barsandbillets | Forgings and bars for machining
perature P for forging
temperature Normalized Sub-critically Normalized and
Carbon, carbon manganese steels
°c °c °C
045M10 900—-930
080M 15 900—930
130M15 900-930
210M15 900—930
214M15 900—930
Boron steels
170H15 - 930-950 925
173H16 — 930—-950 925
174H20 - 930—-950 925
175H23 - 930—-950 925
Alloy steels
523H15 - 930-—-950 925 207 207
523M15 820—-840 — - 207 207
527H17 - 930-950 925 - 217
527M17 820—-840 - — — 217
530H17 — 930—-950 870 — 217
590M17 820—840 — - — 217
635H15 — 930-950 925 207 207
635M15 820—840 - — 207 207
637H17 - 930—-950 925 217 217
637M17 820-—-840 - — 217 217
655H13 - 880—3900 830 255 — 255 223
655M13 800--820 - — 255 - 255 223
665H17 — 930-950 925 207 207
665H20 - 930950 925 207 207
665H23 - 930—950 1925 229 229
665M17 820-840 - - 207 207
665M20 820—-840 - - 207 207
665M23 820—-840 — — 229 229
708H20 - 930-950 925
708M20 830—840 - - - - — 217
805H17 - 930—950 925 207 207
805H20 — 930—-950 925 207 207
805H22 - 930—950 925 217 217
805M17 820—-840 - — 207 207
805M20 820—840 - - 207 207
805M22 820--840 - — 217 217
808H17 - 930—950 925 - -
808M17 820-840 — — — —
815H17 — 930—-950 925 255 — 255 241
8156M17 820—-840 — — 255 — 255 241
820H17 - 880—900 830 277 - 269 248
820M17 820--840 - — 277 - 269 248
822H17 — 880—900 830 277 - 269 255
822M17 820—-840 — - 277 — 269 255
832H13 — 880—900 830 255 — 255 248
832M13 800—820 - - 255 - 255 248
835H15 - 880—900 830 277 - 277 269
835M15 800—820(30) | — - 277 - 277 269

(1) Seenoteto 1.4.1.
(30} Shall also be stress relieved at a temperature not exceeding 200 °C.
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Section five. Specific requirements for stainless and
heat resisting steels

Tables 10 and 11 specify requirements for ferritic, martensitic
and austenitic stainless and heat resisting steels.

Especially in the case of austenitic steels, changes have been
made to take into account agreements that have been
reached in international harmonization discussions and

BS 970 : Part 1: 1991
Section five

mainly concern the chemical composition ranges.

The changes include the introduction of 2.0 % to 2.5 % and
2.5 % to 3.0 % molybdenum ranges in place of the single
range 2.25 % to 3.0 % molybdenum, the removal of the
previous minimum silicon and manganese limits and for
certain unstabilized steels, the chromium range has been
widened allowing chromium down to 17.0 %.
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Section six. Specific requirements for sizes and
tolerances

6.1 Sizes

6.1.1 Billets for forging. Billets for forging shall be supplied in
accordance with the nominal sizes given in table 12.

6.1.2 Black bar. The sizes of bars shall be selected from
BS 6722.

NOTE. Sizes other than those in BS 6722 may be available.

6.2 Mass/unit length tolerances

Billets for forging shall be supplied in accordance with
table 12.

6.3 Dimensional tolerances

6.3.1 Black bar. Tolerances shall be in accordance with tables
13to 15.

6.3.2 Drop and press forgings and upset forgings made on
horizontal forging machines. Drop and press forgings and
upset forgings made on horizontal forging machines shall
comply with BS 4114 unless otherwise agreed between the
purchaser and the supplier.

6.4 Straightness

6.4.1 Billets and bars for machining. Billets and bars for
machining shall be straightened to within 2 mm in any

1 m length.

6.4.2 Billets and bars for forging. Billets and bars for
forging shall be straight to within 1/250 in any unit length.

6.5 Length

The standard tolerance on length for random length bars
shall be 600 mm.

NOTE. Closer tolerances may be agreed between the purchaser and
the supplier.

Table 12. Billets (other than stainless steel) for forging: standard mass

per metre and tolerances
Round cornered square billets (38) Round biilets
Nominal Standard Permissible Nominal Standard Permissible
size (39) mass variations on mass size (40) mass variations on mass
across flats diameter
mm kg/m % mm kg/m %
50 193 |) (| 76 356 |]
b1 20.1 80 395
bb 233 85 445
57 25.0 90 49.9
60 27.7 95 55.6
63 30.6 100 61.7
65 32.7 105 68.0
67 34.6 110 74.6
70 37.7 115 815
73 41.0 120 88.8
75 43.2 125 96.3
76 44 4 +25or, 130 104.2 +25or,
80 49.1 when a minimum 135 1124 when a minimum
83 52.9 mass is specified, 140 120.8 mass is specified,
85 5.5 +5,-0; 1] 145 129.6 f +5,-0;
86 56.8 when a maximum 150 138.7 when a maximum
90 62.2 mass is specified, 155 148.1 mass is specified,
92 65.2 +0, - 5. 160 157.8 +0, - 5.
95 69.5 165 167.8
98 74.0 170 178.2
100 77.0 175 188.8
105 84.9 180 199.8
108 89.8 185 211.0
110 93.1 190 2226
115 101.7 195 2344
120 110.2 200 246.6
127 124.0 205 2591
130 129.7 210 271.9
135 140.3 215 285.0
140 151.3 L] 220 2984 J

(38) When round cornered square billets are supplied to the mass/unit length requirements of this table,
it should be realized that, because of the differences in roli pass design, i.e. corner radius and angle
between sides, which may exist from mill to mill, there may be slight differences in the actual size of

billet of the same standard mass.
(39) These are preferred sizes for round cornered square billets.

(40) For other sizes of round billets, standard masses shall be calculated using the formula:

m X {nominal size,in mm)? X 0.00785

Standard mass (in kg/m) =

26
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Table 13. Tolerances for hot rolled round and square

bar and rough turned rounds

Size

Permitted variation

General applications

Special applications

Primary-rolled
round material

Re-rolled material

Re-rolled material

Diameter Out of | Diameter Out of | Diameter Out of
section | or width section | or width section
(a1) across (a1) across (41)
fiats flats
mm +* mm mm * mm mm * mm mm
< 16 -— — 0.2 0.3 0.2 0.3
> 16< 26 - - 0.3 0.5 0.2 0.3
> 26< 38 - — 0.4 0.6 0.25 0.4
> 38< 51 - — 05 0.8 0.3 0.5
> b51< 64 - - 0.6 0.9 0.4 0.6
> 64< 76 - - 0.7 1.1 0.5 08
> 76< 90 1.3 2.0 0.7 1.1
> 90<120 1.5 23 08 1.2
>120< 160 2.0 3.0
> 160<200 25 3.8
> 200 3.0 45

(41) In relation to table 13, the definition of 'out of section' is as follows:

Round bar. The difference between the maximum and the minimum diameter of
the bar measured at the same cross section.

Square bar. The difference between the two dimensions measured across the two
pairs of opposing (parallel) sides at a common cross section of the bar.

NOTE. By agreement between purchaser and supplier, the tolerances may be all plus
or all minus, e.g. the general applications tolerance for 16 mm round may be either
plus 0.4 mm or minus 0.4 mm.

Table 14. Tolerances for hot rolled hexagonal bar

BS 970 : Part 1: 1991

Section six

Table 15. Tolerances for hot rolled flat bar

Size Permitted variation
General applications | Special applications
Re-rolled material Re-rolled material
Width Out of | Width Out of
across section | across section
flats (41) flats (a1)
mm + mm mm * mm mm
<16 0.2 0.3 0.2 0.3
>16<26 0.3 0.5 0.2 0.3
>26<38 04 0.6 0.25 0.4
> 38 <51 0.5 0.8 0.3 0.5
>51<64 0.6 0.9 04 0.6
>64<76 0.7 1.1 0.5 0.8

(41) In relation to table 14, the definition of ‘out of section’ is

as follows:

Hexagonal bar. The difference between the least and the
greatest dimensions measured across the three pairs of
opposing (parallel) flats at a common cross section of

the bar,

NOTE. By agreement between purchaser and supplier,
the tolerances may be all plus or all minus, e.g. the general
applications tolerance for 16 mm section may be either
plus 0.4 mm or minus 0.4 mm.

Size Permitted variation
General Special
applications applications

mm +mm +*mm

Width

=2 10< 35 05 0.4

> 3< 75 0.8 0.6

> 75<100 1.0 0.7

>100< 125 1.3 0.9

>125<150 15 1.0

Thickness

<10 04 0.3

>10<20 0.5 0.3

>20<40 0.6 0.4

>40<60 0.8 0.5

> 60 1.0 0.7

NOTE. By agreement between purchaser and supplier,
the tolerances may be all plus or all minus, e.g. the
standard tolerance on width for 35 mm wide flats
may be either plus 1.0 mm or minus 1.0 mm.
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Appendices

Appendix A. Hardenability curves for through
hardening boron steels and case hardening steels

This appendix presents the hardenability data for the H
grades specified in sections three and four in graphical form.
This enables a pictorial assessment of the hardenability
characteristics of a particular steel to be made and also
facilitates the comparison of one H grade with another.

It is important that these graphs are not used for specification
purposes. The values to be used are those specified in table 6
(through hardening boron steels) and table 7 (case hardening

steels). They should be selected as recommended in BS 4437.

The graphs contained in this appendix are as follows:

A.1 Hardenability curves for
through hardening boron steels

A1l 170H20
A12 170H36
A13 170H41
Al4 185H40

A.2 Hardenability curves for
case hardening steels

A.2.1 Boron steels

A211 170H15
A212 173H16
A213 174H20
A214 175H23

28

A.2.2 Alloy steels

A221
A222
A223
A224
A225
A226
A227
A228
A2283
A2210
A2211
A22.12
A2213
A2214
A2215
A22.16
A2217
A2218
A22.19

523H15
527H17
590H17
635H15
637H17
655H13
665H17
665H20
665H23
708H20
805H17
805H20
805H22
808H17
815H17
820H17
822H17
832H13
835H15



:Part 1: 1991

BS 970

Appendix A

05

Sh

0%

ww - pua payouanb woJy 3ueySIg .
13 uom_uc YA 02 L € L 6 L S €65

02

[¥a)
o~

11
41T

o

m

L4+

-
wn
m

o
~

/
Vi

[Ty}
s

o
wn

wn
[Va]

(JYH ) 31e3s I 13m0y SSaupJey

o
O

S9

0ZHOLL I1833S L'L'Y
(Ajuo aouepinb 10y) sjeels uoioq Buuapiey ybnoay) 104 SSAIND Ayjqeuspiey L'y

29



BS 970 : Part 1: 1991
Appendix A

.1.2 Steel 170H36
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A.1.3 Steel 170H41
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A.1.4 Steel 185H40
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A.2.1.2 Steel 173H16
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A.2.1.4 Steel 175H23
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A.2.2.3 Steel 590H17
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A.2.2.4 Steel 635H15
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A.2.25 Steel 637H17
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A.2.2.6 Steel 655H13
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A.2.2.7 Steel 665H17

BS 970 : Part 1: 1991
Appendix A

50

45

40

35

30

20

25
Distance from quenched end -mm

gl
LN
m
s
-
et
d
o
-
.
nee ~
“
4 N
2
1 == m
»
4 wn
-
n o wn o 7)) o n o [=)
V. NS n n - ey m m ~

(JYH) @1B3S J )1amyI0Yy SSaupJey

43



BS 970 : Part 1: 1991
Appendix A

44

A.2.2.8 Steel 665H20
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A.2.2.10 Steel 708H20
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A.2.2.13 Steel 805H22
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A.2.2.14 Steel 808H17
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A.2.2.15 Steel 815H17
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A.2.2.18 Steel 832H13
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A.2.2.19 Steel 835H15
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Deoxidation of steel (excluding stainless steels)
B.1 Carbon steel

B.1.1 General. Carbon steel is manufactured in a variety of
ways and certain features affect the ingot structure and
relative uniformity of composition. The method of
deoxidation is of particular importance in this respect and
this should be recognized when considering the application
of carbon steels.

There are three fundamental conditions of supply which are
available within the following broad limits and the purchaser
should state his requirements on the order.

Steel for forgings and drop forgings are required to be killed,
see 1.6.3.1.

B.1.2 Killed steel. Killed steel can be provided over the
whole carbon range. Generally silicon killed steel shall
contain 0.10 % to 0.40 % silicon and if fine grained steel is
required, combined silicon and aluminium deoxidation is
generally used. Killed steels can also be supplied with lower
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silicon contents. in these cases, other deoxidation practices,
e.g. vacuum degassing and treatment with aluminium, can
be used when the carbon content is less than 0.50 %.

A stabilized steel is usually an aluminium killed steel with
sufficient aluminium to give minimal strain-ageing properties
in the final product. Elements other than aluminium can be
used to obtain these properties, but their use is not general.

B.1.3 Semi-killed or balanced steel. Semi-killed or balanced
steels are generally only made in carbon ranges below 0.50 %,
where the application may be less stringent than for killed
steels. Sufficient deoxidants are added to prevent the
formation of a rimmed steel structure.

B.1.4 Rimmed steel. Rimmed steels are normally restricted
to a carbon content of less than 0.25 %, and to a manganese
content of less than 0.70 %. Deoxidants are only added to
these steels to control the rimming action.

B.2 Alloy steel. Alloy steels are required to be killed and
the silicon content shall be within the range 0.10 %
to 0.35 %.
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