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These bands are part of the compressor rotor assembly. They are -circular
bands, shaped in the softened condition from steel wire to specification 60 SC 7
or 45 SCD 6, and later heat treated to a spring temper by a 8902
ment followed by oil quenching and tempering. '

C salt bath treat—

The part numbers involved, and ring dimension in each case, are as

follows :

Part ng

501.108.080
1" to089
" " 082
1 083
1" " 084
E " " 085

Int., diam.
m. inse.

390 15.35

424 16.7
457 18
485 19.1
512.2 20.16
536 21.1

SNECMA assemble these rings, 15 at a2 time, on a ring type holding fixture
for the salt bath treatment at 8902 C and oil quenching. A test piece of wire,
about 8 inches long and taken from the same coil that the rings were made from, is
attached © each fixture load being heat treated. This test piece is later sent to
the laboratory for tensile testing. '

Zqu Jitae Rwics e Sfervs

s pre0  Hs Fansted  FARIT
Vo o SRETEWT

/5” Lurs #£7, i%



It is not unusual to have to heat treat these rings two or three times
in order to meet the tensile requirements. If the requirements cannot be met after
the third heat treatment, the batch is rejected. To assist in meeting the require-—
ments; it is essential that the oil quenching bath be located as close as possible
to' the salt bath in order to keep the time of transferring from the salt to oil
beth to the minimum. ' o

The SWECMA salt bath for carrying out this heat treatment is an immersed
electrode type having an oval shaped salt pot. The working dimensions are
19 3/ 4 23.5/8"X 24" deep. with the largest rings assembled on a holding fixture
the maximum working dimensions of this bath are required.

Based on the C.A.C salt bath working dimension information that is avai-
lable here as being 15" diameter, it will not be possible to heat treat these parts
by this method at C.A.C. This subject has been discussed with the Heat treatment
section at Kellermann, who have suggested the following :

a) a larger salt bath be installed.

- or

b) the rings be -copper plated and heat treated in an open furnace.

SNECMA have not had. experience with heat treating these parts in the

_copper plated condibion ex. an open furnace, but see no reason why it would not

be satisfactory.
Recommendations :

Unless there are reasons not here known; it.is recommended that C.A.C
heat treat these parts in the copper plated condition ex an open atmoshere furnace.

Yours faithfully,

G.H. FOSTER



A 501.108.080/085

Tolerances DT 05-16.

Silver plate . Variation coat per face

M4-PE (DT 03-95)
Material 60 SC 7 or 45 SCD 6
TR R 160, HBY, 470

Wire dlam. 24 5 ma
Heat treat : 5"“”

Preheat 5008 . lhour. N

Increase to 8900 ¢ in salt 3:af

"’54.O+120f03

Time : 6 mn 60 SC 7
12 mn 45 SCD 6.

0il quench
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+ 0.010
+ 0,006

Treat the test sample the same as part in accordance with MCL 02.

Raise to 4502 C. 1 hour 45 3CD 6.

Air cool

or 425°C 15 mn 60 SC 7
Air cool

R), 160 . ‘}113}4 470

~ Silver plate. .



