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Hard-Drawn Mechanical Spring Wire and Springs
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Springs

Heat Treatment—Tension and compression springs coiled from this wire shall be stress relieved for a
minimum of 30 min at a temperature of 230 to 260 °C (450 to 500 °F) unless otherwise agreed upon between
purchaser and supplier.

Surface—The surface condition of the finished parts shall be as described for the wire except in certain
instances where shot peening might be used. In addition, there shall be no excessive coiling marks, nicks, or
gouges which would affect the serviceability of the part.

Hydrogen Embrittlement—To relieve hydrogen embrittlement, electroplated parts shall be heated at 175 to
190 °C (350 to 375 °F) for a minimum of 2 h immediately after plating.
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