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. 2.1.4 ANSI Publication: Available from American National Standards Institute,

1430 Broadway, New York, NY 10018.

ANSI/ASME B46.1 Surface Texture (Surface Roughness, Waviness, and Lay)

2.2 Definitions:

PRODUCTION INSPECTION LOT: Shall be all finished parts of the same part
number, made from a single heat of alloy, heat treated at the same time to

the
for

2.3 Unit Symbolpg:

(]

°C ~ degree Celsius

°F ~ degree Fahrenheit
cmd3 = cubfic centimeter

g - gra

h - hou

in - inc

min - minute of time

% - percent (1% = 1/100)
1bf -~ poupds force

psi - poupnds force per square inch
sp gr -~ specific gravity

3. TECHNICAL REQUIREMENTS:
3.1 Material:

Shall be AMS 5662 heading-stock.
3.2 Design:

same specified condition, produced as one continuous run, and submitted
vendor's inspection at the same time.

~ degree, angle

Finished (completely manufactured) parts shall conform to the fgllowing

requirements:

3.2.1 Dimensionss—TFhe—dimenstons—of finished—parts;—after—att—processing,

including blating, shall conform to the part érawing. Dimensions apply
after plating but before coating with dry film lubricants.

3.2.2 Surface Texture: Surface texture of finished parts, prior to plating or
coating, shall conform to the requirements as specified on the part
drawing, determined in accordance with ANSI/ASME B46.1.

3.2.3 Threads: Screw thread UNJ profile and dimensions shall be in accordance
with MIL-S-8879, unless otherwise specified on the part drawing.

3.2.3.1

Incompiete Threads: Incomplete threads are permissible at the chamfered
end and the juncture of the unthreaded portion of the shank or adjacent
to the head as specified in AS3062.

- 3 blSll‘lbuled under license from the IHS Archive
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3.2.3.2

3.2.4

Chamfer: The entering end of the thread shall be chamfered as specified
on the part drawing.

Geometric Tolerances: Part features shall be within the geometric
tolerances specified on the part drawing and, where applicable, controlled
fn accordance with AS3063.

3.3 Fabrication:

3.3.1

3.3.2

3.3.2.1

3.3‘202

3.3.2.3

3.3.3

Blanks: Heads shall be formed by hot or cold forging; temperature for hot
forging blanks shall be within the range of 1650 to 2000°F. Machined

ced by any
Nrench1ng recesses may be forged or machingd. Flash or

Heat Treatment: Headed blanks shall, before finishing the shank and the
bearing|surface of the head, cold work1ng the head-to-shank fillet radius,
and rolling the threads, be solution heat treated as follows|;
precipitation heat treatment shall follow cold working of thp fillet
radius @nd rolling the threads:

Heatipg Equipment: Furnaces may be any type ensuring unifprm
temperature throughout the parts being heated and shall be| equipped
with,|and operated by, automatic temperature controllers ahd data
recorgers conforming to AMS 2750. The heating medium or atmosphere
shall|cause no surface hardening by carburizing or nitridipg.

Solutjon Heat Treatment:( Blanks shall be solution heat trpated by
heating to a temperature.within the range 1700 to 1850°F, holding at the
seLec:ed temperature-within £25°F for 1 h 0.1, and quenchfing in oil or
water :

Precipitation Heat Treatment: After cold working the fi11pt radius as
in 3.8.4 and(rolling the threads as in 3.3.5, parts shall pe

prect 1tat1on heat treated by heating to 1325°F + 15 in a tontrolled
atmospherey” holding at heat for 8 h + 0.25, furnace cooling at
100°F|£-15 per hour to 1150°F + 15, ho1d1ng at 1150°F & 15(for 8 h %

of the 100°F
per hour cooling rate to 1150°F £ 15, parts may be furnace cooled at any
rate provided the time at 1150°F + 15 1s adjusted to give a total
precipitation heat treatment time of approximately 18 h.

Ox1de Removal: Surface oxide and oxide penetration resulting from prior
heat treatment shall be removed from the full body diameter and bearing
surface of the head of the solution heat treated blanks prior to cold
working the under head fillet radius and rolling the threads. The oxide
removal process shall produce no intergranular attack or corrosion of the
blanks. The metal removed from the bearing surface of the head and the
full body diameter of the shank shall be as 1ittle as practicable to
obtain a clean, smooth surface and in no case shall be so great as to
produce more cutting of flow lines in the head-to-shank junction than
shown in Figure 1B.

®

-d

Distributed under license from the IHS Archive



https://saenorm.com/api/?name=83a9f2c84e21802db9b57c93ad03ae14

SAE AS*74b7 91 EE 7943725 0oo0?8s5 T A

SAE AS7467

3.3.5

“Il 3.3.6

3.4

3.5

‘ 3.3.4 Cold Working of Fillet Radius: After removal of oxide as in 3.3.3, the

head-to-shank fillet radius of headed parts having the radius complete
throughout the circumference of the part shall be cold worked sufficiently
to remove all visual evidence of grinding or tool marks. Distortion due to
cold working shall conform to Figure 2, unless otherwise specified on the
part drawing. It shall not raise metal more than 0.002 in above the contour
at "A" or depress metal more than 0.002 in below the contour at "B" as shown
in Figure 2; distorted areas shall not extend beyond "C" as shown in

Figure 2. In configurations having an undercut associated with the fillet
radius, the cold working will be required only for 90° of fillet arc,
starting at the point of tangency of the fillet radius and the bearing
surface =shank fillet
radius, shouldered bolts, having an unthreaded shank diametet |larger than
the thregd major diameter and having an undercut associatedowith a fillet
between tlhe threaded shank and the shoulder of the unthreaded|shank, the
cold working will be required only for 90° of fillet anc, stafting at the
point of |tangency of the fillet radius and the shouldered surface of the
unthreaddd shank. For parts with compound fillet<radii betwegn head and
shank, cdld work only the radius that blends with the head.

Thread Rq11ing: Threads shall be formed on.the finished, sol¢tion heat
treated Hlanks by a single rolling processcafter removal of oxide as in
3.3.3.

Cleaning] Parts, after finishing, shall be degreased and immérsed in one of
the follgwing solutions for the time and temperature shown:

a. One olume of nitric acid.{sp gr 1.42) and 9 volumes of water for not
less |[than 20 min at room temperature.

b. One volume of nitriccacid (sp gr 1.42) and 4 volumes of water for
30 tq 40 min at room temperature.

c. One yolume of fittric acid (sp gr 1.42) and 4 volumes of water for
10 t@ 15 min-&t 140 to 160°F.

Product Martking:

Each part shall—betddentificationmarkedas—specifiedbythepart drawing,
The markings may be formed by forging or stamping, raised or depressed not
more than 0.010 in maximum, with rounded root form on depressed characters.

Plating or Coating:

Where required, surfaces shall be plated as specified by the part drawing.
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3.6 Mechanical Properties:

Parts shall conform to the requirements of 3.6.1, 3.6.2, and 3.6.3. Threaded
members of gripping fixtures for tensile and stress-rupture tests shall be of
sufficlent size and strength to develop the full strength of the part without
stripping the thread. The loaded portion of the shank shall have a minimum of
three full thread turns from the thread runout exposed between the loading
fixtures during tensile and stress-rupture tests. Finished parts shall be
tested in -accordance with the following applicable test methods:

a. Hardness: MIL-STD=1312~6
b. Room
c
d

MIL-STD-1312-10
MIL-STD-1312-18

. Stresg-Rupture Strength at 1200°F:
. Ultimate Tensile Strength at 1200°F:

3.6.1 Ultimatq Tensile Strength:
3.6.1.1 At Room Temperature:

3.6.1.1.1 Fin{shed Parts: Parts shall have an ultimate tensile load not Tower
- than that specified in Table 2 and shali>be tested to fajlure, first
meaguring and recording the maximum tensile load achieved. If the size
or ghape of the part 1s such that failure would occur outside the
threaded section but the part canibe tested satisfactori)y, such as
parts having a shank diameter equal to or less than the minimum pitch
diameter or having an undercut, parts shall have an ultimate tensile not
r than 185 000 psi; for, stuch parts, the diameter of the area on
whigh stress 1s based shall be the actual measured minimym diameter of
the |part. Tension fasteners with either standard double[hexagon or
hexggon-type heads having a minimum metal condition in the head equal to
the |[design parameters specified 1n AS1132 shall not fracture in the
head-to-shank fillet radius except when this radius is agsociated with
an uUndercut or wtth a shank diameter less than the minimgm pitch
diameter of the thread.

3.6.,1.1.2 Mach

t is such that
shall be
ed as in 4.5.

ined Test Specimens: If the size or shape of the pa
nsile test cannot be made on the part, tensile tests

a. Ultimate Tensile Strength, minimum: 185 000 psi

b. Yield Strength at 0.2% Offset, minimum: 150 000 psi
¢. Elongation in 4D, minimum: 12%

d. Reduction of Area, minimum: 15%

3.6.1.2 At 1200°F:

3.6.1.2.1 Finished Parts: Parts heated to 1200°F + 5, held at heat for 30 min
before testing, and tested at 1200°F + 5, shall have an ultimate tensile
load not lower than the value specified in Table 2 and shall be tested
to failure, first measuring and recording the maximum tensile load
achieved. If the size or shape of the part is such that failure would
occur outside the threaded section but the part can be tested
satisfactorily, such as parts having a shank diameter equal to or less

®
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3.6.1.2.1

3.6.1.2.2

3.6.3.1

3.6.3.1.1

3.6.3 Stress-Ruypture Strength at 1200°F:

(Continued):

than the minimum pitch diameter or having an undercut, parts shall have
an ultimate tensile strength not lower than 145 000 psi; for such parts,
the diameter of the area on which stress is based shall be the actual
measured minimum diameter of the part. Tension fasteners with either
standard double hexagon or hexagon type heads having a minimum metal
condition in the head equal to the design parameters specified in AS1132
shall not fracture in the head-to-shank fillet radius except when this
radius is associated with an undercut or with a shank diameter less than
the minimum pitch diameter of the thread.

Machined Test Specimens: If the size or shape of the part is such that
a tensile test cannot be made on the part, specimens/prepared as in 4.5
shall meet the following requirements when heated to>1200{F + 5, held at
heat |for not less than 30 min before testing, and tested {n accordance

with |ASTM E 21 at 1200°F + 5:

Ttimate Tensile Strength, minimum: 145 000 psi
feld Strength at 0.2% Offset, minimum: 125 000 psi
longation in 4D, minimum: 12%

eduction of Area, minimum: 15%

QO W
-] I =<

3.6.2 Hardness] Shall be uniform and within the range 36 to 45 HRC| but hardness
‘ of the tljreaded section and the head-to-shank fillet area may|be higher as a
result off the cold working operations.

Finishgd Parts: Finished parts, maintained at 1200°F + 3 while the load’
specified in Table 2(is applied continuously, shall not rupture in less
than 23 h. If the shank diameter of the part 1s less than the minimum
pitch qiameter of ‘the thread but the part can be tested sat]sfactorily,
_parts ghall conform to the requirements of 3.6.,3.1.1.

Party having a shank diameter less than the minimum pitch|diameter of

the thread shall be tested as 1n 3.6.3.1 except that the Joad shall be
as specified in 3.6.3.2. The diameter of the area on which stress is

based shall be the actual measured minimum diameter of the part.

3.6.3.2 Machined Test Specimens: If the size or shape of the part is such that a
stress-rupture test cannot be made on the part, a test specimen prepared
as in 4.5, maintained at 1200°F + 3 while a load sufficient to produce an
initial axial stress of 100 000 psi is applied continuously, shall not
rupture in less than 23 h. Tests shall be conducted in accordance with
ASTM E 139,

3.7 Quality:
Parts shall be uniform in quality and condition, clean, sound, smooth, and

free from burrs and foreign materials, and from imperfections detrimental to
their performance.

- 7 Distributed under license from the IHS Archive
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3.7.1

Macroscopic Examination:

Parts or sections of parts as appli

cable, shall be

etched 1n a solution consisting of approximately 40% hydrochloric acid

(sp gr 1,19), 10% of a 30% solution of hydrogen peroxide, and 50% water, or
other suitable etchant, for sufficient time to reveal flow lines but not -
longer than 30 min, and then be examined at a magnification of approximately
20X to determine conformance to the requirements of 3.7.1.1, 3.7.1.2, and
3.7.1.3, except that examination for thread imperfections as specified in
3£7ﬁ163 sh?u1g gezmade by microscopic examination of specimens polished and
etched as in 3.7.2. ‘

3.7.1.1
3.7.1.1.1

sur
exc
3.3
T1n
in

wit
is

sha
par

Flow Lines:

Head-to~Shank:

ace which follow the contour of the part as shown in

Examination of a longitudinal sectioncthr
shall show flow 11nes in the shank, head-to-shank fillet

ough the part
and bearing
Figure 1A,

pt that slight cutting of flow 1ines by the«oxide removal process of
3 is permissible, as shown in Figure 1B; excessive cytting of flow

s 1n the shank, head-to-shank fillet, and<bearing sur

fgure 1C, 1s not permissible except when“an undercut
the fi1let radius. The head style shown in Figures

or 11lustrative purposes only but other symmetrical
1 conform to the above requirements. Flow lines in

face, as shown
1s associated
1A through 1C
ead styles
pset heads on

s having special heads, such as Dee- or Tee-shaped hgads or thinner
AS1132 standard heads, shall-be as agreed upon by purchaser and
or.

tha
ven

Thr
gen
thr

3.7.1.2 Internal Defects: Examination of longitudinal sections of
shank |and of the threads shall reveal no cracks, laps, or g
1aps in threads as.-permitted in 3.7.1.3.3 and 3.7.1.3.4. The head and
shank [section shall extend not less than D/2 from the bearing surface of
the head and (the threaded section shall extend not less than D/2 beyond
the thread runout where "D" is the nominal diameter of the [shank after
heading. « .If the two sections would overlap, the entire length of the part
shall |beosectioned and examined as a whole.

3.7.1.3 Threads:

1 follow the
t root of

ads: Flow 1ines in threads shall be continuous, shal
ral thread contour, and shall be of maximum density s
ad (see Figure 3).

3'7'1']'2

the head and
orosity except

3.7.1.3.1 Root defects such as laps, seams, notches, slivers, folds, roughness,
and oxide scale are not permissible (see Figure 4).

3.7.1.3.2 Multiple laps on the flanks of threads are not permissible regardless of
location. Single Taps on the flanks of threads that extend toward the
root are not permissible (see Figures 5 and 6).

3.7.1,3.3 There shall be no laps along the flank of the thread below the pitch

diameter (see Figure 7). A single lap is permissible along the flank of
the thread above the pitch diameter on either the pressure or
nonpressure flank (one lap at any cross-section through the thread)
provided 1t extends toward the crest and generally parallel to the flank
(see Figure 7).
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w

w

Mi
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hy
re
4

at
re
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Fl
pe

.3.4 Crest craters, crest laps, or a crest 1ap in combination with a crest

crater are permissible provided that the imperfections do not extend
deeper than 20% of the basic thread height (see Table 1) as measured
from the thread crest when the thread major diameter is at minimum size
(see Figure 8). The major diameter of the thread shall be measured
prior to sectioning. As the major diameter of the thread approaches
maximum size, values for depth of crest crater and crest lap
imperfections listed in Table 1 may be increased by one-half of the
difference between the minimum major diameter and the actual major
diameter as measured on the part.

croscopliic Examination: Specimens cut from parts shall be pqlished, etched
Kalling's reagent [100 cm3 of absolute ethyl alcohol, 100 dm3 of
drochioric acid (sp gr 1.19), and 5 g of cupric chlorided, Marble's

agent [0 cm3 of hydrochloric acid (sp gr 1.19), 20 cimd of water, and

g of cupric sulfate pentahydratel, or other suitable etchant, and examined
a magn[ification not lower than 100X to determine conformange to the

quirements of 3.7.1.3, 3.7.2.1, 3.7.2.2, and 3¢7.2.3.

Microstructure: Parts shall have microstructure of completqly
recrystallized material except in the area of the threads and the
head-to-shank fillet radius.

Grain Size: Shall be predominantlyc3 or finer with occasional grains as
Targe as 2 permissible, as determtned by comparison of the gpecimen with
the chart in ASTM E 112; grain 'size shall be substantially yniform without
pronounced segregation of fine-and coarse grain areas conforqming to
standards agreed upon by purchaser and vendor. In case of disagreement on
gra1n 1ze by the comparison method, the intercept (Heyn) procedure shall
e used.

Surface Hardening: ‘Parts shall have no change in hardness firom core to
surface except aswproduced during cold working of the head-to-shank fillet
radius [and during rolling of threads. There shall be no evidence of
carburizationy,-recarburization, or n1tr1d1ng. In case of d{spute over

unrolldd : XCcee xre than 30
points shall be evidence of nonconformance to th1s requirement

uorescent Penetrant Inspection: Parts shall be subject to fluorescent
hetrant inspection in accordance with AMS 2645; any required plating or

coating shall be removed for this inspection.

.
0

.3.1.2

The following conditions shall be cause for rejection of parts inspected.

Discontinuities transverse to grain flow (i.e., at an angle of more than
10° to the axis of the shank), such as grinding checks and quench cracks.

Longitudinal indications (i.e., at an angle of 10° or less to the axis
of the shank) due to imperfections other than seams, forming laps, and
nonmetallic inclusions.

— 9 Distributed under license from the IHS Archive
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3.7.3.2 The following conditions shall be considered acceptable on parts inspected. '

3.7.3.2.1 Parts having longitudinal indications (i.e., at an angle of 10° or less
to the axis of the shank) of seams and form1ng laps parallel to the
grain flow that are within the 1imits specified in 3.7.3.2.2 through
3.7.3.2.5 provided the separation between indications in all directions
is not less than 0,062 in.

3.7.3.2.2 Sides of Head: There shall be not more than three indications per
head. The length of each indication may be the full height of the
surface but no indication sha]] break over e1ther edge to a depth
gres than—0.0 nor the equivalent of + S ead height (see
Tablle 1, whichever is less.

3.7.3.2.3 Shank or Stem: There shall be not more than five indications. The
length of any indication may be the full length of)the syrface but the
toteyl length of all indications shall not exceed,twice the length of the
surflace. No indication shall bréak into a fillet or over an edge.

3.7.3.2.4 Threads: There shall be no indications,. eXcept as permitited in 3.7.1.3.
3.7.3.2.5 Top [of Head and End of Stem: The number of indications is not
restricted but the depth of any individual indication shdl1 not exceed

0.0710 in, as shown by sectioning representative samples. | No indication,
except those of 3.7.3.2.2, shall‘break over an edge. b

4. QUALITY ASSURANCE PROVISIONS:

4.1 Responsibijlity for Inspection
The vendor| of parts shallssupply all samples and shall be respgnsible for
performingl all required-‘tests. Purchaser reserves the right tg perform such
confirmatory testing as—tdeemed necessary to ensure that the pants conform to
the requirements of-this specification.

4,2 Classification ofiTests:

a. Accept nee tests wh1ch are to be performed on each product1on inspection
Tot. A—stm : .

b. Periodic tests which are to be performed periodically on production lots
at the discretion of the vendor or purchaser. Ultimate tensile strength
test at 1200°F in 3.6.1.2 1s classified as a periodic test and shall be
performed when requested by the purchaser.

4.3 Acceptance Test Sampling:

4.3.1 Nondestructive Test - Visual and Dimensional: A random sample will be
selected from each production inspection lot; the size of the sample to be
as specified in Table 4. The classification of defects for parts shall be
as specified in Table 5. Defects not classified in Table 5 shall be
classified as Minor B defects. All dimensional characteristics are p
considered defective when out of tolerance.

- 10 -
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4.3.2

4.3.3

4.3.4

4.3.5

4.4

4.5

4.6

Hardness Test (See 3.6.2): A random sample shall be selected from each
production inspection lot; the size of the sample shall be as specified in
Table 6, Column A. The sample units may be selected from those that have
been subjected to and passed the visual and dimensional inspection, with
additional units selected at random from the production inspection 1ot as
necessary.

Fluorescent Penetrant Inspection: A random sample shall be selected from
each production inspection lot; the size of the sample shall be as specified
in Table 4 and the AQL shall be as specified in Table 5. The sample units
may be selected from those that have been subjected to and passed the visual
and dimenstona : axddH-tHonst— gd—xtrandom from
the prodyction 1nspect10n lot as hecessary.

Destructive Tests: A random sample shall be selected from ea¢h production
inspectign lot; the size of the sample shall be as specified {n Table 6,
Column BJ) The sample units may be selected from thoSe that hgve been
subjected to and passed the nondestructive tests and the fluoyescent
penetrant inspection, with additional units selected at random from the
productign inspection lot as necessary.

Acceptange Quality: The acceptance quality level (AQL) and accepfanee
number off defectives for the acceptance 'tests shall be as spe¢ified in
Tables 4|and 6.

Periodic Tast Sampling:
As agreed ypon by purchaser and vendor.
Test Specimens:

Specimens for tensile and-stress-rupture testing of machined tept specimens
shall be of standard_proportions in -accordance with ASTM E 8 with either 0.250
in diameter at the reduced parallel gage section or smaller speCimens
proportiongl to the)standard when required, Specimens shall be|machined from
finished parts or>coupons of the same lot of alloy and be procepsed together
with the parts.they represent. Specimens shall be machined from the center of
parts 0.750 Gdn and under in nom1na1 diameter from the center of coupons 0.800
in and under ot t—oHame o a15t3 petween parattet sides, and from
mid-radius of larger parts or coupons.

Reports:

The vendor of parts shall furnish with each shipment a report stating that the
chemical composition of the parts conforms to the applicable material
specification, showing the results of tests to determine conformance to the
room temperature tensile property, hardness, and stress-rupture requirements,
and stating that the parts conform to the other technical requirements of this
specification. This report shall include the purchase order number, AS7467,
Tot number, contractor or other direct supplier of material, part number,
nominal size, and quantity.
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4,7 Resampling and Retesting:

If any part or specimen used in the above tests faills to meet the specified

requirements for design as in 3.2, mechanical properties and quality as in 3.6
and 3.7, disposition of parts may be based on the results of testing three
additional parts or specimens for each original nonconforming part or

specimen,

5. PREPARATION FOR DELIVERY:

5.1
5.1.1
5.] 02

5.1.3

5.1.4

5.1.5

6. ACKNOWLEDG

Packaging|and Identification:

fon:
S, NICKEL BASE ALLOY, STRESS~RUPTURE:RATED

BER
ORDER NUMBER

URER'S IDENTIFICATION

FASTENE
PART NU

fasteners shall be sujtably protected from abrasion
andling, transportation, and storage.

al practice and:th compliance with applicable rules :
ng to the hand¥ng, packaging, and transportation of
arrfer acceptance and safe delivery.

ct U.SCMiT1itary procurement, packaging shall be in ¢
2073~1; industrial packaging, unless Level A is spec

Failure of any retest part or specimen to meet the specified
requirement shall be cause for rejection of the parts represented and no

additional testing shall be permitted. Results of all tests shall be reported.

ving different part numbers shall be packed in_separate containers.

tainer of parts shall be marked to show not less than the following

and chafing

rs of parts shall ‘be prepared for shipment in accordance with

and regulations
the product to

accordance with
fied in the

A vendor shall mention this specification number in all quotations and when
acknowledging purchase orders.

7. REJECTIONS:

Parts not conforming to this specification, or to modifications authorized by
purchaser, will be subject to rejection.
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8. NOTES:

8.1 Direct U.S. Military Procurement:
Purchase documents should specify the following:
Title, number, and date of th1srspec1fication
Part number of parts desired

Quantity of parts desired
Level A packaging, if required (see 5.1.5)

8.2 Key Hords:

Bolts, screws, procurement specification

PREPARED BY SAE COMMITTEE E-25,
GENERAL STANDARDS FOR AEROSPACE PROPULSION SYSTEMS

n
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smooth, well formed grain flow following the contour of the under
head filflet-radius,

.
.

NOTE

QaTISTACTOTY Lraih FIOW

IR ~

FlGURE
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NOTE: Showing maximum permissible cutting of grain flow after machining to remove
contamingtion oxide.

FIGURE 1B -~ Minimum Acceptable Standard

NOTE: Showing excessive cutting of grain flow in the shank, fillet, and bearing
surface which is not permissible.

FIGURE 1C - Unacceptable Grain Flow

<
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Nomipal Bolt Diameter C, maximum
fnch fnch
Up to 0.3125, excl 0.062
0.3125 and 0.375 0.094
0.4375 to 0.625, 1incl 0.125
0.750 to 1.000, 1incl 0.156
Over—-000 0188

i+
J |
e~ -

FIGURE 2 - Permissible Distortion From Fillet Working
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VAVAV

FIGURE 3 - Flow Lines, Rolled Thread

Not Perm1ss1b1e Root

FIGURE 4 - Root Defects, Rolled Thread

Not Permissible

Root
FIGURE 5 - Laps Below PD Extending Toward Root, Rolled Thread

*P‘erm'i Ss;ly

Root

FIGURE 6 ~ Laps Above PD Extending Toward Root, Rolled Thread
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//atffrmissib1e

Not Permissible

FIGURE 7 - Laps Extending Towards Crest, Rolled Thread

~ At Minimum Major Dia, Maximum Permissihle Defect
20% of Basic Thread Height (See Table 1)

[: Jee Note A [‘ See Note A

\
L-—T—-
i . _L1/2 Tol on Major Dia
r

— Basic Thread Height

Root

Note A: Depth of defect equals 207 of basic thread
height plus 1/2 the difference of the actual
major diameter and minimum major diameter.

FIGURE 8 - Crest Craters and Crest Laps, Rolled Thread

-
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TABLE 1 - Thread Height

Thread 20% Basic
Pitches Basic Thread Height Thread
Per Inch Ref (See Note 1) Height
1 ;|Ib:l :llb:l
80 0.0081 0.0016
72 0.0090 0.0018
64 0.0102 0.0020
56 0.0116 0.0023
48 0.0135 0.0027
44 0.0148 0.0030
40 0.0163 0.0033
36 0.0181 0.0036
‘ 32 0.0203 0.0041
28 0.0232 0.0046
24 0.0271 0.0054
20 0.0325 0.0065
18 0.0361 0.0072
16 0.0406 0.0081
14 0.0464 0.0093
13 0.0500 0.0100
12 0.0542 0.0108
1 0.0591 0.0118
1 0.0650 0.0130
9 0.0722 0.0144
8 0.0813 0.0163

Note 1: Basic thread height is defined as being
equivalent to 0.650 times the pitch, where pitch
equals 1/n,
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