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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards bodies (ISO
member bodies). The work of preparing International Standards is normally carried out through ISO technical
committees. Each member body interested in a subject for which a technical committee has been established has
the right to be represented on that committee. International organizations, governmental and non-governmental, in
liaison with ISQ _also take part in the work ISQ collabarates closely with the International Flectrotechnical
Commission|(IEC) on all matters of electrotechnical standardization.

International|Standards are drafted in accordance with the rules given in the ISO/IEC Directives, Part’3.
The main tagk of technical committees is to prepare International Standards. Draft Internatiohal Standards adopted
by the techmical committees are circulated to the member bodies for voting. Publication as an Infernational
Standard requires approval by at least 75 % of the member bodies casting a vote.

Attention is qrawn to the possibility that some of the elements of this International Standard may be the|subject of
patent rights| ISO shall not be held responsible for identifying any or all such patent rights.

ISO 15872 was prepared by Technical Committee ISO/TC 20, Aircraft @hd/’space vehicles, Subcommittee SC 4,
Aerospace fgstener systems.

Annex A forms a normative part of this International Standard.
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ISO 15872:2002(E)

Aeros

pace — UNJ threads — Gauging

161.

1 Scope

This Internjational Standard gives information for the gauging of ISO UNJ threads complying with 1SO.3

Other methods of ensuring that the product is within the specified limits may be used, provided ‘Correlation with the
specified gauges is established [see 8.2.e)].

2 Norr

The follow
this Intern
publication
investigatg
undated r
maintain r

ISO 1:200
specificati

ISO 3161:
ISO 5408:
ISO 8015:

ISO 14253
measuring

ISO/TR 14

3 Terms, definitions, symbols and abbreviated terms

native references

ng normative documents contain provisions which, through reference in this text, constitute
s do not apply. However, parties to agreements based onthis International Standard are e
the possibility of applying the most recent editions ofthe normative documents indicate
pferences, the latest edition of the normative document referred to applies. Members of
bgisters of currently valid International Standards.

P, Geometrical Product Specifications (GPS) *'Standard reference temperature for geome
bn and verification

1999, Aerospace — UNJ threads —-General requirements and limit dimensions
1983, Cylindrical screw threads - Vocabulary
1985, Technical drawings—_Fundamental tolerancing principle

-1:1998, Geometrical\Product Specifications (GPS) — Inspection by measurement of wo
equipment — Part\1:"Decision rules for proving conformance or non-conformance with speg

638:1995, Geomietrical product specification (GPS) — Masterplan

provisions of

ational Standard. For dated references, subsequent amendments to, or revisions of, any of these

hcouraged to
d below. For
SO and IEC

{rical product

rkpieces and
ifications

3.1 Terms and definitions

For the purposes of this International Standard, the terms and definitions given in ISO 5408 and the following apply.

3.1.1
best wire

size

cylinder or sphere which has a radius so that it will contact the thread flanks at the pitch cylinder intersection

NOTE

The radius of the best wire or sphere is theoretically equal to 0,288 68P.

© I1SO 2002 — Al rights reserved
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3.1.2

indicating gauge
device having contacts which will precisely compare the size of a work piece thread to a setting standard of known

dimensions

NOTE

The value for the indicated characteristic thus established is the dimensional value attributed to the work piece. An

indicating gauge may have contacts designed to measure any thread characteristic. This International Standard specifies the
characteristics and designs for ISO UNJ threads.

3.1.3

simple pitch diameter

diameter of an_imaginary cylinder intersecting an actual thread over the width of one groove where that width is
equal to one [half of the basic pitch
314
virtual pitch|diameter
pitch diameter of the smallest (for external threads) or largest (for internal threads) perfect thread|form with
GO gauge piofile which can engage the product threads for a distance equal to the GO gauge thread engagement
3.2 Symbpls and abbreviated terms
See Table 1.
Table 1 — Symbols, abbreviated terms and definitions
Symbol or Symbol or
abbreviatedl Definition abbreviated Definition
term term
D Basic minor diameter of the internal T .2 Tolerance for each flank angle ¢f a profile
1 thread of a workpiece al with complete flanks
d Basic pitch diameter of the external T .2 Tolerance for each flank angle ¢f a profile
2 thread of a workpiece a2 with truncated flanks
. Tolerance on the pitch diameter of
os Fundamental dev!atlon of theexternal Tep GO and NOT GO screw check plugs,
thread of a workpiece ;
wear check plugs and setting plugs
Fundamental deviation of'the internal Tolerance for the major diametdr of the
El . T, .
thread of a workpiece external thread of a workpiece
. ( i Tolerance for the pitch diameteq of the
T
H Height of the-triangle of a thread profile a2 external thread of a workpiece
H Toleranée-for the diameter of plain plug T Tolerance for the minor diametgr of the
1 gauges a3 external thread of a workpiece
H Tolerance on the size of check plug T Tolerance for the minor diametdr of the
P gauges for plain calliper gauges D1 internal thread of a workpiece
LML Least material limit Ty .I olerance for the piich dlqmete of the
internal thread of a workpiece
Distance between the middle Of. the Tolerance for the pitch diameter of GO
m tolerance zones Ty of a screw ring gauge Tp and NOT GO screw plud gaudes
and Tp of a GO check plug plug gaug
. o Tolerance for the pitch diameter of GO
T,
MML Maximum material limit R and NOT GO screw ring gauges
Amount available for permissible wear of
P Pitch Wso GO screw plug gauges and GO screw
ring gauges
2 © 1SO 2002 — All rights reserved
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Table 1 (continued)
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and the lower limit of the minor diameter
of a workpiece

Symbol or Symbol or
abbreviated Definition abbreviated Definition
term term
. L Distance between the middle of the
Amount available for permissible wear of tolerance zone T.. of a GO screw plu
WNe NOT GO screw plug gauges and NOT ZpL PL™ = piug
GO screw ring gauges gauge and the lower limit of a workpiece
thread
Distance between the middle of the Distance between the middle of the
Z1 toterance—zone 1'[1 of -GS p:uy gauge ZR toterance—zone TR of a-GO6-sgrew ring

gauge and the upper limit'of o workpiece
thread

4 Types of gauges

4.1 Gauyges and setting plugs for external product threads

The functlon, design and use of gauges and setting plugs for external

following qubclauses:

Gauge type

a) GO s¢rew ring gauges

b) Setting plug for adjustable GO screw ring and indicating thread gauges

c) Virtug pitch diameter indicating thread gauges

d) Simple pitch diameter indicating thread gauges

e) Flat cpntact gauges for major diameter

f)  Point contact indicating thread gauges for minor diameter

g) Opticg@l comparator for root fadius and minor diameter

4.2  Gauges for internal product threads

product threads are explained in the

Subclause
6.1.2
71
6.1.1
6.1.3
6.1.4
6.1.5
6.1.6

The functipn, design-and use of gauges for internal product threads are explained in the following subdlauses:

Gauge type Subclause
a) GO sctrewplug-gauges 621
b) NOT GO screw plug gauges 6.2.2
c) Plain gauges for minor diameter (plug gauge) 6.2.3
d) GO full form screw plug gauges 6.2.3.2
e) Virtual pitch diameter indicating thread gauges 6.2.4
f)  Simple pitch diameter indicating thread gauges 6.2.5
g) Setting ring gauge for indicating thread gauges (solid type) 6.2.6

© I1SO 2002 — Al rights reserved
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5 Reference temperature

In accordance with ISO 1, the dimensions of the gauge and the product shall be checked at the temperature of 20 °C.

If the product and the gauge have the same coefficients of linear expansion, the temperature may deviate from 20 °C

provided the

temperature of the product and the gauge are the same.

If the product and the gauge have different coefficients of linear expansion, the temperature of both, at the time of
gauging, shall be:

a)

20°C+

20 °C + 2 °C for sizes 1,000 UNJ and smaller;

b)

6 Functi

6.1 Gaug

6.1.1 Virtu

6.1.1.1

1 °C for Iargnr threads

pn, design and use of gauges
ps for external threads

bl pitch diameter indicating thread gauges

account vari

an enlargement of the virtual pitch diameter. In addition, virtual pitch diameter control ensures the f
contact is sufficient to assure that the root radius does not exceed the maximum limit. Measurement of v
diameter with indicating gauges shall be obtained to calculate virtual*thinus simple pitch diameter differer

the simple p|

pitch diametgr and the form variation limits in ISO 3161.

6.1.1.2

rolls are des
gauge length
configuration

6.1.1.3

t measures, on two or three segments or rolls, the maximum material virtual pitch diameter
tions of form such as pitch variation, helix and flank variations; roundness and taper which

tch diameter limits, gauged in accordance with 6.1.3)are within the limits defined by the

ndicating gauges have two or three contacts at' 180° or 120° respectively. Gauges with sg
igned with the length of the GO virtual maximum material gauging elements equal to th
equal to nine pitches (P) or the basic, major diameter of the thread, whichever is the s
and profile requirements, see Figure. 1.

circle surrou
product min

'he minor diameter of the GQ virtual maximum material thread segments and the diam
ded by the roll cluster of GOtvirtual maximum material rolls shall be equal to the pitch diam
s 0,375H, less the Tp_ value in Table 2 minus tolerance when assembled in the gauge f

taking into
produces
ank angle
rtual pitch
tial unless
maximum

gments or
e GO ring
allest. For

bter of the
eter of the
ame. This

corresponds|to a flat width of 0,312.5P“on the minor crest for the thread. The crest shall be flat in an axial plane

and parallel {

6.1.1.4
maximum m
toward a sh

o the axis of the segments or rolls.

he major diameter of the GO virtual maximum material segments and the root of the
terial rolls shall’be cleared beyond a 0,125P flat either by an extension of the flanks of
rp vee or.by’an undercut no greater than 0,125P maximum width and approximately centra

GO virtual
the thread
I. The root
is cleared

within the limits specified in Table 3. For the pitch variations, see Table 4.

6.1.2 Solid

or adjustable GO screw ring gauges

To ensure the ease of assembly of product threads and conformance to the maximum material virtual pitch
diameter limits, GO screw ring gauges with thread form in accordance with Figure 1 and setting gauges in
accordance with 7.1 may be used. Solid GO screw ring gauges shall not be permitted to exceed the product thread
dimensional limits. The gauge thickness / length shall be standardized, see 6.1.1.2. The gauge tolerances shall be
in accordance with the amount Wgo available for permissible wear of GO screw plug gauges and GO screw ring

gauges, see

Table 5.

© 1SO 2002 — All rights reserved
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6.1.3 Simple pitch diameter indicating thread gauges

The simple pitch diameter indicating gauge with cone and vee rolls or segments or rolls with best wire size radius is
applied to insure that the pitch diameter is greater than the minimum limit. The indicators are set to the GO
threaded setting plug gauge. Readings indicate the position of the pitch diameter and the minimum measurement
shall be no less than the minimum pitch diameter limit. The minimum measured pitch diameter shall be within the
ISO 3161 form variation limit compared to the virtual pitch diameter measurement in accordance with 6.1.1, i.e. the
differential value.

The simple pitch diameter contacts have cone and vee rolls or segments which contact the product pitch cylinder.
Other designs have two or three rolls with radii on annular ribs on rolls made to best wire size. The product thread
contacts is restricted to 1,5 pitch lengths. See Figures 2 and 3 for design and contact form.

6.1.4 Magjor diameter gauges

The maxithum limit of the major diameter may be checked with a plain ring gauge, a plain|, GO calljiper, or plain
diameter-measuring device, see Figure 4. The minimum limit of the major diameter shalh-be checked with a plain
diameter measuring device set to a plain diameter plug with Hp tolerance, see Table 6.“A plain micrometer calliper
may be used to measure the major diameter and may have standard gauge block settings.

6.1.5 Miphor diameter gauges

It shall be|set to the plain minor diameter setting plug with Hp tolerance, See Table 6. See Figure 5 fqr design and
contact form.

6.1.6 Opgtical comparator checks

The optical comparator shall be used to verify the root radids by comparing the shadow contour fo the radius
charts. The minor diameter may also be measured withyan optical comparator using appropriate measuring
techniques.

6.2  Gauging for internal threads

6.2.1 GO screw plug gauges

To ensurq the ease of assembly of threads and conformance to the maximum material virtual pitgh and major
diameter Illmits, GO screw plug gauges’ or the full form GO screw plug gauge in accordance with 6.2.3.2 shall be
used. For pauge tolerances, see fables 2, 3 and 4.

6.2.2 NOT GO screw plug'gauges

To check {hat the simplépitch diameter is not greater than the maximum limit, NOT GO screw plug gapiges shall be
used. For gauge tolerances, see Tables 2, 3 and 4.

6.2.3 Mihor diameter gauges

6.2.3.1 The minimum minor diameter may be evaluated by a plain cylindrical GO plug gauge or a GO full form
screw plug gauge in accordance with 6.2.3.2. The maximum minor diameter may be checked with a plain
cylindrical NOT GO plug gauge. The diameters of the plain plugs shall be based on the minimum minor diameter
specified in ISO 3161 with gauge tolerance H, specified in Table 7. Internal micrometer callipers may be used to
measure the minor diameter.

6.2.3.2 The GO full form screw plug gauge shall be a modified GO screw plug gauge with a controlled root
radius on the gauge, (see Figure 6), equal to the maximum external thread root radius specified in ISO 3161 with a
radius tolerance in accordance with Table 8.

6.2.4 Virtual pitch diameter indicating thread gauges

6.2.4.1 It measures, on two or three segments or rolls, the maximum material virtual pitch diameter taking into
account variations of form such as pitch variation, helix and flank variations, roundness and taper which produces a

© 1SO 2002 — Al rights reserved 5
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decrease in the virtual pitch diameter. The virtual pitch diameter shall be measured using indicating gauges to
calculate the simple minus virtual pitch diameter differential unless the simple pitch diameter limits are within the
limits defined by the minimum pitch diameter and the form variation limits in ISO 3161.

6.2.4.2 Indicating gauges have two or three contacts at 180° or 120° respectively. Gauges with segments or
rolls are designed with the length of the GO virtual maximum material gauging elements equal to the GO plug
gauge length equal to nine pitches (P) or the basic major diameter of the thread, whichever is the smallest. For
configuration and profile requirements, see Figure 7.

6.2.5 Simple pitch diameter indicating thread gauges

The simple gitch diameter indicating thread gauge with cone and vee rolls or segments or rolls with theg best wire
size radius ig applied to insure that the pitch diameter is not greater than the maximum limit. The indieatprs are set
to the GO fhreaded ring gauge. Readings indicate the position of the pitch diameter and. the [ maximum
measuremer]t shall be not greater than the maximum pitch diameter limit. The maximum meagured pitch diameter
shall be within the ISO 3161 form variation limit compared to the virtual pitch diameter measurement made in
accordance \vith 6.2.4.1.

The simple gitch diameter contacts have cone and vee rolls or segments which contaet the product pitgh cylinder.
Other designs have two or three rolls with radii on annular ribs on rolls made to best-wire size. The product thread
contacts is rgstricted to 1,5 pitch lengths. See Figures 8 and 9 for design and contact form for simple pitch diameter
indicating thread gauges.

6.2.6 Setting ring gauge for indicating thread gauges

The virtual pitch diameter indicating thread gauge and the simple“-pitch diameter indicating thread| gauge to
measure intdrnal threads is set with the solid GO screw ring gauge:

7 Setting gauges for external threads

7.1 The virtual pitch diameter indicating gauge istset to the threaded setting plug whose average simple pitch
diameter (sef Figure 10), is below basic size by‘the value m specified in Table 9. The m factor adjusts the size of
the setting pJug so as to correct for the potential diametrical equivalents of the average variation which would be
expected in the pitch and flank angles of thé plug for adjustable GO screw ring gauges.

7.2 Setand check the GO screw ring gauge as required. Check the GO screw plug gauge as required.

7.3 Set th¢ simple pitch diametéer indicating gauge to the calibrated or marked pitch diameter setting pjug gauge.
These gauges are the same setting gauges as described in 7.1 to permit differential measurement calculatipns.

7.4 Set the major andyminor diameter indicating gauges to their respective plain setting plugs. The diameter of
these plain getting plugs'shall be made to the maximum dimension with a negative tolerance of Hp, sg¢e Table 6
and Figures |1 and™2. The micrometer callipers may have standard gauge block settings.

8 Gauging of threads

8.1 Gauges with a wear allowance, which allows gauges to exceed the maximum or minimum limits of the
product thread, are not permitted for UNJ threads.

A product thread characteristic is acceptable when any appropriate standardized gauge can be assembled. The

manufacturer is responsible for ensuring that, whatever the case, the means ultimately assures characteristics in
accordance with the envelope requirements (see annex A).

6 © 1SO 2002 — All rights reserved
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8.2 External threads shall be evaluated as follows:

a) check the virtual pitch diameter by measurement using either an indicating gauge or an assembly with a GO
threaded ring gauge;

b) measure the simple pitch diameter with an indicating gauge;

c) compare the difference between the virtual and simple pitch diameter measurements to evaluate the
cumulative effect of variations defined in ISO 3161;

d) check thread minor and major diameters with indicating gauge and root contour with an optical comparator or

tracin

L
g 11TaCliniie,

e) normally, the use of more than one gauge option is not required. A product thread characteristic

it sati
extern
the G

8.3 Inte

a) check
GO s
diame

b) check
diame

c) check
NOT

and

sfies any one appropriate standard gauge. However, if there is a conflict between gauges fg
D thread ring gauge. Wear check plugs shall not exceed the basic profile.

nal threads shall be evaluated as follows:

the maximum material limit of the virtual pitch diameter as well as.the”minimum major dic
ter by measurement with an indicating thread gauge may be uséd also;

the minimum material pitch diameter with a NOT GO serew plug gauge. Measuring the
ter with an indicating thread gauge is, except for thread¢sizés less than 0,190 in, required,;

the minimum minor diameter with either a GO plain‘plug gauge or GO full form screw plug
50 plain plug gauge to check the maximum minordiameter.

Table 2 — Tolerances for pitch diameter of GO and NOT GO screw plug gauges
bn pitch diameter of GO and NOT GO screw check plugs, wear check plugs and settin

Tolerances in inches

s accepted if
r the product

al thread maximum material limit, the product thread shall be accepted as long, as the thfead satisfies

meter with a

Crew plug gauge. A full form screw plug gauge may be used for this check. A check for the virtual pitch

simple pitch

pauge. Use a

j plugs

Typ orlp> Tep® Tp®
over up to and including
— 0.002 0,000 2 0,000 2
0002 0,003
0,003 0,006 0,000 3 0,000 3
0,006 0,008 0,000 35 0,000 4
0,008 0,012 0,000 47 0,000 5
0,012 0,020 0,000 6 0,000 7
0,020 0,026 0,000 7 0,000 9
@  See Figure 10.
b See Figure 13.
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Table 3 — Tolerances for each half-angle

Tolerances in minutes of an angle

Pitch
Number of
threads per inch s Tpql22 Tpol22
in
80 0,012 500 +60
72 0,013 889 +48
64 0,015 625 +40
56 0,017 857 +35
48 0,020 833 + 31
44 0,022 727 +26
40 0,025 000 +25
36 0,027 778 +21
32 0,031 250 +18
28 0,035714 +17 +17
24 0,041 667 +16
+16
20 0,050 000 +15
18 0,055 556 +(13
16 0,062 500 +12 +16
14 0,071 429 +11
13 0,076 923
+10 +14
12 0,083 333
11 0,090.909 +13
+9
10 0,100 000 +12
9 0,111 111
8 0,125 000 +11
7 0,142 857
6 0,166 667 +8
5 0,200 000
+10
4,5 0,222 222
4 0,250 000
a4 See Figure 14.

© 1SO 2002 — All rights reserved
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Values in inches

Gauge thread length

> 1,250 > 2,000
< 1,250
< 2,000 < 3,150
TP
0,000 2 0,000 24 0,000 28
NOTE The pitch tolerance Tp applies to the maximum measured error whether it

or as a local error of pitch.

OCCUIS as a cumulative progressive error over the total lengtn or thread or as a perl()dTC error

For a double-length setting plug, the thread length used when determining the pitch deviation
is one-half of the overall thread length of the setting plug, and the pitch tolerance is the
maximum permissible deviation between any two threads spaced apart by not more thap ‘one
half the overall length of the setting plug.

Table 5 — Permissible wear of GO screw plug gauges

and GO screw ring gauges

Tolerances in inches

T,, orTp, Permissible wear

over up to and including waeo @

— 0,002 0,000 4
0,002 0,003 0,000 5
0,003 0,006 0,000 6
0,006 0,008 0,000 8
0,008 0,012 0,001
0,012 0,020 0,001 3
0,020 0,026 0,001 6

a8  See Figures~137and 15.

Table 6 — Tolerances for plain setting plug for major
and minor diameters of external threads

Tolerances in inches

T, Tolerance
over up to and including Hp?
— 0,003 0,000 08
0,003 0,005 0,000 1
0,005 0,013 0,000 15
0,013 0,033 0,000 24
0,033 0,037 0,000 31
@  See Figures 11 and 12.

© I1SO 2002 — Al rights reserved


https://standardsiso.com/api/?name=fe70d52f8d334e53e2382ae7f31bf809

ISO 15872:2002(E)

10

Table 7 — Tolerances for plain plug for minor diameters of internal threads

Tolerances in inches

Tpq Tolerance
over up to and including H32
— 0,004 0,000 15
0,004 0,007 0,000 2
0,007 0,015 0,000 3
0;645 0,628 8;006-5
0,028 0,050 0,000 9

a

See Figure 16.

Table 8 — Controlled root radius tolerances for GO full form screw plug gauges

Tolerances in infhes

Threads per inch Radius tolerance Threads perijnch Radius tolerance
80 0,000 21 36 0,000 51
72 0,000 24 32 0,000 55
64 0,000 28 28
0,000 71
56 0,000 31 24
48 0,000 35 20 0,000 9
44 0,000 43 18to 10 0,001
40 0,000 51 9to 4 0,002

Table 9 — Factor m for setting gauges

Values in inches

T o ma

over up to and including

— 0,002 0,004
0,002 0,003 0,005
0,003 0,005 0,006
0,005 0,008 0,007
0,008 0,012 0,008
0,012 0,020 0,010
0,020 0,026 0,013

a

See Figure 10.

© 1SO 2002 — All rights reserved
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EEENY N
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[ S E— L 0,312 5P (ref) A o\‘P 1L -
\ / s \
\[\\ - / 6 =) AN /
B ;

0,562 5H

- 05P

AP ONYE
P\

Segments Zero lead rolls
wo or three contacts?® two or three contag¢ts

Key

1 Pitch digmeter 7  For two or three contacts respectively

2 Maximym major-diameter of product external thread 8  Form of segment or roll

3  Gauge thread form 9  Maximum minor diameter of product externall thread
4  Clear 0,725 when not undercut TOMaximum pitch diameter of product external thread
5 Form of relief optional — Width approximately central 11 Pitch cylinder

when undercut
6 Maximum product external thread

@ The total segment contact to be a minimum of 25 % of circumference.

Figure 1 — Virtual pitch diameter indicating thread gauges for external threads
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Segments Zero lead rolls
two dr three contacts ? two or three contagts
Pitch diameter 3 Form of relief optional
Gauging element 4  External thread
The total $egment contact.to be a minimum of 25 % of circumference.
Contact cgntral on pitch'line.
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Pitch ¢
Roll
Extern

Rolls —
Best w
Two rig

iameter

al thread

- Gauging contacts
re size radius
s on'top roll

One ril

o bottom roll

Rolls
two or three contacts

One rib on each roll, one-third pitch apart

Figure 3 — Simple pitch diameter indicating thread gauges with radius roll for external threads
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Segments Rolls
two or three contacts two or three contacts

Key

1 Major diameter
2 Plain gayge contact
3  External fhread

- f— Maiordi i dicatima-ptai ; Hhread

14 © 1SO 2002 — All rights reserved


https://standardsiso.com/api/?name=fe70d52f8d334e53e2382ae7f31bf809

ISO 15872:2002(E)

b) d)
Segments Zero lead rolls
two or three contacts two or three contacts
Key
1 Three thread segments or rolls 4 For two or three contacts respectively
2 Radius not to exceed root radius of part 5 Minor diameter

3 External thread

Figure 5 — Minor diameter indicating thread gauges for external threads
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TN m R = 0180 42P
0312 5P

Key
1 Major diameter
2 Pitch diafneter

3 Minor digmeter

Figure 6 — GO full form screw plug gauges for internal maximum material threads
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o~ % / 60° _
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/e 1IN /7 N\
\_\ = / /./ T~r/- 2 };ﬁ /
N QSN e
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c) e)
GO threaded segmeénts Threaded contacts GO zero lead folls
two or three contacts ? two or three contacts
Pitch dikmeter 6 Form of relief optional — Width approximately central

Minimum major diameter of product internal thread
Minimum product internal thread

Gauge thread form

Clear 0,125P when undercut

7  Pitch cylinder

8  Minimum minor diameter of product internal thread
9  Minimum pitch diameter of product internal thread
10 Fingers

The total segment contact to be a minimum of 25 % of circumference.

Figure 7 — Virtual pitch diameter indicating thread gauges for internal threads
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a) b)
Contacts above pitch line? Contacts central on pitch line?
7 \ 7 \
\ / \ 4
) ,]/ Z
L\__‘/J N~
Z N
7 \
{/. e o~ '/\\
X A
Segments Rolls
two or three contacts® two or three contacts
Key
1 Pitch diameter 3  Gauging elements
2  Internal thread 4  Form of relief optional

a8  Alternate designs: Contacts in other positions near the pitch cylinder may also be applied.
b The total segment contact to be 25 % or more of circumference.

Figure 8 — Simple pitch diameter indicating thread gauges with cone and vee for internal threads
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—
a) b)
Three roll type: one rib on egch roll,
one-third pitch apart
Two roll type: two ribs on orje roll,
one rib on other roll, one-half pjtch apart
ST
—
7 \
- )
\ //
7
N _7
Ball design
71N
A\
7 \
1
AN N
Rolls
two or three contacts
Key
1 Pitch diameter 5 Gauging contacts with one-half best size thread wire
2 Internal thread diameter
3 Gauging contacts with best size thread balls 6  Form of relief optional
4  Floating — Spaced three pitches apart

[V

Best wire size radius = 0,288 68P.

Figure 9 — Simple pitch diameter indicating thread gauges with radius roll for internal threads
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Key

Key

20

S
3 ok
1
&
b 3
2
6
GO 4  Average simple pitch diameter
NOT GO 5 Gauge pitch diametér
Maximum|pitch diameter, external thread 6 Lower limit
See 7.1.
See Tablg 2.
Figure 10 — Tolerance zone for the pitch diameter(of GO thread setting plug gauges
3
1
=
=
L
2
5

GO 4  Setting plug gauge
NOT GO 5 Lower limit

Maximum major diameter, external thread

See 6.1.4.

Figure 11 — Tolerance zone for setting plain plug gauges for major diameter of external threads
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3
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AN 5
L
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Key
1 GO 4  Setting plug gauge
2 NOT @GO 5  Lower limit
3 Maximum minor diameter, external thread

2  Seeb6.]1.4.

Figure 12 — Tolerance zone for setting plain plug gauges for minor diameter of external threads
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