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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 ISO, also take part in the work. ISO collaborates closely with the

International Electrotechnical Commission (IEC) on all matters of electrotechnical standardization.

International $tandards are drafted in accordance with the rules given in the ISO/IEC Directives, Part 2.

The main tas
adopted by t
International §

Attention is d
rights. ISO sh|

ISO 8642 was
Aerospace fa

This second 6

k of technical committees is to prepare International Standards. Draft International Star
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btandard requires approval by at least 75 % of the member bodies casting a vote.
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prepared by Technical Committee ISO/TC 20, Aircraft and‘space vehicles, Subcommittee
Stener systems.

dards

as an

awn to the possibility that some of the elements of this document may be the subject of patent

SC 4,

dition cancels and replaces the first edition (ISO 8642:1986) which has been technically reyised.
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Procul

cope
hternational Standard specifies test methods for metric self-locking nuts with MJcthreads
aerospace construction at maximum operating temperature greater than 425 %G..It desg
and the method for each test.

ies to self-locking nuts as defined above, provided that the relevant doguments (dimensig
test devices or test methods than those specified in this International Standard may be us|

of a dispute, the requirements laid down in this International Standard shall take preceden

nternational Standard shall be used in conjunction with IS©-8641.

ormative references

bllowing referenced documents are indispensable for the application of this docume
hces, only the edition cited applies. For“undated references, the latest edition of th

D1, Assembly tools for screws and nuts — Wrench and socket openings — Tolerances for
B55-2, Aerospace — MJ thréads — Part 2: Limit dimensions for bolts and nuts
b07-1, Metallic materials)~— Vickers hardness test — Part 1: Test method

b08-1, Metallic materials — Rockwell hardness test — Part 1: Test method (scales A, B, C
)

103, Aeraspace — Spline drives — Wrenching configuration — Metric series

B414 Aerospace — Self-locking nuts with maximum operating temperature greater th

5 intended for
ribes the test

nal standard,

ed, but, in the
e.

ht. For dated
e referenced

general use

D’ E7 F! G’ HI

an 425 °C —

rement specification

3 Inspections and tests

3.1

3.141

Hardness test

Procedure

The authorized procedures are:

— Rockwell hardness in accordance with ISO 6508-1;

— Vickers hardness HV 5 to HV 100 in accordance with 1ISO 6507-1;
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Rockwell

superficial hardness in accordance with ISO 6508-1;

microhardness.

It is strongly recommended to use the method corresponding to the hardness unit indicated. Should this not
be possible, the use of conversion charts is allowed, but, given their inaccuracy, the results obtained shall be
used warily. In the event of a dispute, the results obtained using the method corresponding to the hardness

unit indicated

shall take precedence.

3.1.2 Method

This test shal

bha caorr ot o hinnt
oo o

The measureg
following cong

a) thickness
b) parallelis
Should this n

maintaining it
Remove all p
surface to ob
the characteri

Carry out the

Nuts subjecte

3.2 Bearing surface squareness test

3.21 Testd

The test devid

a) a threadéd mandrel with end’in accordance with 1ISO 5855-2, with the exception of the pitch dig

ad-ot toamoaoratiiera
oToaroc oY et tCTroeatarc:

mment zone (bearing surface, across flats, underside of anchor nut lugs, etc.) shallsatis
itions:

at least equal to 10 x the penetration depth;
M with respect to bearing surface no greater than 3°.

bt be possible, carry out this test on a cut section after moulding the nut into a resin cap3
in the correct position.

pssible coating (protection, lubrication, paint, etc.) in the «tmeasurement zone. Align the b
stics of the material constituting the nut being tested.
test and then check conformity with the requireménts of the dimensional standard or drawi

d to this test shall not be used again.

evice

e is illustrated in Figure 1.and includes the following elements:

fy the

ble of

aring

ain the required relationship. These two operations shalknot generate any heat liable to modify

ng.

meter

ual to
ype Il

which shall be in accordane@ with the values specified in Table 5 for the maximum mandrel;

b) a collar sliding on theplain portion of the threaded mandrel whose external diameter B is at least e(
referencg dimensien)4 for type I, lll and VI nuts in Figure 2 and equal to reference dimension 4 for {
IV and V|nuts in Figure 2;

c) an appropriate feeler gauge.

3.2.2 Method

The test shall be carried out at ambient temperature.

For floating nuts, extract the nut from the cage or channel.

Lubricate the mandrel and nut threads (or threaded part) as stated in Table 1 (if necessary). Screw, with or
without using a spanner, the threaded mandrel into the nut or threaded part until it engages with the self-

locking zone.

Move the collar into contact with the bearing surface.
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Evaluate the out-of-squareness by means of a feeler gauge whose thickness corresponds to the permissible
squareness error permitted by the dimensional standard, the drawing or the procurement specification.

For clinch nuts, the sliding collar shall have a counterbore to accommodate the shank.

Table 1 — Test bolt and lubrication

Nut to be tested Test bolt Additional
Material Coating Material Coating lubrication
Steel or alloy steel Any Alloy steel None
Silver or MoS,, None Synthetic oil
Slainless steel Stainless steel
None Silver

a
IT—>
=0 —_L [0.01]x (&0
| | — 1 - .
A o
$ B 1 3
- 8 D H8/g6
Al > <
4
=2
Key
1 sljding collar
2  tHreaded mandrel
3 fgeler gauge

V)

Pi{ch diameter.

Figure 1

Type VI

Type V

Type IV

Type lll

Type ll

Type |
Floating anchor
nuts and gang
channel nuts

Wrench nuts Clinch nuts Fixed anchor nuts

Figure 2
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3.3 Axial |

3.31

oad test

Test device

The test device is illustrated in Figure 3 and includes the following elements:

a) a steel bearing plate, heat-treated to a hardness > 40 HRC;

b) a bolt with a rolled thread and the following characteristics:
1) threads in accordance with ISO 5855-2;
2) tensile strength class greater than that of the nut under test;
3) matgrial and coating: no specific requirement;

c) atorque wrench.

3.3.2 Methqd

3.3.21  Principle

The axial load

3.3.22 80
This test shal

Lubricate the

Assemble thd
pitches minim

Position the
slowly and pr

Remove the g

unscrew and

Remove the 1
x 10 after sec

is transmitted to the nut by the bolt, the nut resting on thebearing plate.

tioning, to check conformity with the requirements of the procurement specification.

[% test
be carried out at ambient temperature.
bolt and nut threads as stated in Table 1, (if)necessary). Assemble the bearing plate on the bolt.
nut and measure the locking torquej using the torque wrench, when the protrusion |s two
um (including chamfer).
hssembly on the tensile machine. Apply the load slowly and progressively. Reduce th¢ load
bgressively when the value guoted in the procurement specification has been reached.
ssembly from the tensile machine. Unscrew the nut a half-turn and cease movement, then|again
measure the breakawaytorque, using the torque wrench.
ut, then submitit)to a visual examination and, if necessary, an examination at a magnification of
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Dimensions in millimetres

]| v
AT Jr’ N s +, alln
>y LLIH |
@l i .
&

444
Wrench nuts Clinch nuts
and non-floating anchor nuts
a8  Maximum shank diameter.
b Chamfer to suit the nut radius.
¢ Hqle to allow the specified float.
d  Ldading direction.
Figure 3

3.3.2.3

Fleating anchor nuts

and’'gang cha

hnel nuts

Test at ambient temperature and test at ambient temperature after maximum opérating
temperature baking (100 % test)

This test shall be carried out at ambient temperature.

If the {est includes a heat soak, then heat the nut and maintain it at the temperature quoted in the

procurement

specifjcation. Take the nut from the oven and allow it to cool slowly to ambient temperature, then, in all cases,
procegd as follows.

Lubrigate the bolt and nut threads Jas specified in Table 1 (if necessary), assemble the bearing
bolt. Assemble the nut with a pretrusion of two bolt pitches minimum (including chamfer).

Positipn the assembly on\the tensile machine and apply the load slowly and progressively. Re
slowly] and progressively-when the value quoted in the procurement specification has been reach

Remoyve the assembly from the tensile machine. Remove the nut, then submit it to a visual exam

) plate on the

duce the load
ed.

ination, and if

necessary, ansexamination at a magnification of x 10 after sectioning to check conformity with the
requirements-of the procurement specification.

Nuts dubjected to this test shall not be used again

3.4 Wrenching feature test

3.4.1 General

This test applies only to wrenchable nuts.

3.4.2 Test device

The test device is illustrated in Figure 4 and includes the following elements:

a) a steel block, heat-treated to a hardness of > 40 HRC;

© 180 2008
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b) a bolt with a rolled thread and the following characteristics:

1) threads in accordance with ISO 5855-2;

2) tensile strength class: no specific requirement;

3) material and coating: no specific requirement;

c) atorque wrench.

NOTE Any other device that prevents the rotation of the nut and allows the specified torque to be applied is

acceptable; for example:

— anut welfled on a block of the same material, the assembly being heat-treated to the correct level;

— nuts mounted in counter-rotation on a threaded rod of strength class appropriate to hold the required torques

deformation;

vithout

— anut molinted on a bolt of strength class appropriate to hold the required torques without deforingtion as a spacer is
placed bgtween the nut and the bolt head.

a8  Width of slpt equal to diameter of circle\circumscribing the wrenching feature.
b Chamfer td suit underhead radius:
¢ Including chamfer, where P is the\pitch.

Dimensions in milli

+0,25

¢D

22pP°¢

metres

 J
A

®0 +01

d  Depth of slpt equal to flangé-héight of nut under test.

3.43 Methqd

Figure 4

[Siis
=4

22,50

 J
A

A

This test shall be carried out at ambient temperature.

Make two flats on the flange of the nut so that it has a clearance of (0,05 to 0,1) mm inside the slot, lubricate
the bolt and nut threads as specified in Table 1 (if necessary). Insert the modified nut into the slot. Assemble
the bolt and moderately tighten it, then assemble the block into a vice.

Repeat the following operations the number of times specified in the procurement specification:

Apply the torque to the nut, in a tightening movement, as quoted in the procurement specification, with the aid
of a torque wrench having a socket with an opening tolerance in conformance with 1ISO 691 or ISO 7403.
Remove, then replace the socket wrench. Apply the same torque to the nut in an untightening direction.

© 1SO 2008 — All rights reserved
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Finally, dismantle the assembly, then submit the nut to a visual examination and, if necessary, an examination at a
magnification of x 10 after sectioning to check conformity with the requirements of the procurement specification.

Nuts subjected to this test shall not be used again.

3.5

3.5.1

Torque-out test

General

This test applies only to nuts made from more than one part, either by design (floating anchor nuts or gang
channel nuts), or by the needs of manufacture (fixed anchor nuts whose body is assembled to the base-plate

by brg

It aim
untigh

3.5.2

The t
eleme

L
o

S
3

)
-~
QO

d) i
th

e)

W)

3.5.3
This t
AttacH

prefor]
Lubrig

zing or clinching).

tening.
Test device

bst device is illustrated in Figure 5, dimensions are given in Table 2’ and it includes
nts:

fixing plate;

shouldered mandrel, threaded in accordance with ISO 6855-2. (A shouldered sleeve mou
ay also be used.)

locknut threaded in accordance with ISO 5855-2;

vets with universal head or bolts with cylindrical head and hexagonal nuts to fix the nut or
e gang channel under test (standardized*aerospace fasteners);

torque wrench.

Method

st shall be carried out at ambient temperature.

the nut, or portjen -of channel to be tested, on the plate by means of rivets or bolts
med head of rivets’ or the head of bolts being located on the same side as the eleme
ate the mandrel-and nut threads as specified in Table 1 (if necessary). Screw in the mand

shoulq

ler contacts\the threaded element of the nut (on bearing surface or bottom of counterbo

5 to check that the retention device is able to resist rotation of the threaded portion during fightening and

the following

hted on a bolt

the portion of

and nuts, the
nt under test.
rel so that the
re). Apply the
ng the torque

Dismantle the assembly, then submit the threaded element as well as the base-plate, the cage or the channel
to a visual examination and, if necessary, an examination at a magnification of x 10 after sectioning to check
conformity with the requirements of the procurement specification.

Nuts subjected to this test shall not be used again.
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A
 J

B +0,2

oD

$B

i

Dimensions in millimetres

22 P8

L |

@  Including chamfer, where P is the pitch.

A

Figure 5

Table 2 — Dimensions of the device for torque-out test

Dimensions in millimetres

D 3 3,5 4 5 6 7 8 10
A min. 6 6 8 8 8 14 14 14
B s 3,4 3,9 4,4 5,5 6,5 7,5 8,5 10,5

3.6 Test of no rotation of the captive washer

3.6.1 General

This test applles only to nuts with captive.washer.

3.6.2 Test device

The test devige includes the following elements:

a) a bearing plate in usual sheet (light alloy with anodizing, R, < 0,8 um on the nut side), minimum thigkness

2 mm;

b) a steel spaeer (to compensate the bolt shank length excess);

c) a bolt with a rolled thread and the following characteristics:

1) threads in accordance with ISO 5855-2;

2) tensile strength class at least equal to that of the nut to be tested;

3) length between (1,5 and 3) D.

3.6.3 Method

The test shall be carried out at ambient temperature.

© 1SO 2008 — All rights reserved
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Apply the squeeze torque to the nut to be tested as quoted in the procurement specification. Mark the washer
position and apply a seating torque double to the torque applied for squeeze torque to the nut to be tested.

The bearing plate must be replaced for each test.
The test bolt may be re-used several times if its threads do not have seams or traces of wear or seizing.

During application of the seating torque, the washer shall not rotate on the bearing plate.

3.7 Push-out test

3.7.1 | General

This test applies only to gang channel nuts and anchor nuts with the exception of corer rjuts shown in
Figure 6 and reduced series single lug nuts.

Figure 6
3.7.2 | Test device
The tgst device is illustrated in Figure 7 and dimensions are given in Table 3.

Dimensiorns in millimetres

)
==
|
|
I

A
Y

a8  Sphere with diameter B.

Figure 7

Table 3 — Dimensions of the device for push-out test

Dimensions in millimetres

D 3 3,5 4 5 6 7 8 10

A min. 6 6 8 8 8 14 14 14
0

B o5 3,4 3,9 4,4 55 6,5 7,5 8,5 10,5

© 1SO 2008 — All rights reserved 9
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The test device includes the following elements:

a) afixing plate;

a push rod with spherical end;

a bolt with a rolled thread and the following characteristics:

thread in accordance with 1ISO 5855-2;

le strength class: no specific requirement;

material: no specific requirement;

b)
c)
1)
2) tensi
3)
4)
d) rivets wi
channel
3.7.3 Methd
This test shal

Attach the nu
preformed he
the axial load

Ensure that a
using an appr

Try to screw 4
Dismantle, th
examination

procurement

Nuts subjecte

3.8 Self-locking torque at ambient temperature

3.8.1 Testd
The test devidg

a) a steel s

coating not coated or silver plated;

universal head or bolts with cylindrical head and hexagonal nuts to fix the put lor the
nder test (standardized aerospace fasteners).

d

be carried out at ambient temperature.

or the portion of channel to be inspected on the plate by means' of rivets or bolts and nu
Ad of rivets or the head of bolts being located on the same side as the element under test.

quoted in the procurement specification using the rod with:the spherical end.

hy permanent deformation is no greater than the valué’allowed in the procurement specifi
ppriate feeler gauge.

standard bolt manually into the nut, even if deformed, as far as the locking device.
bn subject the nut as well as the cage and the channel to a visual examination and, if nece
ht @ magnification of x 10 after sectioning to check conformity with the requirements

specification.

d to this test shall not be used again.

evice
e is illustrated in Figure 8 and includes the following elements:

pacer heat-treated to a hardness > 40 HRC (this may be a cylindrical sleeve or a bloc

parallel farces pierced with a series of holes);

gang

ts, the
Apply

cation

ssary,
of the

k with

b)
1)
i)
i)
ii)
2)
i)

10

a bolt with a rolled thread and the following characteristics:

for the three cycle test:

tensile strength class greater than or equal to that of the nut under test;

material: non-coated alloy steel;

for the fifteen cycle test:

thread in accordance with ISO 5855-2;

thread in accordance with ISO 5855-2 with the exception of the pitch diameter whose minimum
and maximum dimensions are given in Table 4;
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c)

a
b

C

tensile strength class at least equal to that of the nut to be tested;

a torque wrench.

iii) material and coating in accordance with Table 1;

ISO 8642:2008(E)

Roughness values in micrometres

VaRIVal)

CH

Grleater than bearing surface of nut.

W

1

amfer to suit underhead radius.

here P is the pitch.

i Ra 1,6

22pP°

Y
A

Figure 8

(three cycle test)

[able 4 — Bolt pitch diameter dimensions for’self-locking torque test at ambient temperature

Dimensiors in millimetres

Pitch diameter

Thread (dy)

max. min.

MJ3 x 0,5 2,651 2,627
MJ3,5 x 0,6 3,084 3,057
MJ4 x 0,7 3,517 3,489

MJ5 x 0,8 4,45 4,42
MJ6 x4 5,315 5,279
MJZ %1 6,315 6,279
MJ8 x 1 7,315 7,279
MJ10 x 1,25 9,151 9,113
MJ12 x 1,25 11,146 11,103
MJ14 x 15 12 981 12 936
MJ16 x 1,5 14,981 14,936
MJ18 x 1,5 16,981 16,936
MJ20 x 1,5 18,981 18,936
MJ22 x 1,5 20,981 20,936
MJ24 x 2 22,648 22,595
MJ27 x 2 25,648 25,595
MJ30 x 2 28,648 28,595
MJ33 x 2 31,648 31,595
MJ36 x 2 34,648 34,595
MJ39 x 2 37,648 37,595

© 1SO 2008 — All rights reserved
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3.8.2 Method

3.821 Ge

neral

This test shall be carried out at ambient temperature. During the test, the nut temperature shall not exceed
45 °C and the cycling shall not exceed 0,5 s~1 (30 rpm).

3.8.2.2

Three cycle test

Lubricate the nut and bolt threads as stated in Table 1 (if necessary), then assemble the nut to the bolt after
having added the spacer. Measure the self-locking torque, using the torque wrench, when the protrusion is

two pitches m

Remove the
breakaway to

Each disasse

Repeat the ¢
measure the

mandatory that the first assembly be carried out on a new bolt.

Dismantle th
examination
procurement

3.823 15

Proceed as s
procurement
assembly and
disassembly s

Nuts having b

3.9 Self-l
temperatur

3.9.1 Testd

The test dev
elements:

a) aspacer

crking torque at ambient temperature after heat soak at maximum operating

inimum (including chamfer). Apply the seating torque quoted in the procurement specificat

load by unscrewing a half turn and cease movement. Again unscrew and (measu
rque, using the same procedure.

mbly shall be sufficient to entirely disengage the nut locking device.

ycle on the same bolt the number of times specified in the procurement specification
self-locking torque under the same conditions as the first assembly and at each disassemb

)

b assembly, then submit the bolt and nut to a visual examination and, if necessa
ht @ magnification of x 10 after sectioning to check conformity with the requirements
specification.

cycle test

tated in 3.8.2.2 repeating the cycle on thé*same bolt the number of times specified
specification, and measure the self-lo¢king torque under the same conditions as th
at each disassembily. It is mandatory that the first assembly be carried out on a new bolt
hall be sufficient to entirely disengage the nut locking device.

een subjected to the multiple.cycle test shall not be used again.

evice

ce is illyStrated in Figure 9, dimensions are given in Table 5 and it includes the fol

inCaymaterial identical to that of the nut to be tested;

on.

e the

, and

y. Itis

'y, an
of the

in the
e first
Each

owing

b)

a bolt with a rolled thread and a normal shank (diameter of the plain portion equal to the diameter of the

thread) or with a stepped shank (diameter of the plain portion equal to the pitch diameter) and with the

following

thread in

characteristics:

accordance with ISO 5855-2;

tensile strength class at least equal to that of the nut to be tested;

material and coating in accordance with Table 1;

12

a torque wrench.
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Dimensions in millimetres

Stress areas in square millimetres

Roughness values in micrometres

VARIVal)

© 1SO 2008 — All rights reserved

i Ra 1,6 i Ra 16
L
L/k L/L a
- > < > 0,3
P 0,2
o -\;50
2 LS
D/?2 NP
Wrench nuts and anchor nuts
d +0,8
e / oD +0,7
!l — '
b
A T
: ==t
\ A ;
B @20 +3 _
Clinch nuts
2 Angle of 45° £+ 5°,
b There are three holes.
¢ Maximum shank diameter.
d  Chamfer to suit the nut radius.
Figure 9
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Table 5 — Spacer and bolt dimensions for self-locking torque test at ambient temperature after heat

soak at maximum operating temperature

Dimensions in millimetres

La Bolt length 2 Stress area of the bolt thread
Thread
mm mm mm?
MJ3 x 0,5 5,439
28 36
MJ3,5 x 0,6 7,335
MJ4 x 0,7 40 9,517
30
MJ5 4 0,8 42 15,296
MJ6 x 1 21,753
46
MJ7 x 1 30793
32
MJ8 x 1 48 41,682
MJ10 4 1,25 52 65,136
MJ12 4 1,25 36 56 97,128
MJ14 k1,5 60 131,562
2  Possibly, tHese values can be changed to use the bolts specified in 3.11.
3.9.2 Methqd
This test shall be carried out at ambient temperature.

Lubricate the
having positig
is two pitches
indicated in E

aL=<
E

where

is thg axial constraifnt fo be applied to the stress area of the bolt threads specified in Table 5;

nut and bolt threads as stated in Table 1 (if.necessary), then assemble the nut to the bo
ned the spacer. Measure the self-locking torque, using the torque wrench, when the prof
minimum (including chamfer). Tighten ithé nut so as to obtain an elongation of the bolt,
guation (1) (this measurement shall bé-carried out with an accuracy of £ 1 um).

ey

M (d3)?

or A286 material, o=520 MPa;

or Inconel 718 and Waspaloy materials, o=590 MPg;

— for Waspaloy material,

is the length of the spacer. in millimetres:

for A286 material,

for Inconel 718 material,

t after
rusion
N\, as

is the modulus of elasticity of the bolt:

E=20,3 x 104 MPa;
E=20,5x 104 MPa;
E =211 x 104 MPa;

is the length of the plain portion of the bolt shank (incomplete screw-threads non included);

14

is the total height of the nut under test;
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ds is the maximum root diameter of the threaded part, in accordance with ISO 5855-2;

D is the actual diameter of the plain portion of the test bolt shank (measured on length M).
After submitting the assembly to loading, leave it under tension at room temperature for at least 1 h. Measure
the elongation again and, if necessary, readjust it so as to obtain the desired preload (this measurement shall
be carried out with an accuracy of £ 1 um).

Heat the assembly to the temperature and for the length of time quoted in the procurement specification.

Remove the assembly from the oven and allow it to cool slowly to ambient temperature.

Remoave the load by unscrewing a half turn and cease movement. Begin again to unscrew-ang measure the
breakgway torque, using the torque wrench.

Stop the motion again, clean the bolt threads protruding beyond the nut to remove thelbaked qjl residue and
lubricate it as stated in Table 1 (if necessary), so as to avoid abrasive damage to thetnut.

Remaoyve the nut.

Repeat the cycle the number of times stated in the procurement specification, the bolt being cleaned and
brushed after each removal, and measure the self-locking torque at each cycle under the same donditions.

Dism3gntle, then submit the bolt and nut to a visual examination and, if necessary, an examination at a
magnification of x 10 after sectioning to check conformity~with the requirements of the| procurement
specifjcation.

Nuts gubjected to this test shall not be used again.
3.10 [Permanent set test

3.10.1 General

This test details the method for checking the thread possibility of re-use of self-locking nuts o bolts whose
thread is at the tolerance limit.

3.10.4 Test device
The tgst device includes-the following elements:

a) a|maximum-and minimum threaded mandrel, in conformity with Figure 10, whose charactgristics are as
fgllows:

1) ~threads in accordance with ISO 5855-2, with the exception of the pitch diameter and tTIerances that
shall be in accardance with the values stated in Table 6:

2) material: steel, heat-treated to a hardness > 39 HRC;

b) atorque wrench.
This test also may be carried out with a bolt of tensile strength class equal to or greater than that of the nut to

be tested on condition that their pitch diameter is inside the tolerance given Table 6. However, in case of
dispute, only the results obtained with the mandrels in heat-treated steel, shall be taken into consideration.
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Dimensions in millimetres

-0,1

(6d - 1,3P)-03

A
 J

N\

o
U a
Key
1 thread
@ Remove sharp edges.
Figure 10

Table 6 — Dimensions of the mandrels for permanent set test
Dimensions in millimetres

Pitch c{ljiameter Tolerance
2
Thread . N on d, of maximum on half .
Maximum mandrel Minimum.mandrel angar‘r:gggm angle on pitch
MJ3 40,5 2,662 2,627
MJ3,5 k 0,6 3,096 3,057
MJ4 {4 0,7 3,53 3,489
MJ5 € 0,8 4,464 4,42
MJ6 1 5,833 5,279 +15'
MJ7 k1 6,333 6,279
MJ8 k 1 7,332 7,279
MJ10 § 1,25 9,169 9,113
MJ12 41,25 11,167 11,103
MJ14 & 1.5 13,003 12,936 0 + 0,008
0.01 whateyer
MJ16 k155 15.002 14,936 : the-pitch
MJ18 x 1,5 17,001 16,936
MJ20 x 1,5 19 18,936
MJ22 x 1,5 20,999 20,936
MJ24 x 2 22,673 22,595 +10'
MJ27 x 2 25,672 25,595
MJ30 x 2 28,67 28,595
MJ33 x 2 31,67 31,595
MJ36 x 2 34,67 34,595
MJ39 x 2 37,67 37,595
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