
AERONAUTICAL MATERIAL SPECIF[CATION AMS 74 7~ 
Society of Automotive En~inaen~ Inc. 	 •~~• 

29 west 39th saeet 	 ~..~ed 3-1-51 
Ne++►  York City 	 R~~~.~d . 

BOLTS AND SCR~PS•, STEEL, CORROSION RESISTANT 
Heat Treated - Roll Threaded 
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l. AC1~aWLEDG~NTs A vendor shall mention this speaifioation number in all 
quotatione and when sa]manvledging purahase ordere. 

2. APPLIOATIONt Prime ►rily bolts aad aore~ra nede froaa AMS b616 etael, for use up 
to 9 	. 	 . 

3. FABRIOATION: Heads me~y be Pormed by hot upsetting, cold upsotting or me ►ohiaing. 
. 	ss s she~ll be formed by rolling e~fter heat treatment. 

4. TECHNICAI. REQIIIBE~[ENT3 s 

4.1 Flrnr Lineai Flo~ lines of upset hasde shall aonform to the general arre~agement 
shawa in Figura lA or 1B. The interseotioa of the longitudinal a~xie oP the 
part end tha spproxime~te tranav~erse axie of tha flanr liaes ahall be not lese 
thaa H~S in. framd the benring eurfaoe. 

4.1.1 ~cgmination for Internal Defeatss Qisuel ssamination of a longitudine~l 
seo on 	a s and 	. or more of the ahank, aPter etohing in 
approximately aque~l volumes of hydrochloria aoid (ap gr 1.19)aad vPater at 
160 - 180 F for 10-15 min., shall rewal no aracks, laps or poros~ty. 

4.2 l[nchinin : The metal remov~ed .from the bearing eurface ot the head of upeet- 
ea parts shall ba ae little se practiaable to obtain a olean, emooth murfe ►ce. 

4.3 Heat Treatmenti Headed and maohined blanks, shall, before finiahing the ehaak 
wd e earing surPaae of the head and rolling the thresde, be hsat treeted 
aa !'ollcws: 

4.8~1 Hee►tia E ui~  ats I~lirnaaes me~y be any type eneuring wniPorm tempere ►ture 
tinroug ou t~pa.rta being her~ted and shall be equipped with and operated by 
autome~tia temperature oontroll~es. The he~ting medium or stmosphere shall 
aauae no surfe~oe hardening other than that permittad by 4.8. 

4.3.2 Hardonin s Blanks of AMS b618 ahall be uaiformly heated to 17b0 F* 10, held 
~t t t temperature for 1b-20 min. and . quenahed in oil. Elapaed tims between 
hardemiag and tempering ahall be As ehort as praotiae ►ble. 

4.3.3 ~T  eriz~ : Hardeaed hlau]ca shall b• tsmpsred by heating uniformly to t}u 
tsiecperature neossaary to produas the epeoified hardnsse, holdiag st thst 
temperature fbr not lesa th~ 1 hr aad aooling. 

4.4 Threadss 
, 

4.4.1 Thrsad~ shsll be produoed on the hsat #rsated a~ad t'iaished ble~nka by a single 
rolling. Fla~r lines at thrssda shall bs aontinuous, shall Pollaw the ganarsl" 
thread aontour, and ehall be of' +~~~*++~*+ dsaeity at raot ot thresd (see Figure 2 
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- 2 - 
4.4.2 Threads ehall have no multiple or eingle laps at the root or on the sidea 

(eee Figures 3, 4 and 5), except that single laps'are permissible at the arest, 
on the non-pressure side inside the pitch dia~eter, and on the sides outside 
the pitoh diameter (see Figures 6, 7 and 8). Slight deviation from thread 
contour is perr;issible at the orest of the ~hread as shawn in Figure 9; the 
inavmplete thread at each end of,the thread may also deviate slightly from 
oontour. 	 - 

4.4.3 Parta having holee for locking devices are permitted to have slight ovalization 
of the hold and the countereink and slight flattening of the crest of the 
thread at the cowntersink, provided the diameter of the hole is within speaified 
tolerances. 

4.5 Structuree Parts shall have microstruature of tempered ma,rtensite. 

4.6 Surface Hardening: Parte shall have no surfaae hardening except as produaed 
during rolling of threads. Deterciinations of surf~,ce hardening may be made by 
mi.croscopic method or by a sensitive hardness testing instrument. 

4.7 Hardness: Hardness shall be uniform and ~a speaif ied on the drawing but hardness 
of~the threaded portion may ba hig~er as a rasult of the thread rolling. 

5. QIIALITys part8 sha11 be uniform in q~uality and conditiozt, clean, sound, smooth, and free fram burrs gnd foreign materials arad from internal and external defeats 
detrimental to their performanue. 

6• REJECTIOD~3: Parts not confortoing to thie s peciPication or to authorized 
modifications will be subjecst to rejection. 
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