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AERONAUTICAL MATERIAL SPECIFICATION AMS `T47ZA 
Society of Automotive Engineera, inc. 

i.7 ~~t 3~7U~ StrKt 	 ~itNed 	3~•1~"~y9 

~ 

	 New York City 	 Revised • 8-1.~49 

BOLTS AND SCREIVS, STEEL, C~ROSION RESISTANT 
Roll Tbreaded 

1. ~CKNOj'~'LEDGMQ1TTt A vendo~ ahall mention thie specification ~utanber atid ita revision 
letter in all quotatians and when aclsnowledging purchase ordera. 

2. APPLICATION: High rn~a'lity  bolts and ecrews requiring corrosion resietaxice far u8e 
11j~ 'fi0 ~~ ~'' • 

Carbon 0.08 - 0.15 0.01 0.01 

Pdaaganese 2.00 	maoc -- 0.04 
5ilicon 1.00~ m~ -- 0.05 
Phosphoru~ , 0.01~3 mao~- -- O.OQS 
17t.lJ1W.-  ~~vJ~ ~ ~• ~~~IVJ 

Chrmniwn 17.00 - 19.00 0.20 0.20 
Nickel 7.00 - 10.00 0.10 0.10 

4. FABRICgTION: Heads may be formed by cold upsetting or machiaing. ~hen heade axe 
machined~ AMS 5637~ateel shall be used. Threads shall be fa~med by rolling. 

5 . ~c~C~ xEQt~N~rrs : 

5.1 Flaw Line~: Flaev linea of t~set heade shall confbrm to the general arrarlgeme~t 

~
ahcmn ixi Figure lA or 1B. The intersection of the langitudinal ~d.#t~ of th~ part 
and the approacimate transverse axia of the flaw lines shall be not less than 
8~3 in, f5ram the bearing surface. 

5.1.1 F~camination fo~ Inte 	Defec,~: Visuel examination of a longitudinal section 
of a head and ~. in. ar mo~e of the sliank, after etching for app~aacimatol~ 

. 	30 mirrU.tes 9.n a solution of 1 volvmie of sulf~iric acid ( ep ~ 1.84) and 3 
vol~ames of water at 160-180 F, sha]1 reveal no cra,cke, laPs, o~r pa~o~ity. 

5.2 M~chin3.n~._,g: The metal removed from the bearing surface of the head of upset~head 
parta aha11 be as little as practicable to obtain a clean~ emooth surface. 

5.3 Threads: 

5.3.1 Threads sha11 be produced on ~he fYnished b7.enk$ by a siag].e rolling. Flanr 
lines at threads shaLl be continuau.s~ shall. follow the general thread contrna~ 
and ahall be of max3.nn~m density at root of thread (eee, Figure 2). 

5.3.2 TY~reads shall have no multiple or single lap~ at the root or on the side~ (eee 
Fig~es 3~ 4~ and 5), except that slight laps are permissible at the cre~t~ an 
the non~essure side inside the pitch diameter~ and on the a3de~ outaid~ the 
pitah dianeter (~ee Figures 6, 7~ and 8). S]3p~t deviation f~o~n thread conta~ar 
is per~i.ssible at the crest of the thread as showu in Figure 9; the incomplete 
thread at each end of the thread may also deviate slightly from contamr. 

3. co,~ IT~: 	
Ci119C~ ~I&~~B~Q ~ 

U~6T M~21 0~ UV +~T M~ 

GOpK '~~  1949 ~~Nfy of Automotive Enpin~ers, Int. 
	 v~~~~.a ~~ u.sw. 

SAENORM.C
OM : C

lick
 to

 vi
ew

 th
e f

ull
 PDF of

 am
s7

47
2a

https://saenorm.com/api/?name=6258c0805d76d04d1791b947f158cd5b


~! 

~ 
H 

~' 

LI NES 

~ 
M 

AMS74'72A 	 -2— 

5.3.3 Parts havS.r~g holea for lock~i.ng devices are perad.tted to have sli~ht ovaliza- 
tion of the hols a~ad the cauntersink a~nd slight flattenirig of the crest of 

~ 	the thread at the oo~tmtexsink~ provided the diamete~ ~f the hole 3.s vr3th3si 
speo3fied tolerances. 

5.4 Parts~ aft~er thread rolling~ eha11 be heated at 700 F ,+.  10 far 3 hr~ ~accept that 
parte made f~om Aa~S 5637 steel need no~ be so heated. 

5.5 Cle~g:: Perta, after finisRing, shall be de~eased and then immer~ed for nort 
less than 20 mi.nutes in a solution of 1 volwne o~ nitric acid (sp ~ 1.!{2) arid 
9 volumes of ~ater at rocun temperature. 

5.6 Tenaile Strengths Sample parts shall be capable of ineeting the follovring when 
based on the area at the root of the thread. ~ 

5.6.1 Proof Loa~ds A load of 100~000~_pei sha11 be applied between the thread and 
head for not less thaxi 1 mit~ute. After remaving the load the length shall not 
be increased more than 0.0001 ia. 

5.6.2 IIlt tes A load of not leas that~ 125~000 pai ehall be applied between the 
thread and head tmtil failure. The fractUre shall be 3.ri the thread witY~ e 
.reduction of area aot leas than 20;~. 

6. U,~ALITY: Parts aha11 be unifarm in quality and condition~ clean~ ~onu~d~ 9mooth~ 
and f`ree f~om bruxrs abd faa~eigi materiale and from interna]. and external defects 
detrimeatal to their perfo~mance. 

7. REJECTZOI3S: Paxts not conforming to th3s specif'1,cation or to authorized modifica- 
tions will be sub~ect to re~ection. Unlees otherwiae stipulated~ rejected parts 
will be returned to vendor at vendaar~s cacpense, unless purchaser receives, withtu 
three weeks of n~tificatiam af re~ect3on, ot~er ix~structiorus fox disposition. 

~ 

~ 

FIGURE lA 	 FIGURE 1B 

FL(lVP LINES 
	 ~ 
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