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AEROHAUTICAL MATERIAL SPECIFICATiON AMS ?472 B 
Society of Automotive Engineen, Inc. 	 ...~~ 

291~Vest 39th $treet 	 ls,ued 	3-1-a9 

New York City 	
Revieed ~ 12 -1-~0 ~ 

BOLTS ~~I~tD SCRE'w~S, STE~L, CORROSION RESIST~:IdT 
Roll Threaded. 

1. ACY~NO'r'VLEDGA~fENT: l~ vendor shall mention this specification nlunber and its revision 
~e~~er in a3~quotation.s and when aclm.owled~ing purchase orders. 

2. I~PPLICATIOPT: Fiigh quality bolts and screws requii •ing corrosion resista.nce i'or 
use up o ~ f̀00 F. 

3. C~ZPO$ITIOTT: 

Check i:nalysis 
Under ~,tin or Over niax 

Carbon 0.15 	max -- 	0.01 
~anganese 2.00 	max -- 	0.04 
57.17.COI1 ~.~~~ 	II10.X -- 	 ~~~J 

Phosphorus 0.040 max ' 	-- 	0.005 
Sulfur 0.030 max -- 	0.005 
Chromi.um 17.00 - 20a00 0.20 	0.20 
Nickel 7.00 - 11.00 0.10 	0.10 

4. TIiBRICATI0I~T: Heads ma.y be formed by cold upset-L-ing or machinin~. ~71ien neads ~re 
ma-  c~ ned, I~IS 5637 steel shall be used. Thre~ds shall be formeci bf rollin~. 

5. T~CIIIdICtiL RE~UIi~fEIJTS : 

~ 5.1 Flow Lines: Flow lines of upset heads shall conform 1;o the ~eneral arr~i~e]nent 
s oi~Fig~ure 1.A or 1B. The intersection of tho lon~itudin~.l Axis of tlLe 
part and the approximrzte transverse axis of the f'low lines sliall be not less 
than H~3 in. from the bearing surface. 

5.1.1 Examination for Internal Defects: Visuell excunina~;ion oi' a loi~~ituelin~,l section 
o a hoad and 	4 in. or more o. i~he sh~.nk, aftor etchin~ i'or ur,-:roxina.~l-~ely 
30 riinutes in a solution of 1 volume of SLllf'llric  acid (s~ ~r 1.~~~-) ar_ci ~ 
voltunes of ti~ater at 160-180 F, shall reveal no cracl:s, l~.~s or 1 erosity~. 

5.2 Piiachinin~;: The motal removed frora the bearin~ surff~.ce of ~L-]~.o lie~.d oi' i>> ~;,•e~.;-he;.~ i 
~arts shall bo as littie as practicablo to obtuin a cleun, sr2ooth surl~ice. 

5.3 Threads: 

5.3,1 Tl~ireads shall be i ro~?uced on the i'inislied bleizl_s b~~ c s~.n~;le i • olliii~. I~'lo~~~r 
lines at t1~rt~.ds s~zall be continuous~ s}~t~ll folloi~r the ~eneral. threra.d con'tour, 
and shall be of r.laxi.mum density at root of tYiread (see Fi~ure 2). 

Ga PYr~9Mf 1950 ►,, s,~;.~ o( Automotive Enqin~ert, Inc. 
	 Prinf~d in U,S.A. 
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OPTIONAL FL~Y LINES 
AT TIiIS POIIOT 

-2- 

~ 5.3.2 Threaas shall have no~multiple or single laps at the root or on the sides (see 
Figures 3, 4, and 5), except that sli~t laps are x>ermissible at the crest, on 
the non-pressure side inside the pitch diameter, and on the sides outside the 
pitch diameter (see Figures 6, 7, and f3). Slight deviation from thread contour 
is permissible at the crest of the thread as shown. in Figure 9; the incomplete 
thread at each end of the threaded section may also deviate slightly froQa 
c ontour, 	 ~ 

5.3.3 Parts having holes f or locking devices are permitted to have slight ovalization 
of the hole and the countersink and slight flattening of the crest of the thread 
at the countersink, provided the diameter of the hole is within specified 
tolerAnces. 

5.4 Parts, after thread rolling, shall be heated at 700 F+ 10 for 3 hr, except that 
parts made from ~`,~ZS 5637 steel need not be so heated. 

5.5 Cleanin~; Parts, after finishing, shall be degreased and then iannersed for not 
esT s~an 20 minutes in a solution of 1 voli.une of nitric acid (sp gr 1.42~ and 
9 volumes of water at room temperature. 	- 

5.6 Tensile Strength: Sample parts shall be capable of ineeting.the follotiving when 
ase on e~area at the root of the thrs~d. 

5.6.1 Pxoof Load; A load of 100,000 psi shall be applied between the full thread 
~ 	section and head for not less than 1 minute. After removing the load the length. 

shall not be increased more than 0.0002 in. 	 '~ 

5.6.2 Ultimate: k load of not less than 1~5,000 psi shall be applied between the 	I 
~hread and head until failure. The fracture shall be in the f~ll thread sectionll 
~,~.th a reduction of area not less than 2~. 	 , i 

6. ~~UIsLITY: Parts shall be uniform in quality and condition, clean, sound, smooth, 	~~ 
anc~ ee from burrs and foreign materials and from internal and external defects 
detrimental to their performance. 

7. iLJ~CTI0Id5: Pa.rts not conforming to this specification or to authorized 
mo i~iic~ions vrill be suBject to rejectiono 

FIGURE lA 	 FIGURE 1B 
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