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°6»~ 1. ACKNOWLID(~IENT: 	A vendor shall mention this specificat3on number and its 
o •~~ re 	sion let~r in all quotations and when aclrnowledging purchase o 	ers. 
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oo,~ 2. APPLICATION: 	High qua]ity bolts and screws requiring corrosion res s ance 

E9sa foT use up to 700 F. 
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` E~` r$E~ 3. COMPOSITION: 
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~o~~ ~vw~ Check Ana~Ysis 
n 4= i  Under Min or Over Max 
ee°eE a 
v~a« 
>r~qr ri81'bOA 	~•1.5 	I~C 	 —~ 	 0~~~• 
;~m~ Mariganese 	2.00 	max 	 -- 	O.OL~ 
~o ` cJ111.COA 	1~~ 	m~ 	 ~' 	 ~'~ 

°~~° Phosphoras 	0.0l~0 max 	 -- 	~•~5 wo" 
~oo~ su~ur 	o.03o max 	 -- 	0.005 
~9 `a ».__ Chromium 	17.~ - 20.00 	 0.20 	0.20 

~~~o Nickel 	7.00 - 11.00 	 0.10 	0.10 
7CVN 

. 	cE«~ 1~. F~BRICATION: 	Heads may be formed by cold upsetting or machini.ng. 	t~ihen heads ~`~~ 
o ;;r are machined~ .9MS 5637 steel shall be used. 	Threads ahall be fozmed by rolling. 
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5. TECHNICAL REQUIR~SF~iTS: 
C~qF 
r=ro 
~~°»~ 5.1 Flow Lines: 	Flow lines of upset heads shall conform to the general arrangement 
~~;~ shovn in Figure lA or 1B.. The intersection of the longitudinal axis of the part 
qoo; and the approximate transmerse axi.s of the flow lines shall be not less than 
«>~~ H/3 in. from the bearing surface. 
~ o ._-, 

v°•ro 
~ood 5.1.1 	F~cffinination for Internal Defects: 	Visual F~amination of a longitudinal sec- 

~M-o tion of a head and 1 	in. or m~re of the shank~ after etching for approxi- 

-°e8q  mately 30 min. in a solution of 1 volume of sulf~ric acid (sp gr,1.81~) and 
Wo~~  3 volumes of Water at 160-180 F, ahall reveal no cracks, laps or porosity. 

m~a~ 
ax„o 5,2 Mach~s The metal removed from the bearing surface of the he ad of upset- 

~~95 head parts shall be as iittle as.practicable to obtain a clean~ smooth surface. 
~°a« a 

t M p~ ~~~ ~rr Naa~ 
~°pE 5.3.1 Threads shall be producad on the Yinished blanks by a singls rolling. 	Flow o ~,r 
~; E = lines at threads shall be contirruous~ aha~.l follox the gen~eral thread cvn- 
~ p o; tour~ and sha].1 be of ma~cinwm density at root of thread (see Figure 2). 
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5.3.2 Threads shall have no multiple or single laips at the root or on the sides (see 

Figures 3, ?~, and 5), except that slight laps are permissible 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 8). Slight deviation from thread 
contour is permiasible at the crest of the thread as sho~n in Figure 9; the 
incomplete thread at each erxi of the threaded sect.ion may also deviate sli~tly 
from contour. 

5•3•3 parts having holes for locking devices are permitted to have slight ovalization 
of the hole and the contersink and slight flattening of the crest of the thread 
at the counteraink, provided the diameter of the hole is withia specified tol- 
erances. 

5.1~ Parts~ after thread rolling, shall be heated at 700 F_ 10 for 3 hr~ except that 
p arts made from AMS 5637 steel need not be so heated. 

5•5 Cleaning: Parts, after finishing~ shall be degreased and then imnersed for not 
less than 20 min. in a solution of 1 volume of nitric acid (sp gr 1.1~2) and ~Y 
volumes of water at room tem~erature. 

5.6 Tensile Strengths Sa~aple parts shall be capable of ineeting the following require- 
~ ments when based on the area calculated from the mean of the nominal root and 

pitch diametere of the threads gr flrom the shank diameter, whichever is smaller. 

5.6.1 Proof Load: A load of 70,000 psi shall be applied between t2~e f~ill thread 
~ 	sec~ion and head for not less than 1 minute. After removing the load the 

lengtk~ shall not be increased more th an 0.0002 inch. 

5.6.2 Ultimates A loa~d of not less than 125~000 psi shall be applied betxeen the 
~ 	threa~`and head until Yailure. The reduction of area shall be not leas than 2C~. 

6. QUALITY: Parts shall be uniform in quality and condition, clean, sound, smooth~ 
and free from burrs arxl foreign n ►aterials and fY~ora internal an~d external defects 
detrimental to their performance. 

7. REJECTIONS: Parts not conforndng to this specification or to authorized modifi- 
cations will be sub~ect to rejection. 

~ 
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FIGURE lA 	 FIGURE 1B 
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