
=~ 
°ae 
~Ee« 
~E$o 
o ~~ ~ o0 
8yC 
~. 0 

y C ~.1~ 
ea»c 
e ~~ . 
•8~~ 

~~~w  n 
0 0=—_3'' 
Ea;a 
E ° M'~ 
~E°or 
.Exe 
~$E~ 
^~~E~ 

~ -~" 
~a ~ o,~~ 
vvvE eee •wo~ 
v»a« 
W r ~ 

Qt~Am° g 

9~~~ 
r'~" ~ v;~n 

~ 
a.o~ ~_`~ 
~ a—~ 
~~a~ 

~ 
;Ci« 
~"L'~ ~ 
: 
. 

a~nn 
~w°~ • 

0 a~ 
~~~« 

ii~~° 
= ~:: 
`~E~ ;, ~. 
~>~ 

~ »~-~ 
e S~, 
°o:d 
o.~~. 

~o L~ 

~~°E 
P~~~ o••. 
~ ~:a 

a~~i 
~ ~eM 
Y_a~ 

W~re 
~~. 

rio`E 

O C~'~ 

~~E s̀ . 
o>~~ 

~~8~ 
o~7..a 

AERONAUTICAL 
	

AMS 7476s 
MATERIAL SPECIFICATIONS 	

~~usd ~.15..50 
80CIETV OF AUTOMOTIVE ENOINEERS, Inc. 	485 Lexington Ave., New York 17, N.Y. ReYlaed ],~15,•58 

BOLTS AND SCRE~r1S, STEEL, COR.RC)SION AND HEAT RESISTANT 
Roll Threaded 

1. ACKNOWLEDGMED1Ts A vendor shall mention this ~p~cification number and its revisionl 
letter ~.n all quotations and when acknowledging purchase orders. 

2. APPLICATIONs High quality bolts and screws made from AMS 5721 steel for uae up to 
110F. 

3. FABRICATION: Heads shall be formed by machining and not by upsetting. Threads 
~ shall be formed on the finished blanks by a single rolling. 

1~. TECHNICAL REQUIRIII~IEENTS: 

l~.1 Threads: 

I~.~.1 Flow lines at threads shall ~e continuous, shall follow the general thread 
contour, and shall be of maximum density at root of thread (see Figure 1). 

4.1.2 Threads shall have no multiple or single laps at the root or on the sides (aee 
Figures 2, 3, and L~), exeept that slight la.ps are permissible at the crest~ on 
the non-pressure side inside the pitch diameter, and on the sides outside the ~ 
pitch diameter (see Figures 5, 6, and 7). Slight deviation from threa~d contourl 
is permissible at the crest of the thread as ahown in Figure 8; the incomplete 
thread at each end of the threaded section may also deviate slightly from con- 
t,Oli2' • 

l~.1.3 Parts ha~ holes for locking devic~s are permitted to have slight ovalization 
of the hole and the countersink and slight flattening of the crest of the 
thread at the counter~ink, provided the diameter of the hole is within apeci- 
fied tolerances. 

4.2 Stress Reliefs Parts, after thread rolling~ shall be heated at 1225 F+ 10 for 
3 hr and a r cooled. 	 — 

~.3 Cleanings Parts, after fini~hing, shall be degreased and then immersed for not 
lesa than 20 min. in a solution of 1 volwne of nitric acid (sp gr 1.1~2) and 9 
volumes of water at room temperature. 

1~.l~ Hardnesss Hardness shall be uniform anci a~s specified on the drawing but hardnesa 
of tT e threaded portion may be higher as a result of the thread ro113ng. 

1t~5 Straightness, Concentricity, and S qvareness: For purpoae~ of these inspections~ 
s 	and reads sh 	be in~cluded but shall~be conaidered as separate elementa 
of the bolt. 

1~.5.1 Straightness of Shank and Threadst Shank and threada ahall be atraight within 
~d 

	

	the limits specified on the drawing for the total length (I,) of the bolt under 
the head (see Figure 9). Via3.bly abrupt cha~nges in diameter or ahape of the 
shank and thresds which might cause atresa concentrations are not permiaaible. 

coo►MSh: 1958 ry .va.a ef A.ti..~.w. us~~...~ ~ne. 	 r~IntN In Y. i. A. 
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~r 
1~.5.2 Concentricity of Thread Pitch Diam~tert The concentricity of thread pitch diam- 

eter in relation to shank diameter shall be within the limits specified on the 
drawing for a distance of not less than 1.5 times the nominal bolt diameter away 

~d 	from the last f~.ill thread along the shank (see Figure 10). For bolts having a 
shank length less than 1.5 times the nominal bolt diameter, the concentricity of 
the shank diameter over its fu11 length in relation to the thread pitch diameter 
shall be within the limits specified on the drawing. 

4.5.3 Concentricity of Head: The concentricity of the head in relation to the shank 
diameter shall be within the lunits specified on the drawing for a distance of 
not less than 1.5 times the nominal bolt diameter away fram the washer face along 

~ 	the shank (see Figure 11). For bolts threaded to the head and for bolts having 
shank length less than 1.5 times the nozninal bolt diameter~ concentricity of 
head shall be measured in relation to thread pitch diameter in lieu of shank 
diameter. 

4.5.1~ Squareness of Washer Face: The squa.reneas of the washer face with the shank di 
eter shall be within the limits specified on the drawing for a distance of not 
less than 1.5 t~mes the naminal bolt diameter away .£rom the wash~r face along 

j~ 	the shank (see Figure 11). For bolts threaded to the head ~nd for bolts having 
a shank length less than 1.5 times the nominal bolt diameter, squareness of was 
face shall be measured in relation to thread.pitch diameter in lieu of shank 
diameter. 

5. QUALTTYs Parts shall be uniform in quality and condition, clean, sound, smooth, and 
rfT  ee from burrs and foreign materials and from internal and external i.inperfections 

detrimental to their performance. 

5.1 Parts subject to fluorescent penetrant inspection shall not r~v~al indications of 
cracks, seams, pipes, or rolling laps as shown by Figures 2, 3~ and 1~ except that 
indications of slight laps as shown by Figures 5, 6, and 7 will be permitted. 

6. R.ETDCTIONSt Parts not conformuzg to this specification or to authorized modifica- 
ion~s w'ill be subject to rejection. 
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