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5.1 Threads:

2. APPLICATION: High quality bolts and screws for use up to 1150 F.

6-15-50
1-15-60

."UM
R vlHd

AMS 7476c

485 L xlngton Av ., N w York 17, N.Y.

Multiple laps on the sides of threads are not permissible regardless of
location. Single laps on the sides of threads that extend toward the root
are not permissible (see Figures 3 and 4).

Root defects such as notches, slivers, folds, roughness, or oxide scale
are not permitted (see Figure 2).

A single lap is permissible along the side of the thread below the pitch
diameter on the non-pressure side provided the lap does not originate
closer than 20% of the basic thread height from the root and extends toward
the crest and generaJ.ly parallel to the side (see Figure. 5). A single lap
is permissible along the side of the thread above the pitch diameter on
either the pressure or non-pressure side (one lap per thread) provided it
extends toward the crest and generaJ.ly parallel to the side (see Figure 6).
Basic thread height is defined as being equivalent to 0.650 times the
pitch (see Table I).

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

5·1.2
¢

BOLTS AND SCREWS, STEEL, CORROSION MID HEAT RESISTANr
Roll Threaded

5·1.1

5.1.4
¢

4.1 Blanks: Heads shall be formed by machining and not by upsetting.

4.2 Thread Rolling: Threads shall be formed on the finished blanks by a single
rolling.

4.3 stress Relief: Parts, after thread rolling, shall be heated at 1225 F ! 10
for 3 hr and air cooled.

5. TECHNICAL REQUIREMENTS:

4.4 Cleaning: Parts, after finishing, shall be degreased and then immersed for
not less than 20 min. in a solution of 1 volume of nitric acid (sp gr 1.42)
and 9 volumes of water at room temperature.

3. MATERIAL: Shall be AMS 5721.

4. FABRICATION:

1. ACKNOWLEDGMEl\JT: A vendor shall mention this specification number and its
revision letter in all quotations and when acknowledging purchase orders.

SOCIETY OF AUTOMOTiVe eNOINeeR • In~.·

AEROSPACE
MATERIAL SPECIFICATIONS

Co..~rl...t 1960 Iw 8001.~ f Automothr IEn.I........ Inc. Prlnte41 III U... A.
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AMS 7476c -2-

5.1.6
¢

Crest craters, crest laps, or a crest lap in combination with a crest
crater are permissible, provided the imperfection does not extend deeper
than 20% of the basic thread height (see Table I) as measured from the thread
crest when the thread major diameter is at minimum size (see Figure 7).
The major diameter of the thread shall be measured prior to sectioning.
As the major diameter of the thread approaches maximum size, values for
crest crater or crest lap imperfections listed in Table I may be increased
by 1/2 the difference between the minimum major diameter and the actual
major diameter as measured on the part.

Slight deviations from thread contour are permissi~le at the crest of the
thread within the major diameter limits as shown in Figure 8 and at the
incomplete thread at each end of the threaded section. l

5.1.7 Parts having holes for 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.

5.1.8
¢

Parts shall have a minimum thread run-out of one thread and a maximum of
two threads. The run-out shall fair onto the shank eliminating any abrupt
change in cross sectional area. Bottom and sides of threads contained in
run-out shall be filleted, smooth, and devoid of abrupt tool stop marks.

5.1.9 All thread elements shall be within specified limits starting at a length
¢ 2 times the pitch from the end, including chamfer, and extending for the

specified full thread length.

.'
5.2 straightness, Concentricity and Squareness: For purposes of these inspections,

shank and threads shall be included but shall be considered as separate
elements of the bolt.

5.2.1 straightness of Shank and Threads: Shank and threads shall be straight
within the limits specified on the drawing for the total length (L) of the
bolt under the head (see Figure 9). Visibly abrupt changes in diameter
or shape of the shank and threads which might cause stress concentrations
are not permissible.

5.2.2 Concentricity of Thread Pitch Diameter: The concentricity of thread pitch
diameter 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 from the last full 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 full length
in relation to the thread pitch diameter shall be within the limits
~ecified on the drawing.

5.2.3 Concentricity of Head: The concentricity of the head in relation to the
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 from 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 nominal bolt
diameter, concentricity of head shall be measured in relation to thread
pitch diameter in lieu of shank diameter.
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5.2.4 Squareness of Washer Face: The squareness of the 'Washer face with the
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 from
the washer face along the shank (see Figure 11). For bolts threaded to the
head and for bolts having a shank length less than 1.5 times the nominal
bolt diameter, squareness of washer face shall be measured in relation
to thread pitch diameter in lieu of shank diameter.

5.3 Hardness: Hardness shall be uniform and as specified on the drawing but
hardness of the threaded portion may be higher as a result of the thread rolling.

6. QUALITY: Parts shall be uniform in quality and condition, clean, sound, smooth,
and free from burrs and foreign materials and from internal and external
imperfections detrimental to their performance.

6.1
¢

Parts SUbject to fluorescent penetrant inspection shall conform to the
following standards.

6.1.1
¢

6.1.2
¢

Discontinuities transverse to grainflow, such as pipes, grinding checks, and
quench cracks, shall be cause for rejection.

Longitudinal indications of surface seams and forming laps parallel to
grainflow are acceptable within the following limits, provided the separation
between indications is not less than 1/16 in. in all directions.

6.1.2.1
¢

Sides of Head: A maximum of 3 surface indications per head is permitted
and the length of each indication may be the full height of the surface.
No indication shall break over either edge to a depth greater than 1/32
in. or the equivalent of the basic thread height (see Table I), whichever
is less.

6.1.2.2 Top of Head and End of stem: A maximum of 3 surface indications in
each area is pennitted provided the length or diameter of a:ny individual

~ indication does not exceed 1/32 in. or the equiValent of the basic thread
height (see Table I), whichever is less.

6.1.2.3
¢

6.1.2.4
¢

Shank or stem: A maximum of 5 indications is pennitted. The length of
anyone indication may be the full length of the surface but the total
length of all indications shall not exceed twice the length of the surface.
No indication shall break into: a fillet or over an edge.

Threads: Threads shall not reveal indications of cracks, seams, pipes,
or rolling laps as shown by Figures 2, 3, and 4 except that indications
of slight laps as ShO'ID by Figures 5, 6, and 7 will be pennitted.

7. REJECTIONS: Parts not confonning to this specification or to authorized
modifications will be SUbject to rejection.
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FIGURE Z
p1Ji1ijigp

¢ FlGmE 4
ROLLED TBREliU
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yj FIGTi1E 5
ROLLlID fJ.1IREAD

AMS 7476c

FIGURE 6
ROL.T.J:iD TBREJU)

NOTE A:: DEPTH OF DEFECT EQUAL<3 2O/J OF BASIC !fBRRAP
lmIGHT PLUS 1/2 THE DIlt""FERENCE OF THE ACTlJAI
Rt\.JaR DIAI4ETER A!ID~4 l·it~OR DIAMETER ~

FIGURE 7
ROLLED T1lREAD

~ MIN MAJOR DIA

FIGURE 8
ROLLED THREAD
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