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~Ae The Engineering Society-=----= For Advancing Mobility
.........--Land sea Air and Space

INTERNATIONAL$
400 Commonwealth Drive. Warrendale. PA 15096-0001

SURFACE
VEHICLE
RECOMMENDED
PRACTICE

REI.
SAR J483 SEP93

Issued 1933-01
Reissued 1993-09-10

Submitted for recogni1ion as an American National Standard Superseding J483 Cancelled

CROWN (BLIND, ACORN) NUTS

Foreword-This reissued document has been changed only to reflect the new SAE Technical Standards Board
format.

1. Scope-Included in this SAE Recommended Practice are complete general and dimensional data for the high
and low types of crown nuts recognized as SAE Standard. These nuts are primarily intended for application
in automotive and other ground-based motor vehicles and industrial equipment to provide an ornamental or
protective closure over end of bolts, studs, or screws.

2. References

2.1 Applicable Documents-The following publication forms a part of this specification to the extent specified
herein. The latest issue of SAE publications shall apply.

2.1.1 SAE PUBLICATION-Available from SAE, 400 Commonwealth Drive, Warrendale, PA 15096-0001.

SAE J429-Mechanical and Material ReqUirements for Externally Threaded Fasteners

3. General Specifications

3.1 Dimensions-All dimensions in this document are illustrated in Figure 1 and are expressed in inches in Table 1
unless otherwise stated.

3.2 Options-Options, where specified, shall be at the discretion of the manufacturer unless otherwise agreed by
manufacturer and user.

3.3 Construction - Nuts may be either solid or of two-piece construction. The bearing surface shall be flat with
chamfered comers or washer faced. The diameter of chamfer circle or washer face shall be equal to the
maximum width across flats within a tolerance of -5%. The length of chamfer at hexagon comers shall be from
5 to 15% of the basic thread diameter. The surface of chamfer may be slightly convex or rounded.

3.4 Rounding at Comers-A rounding or lack of fill at junction of hex comers with chamfer shall be permissible,
prOVided the minimum width across comers is reached and maintained beyond a distance equal to 17.5% of
the basic thread diameter from the chamfered face and the junction of hexagon faces with crown fillet.

SAE Technical Standards Board Rules provide that "This report is published by SAE to advance the state of technical and engineering
sciences. The use of this report is entirely voluntary. and its applicability and SUitability for any particular use. including any patent
infringement arising therefrom. is the sole responsibility of the user:

SAE reviews each technical report at least every five years at which time it may be reaffinned, revised. or cancelled. SAE invites your
written comments and suggestions.

Copyright 1994 Society of Au10m0tive Engineers, Inc.
All rights reserved. Printed in U.S.A.
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3.5 Taper of Sides-No transverse section through hexagon portion of nut between 25 and 75% of the actual
hexagon thickness, as measured from the bearing face, shall be less than the minimum width across flats. The
maximum width across flats shall not be exceeded except for mUled-from-bar nonferrous nuts where the
maximum (basic) width may conform with the commercial tolerances of the bar stock material.

3.6 Angularity of Bearing Surface-The bearing surface shall be at right angle to the axis of the tapped hole within
2 degrees for 1 in size or smaller, and within 1 degree for larger sizes. Therefore, the maximum total runout
of bearing face shall equal the tangent of the angUlar deviation times the distance across flats.

3.7 Threads

3.7.1 FORM AND TOLERANCE-Threads shall conform to Unified Standard, Class 2B.

3.7.2 SERIEs-Threads shall be coarse (UNC) or fine (UNF) thread series.

3.7.3 COUNTERSINK-The tapped hole shall be countersunk on the bearing face. The maximum countersink
diameter shall be the thread basic (nominal) major diameter plus 0.025 in for 3/8 size or smaller, and 1.06 times
the basic major diameter for larger sizes. No part of the threaded portion shall extend beyond the bearing
surface.

3.8 Materials

3.8.1 STEEL-Suitable properties for steel nuts are covered in SAE J429.

3.8.2 OTHER MATERIALs-Other materials shall be as agreed upon by the manufacturer and user.

3.9 Finish

3.9.1 PLAIN-Unless otherwise specified, nuts shall be supplied plain (unplated or uncoated), as processed.

3.9.2 PLATED-Where plating is specified, the thickness or quality of plating shall be measured or tested on the side
of the nut.

3.10 Defects-Nuts shall be free from burrs, seams, laps, loose scale, and any other defects that affect
serviceabnity.

PREPARED BY THE SAE FASTENERS COMMITIEE
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