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Compliance with a British Standard does not of itself confer immunity from legal obligations.

National foreword

This British Standard is identical with 1SO 3353-1976 _ British Standards; attention is especially drawn to the
‘Aerospace construction — Rolled threads — Runout and following.

lead threads’, published by the International Organization  The comma has been used throughout as a decimal marker.

for Standardization (1SO). In British Standards it is current practice to use a full point
Terminology and conventions, The text of the international on the baseline as the decimal marker.

standard has been approved as suitable for publication as a Wherever the words ‘International Standard’ appear,
British Standard without deviation. Some terminology and referring to this standard, they should be read as ‘British
certain conventions are not identical with those used in Standard". )
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1 SCOPE AND FIELD OF APPLICATION

This International Standard defines the requirements for
the thread runout at the junction of the thread and shank
{or thread and head) and, at the extreme end of fasteners,
the lead thread, for rolled threads used in aerospace
construction. It specifies a referee method, by optical
projection, for -establishing conformity with these require-
ments.

Although this International Standard specifically refers to
bolts, it may be applied to externally threaded products
where the threads are produced by rolling, except where
special runout or lead thread requirements are specified.

2 DEFINITION OF A COMPLETELY FORMED
THREAD . :

A completely formed thread follows the basic profile,
within the tolerance, over an axial distance of 1 pitch (P)
{points A, B, C). See figure 1.

d nominal
d min.
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FIGURE 1 — Completely formed thread

3 DEFINITION OF RUNOUT AND LEAD THREADS

3.1 Shank end or head end (runout)

For full shank fasteners, including oversize shank fasteners,
the runout X (see figure 2A) shall comprise the incomplete
threads imparted by the die plus an unrolled portion of the
blank diameter from which the thread is rolled.

Full document details: BS A 231:1982

The incomplete threads are situated between the end of the
plain portion of the shank and the first thread root which
is completely formed, where the minor diameter d5 is not
greater than the maximum permissible minor diameter.

For pitch diameter shank fasteners, the runout X comprises
only incomplete threads, and will not extend into the
underhead radius (see figure 2B).

Shank
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FIGURE 2A — Full shank fasteners
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FIGURE 2B — Pitch diameter shank fasteners

3.2 Extreme end (lead threads) (figure 3)

3.2.1 Lead threads

The lead threads are situated between the end of the bolt
and the first complete thread, where the diameter at the
crest is not less than the minimum permissible crest
diameter.
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