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GENERAL MOTORS ENGINEERING STANDARDS

Engineering

METRIC PUSH-ON BOLT RETAINING SPRING NUTS
GENERAL SPECIFICATIONS
E131
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Size 1 Dimmeter Diameter Beight Thickeess Panish
Max nin nax nin nax tan nax nin Coated Zinc
53552 0.6 3 2.95 2.65 8.95 8.45 1.38 1.02 0.208 0.212 11504116 11504120
" ¢.7 3 3.45 3.18 9.75 9.25 1.42 1.06 0.28% 0.212 11504117 11504121
st 0.8 3 4.25 3.95 11.35 10.85 1.8 1.47 0.338 0.262 11504118 11504122
ne? 1 1 S§.135 5.0% 12.95 12.45 2.25 1.75 0.288 0.212 11503735 11503736
na? 1.2% 1 7.29 6.99 16.15 15.65 .35 1.85 C.368 0.292 11502853 11504123
X102 1.8 2 9.25 $.95 20.05 19.55 2.78 2.02 0.428 0.342 11502759 11504124
M2 1.75 2 10.95 10.65 21.65 21.15 2.98 2.22 0.418 0.342 115027137 11504125
Nle? 2 2 13,15 12.85 25.25 24.75 3.68 2.92 0.418 0.342 11504119 11504126

lNutsmayabobesuitableforappﬁnﬁonwithzh:adpitchesothathanshmfortherespu:ivethrmddiamm

2 Nutsinthcscsiusmcommonforbothmmcandcomspondxnghcbnhradsizsasfouows:'l'heMB.Ssizzfontho.6—32inchsizz;theM4siu
for the No. 8-32 inch size, the M5 size for the No. 10-24 and No. 10-32 inch sizes; and the M8 size for the 5/16~18 and §/16-24 inch sizes.
3Forpa.nscommonizm’onpwposcs.th:scm:tricnutswesmybeusedsa:isfacwrﬂyoncorrspondingincht.hmdmasfollaws'rhcbﬁsizefot
the 1/4-20 and 1/4-28 inch sizes, the M10 size for the 3/8-16 and 3/8-24 inch sizes, and the MI4 size for the 9/16-12 and 9/16-18 inch sizes.
4Pannumba'sshownmayormaynotreqmaddiuomlcolorid:nﬁﬁaﬁonpaGMQ(”BPspudﬁm!ionnsd:signnedbytherwpectiwpumhasu&

1 GENERAL. This standard for Metric Push-On Bolt
Retaining Spring Nuts conforms in all essential respects with
the SAE Standards covering this product.

1.1 Application. These spring nuts are designed to push
over the threads on bolts, screws or studs with relative ease
and to securely grip the thread flanks upon application of a
force in the direction of removal. The tangs of the emboss-
ment compress flat when clamped under the threaded nut and
thus provide a hardened shim of thickness equal to the stock
thickness of the spring nut. These nuts are intended to be used
to retain threaded fasteners in position on component parts
until final fastening operations are performed later in an
assembly sequence. They may also be employed at selective
locations on attachments entailing multiple fasteners to retain
the component during positioning procedures and/or the
installation and tightening of the adjacent fasteners.

It should be noted that these puts may also be suitable for
application on thread pitches other than those specified for
the respective diameters and also that some sizes of nuts are
common for both metnc and inch threads.

2 IDENTIFICATION. The retaining nuts shall be perma-
pently and legibly marked with the manufacturer’s identifica-
tion in a prominent location.

3 BOSS. Design details of the retaining boss features
shall be optional with the manufacturer providing the speci-
fied dimensions are maintained and the nuts will meet the
performance requirements set forth in Paragraph 7.

4 MATERIAL. Spring nuts shall be fabricated from SAE
1050, or equivalent, carbon spring steel and heat treated to 2
hardness of Rockwell 30N 58 to 68, or equivalent.
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5 FINISHES. As designated by part number, spring nuts
shall be furnished plain, plated or coated, in accordance with
the respective GM specifications.

5.1 Plain Steel: Plain finish steel retainers shall be clean (free
from dirt and rust) and, unless otherwise specified by the
user, coated with a light oil film.

5.2 Relief of Embrittlement. Spring nuts subjected to
corrosion preventative processing which might induce hydro-
gen embrittlement shall be suitably. treated subsequent to the
plating or coating operations to obviate such embrittlement in
accordance with the referenced finish specifications.

5.3 Determinant of Plating Thickness. The thickness of the
plating or coating on retaining nuts shall be as determined on
the top surface of the flange portion approximately midway
berween the outer periphery of the flange and the boss.

6 WORKMANSHIP. Spring nuts shall be free from
cracks, burrs, loose scale and any defects that might impair
therr serviceability.

7 PERFORMANCE REQUIREMENTS. The retaining
nut shall be assembled with a appropriate applicator tool onto
a bolt or screw, having a thread conforming to the specified
diameter and pitch, that has been installed through a hole
0.25 mm max larger than the basic thread diameter in a
3.0mm min thick steel test plate and projects beyond the
plate 2 distance equal to or greater than “X™ as specified in
Table 1. The load, applied in line with the axis of thread,
required to install the nut shall not exceed the push-on force
values given in Table 1. The load, applied axially to the end of
the threaded fastener, required to remove the nut from the
thread shall not be less than the removal force values listed in
Table 1.

8 ASSEMBLY CONSIDERATIONS. To insure proper
function of the spring nut, it is recommended the thread on

the bolt, screw or stud project beyond the work surface a
minimum distance equal to “X ™ as specified in Table 1,
taking into account the effect of air gaps caused by misalign-
ment of surfaces or the compression of soft materials. See
Figure 1.

TABLE 1
X
Wot Nut
Nominal Thread Fastener Push—On Remcval
Thread Pitch Thread FPorce, Porce,
Size, - Protzrusaion,  § N
- -
Min Nax Man
M3i.S 0.6 3.6 75.7 178.0
M4 0.7 3.6 97.9 222.5
NS 0.3 4.0 111.2 289.2
N6 1 4.0 111.2 400.5
.14 1.28 S.6 113.5 445.0
no 1.8 5.0 133.5 667.5
K12 1.78 6.3 133.5 1335.0
e 2 6.3 133.5 1335.¢0
gt T BOLT RETAINING
SPRING NUT
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FIGURE 1 - THREAD PROTRUSION

E131

PAGE 2

NOVEMBER 1988

Documents


http://www.avadocuments.com/doc/gm-gme131-0
http://www.avadocuments.com/doc/gm-gme131-0

