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"2.1,2 Bardoning! Blanks shall be heated uniformly to 1500-1650 ¥, held at that

4.1.3 Tempering: Hardened Hanks shall be tempered by heating uniformly to the

4.2.1 Threads shall be produced on the heat treated and finished blanks by a “smg”fe'r

1. 0 1 A vendor ehell mention this specification mumber in all quo-
S TT tations and when acknowledging purchase orders. -
rs% 2. APPLICATION: Studs made from AMS 6320, AMS 6322 or AMS 6327 steel. B
gf'é 3. { Stud blanks shall be machined from bar stock and shall be ma.chineqJ ‘
;*‘{g 3 sufficiently to remove surface defects and decarburization except as permitted |
s iS% in 4.5. The smaller diameter or nut end.of blanke for stepped stude may be °
3825 reduced as necessary but the larger diameter or stud end shall not be upset.
§?§ Threads shall be formed by rolling. : : A
4 4, IECENICAL RE ;o
;352 4.1 Bept Treatmenkt Mechined blanks, unless machined from heat treated stock,
2573 ahall, before finishing the shank and rolling the threads, be heat treated as
§£‘~’§ ' follows! . : -
a?_%:g 4.1,1 Heating Fquipmontt Furnaces mey be any type ensuring uniform temperature
" i throughout the parts being heated and shall be equipped with, and operated
s by, automatic temperature controllers. The heating medium or atmosphere
52 shall ceuse neither surface hardening nor decarburization other than that .
?fsg permitted by 4.4 end 4.5, S - : '

‘temperature for 15=30 minutes and quenched in oil, .

teliperature necessary to produce the specified hardnees, holding at that
temperature for not less than 1 hr and cooling. : '

4.2 Dmgadai Sorew Threat Standards for Federsl Services 1944 (Nztional Buresu

of Standards Handbook H28) shall be a part of thls specification and shall

be the basls of all screw thread requirements. Tolerances for pitch diameter

of the stud end shall be as shown on the drawing.. Tolerances for -lead and
thread form, and acouracy of thread angle, of the stud end 8hall be in accor-

dance with Class 4 Fit screw threads in the above referenced Handbook H28; any

error in lead shall be in the same relative direction on the lead thread of

the stud end as on the full thread of the stud end. (See figure 10).

rolling for eaca end, Flow lines-at threads shall be continuous, shall fol=-
low the general thread contour, and shall be of maximum density at root of.
$nread (see Pigure 2). : S

.
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4.2.2 Thredds shall havé no multiple or single laps at the root or on the sides {see |
© Tigures 3, 4, and 5), except that slight laps are permissible at the crest,

on the non-pressure side inside. the pitch diameter, and on the sides outside
the pitch diameter (ses Figures 6, 7, and 8). Slight deviation from thread

- -contour is permissible-at the crest of the th¥sad as shown in Figure 9; the -
incomplete thread at sach fand of the thread may also deviate slightly from -

4.2.3 The pitch diameter of all full threads.on thestud end, Figure 10, shall not
taper. more than 0,0005 inch per inch.and, if tapered, .the smaller diameter
shall be at the entering end of the stud. Taper variations shall fall within

- pltch diemeter tolerances- specified on the drawing, L '

‘ .4.,',‘2:'.4'; The pi'tc'il'-v_dia‘.;‘n_efe_r; of 'the‘ lea.d. ‘thrieza-dé,_'ori .Ifheh.s_tud-; eh&i;sjﬁ.ﬁlf 'or'ig‘im;tie: from the
~.-stud pitch -diameter and: continus, -decreasing for a-distance B specifisd in th -
following Table I and illustrated in Figure 1. e s s

TABLE I

wcPitch.. . . 20.. 18 .16 Lla 13 0 12 1 10
. B, Inch; max -, 0,15 0,17 -.0.19 0.21 0.23 . 0.25 0.27 0,30

" 4.2.5 Circularity (out-oferoundness) of the pitch diameter of the stud end shall not

- lexceed 0,0005 inch full iddicator reading,. Circulerity shall fall within pitch
dismeter tolerances specified on the drawing, e , .

4.2.6 The minimm lsad thread length on- the stud end 1s controlled by.the number of

 threads that the stud will enter a lead thread ring. gage or -gage of  equivdent

accuracy made to the maximum pitch diameter of the lesd threads specified on .

the drawing; the number of such threads shall be one.or. two.. . - -

4,2,7 Stud.‘s‘without neckﬂs» that are made in accordance with this spééification will
'+ have a minimum full thread length shown on ths drawing, A maximum full thread

"~ length-will almo.be-shown and: this will- include the imperfect threads due to
the lesad. Beyond the, maximum thread length shown .studs. shall not be cut or

; - mutilated in any way by the threading operation, unless so indicated on the

4.2.8The general V"br_eak-».e.dge"’ n'ote‘_on' drawings does not apply to:.«the cfeét of the R
. ? - thread, since sharp edges (without burrs’ and feather -edges). at this locatien CoLer
) - are permissible. Any operation to remove burrs from the thread should not :

-vibredk.the edge more than approximately 0,003 inch radius, ..
4.2.9 Threads on the nut end and the lead threads on the stud. end-may be 0.001 inch
: under the specified limits before plating but shall conform to the £808 Te=
~ quirements after plating. O S R S . .

4,3 Siructure: Parte shall have microstructure of tempered martensite.
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