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1. SCOPE:
1.1 Aim:

To specify the approved method of flaring the shank of self-locking shank nuts, and to provide the
preferred method for removal of damaged nut.

1.2 Purpose:

To ensure that the installation of shank nuts is properly assembled onto the component flange,
thus preventing damage to the shank nut or component flange and to ensure adequate retention
of the nut.

1.3 Units:
Dimensions are in inches.
2. APPLICABLE DOCUMENTS:
The following publications form a part of this document to the extent specified herein. The latest
issue of SAE publications shall apply. In the event of conflict between the text of this document
and references cited herein, the text of this document takes precedence. Nothing in this document,
however, supersedes applicable laws and regulations unless a specific exemption has been
obtained.
2.1 SAE Publications:
Available from SAE, 400 Commonwealth Drive, Warrendale, PA 15096-0001.

AS3534 Nut, Self-Locking, Shank, UNS S66286 Silver Plate on Thd Only, UNJ Thread
AS3535 Nut, Self-Locking, Shank, UNS N07001 Silver Plate UNJ Thread
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3. FLARING (SWAGING) OF SHANKS:
3.1 Before flaring, make sure the correct tool and nut combination is used to avoid incorrect loading.

3.2 The nut retaining tool should not be designed to bear on the end of the nut locking element
during flaring, which could result in distortion of the nut locking element with resultant increase or
loss of locking torque.

3.3 Component flange must be firmly held against the nut bearing surface before starting the flaring

operation because the angle of the flaring tool cone will not automatically ensure tightness of nut
onto flange.

3.4 A coating of light machine oil should be applied to the tool conical surface before flaring in order
to reduce the possibility of cracking the nut shank.

3.5 Care must be taken not to damage the flange during assembly of shank nut.

3.6 During flaring, the tool might damage the silver plating inside the nut shank. This is permissible
and it is not necessary to “touch up” if the plating is damaged in this area. Any loose flakes of
silver plating are to be removed.

3.7 The nut shank must be below flush of the flange surface after flaring to avoid interference with
the mating part flange. See Figure 1.
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Nut shank must be 58° Flaring of shanks might result
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Shank Nut

FIGURE 1 - Flared Shank Nut

3.8 After flaring, rotation of the nut up to the machined shoulder of the flange is permissible, but there
must be no axial movement.
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