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IFI Notes:

1. IF1-100/107 is a standard developed through the procedures of the industrial
Fasteners Institute. IFI-100/107 is under the jurisdiction of IFf Division V and
is the direct responsibility of its Engineering Committee.

2. IFI-100/107 is a combination of 2 former IFI standards. Previously, IF1-100 cov-
ered 3 strength grades of prevailing-torque type steel hex nuts and IFI-107
covered 2 strength grades of prevailing-torque type steel hex Hlange nuts.
IFI-100/107 retains all of the requirements of the 2 standards it supersedes.

3. IFI-100 was first published in 1967, and IFI-107 in 1969. Since first publica-
tion, both standards were periodically reviewed and updated. The combina-
tion of the 2 standards into IF1-100/107 was accomplished in 1987,

4. There are no American National Standards for inch series prevailing-torgue
type steel hex nuts or hex flange nuts, nor are any contemplated.

5. Reference fo the discussion on locking fasteners, page F-1, may be of as-
sistance in explaining the unique requirements of IFI-100/107 and help
guide the proper selection and application of the products it covers.

1.0 Scope. sizes Va thru 1 in., and all sizes of hex flange
nuts have this capability. Torque-tension require-
ments for these nuts are covered in IFI-101, page

F-186.

1.1 Scope. This standard establishes the di-
mensional, mechanical and performance require-
ments for three grades of prevailing-torque type
steel hex nuts, in sizes No. 4 thru 1V2 in., and
two grades of prevailing-torque type steel hex

14 The inclusion of data in this standard is not
intended to imply that all nut styles, sizes and

flange nuts, in sizes 4 thru 24 in.

1.2 Definition. A prevailing-torque type lock-
nut is a nut which is frictionally resistant to rota-
tion due to a self-contained prevailing-torque
feature, and not because of a compressive load
developed against the bearing surface of the
locknut.

(Note: Locknut is a generic term used com-
mercially for prevailing-torque type nuts. The
term “locknut’’ is not intended to imply an
indefinite permanency of fixity.

1.3 TorqueTension Capability. In some engi-
neering applications it may be desirable to use
nuts which have the capability to develop a known
tensile load in the mating externally threaded
component when the nut is tightened with a
specific torque. Under certain controlled condi-
tions, prevailing-torque type steel hex nuts, in

grades in conjunction with the various options
described herein are stock items. Purchasers are
requested to consult with manufacturers con-
cerning lists of stock production prevailing-torgue
hex and hex flange nuts.

2.0 Nut Designs.

2.1 There are three basic designs for prevailing-
torque nuts:

(a) all-metal, one-piece construction nuts
which derive their prevailing-torque
characteristics from controlled distortion
of the nut thread and/or body;

(b) metal nuts which derive their prevailing-
lorque characteristics from the addition
or fusion of a nonmetallic insert, plug,
or patch in their threads;

{c} top insert, two-piece construction nuts
which derive their prevailing-torque
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characteristics from an insert, usually a
full ring of nonmetallic material, located
and retained in the nut at its top surface.

Note: “All metal’’ is a generic term encom-
passing nuis that are totally all metal and also
thase which have non-metallic (patches,
pellets or plugs) located in their threads.

2.2 For hex nuts, the two nut designs defined
in (a) and (b) of 2.1 have the same dimensional
requirements and are designated “‘all-metal type”
in Table 1; nut design (c) of 2.1 is designated
“top insert type’’ in Table 1. For hex flange nuts,
all three nut designs have the same dimensional
requirements as detailed in Table 2.

2.3 The method of producing prevailing-torque
characteristics, and the design of the prevailing-
torque feature shall be in accordance with the
practice of the manufacturer.

3.0 Nut Strength Grades.

3.1 There are three grades of prevailing-torque
type steel hex nuts designated as Grades A, B
and C, respectively. There are two grades of
prevailing-torque type steel hex flange nuts des-
ignated respectively as Grades F and G.

Each grade of nut is suggested for use with
externally threaded components having specified
minimum tensile strengths within the following
values:

Specified Min
Ult Tensile Strength
of Bolt, ksi

Grade of Nut

Grade A not greater than 96

Grades B and F not greater than 120

not less than 105,

Grade C nor greater than 150

nat less than 120,

Grade G ror greater than 150

4.0 Requirements.

4.1 Materials and Processes.

411 Material Nuts shall be made of steel of a
grade adequate for the nut to meet the me-

chanical and performance requirements of thi
standard. .

The prevailing-torqgue element of insert de-
sign nuis may be of a material other than steel.

41.2 Heat Treatment. Grade A nuts shall not be
heat treated. Other nut grades may be heat
treated as necessary {o meet the mechanical and
performance requirements of this standard, ex-
cept that they shall not be case hardened. Heat
treatment is defined as heating the nut to the
austenitizing temperature of the material of which
the nut is made, quenching in a proper medium
to obtain a predominately martensitic microstruc-
ture, and. tempering to or below the . specified
maximum hardness.

4.1.3 Finish. Nuts may be furnished plain (bare
metal) or with a protective coating (electro-
deposited plating and/or chemical conversion
coating) as specified by the user. All nuts may be

_provided with an additional supplementary lubri-

cant which shall be clean and dry to the touch.
The performance of nuts which are furnished
with a protective coating shall not deteriorate
when nuts are stored indoors for a period of six
months.

In cases where nuts are given a protective
coating or are cleaned following delivery to the
purchaser, the nut producer shall not be held re-
sponsible for failures of the nut to meet dimen-
sional, mechanical, or performance requirements
traceable to plating, coating, or cleaning practice.

4.1.4 Hydrogen embrittlement. Nuts shall not be
embrittled. When heat treated nuts are electro-
plated or phosphate coated, appropriate plating
or coating processes should be employed to
avoid hydrogen embrittlement. If necessary, the
product shall be suitably treated as soon as prag-
ticable after plating or coating to preclude detri-
mental hydrogen embrittlement.

4.2 Dimensions.

4.21 Basic Dimensions. Hex nuts shall con-
form to the dimensions given in Table 1 and hex
flange nuts to the dimensions given in Table 2,
The portion of the nut containing the prevailing-
torque feature may have a special contour within
the maximum permitted width across flats and
thickness. The minimum width across flats shall
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e H —> *Minimum bearing diameter
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least two threads project
through the nut.

J —__.\;'l“ 'I-' _ )

\_,/\* \

! R K(,Ls,_
- 30°

uFH, “J”, a'nd ilHH

&
]

e— ) ——
|

(OPTIONAL)
Table 2 Dimensions of Prevailing-Torque Type Hex Fiange Nuts
Angu-
. Corner | Coun- ©
Nom Size Width :: '::h Heiaht | Flange Bear- ’;.':.“ ie Wrench-| ter- Ifa gtv Ft?nge
Across Flats 53 €9 Dia ng R ing sink | O °'% op
ar Cormers Dia ness " Surf. | Radius
Basic Major | Length | Dia with
Dia of —Thd P.D,
Thread F G H B L K J M | FIM R

Basic Max Min Max Min Max Max Min Min Min Max Max Max

1/4 0.2500 7116 0.4385 | 0.428 0.505 0.488 0.300 0.560 0.484 0.04 0.14 0.295 0.011 0.01
5/16 0.3125 12 0.5020 | 0.483 0.577 0.557 0.365 0.680 0.602 0.05 017 0.357 0.013 0.01
38 0.3750 a/16 0.5645 | 0.551 0.650 0.628 0.425 0.810 0,730 0.06 0.20 0.420 0.015 0.02
7116 0.4375 1116 | 0.6895 | 0.675 0.794 0.768 0.495 0.930 0.846 0.07 0.23 0.482 0.016 0.02
1/2 0.5000 3f4 0.7520 0.736 0.866 0.840 0.555 1.070 0.982 0.08 0.26 0.560 0.018 0.02
9/16 0.5625 7/8 O.B770 0.861 1.010 0.982 0.625 1.190 1.101 0.09 0.29 0.622 0.019 0.03
5/8 0.6250 15/16 | 0.9385 0.922 1.083 1.051 0.690 1.330 1.230 0.10 0.32 0.685 0.021 0.03
34 0.7500 | 1-1/B 1.1270 1.088 1.299 1.240 0.825 1.6585 1.472 0.1 0.38 0.810 0.023 0.03

NOTES:

1. All dimensions are in inches.

*2. The bearing diameter is determined from the bearing area necessary to support 75 pescent of the specified proof load of an SAE Grade 5 UNF
bolt with a bearing stress of 20000 psi. This same bearing area will support 100 percent of the specified proof load of an SAE Grade 8 UNF bolt
with a bearing stress of 37.800 psi.

3. Axis of tapped hole shall be concentric with axis of locknut bady within a tolerance of 1.5 percent (3 percent FIM) of the maximum width across
flats.

not apply at depressed portion of nut at prevail-
ing-torque feature.

4.2.2 Thread Form, Series and Tolerances.
Threads of nuts shall be Unified coarse or fine
series, as specified in ANSI/ASME B1.1, page
A-26, except that the portion of the threaded
length containing the prevailing-torque element
need not conform. Unless otherwise specified,
nuts shall be tapped to Class 2B tolerances.

4.2.3 Thread Start. Hex nuts in sizes 3/8 in. and
smaller shall assemble a minimum of cne-half
turn, and hex nuts 7/16 in. and larger and all
sizes of hex flange nuts shall assemble a mini-
mum of one full turn by hand on a basic GO
thread plug gage. The plug gage shall be without
a chip groove, and shall have a point with dimen-
sions conforming to those for the point on hex
cap screws as specified in ANSI/ASME B18.21,
page C-10.
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Table 3 Mechanical Property Requirements

Grade Lc;cB:I;?tu ilJ g’ze Prgc::el;t;ad g :fc dkn:esz
in. psi

A No. 4 thru 1-1/2 90,000 C28 max
No. 4 thru 1 120,000 C28 max

° Over 1 thru 1-1/2 105,000 C28 max
No. 4 thru 5/8 C24132
Cc QOver 5/8 thru 1 150,000 C26/34
Over 1 thru 1-1/2 C26/36

F 1/4 thru 3/4 120,000 €28 max
1/4 thru 5/8 150,000 c24132
¢ 3/4 150,600 26134

t'tg?

4.2.4 Defects. Nuts shall meet the surface dis-
continuity limits specified in ASTM F812, page
B-141.

4.3 Mechanical Requirements.

4.3.1 Proof Load. Hex nuts shall withstand the
proof load specified for the applicable grade and
thread series in Table 4 when tested as specified
in 5.1. Hex flange nuts shall withstand the proof
toad specified for the applicable grade and thread
series in Table 5 when tested as specified in 5.1.

4.3.2 Hardness. Nuts shall have a hardness
conforming to the limits specified for the appli-
cable grade in Table 3 when tested as specified
in 5.2. It is customary practice to waive the min-
imum hardness reguirement for any nut which
satistactorily meets its specified proof load.

4.4 Performance Requirements.

4.4.1 Prevailing-Torque. The prevailing-torque
developed by nuts during their first instatlation,
or any subseqguent instaliation or removal, shall
not exceed the maximum first installation torque
specified for the appiicable grade in Table 4 for
hex nuts and in Table 5 for hex flange nuts when
tested as specified in 5.3. In addition, the maxi-
mum and minimum prevailing-torque developed
by nuts during their first and fitth removals shall
not be less than the respective “highest” and
“lowest’ readings removal torques specified for
the applicable grade in Tabies 4 and 5 when
tested as specified in 5.3.

Note: The purpose of this requirement is to
verify that the nut's resistance to removal is at
least equal to or greater than a specified pre-
vailing forque (“*highest’’) in at least one loca-
tion during a full 360 deg of rotation, and also,
that at no location during that same 360 deg
of rotation is the resistance to removal less
than a specified prevailing torque (*‘fowest’’).

4.41.1 Defintion. The prevailing-torque devel-
oped by a nut is the torque necessary to rotate
the nut on its mating externaily threaded compo-
nent, with the torgue being measured while the
nut is in motion, and with no axiat foad in the
mating component.

5.0 - Test Methods.

51 Proof Load Test. The test sample nut shall
be assembled on a test bolt (5.1.1) or en a hard-
ened mandrel (5.1.2) with a minimum of three
threads projecting through the nut. For referee
test purposes, the hardengd mandrel shall be
used. The maximum prevailing-torque occurring
during the assembly of the nut on the test bolt or
mandre! shall be recorded.

A load equal to the specified procf load for
the nut, as given in Tables 4 or 5, shali be applied
in tension or compression through the test bolt
or mandrel against the nut bearing surface in an
axial direction. For referee purposes, the load
shall be applied in tension. The nut shall resist
this load without thread stripping or rupture. The
prevailing-torque necessary to remove the nut
from the test bolt or mandrei shail not exceed the
maximum torque occurring during assembly.

5.1.1 Test Bolt. The bolt used for proof load
testing a nut shall have threads conforming to
Class 2A tolerances as specified in ANSIJASME
B1.1. The test bolt shall have a yield strength in
excess of the specified proof load of the nut be-
ing tested.

5.1.2 Hardened Mandrel. The hardened man-
drel used for proof load testing a nut shall have
threads conforming to Class 3A tolerances as
specified in ANSIHASME B1.1, except that the
major diameter shall be the minimum major di-
ameter with a plus tolerance of 0.002 in. The

mandrel shall be heat treated to a hardness of
Rockwell C45 10 50.

F-10
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LOCKING PREVAILING-TORQUE TYPE STEEL e
: ('
- FASTENERS HEX AND HEX FLANGE NUTS 1987
Table 5 Proof Loads, Clamp Loads, and Prevailing Torques for Hex Flange Nuts
Grade F Nuls Grade G Nuts
Prevailing Torque Prevailing Torque
Nut First Fifth First Fifth
Size , Removal Removal . Removal Removal
First First
and Proot | Clamp K X Proof | Clamp R ;
Threads Load Load I_nstall High- Low- High- Low- Load Load I_nstail High- Low- High- tow-
Per Inch It ib in. tb est est est est Ib It in, I est est est est
max Read- | Read- | Read- | Read- max Read- | Read- | Read- | Read-
ing ing ing ing ing ing ing ing
min min min min min min min min
in. Ib in. Ib in. Ib in. b in. Ib in. b in. 1b in. Ib.
Coarse Thread Series .
1/4 -20 3,800 2,000 ) 50 25 35 1.5 4,750 2,850 40 6.0 3 4.5 2
5/16-18 £.300 3.350 60 8.0 4 55 2.5 7.850 4,700 80 0.5 5 7.5 3
3/8 16 9,300 4,950 B0 12 5 a5 4 11,600 6,950 110 16 7.5 115 5
711814 12.800 6,800 100 17 7.5 12 5 16,000 5,600 135 23 10 16 7.5
112 13 17.000 9,050 150 22 10 15 7.5 21,300 | 12,800 17 30 15 20 10
b . *ft b
9/16-12 21.800 | 14,600 17 30 15 21 10 27,300 | 16,400 -25* 40 20 28 125
58 -1 27,260 | 14,500 25 38 17.5 27 12.5 33,900 { 20,300 st 52 25 36 15
RIZEE 1] 40,100 | 21,300 35 58 25 41 20 30,100 | 30,100 a5* 78 35 54 25
Fine Thread Series
174 .28 4,350 2,300 30 5.0 2.5 35 1.5 5,450 3,250 40 & 3 4.5 2
5/16-24 6.950 3.700 B0 8.0 4 5.5 25 8,700 5,200 80 10.5 5 7.5 3
3/8 -24 10.500 5,600 80 12 <] 8.5 4 13,200 7,900 110 16 7.5 1.5 5
7{16-20 14,200 7.550 100 17 7.5 12 5 17,800 | 10,700 135 23 10 16 75
1/2 .20 19,200 | 10,200 150 22 10 15 7.5 24,000 | 14,400 i7" 30 15 20 10
‘ftib ‘ftib
9/16-18 24,400 | 13,000 17 30 15 21 10 30,500 | 18,300 25 40 20 28 12.5
5/8 -18 30,700 | 16,300 25 39 t7.5 27 12.5 38,400 | 23,000 35" 52 25 36 15
3/4 16 44,800 | 23,800 35 58 25 41 20 56,000 | 33,600 45° 78 35 54 25

NQTE: Clamp loads for Grades F and G flange locknuts respectively equal 75 percent of the proof loads specified for Grades 5 and 8 bolis in SAE J429, page
B-50. and are also respectively equal to 75 percent of the proof loads specified for ASTM A449, page 8-63, and ASTM A354 Grade BD, page B-58, bolts.
Proot loads far Grades F and G flange focknuts are based on 120,000 psi and 150000 psi, respectively.

5.2 Hardness Test. The Rockwell hardness of
a sample nut shall be determined on the top face
of the nut. The top surface of the nut shall be
prepared by grinding, removing sufficient material
from the top to eliminate the effects of plating,
coating or other surface conditions. Material re-
moval shall also be such as to provide a flat area
large enough 1o aliow a hardness test to be made
midway between the hex corner and the major
diameter of the thread. The bearing surface of
the nut shall be prepared paraliel to the test sur-
face with removal of plating or coating. Further
preparation of the test specimen and the method
of performing the test shall conform to ASTM E18.

For referee purposes, nut hardness shall be
“ taken on a lonagitudinal section throush the nut

axis with readings taken as close as possible to
the nominal major diameter of the nut thread.

53 PrevailingTorque Test.

531 The prevailing-torque test shail be con-
ducted at room temperature using a load mea-
suring device (533). A test bolt {53.4) shall be
inserted in the load measuring device, a hard-
ened washer (5.3.5) placed on the bolt and the
sample nut then assembled on the bolt. The nut
shall be advanced on the bolt until 2 minimum of
two full boit threads protrude through the top of
the nut. At that time, the maximum torque occur-
ring while the nut is being advanced through the

next 360 deg of nut rotation shall be recorded.
This torque shall not exceed the firet installation
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prevailing-torque value as specified for the appli-
cable grade and thread series in Tables 4 and 5.

Tightening shall be continued until the nut
is seated against the hardened washer. The
length of the test bolt should be such that seating
of the nut shall occur when a length equivalent
to 6 to 9 thread pitches of the test bolt protrude
through the top of the nut, measured from the end
of the bolt. The nut shall then be tightened untit a
tensile load equal to the clamp load, as specified
for the applicable grade and thread series in
Tables 4 and 5, is developed in the bolt. The hard-
ened washer shall be prevented from turning dur-
ing nut tightening. The nut shall then be backed
off by the application of reverse torque until the
tensile load in the bolt has been reduced to zero.
The maximum and minimum torgues occurring
while the nut is being backed off throughout the
nexi 360 deg of rotation shall be recorded. The
maximum torque shall not be less than the first
removal “'highest reading™ prevailing-torque value
as specified in Tables 4 and 5, and in addition,
shall not be less than 40 percent of the actual
prevailing torque occurring during first installa-
tion. The minimum torque shali not be less than
the first removal “lowest reading” prevailing-
torque value as specified in Tables 4 and 5. The
nut shalt then be backed off until the prevailing-
torque element is disengaged from the bolt
thread. The nut shall be reassembled and re-
moved four more times. On each reassembly, the
nut shall be assembled to the initial first off posi-
tion but no clamp load shal be inducead in the boit.

This portion of the test need not be conducted in
the load cell; however, regardless of method
used, the test washer shall not be remaved. At
no time during these four additional installations
and removals should the torque exceed the max-
imum first installation prevailing-torque vaiue as
specified for the applicable grade and thread
series in Tables 4 and 5. During the fifth removal,
the maximum and minimum torques occurring
while the nut is being backed off throughout the
first 360 deg of rotation shall be recorded. The
maximum torqgue shali not be less than the fifth
removal '‘highest reading” prevailing-torque
value as specified in Tables 4 and 5 and the
minimum torque shall not be less than the fifth
removal ‘'lowest reading” prevailing-torque value
as specified in Tables 4 and 5. Sufficient time

shall elapse between torquing cycles to prevent
overheating of the test assembly.

The speed of instaliation and remaoval of
the nut shall not exceed 30 rev/min and shall be
continuous and unifarm,

53.2 Jorque Measuring Device, The torque
measuring device (torque wrench or power de-
vice) shall be accurate within plus or minus 2
percent of the maximum of the specified torque
range of the device. The measuring device shall
be chosen so that all readings taken fail within
the upper 50 percent of its torque range.

53.3 Lload Measuring Device. The load mea-
suring device used in the prevailing-torque test
shall be an instrument capable of measuring the
actual tension induced in the test bolt as the nut
is tightened. The device shall be accurate within
plus or minus 5 percent of test clamp load being
used. The bolt clearance hole in the backing
piate behind the washer shall have the same
diameter and tolerance as the test washer.

5.3.4 Test Bolt. The test bolt used in the pre-
vailing-torque test shall have a zinc phosphate
and oil finish (dry to the touch) meeting a 72 hour
salt spray life when tested in accordance with
ASTM B 117.

The bolt shall have threads conforming to
Class 2A tolerances as specified in ANSIJASME
B1.1. Threads on all bolts 1 in. diameter and
smaller shall be produced by rolling. Inspection
of test bolts shall be conducted using a basic size
GO thread ring gage. Bolt length shall be such
that a minimum length equivalent to 6 thread
pitches as measured from the end of the boit will
protrude through the nut when the nut is seated
against the test washer. Thread length shall be
such that a minimum of two full threads are within
the grip after the nut is seated. The bolt shall be
pointed in accordance with the dimensional re-
quirements for hex cap screws as given in ANSI/
ASME B18.2.1."The thread surface shall be free
of burrs or other contamination that might affect
an accurate determination of the prevailing-torque
developed by the nut.

The bolt shall have an ultimate tensile
strength not less than the specified proof load of
the nut to be tested. The threads of heat treated
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Method for checking core hardness:
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Corners may be
rounded to a max radius

equal to G max. Table 8 Test Washers

Test Bolt Inside Cutside . Thickness
Size Dia Dia W'g'h c

in. A 8 Max Min
No. 4 0.125 0.250 0.403 0.028 0.021
8 56 312 450 048 041
8 187 .375 409 065 " o058
10 203 (468 596 085 058
12 234 531 601 085 058
144 281 750 656 .080 073
5118 344 875 776 080 073
3/8 406 1.000 . .Ba2 .080 073
7186 469 1.128 1.018 .0BO 073
12 531 1.312 1.152 121 114
9/16 594 1.500 1.374 21 114
5/8 656 1.625 1.422 a2 A4
34 781 1.875 1.678 160 153
718 906 1.750 1916 160 153
1 1.031 2.000 2.184 160 153
1-1/8 1.187 2.500 2.318 192 .185
1-1/4 1.312 2.750 2.562 192 185
1.3/8 1.437 3.000 2.804 213 206
1102 1.562 3.250 3.048 213 208

NOTES:

1. Alldimensions are ininches.
2. Square washers are preferred.

3. Material shall be carbon steel with a chemical composition of C .48 to 60
percent, Mn 60 to 1.50 percent, P 035 percent max, and S .045 percent max,
quenched and tempered, with a suriace hardness of Rockwell 15N 85 to 88,
and a ¢ore hardness of Rockwell A73 10 78.

4. Washers shall be electro-deposited zinc plated 1o a coating thickness of
00002 to 0.0004 in. As soon as practicable following plating, washers shall
be baked for 1 hour at 375°F plus or minus 25°F. Plating thickness shall be
checked in accordance with ASTM B487 (Microscopic Test).

5. Washers shall be free from burrs and sharp edges.

IFI Note: These toest washers are identical te those vovered it SAE JITs
“Torque-Tension Test Procedure for Steel Threaded Fasteners.™
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bolts shall have a metaliurgical surface condition
equal to Class B or Class C as specified in Fed-
eral Specification FF-S-85b.

A new bolt shall be used for testing each
Aut.

5.3.5 Test Washer Washers shall conform to the
dimensional, metallurgical, and mechanical re-
quirements given in Table 6. Optionally, multi-
hole plates or strips may be used providing they
conform to the requirements for material, hard-
ness, hole diameter, surface texture, and plating
as given in Table 6.

A new washer shall be used for testing
gach nut.

6.0 Marking for Grade and Manufacturer
Identification.

6.1 Grade A nuts are not required to be marked
for grade or manufacturer identification.

6.2 Grades B and F nuts shall be marked with
three equally spaced identical symbols (dot, {ine,
letter, or other character), 120 deg apart on the
chamtered surface of the top of nut, or on the
top of flange,

Grades C and G nuts shall be marked with
six symmetrically spaced identical symbols on
the chamfered surface of the top of nut, or on the
top of flange.

Alternatively, when Grades B and C nuts
are machined from bar stock, Grade B nuts may
be identified with one set of circumferential
notches and Grade C nuts with two sets of cir-

cumferential notches cut into the corners of the
nut,

Alternatively, at the option of the manufac-
turer, Grades F and G nuts may be marked re-
spectively with the letters F and G located on
one or more of the side flats of the nut.

6.3 Grades B, C, F, and G nuts shall be marked
to identify the manufacturer. Such markings may
be additional to the grade markings or an altera-
tian of one or more of the three or six grade
marking symbaols.

Alternatively, at the manufacturer's option,
the manufacturer’s identification marking may be
located on one or more of the side flats of the
nut or on the top of the flange.

For top insert type nuts, the color of the in-
sert is an acceptable manufacturer’s identification.

64 Markings may be raised or depressed at
the option of the manufacturer. However, mark-
ings located on the side fiats of the nut shall be
depressed, and raised markings shall not project
beyond the specified height or width of the nut.

7.0 Inspection.

71 Inspection Procedure. Nuts shall be in-
spected to determine conformance with this stan-
dard. Inspection procedures may be specified by
the purchaser on the inquiry, purchase order, or
the engineering drawing or shall be as agreed
upon between the purchaser and supplier prior
to acceptance of the order. In the absence of
a defined agreement, the requirements of
B818.18.2M shall apply. :




