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Manufacturing Technology of British System Light-Weight Titanium Alloy Bolt
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[ABSTRACT] The features of light-weight
bolt are introduced,and key manufacturing technology
is depicted ,especially the whole profile grinding for
workpiece,shortened runout thread forming, aluminum
corrosion inhibiting coatings,etc. Light-weight bolt is real-
ized manufacturing in China.

Keywords: Light-weight bolt  Whole profile
grinding Forming for shortened runout thread Alu-
minum coating
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Fig.1 Comparison between light-weight bolt and general bolt
assembled with nut

B2 BLAR A2 Ho R B % T IR LB B T
LIER O BRIEA ML, 5 AR SRR B K1 FRAMEDGASHARIE TR HHR
N4 1k T, R HUB I S8R B o 0 1
BRI K AR BT B AR TR T

3 A2 Tl A | Rk B T [ B SS h  k - = :
G BB R B T R G AT T4 R S RO 55 T 1 Y 9250 9481 =
Bk 4 IR R B2 R 4, O FLERI 1Bl H AT 7.9375 1157 16
BRI R A Rk A 4w B, 2 93525 2008 16
RUEK A 4 DI Eog w s gk amy . H B s % 55 75 PO KL R T 15 13.2%

fir FOREN Bk T ZR R A M N 2R 5%

A

RIBRG R BUR R T BA R M K
LR BRSO R, R T, 5 Z BB
IR R o L B DR CT&T 1), KORIRAR T 2 B A
o IR B R e E R, R ANSR 1

1 FaEs
1.1 RASHUSRS5ER HB6510 SHEREIX 3

S R R0 7 0 2% S LA (o) W ) AR
T3ATrE LA 2) H2 HESHEESEVESSEUNEILY
(1)HB6510 %%ﬁ m?ﬁm%g( i %%“* K< 2P (P ,ch Fig.2 Comparison between general bolt and light-weight bolt

2010 4E55 23 H] « frsiliEfR 79

(€)1994-2022 China Academic Journal Electronic Publishing House. All rights reserved. http://www.cnki.net



%iﬁi%*%ﬁ'iﬁ ADVANCED JOINING TECHNOLOGY

FARHE ), 5280 AR IR SO R ER < 1.5P.
(2)HB6510 iy SR AT- 8 S R S0 2 o I R
R BRI A i R AR AT RS RS R e I IXCR
(Rt 3
(3)HB6510 r=y £ 5 44 2 11 R FH 5 £ FH A Ak , T
TERTRZ B i R SR PRS2 A 3, &) 3 i .

&

fi“|:f‘i?ﬂ'{.ﬂ’:rlfl Ml B (b) R EAEAERE N Wi

M3 FHiESURe SR NEYmeRmAER
Fig.3 Comparison between general bolt coating and light-
weight bolt coating
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Fig.4 Thread transition diagram of light-weight bolt
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Fig.5 Material removing diagram of grinding procedure
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Fig.6 Workpiece comparison before and after grinding
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Fig.7 Diagram of thread transition
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Fig.8 Diagram of thread rolling
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Fig.9 Thread transition of workpiece after thread rolling

R R OREE B o R (B 2 2 PR X Sy T A T
TR ML R SRR . IR

BRI T T oh L VR R R 25 B T T AT A e

A BEAE B S R REACER ) S L R b

HEROR . 10 MR EAE, 1 g s e
TR 1 Ed

WW

Bi10 #ESHRE
Fig.10 Workpieces after coating
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Fig.11 Metallography pictures of coating workpiece
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