H GH PERFORVANCE THREAD FORM NG SCREW ABSTRACT A thread form ng screw (10)
havi ng a m ni mum surface hardness of HRC 56. The screw (10) can formthreads
in a workpiece having a surface hardness which exceeds HRC 23. A nethod of
surface hardening a screwélO) i ncl udes carbon _enriching the screw (10) to at
| east a 0.48 car borH|GHFERBERRN ANC I EHRRARSF ORM ING BY). Then, the screw
(10) is tenpered such that the surface hardness does not exceed the core

har dness by nore than 3 Rockwell C points, and both the surface and core are
at a Rockwel | C33-C39 hardness. SulSBEURACT, the point (16) is induction

har dened, and the screw is quenched again. The screw (10) is again tenpered
such that the lead threads (18) and the first 3-4 full threads (22, 24) are at

a Rockvel h {rpSdidinfyTsdial 165 haviRg & SIiPln 5@tfedfRinesd 86 )Hred =at Theast 0.008
i nches, and the core of the tastener (10) 1s at Rockwell C33-C39 hardness.
Fi nal 'y, scréwn(il@hcansfoappghieads irNe WSk eds! kavFigga sface hardness which exceeds

HRC 23. A method of surface hardening a screw (10) includes carbon enriching the

screw (10) to at least a 0.48 carbon level, and then quenching the screw (10). Then, the

screw (10) is tempered such that the surface hardness does not exceed the core hardness

by more than 3 Rockwell C points, and both the surface and core are at a Rockwell

C33-C39 hardness. Subsequently, the point (16) is induction hardened, and the screw is

guenched again. The screw (10) is again tempered such that the lead threads (18) and

the first 3-4 full threads (22, 24) are at a Rockwell C56 minimum hardness, preferably

to adepth (26) of at least 0.008 inches, and the core of the fastener (10) is at Rockwell

C33-C39 hardness. Finaly, afinish is applied.
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