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FOREWORD

This handbook, which has been processed by the Structural Engineer­
ing Sectional Comrnittee, 5MBDC 7, the composition of which is given in
Appendix A, had been approved for publication by the Structural and
Metals Division Council and the Civil Engineering Division Council of
lSI.

Steel, which is a very important basic raw material for industrializ­
ation, had been receiving attention from the Planning Commission I even
from the very early stages of the country's First Five Year Plan period.
The Planning Commission not only envisaged an increase in production
capacity in the country) but also considered the question of even greater
irnportance, namely, the taking of urgent measures for the conservation of
available resources. Its expert committees came to the conclusion that a
good proportion of the sreel consumed by the structural steel industry in
India could he saved if higher efficiency procedures were adopted ill the
production and use of steel. The Planning Commission, therefore,
recommended to the Government of India that the Indian Standards
Institution should take up a Steel Economy Project and prepare a series of
Indian Standard specifications and codes of practice in the field of steel
production and utilization.

Over sixteen years of continuous study in India and abroad, and the
deliberations at numerous sittings of committees, panels and study groups,
have resulted in the formulation of a number of Indian Standards in the
field of steel production, design and use, a list of which is given ill'
Appendix B. ,~

In order to guide the engineers in the use of various Indian Standard
codes of practice, lSI undertook preparation of a number of handbooks.
This handbook, which is the fourth in the series, relates to the use of high
tensile friction grip bolts. The first one on structural steel sections was
published in 1959. The second and third covering beams and columns
respectively were published in 1962.

This handbook is intended to present the important principles and as.
sumptions involved in the use of high tensile friction grip bolts in structural
fabrication and ot ~er engineering purposes and to provide illustrative
examples to guide the designers in the analysis of practical design
problems,
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High tensile friction grip bolts are comparatively a recent develop­
ment. Though the information on high tensile friction grip bolts published
in the scientific and technical journals is voluminous, there was not ..a single
publication giving all the information about their use. Necessity was,
therefore, felt, for a handbook to serve as a guide for design engineers.

The subject is introduced by considering the various limits and use­
fulness of high tensile friction grip bolts, Their advantages over the
ordinary bolts have been explained.

The design of joints carrying different types of forces has been dealt
with in 2. The advantages of high tensile friction grip .bolts in resisting
dynamic forces and fluctuating stresses are described. Design examples
have been included to make the different concepts clear.

Different methods of fabrication using high tensile friction grip bolts
have been described in 3. The inspection requirements of joints and
connections have also been dealt with. Appendix C describes the
typical flow diagram for computer programme to solve problems connected
with high tensile friction grip bolts.

This handbook is based on and requires reference to the following
publications issued by lSI:

IS: 3757-1967 Specification for high tensile friction grip fasteners for
structural engineering purposes

18: 4000-1967 Code of practice for assembly of structural joints using
high tensile friction grip fasteners

In the preparation of this handbook, the technical committee has
derived valuable assistance from Prof P.V. Pawar, M.Sc (Engg), London,
DIC of College of Military Engineering, Poona. Prof Pawar prepared the
preliminary draft of this handbook. This assistance was made available to
lSI by the Government of Maharashtra when he was serving in the
Maharashtra Engineering Research Institute, Department of Irrigation and
Power, Government of Maharashtra.

The illustrations in Fig. 2, 3,4,5 and 12 have been provided through
the courtesy of Messrs Guest, Keen, Williams Ltd, Howrah and those in
Fig. 7 to 11 through the courtesy of the North Bar 'Fool Co Ltd, Bombay
(Oxon ). Messrs Cooper and Turner Ltd, Vulkan \¥orks, Sheffield, UK.
have furnished Fig. 13.

No handbook of this kind can be made complete for all times to come
at the very first attempt. As designers and engineers begin to use itt they
will be able to suggest modifications and additions for improving its utility.
They are requested to send such valuable suggestions to lSI which will be
received with appreciation and gratitude.

8
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1. INTRODUCTION

1.1 History - Rivets have been used in the fabrication from the very
beginning of the history of structures. In their use, it was common to
notice a clamping force between the joint which generated as the rivets
cooled down. This clamping force tended to produce a hetter performance
of the joint in the prevention of slip due to the load applied. From a study
of riveted and bolted joints, it was found that the riveted joints showed
better fatigue resistance. The cause for this behaviour could not be
detected in the early stages.

After the World War I, the high strength bolts manufactured from
quenched and drawn carbon steel came to be used as fitting up bolts when
the parts to be bolted were brought together by tightening the high
strength bolts. Further to this, these bolts were used in the same manner
in steel fabrication. The concept of tightening the. high strength bolts to
proof load was, however, not developed at the time.

The first laboratory tests on hich strength bolts were conducted in
USA bv W. Wilson and F.P. Thomas at the University of Illinois in 1938.
They concluded that the fatigue strength of high strength bolts with
diameter appreciably smaller than that of the holes in the plates was as
great as that of a well-driven rivet if the nuts were tightened to induce a
high tension in the bolts.

Further developments took place by the work of Maney, I...enzen and
others in USA. The American Society of Civil Engineers formed a research
council on riveted and bolted structural joints in 1947. A series of tests
were conducted on bolted joints having bolt tension much more than that
used previously. It was found that such joints exhibited better fatigue
strength, Detailed studies of the stresses and strains in the vicinity of the
holes were conducted. They showed that the reduction in the stress
concentration due to lack of hearing of bolts on plates was a P' irnary cause
of better fatigtle strength.

Based on the above studies the use of high strength bolts was first
made on an ore bridge in 1948. In 1949 the American Society for Testing
and Materials issued a specification, ASTM 1\325 for high strength carbon
steel bolts for joints, including suitable nuts and plain hardened washers.
Itwas subsequen tIy revised in 1951.

1.2 General PriDciples~ In an ordinary bolted joint the force from one
side is transferred to the other side through the interlocking and bearing of
t~e bolts. In a. f~iction grip joint, .however, the force is tran~ferred'- by
virtue of the friction between the Interfaces. To develop this friction
a normal-load is applied to the joint QY using high strength bolts tightened
to proof load. A study of Fig. 1 will make the point clear.

9
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Flo. 1 A FRICTION GRIP JOINT

Let T = clamping force induced hy the bolt,

JL = coefficient ·of friction between the interfaces, and

S = load carrying capacity of the joint in shear.

By the usual law of friction it may be seen that S = J.L X T. It means that
if a load equal to S or less is applied, the joint will withstand it, and transfer
it without any slip. This is because of the normal load T and the friction
between the faving surfaces. This is in effect a friction grip joint. The
coefficient of friction is also termed slip factor. The slip factor is defined
as the ratio between the force causing the large displacement between the
two interfaces of the plates connected together and the force normal to the
interfaces due to the tension in tbe bolts. A slip factor of 0'45 is stipulated
by IS : 4000·1967* for surfaces which are free. of paint, dirt, loose rust or
mill scale.

1.3 A4vantales of High Strength Bolts - The utility of joints using high
strength bolts was primarily noticed in its higher fatigue strength. More
discussion would follow in the subsequent articles but it would suffice to say
here that this is mainly due to the absence of heavy stress concentration
due to bearing between the holt and the plates and secondly due to less
variation in the tension in the holt as the total tension across the joint
varies. As the bolts are in tension up to proof load, .rhey do 110t permit
loosening of the nut and the washer. This action is similar to that ora
bolt with a spring washer. Because of this property tbe high strength bolts
are ideal where vibrations are involved as in a bridge or machine found­
ations. A photograph of a friction grip bolt is shown in Fig. 2. The
various uses of friction grip bolts have been depicted in Fig. 3, 4 and 5.

The tightening of the high strength bolt is a job requiring set
specifications, tools and equipment. A person may easily be trained
'to tighten these bolts suitably and in accordance with specifications to derive
~--------

·Cooe of practice fur the assembly of strucrurs] joint. using high tensile friction grip
faloiH.... l\t·/S.

10
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Flo. 3 DETAILI Op' A. JOINT IN A GOLIATH a.ANa
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Flo. 4 GOLIATH CRANE (GENERAL VIEW)
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a uniform performance. Because of the checks, calibrations, etc, there is
very little chance to make an error. No special equipment like furnaces is
needed on site. In the absence of sparks, fire hazards are totally eliminated.
The noise level is very low (as no hammers are needed) which is of special
importance in residential areas. The joints are permanent for all purposes
and exhibit characteristics similar to riveted joints. The friction grip joint
may be dismantled with ease. The fabrication is also faster as the
tolerances between the diameter of holes and the bolt sizes may be larger.
This is because the strength of the joint is derived from the friction and not
from the bearing which calls for closer tolerances. The inspection of these
joints involves whether the surfaces have been cleaned suitably and whether
the bolts have been tightened to the desired tension. This may be checked
easily and corrections may be made simply by replacing the defective
bolts.
1.4 Code of Practice - The provisions of IS: 800-1962* are generally
appl icable for the design of joints with high tensile friction grip bolts. The
special provisions for the use of these bolts arc covered in IS: 4000-1967t.

2. DESIGN OF JOINTS

2.1 General- In the early stages of the development of the friction grip
joints, it was normal to design the joints by assuming the use of ordinary
bolts or rivets and substitute them by high tensile bolts. Because of this
practice all the inherent advantages of the bolts could not be fully utilized.
However, in competitive spheres this was not much welcomed because of
the higher cost of the high strength bolts. During- this time, the research
and development work was progressing. I t lead to the formulation of the
codes of practice,

The special features of high tensile bolts are their frictional properties
in the joint by the virtue of applied preload in the form of tension in the
bolts. This feature has made possible the use of fewer number of high
tensile bolts than that of rivets or ordinary bolts.

2.2 Shear Connecdons - The formula S = p. X T was established in 1.2
indicating the relationship between the shear carrying capacity and the
normal load 011 the joint. If there are JV interfaces, the formula becomes
S = JYop. X T. Dividing this by a safety factor, we get the formula as
given in 4.3 of IS : 4000-1967~.

·(~nde or practice for use of structural steel in general building construction
(r,vised ).

tCode of practice for the assembly of structural joints using high tensile friction grip
fasteners.

~Code of practice for assembly of structural joints using high tensile friction grip
fasten~n.

15
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Slip factor . . .
Shear per bolt:=ll F f---~---- X No. of effective Interfaces X Proof load

actor 0 satety

where

Slip factor
Proof load

Shear per bolt == contribution of one bolt to the total shear
strength of the joint,

== coefficient of friction, and
== maximum permissible load in the bolt.

The total number of effective interfaces is determined by common contact
surfaces between adjacent' load transmitting structural members with forces
in opposite direction, that is, excluding packing pieces through which the
bolt passes.

The factor of safety assumed is 1·4 for all loads except wind load in
which case it may be reduced to 1-2. The factor of safety allows for the
stress relaxation in the bolts which may be of the order of 10 percent.
Research has proved that stress relaxation in the bolt occurs mostly during
first few days after the bolt is tightened. The slip factor. may be taken as
0·45 for surfaces which are free of any paint, or other applied finish, oil, dirt,
loose rust or mill scale. The proof loads of the bolts are given in Table 1.

----~
8 G Bolt.

kgf

(3)(2)

TABLE 1 PROOF LOADS OF BOLTS
( From Tablu 6 tlnd ?of IS : 3757 • 1967· )

PBoor LOADr= A-

10 K Bolts

(1)

BoLT DrA

DUD

12 5900 5058
14 8050 7500
16 10790 9 120
18 1S440 11520
20 17150 14700
22 21210 18180
24 25710 • 21 180'
27 32 130 27·450
30 39270 33660
33 48580 41640
36 57 190 49020
~ ~~ ~~

Non - Proof load of the 10 K bolt iI baaed on 70 kar/mml and that or 8 G bolt II
baaed on the 60 kaf/mm· on the .tr.. ar. or the bolt..

·Specification for high tenaile friction lI'ip fasteneD for .tru~tural enlineerm, Purpolel.
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Design a doubly bolted lap joint for a plate 20 mm thick to carry its full load ..' Design
the same joint as a doubly bolted butt joint.

In a lap joint there is only one interface to transmit shear. The full load per pitch of
the joint is first calculated. The tension in the bolt is then calculated using the formula
given in 4.3 of IS : 4000-1967*. The type and best size of the bolt is related from Table 1.

The load that may be carried by the plate per pitch

.. pitch x thickness X permissible tensile stress in plate

= p X 2·0 X 1 500

= 3000 Pkg

Since there are two holt. per pitch, the load carried by each bolt

= 1 500 Pkg

From 4.3 of IS : 4000·1967· and since there is only one interface,

0·45
1 500 P= TI X 1 X Proot load

Proof load = 4 660 /J kg

If bolts are provided at a pitch of 75 mm:

Proof load == 4660 X 7'5 :::s 34950 kg

Provide HTFG bolts M 30,( 10 K) with a pitch of 75 mm and edge distance 50 mm.

FG BOLT M 30 00 K)

75

+ +

+-_---...._-..........-....-....-----....

+

All dimensions in millimetres.

(Co"l;mud)

.Oode or practice tor aasembl, Qf.troo'UfAI Julnt. UlIDI billh teosUe trlotlon IIrlp flLl't.tollt'rs. 
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D"I,II ExlJmpl. 1 - LIIp lolli' - Coratd

The design of a double bolted butt joint is similar to the design of a lap joint except
that there will be two interfaces to transmit the shear.

0·45
1 500 It - -.---- X 2 X Proof load

r 1·4

Proof load :::: 2330 Pkg

If the bolts are provided with a pitch of 40 rom:

Proof load :::= 2 330 X 4-0 =-~ 9 320 k~

Provide HTFG bolts M 16 ( 10 K ) at a pitch of 40 mrn.

40

40

I
I

... ~ I
I

... + I + ...
I

t + : ... 't
I,
I

FG BOLT M16(10K)

All dimensions in millimetres,

18
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D~,11l1I Exllmp/e 2 - CO/11m" BII'~ Co""ectlo",

A column (ISLB 200) carries a load of 25 000 k~. Design the base connection
assuming that the column end is not machined and the whole load is being transferred to
the base by flange aneles...

a) Boltsfor .~'H'ft

Total shear =:: Slip factor X I X Proof load
Factor-of safety

2." 000 -=- 0'4.5 x 1 x Proof load.
1-4

. ?~ 000 X 1·4
Proof load = _.. 5 X 7A noo kg

0·4..

Select HTFG bolts M 12 ( 8 G ).

Proof load of each bolt -= 5 058 kg

. 78000
~o. of bolts l'f'qu't'f-d SM8 - 16

Pre IV iofO B hoi ts on each side.

h) 'Thicknes, n.! RUJ,5f.l

Load p"r ~US5l't plate -." 25 ~qQ = 12500 kg

1:l500
Load per ern of plate w ' so -- == 4-10 kg

Bending moment in the gusset at the edge of flange of ISLB 200

416x 9,5·
=-- -- 2- = 18800 kg·cm

. 18800
Modulus of section required = 1650 = 11-4 cln l

The depth of plate is fixed as 160 mm to accommodate the bolts.

. 11'4 X 6
Thickne...of plate required =- -f6t ' ~ == 2-68 mm

Provide a plate of thickness 5 mm,

tSL 8 200

FG BOLT N 12riG)

t; """ THICK PLATE _

ISA7~.75a'

c) Bolts in the base a",le

Maximum vertical shear in the gusset .. 416 X 9-5 =- 3 940 kg

Shear per cm at the level of base angle a:I 3 940 x_~..2~_.~ ~·~5_~.!.~ c: 63 ka/cm'0·5 X 9,33

Total horizontal shear = 63 X 9·5 =- 600 kg

Since the bolts are in single shear:

600 X 1·4
Proof load. -= 0.45 = I 860 kg

Provide HTFG bolts 12 M ( 8 G ) 2 in number on either side.

19
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D"I,,, Example J - Moment COlUlectloll

Design a suitable moment connection to transfer a moment of 45000 ern-kg from the
top column to the column below.

ISH8350

FG BOLT
M12(8G)

ISMB 450

Assuming that the direct load is transferred to the lower column by the web connec­
tioDl, the Range connections should be designed to transfer the bending moment.

45000
Shear on the bolts at each ftange = -'35 -= I 287 kg

~

The bolts are in sjn~le shear and the packing material does not have any struct ura,
function.

0·45..· i:+ X Proof load = I 287

Proof load ~ 4 000 kg

Select HTFG bolts M 12 (8 G) .. in number at each flanlt'.

20
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D~.I,,, ExlI","e 4 - FI(I".~ Bolt. 01(I Plet« G/rd~r

Total shear - 125000 kg

Moment of inertia of the plate girder all 1 323 000 cm'

The longitudinal shear ( q) per unit em of the girder is given by the formula:

PAr k I

q = -1- ~/em

where

p - 'rota) shear in kg,

A = Area of the element to be connected in em',

1" = Distance between the neutral axis of the section and the centre of gravity
of the element to be connected in em,

I :.= Moment of inertia of the entire section in erne,
125000 X 270 X 95

,., q ~ 1323000

== 2 420 kg-ern

Try IiTFG bolt ~1 22 ( 10 K), Proof load == 21 210 kg.

Shear carrying capacity of a pair of bolt.

2 0'4.1 X 21210
== X-r:4

.. 13 6:~5 kg

P ' h 13 635 - f'ire ::::13 ~ 420 ==t J' ) em

Provide the bolts at a pitch of 55 rnm,

~-l)40~1)()_

, . t I

~1
"SO

J
All dimensions in millimetrea.

21
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D,.,." ExlI"",l, 5 - Col""", Bracket
A .bracket to a column is supporting a gantry girder, as shown in the figure. The

reaction from the gantry girder is 28000 kg at 350 mm from the centre of the column.
Design the bolted connection for the bracket.

===i=::;:;:=====1=-- - - - -

28000 kg
350

65

L
40 + + '

r
,
I

+ /FG BOLT M20(10K)

I
0 II' + ICIJ I
\Q I

+ + I
I

+ + I
I

0 I
+ I

40

r
All dimensions in millimetre•.

Auume the bolt pattern .s shown in the figure. The bolta are in shear.
10 an arrangement like this it is possible to show that shear in each bolt

M
-~~--x ,
! (~. +y¥ )

where
M =- Bending moment,

~,1 .=- Ordinatea of bolt. from the centre of.gravity of the bolt p'oupt. and
, - Distance of the bolt in question' from the centre of the bolt gro

Ctml;ftultl )

22
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D••,,_ E%"",,1. J - Col""", Brack.' - Cofttd

I t is evident from thil formula that the bolt furthermost from CI of the bolt lfOuP
carries the maximum shear.

S ( ,¥I +)'1) =- 4 (3'251 + 71 + 3,251 + 141 + 3'251 +211 ) + 2 (3'25)1
:= 2890 ell'll

M 0 h '14000 X 35 X 21'2
Dlmum. ear == 2890

- 3900 kg

rECCENTltICITY:lSO-1

: I '1 1:1 J}
C 1 ! ... "'000 kg

I · I R
D· I + l I:

E t · !~J
I 0\ IF .. + HI

I · I 70
G + I + P

t..65~
IOLT POSITION

H_---.;............- ........

All dimensions in millimetres.

Th . 1 f hi h 3900 X 3'25 600 ke vertlca component 0 till ear =- 21.2 - I

. 3900 x 21
The horizcntal component of the shear =:II 21'2 - S 870 k.

In additiQD to the abear due to the bending moment the bolts also carry the normal
load.

14000
Normal load on each bolt - ~ - I 000 kg

Total vertical component of the .hear - 1 000 + 600 - 1600 kl

The resultant .hear - V (1600' .i- § 8701 )

- 4200 kg
From • .so(IS: 4000-1967·,

0'45
we have H X Proof load - 4 200

4200 X t'4 ,
.'. Proof load - 0.45 - 13 100 i.
Use HTFG bol~ M 20 ( 10 K )

~of prac&101 for ...mbl, orItraetaral Jotntl UIIDI blab HDllle ~tloD ....P r••teDen.

23 
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2.3 Esterna. Tension

2.3.1 The strength of a joint with hig-h tensile friction grip (HTFG)
bolts is developed as a result of the clamping force induced in the joint.
This clamping force is caused hy the tension in the shank of the holt
tightened to its proof load.

In certain types of joints the external load acting parallel to the shank
of the bolts increases tension in the bolts thus reduces the clamping
force. An example of such a loading is in the case of the dead end of
a pressure vessel. When there is no internal pressure, the clarnpina l<)f'ctA
between the flange and the flange plate is- fully ~fTc('tive. As the internal
pressure increases, the flange plate is pllsh(~d a wav from the fla ngp
introducing an additional tension on the bolt shank. This tension, known
as the external tension, reduces the clamping force.

2.3.2 The behaviour of a joint subjected to external tension is interest­
ing. Consider the joint in Fig. 6. The holt is tightened to a pre-load of
6000 kgf. Assuming the contact area of the plates per holt to be 10 cnl l

clamping force in the interface = 6~W = 600 kgf/cm2

EXTERNAL
----rE"NSJON •

FLANGE
PLATE--

... BOLT TENSION

FIG. 6 EXTERNAL TENSION ON A FRICTION GRIP BOLT

If the joint is subjected to an external tension of l I00 kgf, reduction in
. 1100

the clamping force = -1-1- = 100 kg/cln! (the area comprises 10 CIT1:& con-

tact area and I cm2 bolt area). There will also be an increase in the holt
tension by lUO kgf/clnl to 6 100 kgfi'.cm2 • The clamping force will b~
reduced by 100 kgf/cm2 to 500 kgfjCl1l2'.

If, however, the external tension is increased to 6000 kgf, the clamping
force is completely neutralized causing separation of tbe interfaces. l'IH·

24 
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bolt tension having been counter-balanced by the external tension will
again attain a' value of 6 000 -kgf/cm l •

Any further increase in the external tension will increase the bolt
tension also and separation of interfaces continues. .

The behaviour of the high tensile friction grip bolts subjected to the
external tension discussed above may be summarized as follows:

External tension, kg
Bolt tension, kgf/cm'
Clamping force, kgf/cml

Remarks

,,0
6000

600

1 100
6100

500

6000
6000

o
Separation

7000
7000

o

It may, therefore, be seen that if due care is taken to avoid separation
of interfaces the relative change in the bolt tension is very small. As is
very well known, the endurance limit in fatigue is more if the relative
change of stress within the body for a cycle of loading is small. The
friction grip joints are, therefore, ideal where fatigue is involved due to
repeated variation of external tension.

2.3.' To ensure that the clamping force is not fully neutralized by the
external tension to avoid separation of the interfaces 4.4 of IS: 4000-1967·
limits the external tension to 0·6 times the proof load and' to 0'5 of the
proof load when the joint is subjected to fatigue.

·Code of practice for uaembly of structural jointl Uliol high tensile friction grip
(aatenerl.
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"'''''' B%."",. 6 - Col.... BrIIClcn
A bracket as shown in the figure carries a load of 20 tonnel. By r~.Qlvinl the foree

triangle it will be- found that the horizontal member carries a load of BKi thereby sub­
jecting the belts 'connecting it to the column flange to pure tension, It is required to
desian these bolts.

20000 kg

ISM8450

SECTION ~
All dimensions in millimetrea.

Providinl an end plate and four bolts:

Tenaion per bolt _ 20~ _ 5000 kg

The boltl are to carry external teDliOD which it Dot repetitive•
.'. 0-6 X Proof load - external tention

- 5000 1£,
5000

Proof load - -0:6 - 8333 q
Provide HTFG bolts MIG (8 G) - 4 DUlDben.
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The pressure in a gal cylinder of internal diameter 100 Can varies between 4'5 kgf/em'
and 6 kgf/em l • It is required to design the flange connection.

FG BOLT M16(10 K),9 OFF

All dimensions in millimetres.

Total maximum pressure of gas on the ftanse

- Area of flange x Pressure

1r X 100· X 6'0
4

- 47000 kl

The bolts are in tension which is fluctuating between 4'5 and 6'0 kgf/cilli. The
maximum perlrtisaible external tension should, therefore. be limited to O·5 times the proof
load according to 4.4 of IS: 4000-1967*.

0·5 X Total proof load .. 47000 kg

•.• Total proof load =- 94 000 kg

Provide HTFG bolta M 16 ( 10 K) with proof load of 10 790 kg,

number of bolts required - ~: - 9

*Oodeor praotloe for auembly of litruoturaljohlu u,ln. blab tenane trlctJoD ,rip r...teoe ....
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2.4 Combiaecl Tea.loa aDd Shear

2.4.1 General- Considerable research work has been carried out on the
behaviour of high tensile friction grip bolts in joints subjected to a combi­
nation of tension and shear. Such combination may be formed in joints
connecting columns and beams, brackets, stringer beams to floor beams
etc.

Experiments conducted for various combinations of tension and shear
indicate that the curve- for the relationship bet\veen shear and tension at
failure is elliptical of the nature;'

x2
~F+yt== 1

where

x = ratio of calculated shear on the bolt to the shear at failure,
y = ratio of the calculated 'tension on the bolt to the tension at

failure, and
k = a constant dependent on the strength of bolt.

Value of k is found to be 0-83 if the bolts fail in shank and 0·64 if
they fail in threads.

2.4.2 The ultimate strength of the bolt given by this formula increases
with the grip of the bolt as the effect of shear loading on the shank bend­
ing becomes predominant. Also, the formula indicates the behaviour of
bolts at failure and, therefore, is not easily applicable to the normal design
purposes. A simpler formula has, therefore, been specified in 4.5 of
IS :4000-1967· which reads as follows:

Calculated shear .--;- .-- ..----. + Calculated tension X F
Slip factor X No. of Interfaces -

Proof load
== Factor of satety

where

F = 1·2 when the tension is non-repetitive, or •
== 1-43 when the tension is repetitive.

·Code of practice for -..enlbly of structural joints uling high tensile f;ic:tion grip
fasteners.
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De~lg,. E xlImple 8 - Co/umll Bracket

A gantry girder transfers a load of 26'5 tonnes through a bracket with an eccentri­
city of 19'5 em. Design the bracket.

26'S T

FG BOLT M.16(10K)
22 OFF'

MS PLATE
10mm THtC~

All dimensions in millimetre."

Bending moment - 26'5 X 19'5

=e 520 cm-t

Try HTFG bolt. M 16 ( 10 K ), 22 in number.

When there il no load on the bracket it i. held on to the column by compression
between the lurfaces covered due to the bolt tension. This phenomenon, conrinues even
when the load of 26-S t, II applied since the joint will be designed for no separation
criteria. The-interface could, therefore, be considered as a plane in a monolithic beam of
cross-section 10 X 46 em.

( Co"tinu,d )
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147 kJ{f!c:ms tension or compression.

147 x 36
Bending stress at 5 ern from the top fihre l:R ---46-

z= 11.1 kgf/c:rn'

AveralCe ,trt"U,., 147 t 115 = 131 kgf/cm l

This avt'rage bending streu eoulu be cor.sidered the external tension in the bolt.

Applied tension

Applied shear

- 131 x 5 X 5 =- 3 275 kg per bolt

1 200 kl

From the formula siven in 2.4.1 above:

Proof load
1·4

1200
0-45 + ~21i X 1·2

-6600 kg

Keq uired proof load - 6 600 X 1·4

- 9240 kg

This is well within th'e actual proof load for M 16 ( 10 K ) bolts. Hence OK.

30 
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Design the Range connection for a pipe line of internal diameter 200 em to carry a
shear of 20000 kg and a bending moment of 20000 000 kg·cm_ .

FG BOLT M16 (8 G)

All dimensions in millimetres,

Try Hl'FG bolts ~I J6 (8 G) • 120 in number at a pitch circle diameter of 214 em,
outer diameter of the flange beidg 228 em.

When the load on the Range is absent there will only be pure compression due to the
pre-load in the bolts. With the application of the load the compression is relieved on
one-half of the flange and is increased on the other half. Since the flange is d.igned with
no separation criterion the ulual beam theory could be applied.

1'(
Moment of inertia of the interface - 64 (22,S· -:2()()t ) -= 54 X 10' em·

. . 20 X 1()I X 114
Maximum bending stress - 54 10' - 42 kif/em'

, X

The area of interface - : (2281 - 200·) ::II 9400 em'

The area of interface carried by each bolt - 91~ - 78-4cm-...
Auuming bending streu uniform over the interface maximum teniion on each bolt

- 42 X 78·4
- 3300 kg

Shear per bolt 20 I~OI()l - 167 kg

From the formula liven in 2.~.1

Proorl~~ _ ~!. + 3300 X 1-2
1·4 0·45

- 4323 kg
Required proof load - 1-4 X 4 323 - 6 050 kl

The bolt. M 16 (8 G) will be adequate .ince their actual proof load iI 9 ISO kg_
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D~"1l1I Example 10 - StrlnRer Bellm Co"",etioll

Two stringers, ISLB 250 and ISI..B 350, are connected through cleats to the web of tlHo

main bearn ISLB 500. ISLR 250 transmits a shear of 4500 kg and a moment of 7500u
kg-em while a shear of 12000 kK and moment of 350000 kg·cm is transmitted by ISLH
350. Design the connection.

The bolts may be divided into three groups, namely, A, Band C. as shown in the
sketch. .

Desig« of bolt group A:

This bolt group i~ subjer-red to a shear of 12000 kg and a bt-ndill~ munieut uf
350 000 kg-ern.

l

l
!"t +-

+ -+

+ + 'I
""t:~ + +

I
+ +-
+ ...

.-IIIIl ---"'lIl:::::"

I
Polar moment of inertia of the bolt group

c= 4 ( 2' -i- 2' + 2') + 4 ( 2' + 61 + 10' )
-= 608 em'
Distance of the farthest bolt from the centre of gravity of ihe bolt group.

= 4/(2'+102 )

J;J 10·2 em

( COTtlin141d )

:~50 000 x 10':!
Maximum shear in the bolt due to the moment - . a

t>U

.. 5870 k~

10 =a 5 750 k«5870 x
The horizontal component - lO':l

. 5870 X 2
Vertical component s= --l~ = 1150 kg

Vertical load carried by each bolt - I~r - I 000 kg

Total vertical shear ~ 1 1.50 + 1 000 lID 2 150 kg

Resultant shear =:II V T5 7S01 + ~~1501 ) - 6 130 kg
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D.",,, EXII"''''. 10 - Strl",~, &"111 co,.,.~ctlo" - Contd

5750 kg

1150.
1000 kg

The holts are subjected to double shear.
From 4.3 of IS : 4000-1967·,
0'45 ..K X 2 X proof load ~ 6 130 kg.

.'. Required proof load -= 9 550 kg.
Provide HTFG bolts M 16 ( 10 K ), 12 in number.

.,.
All dimensions in millimetres.

The bolt group B may sinliJarly be designed to resist a shear of 45000 kg and a bend­
ing moment of 75000 em-kg, It will be found HTFG bolts M 16 (8 G) - 4 in number
would be suitable. But for the sake of uniformity for both A and B group. M 16 ( 10 K )
bolts may be provided.

D~si,n ofboll ,roup C:

The bolt group is to resist shear forces and bending moments acting on either side of
the main beam ISLB 500. The moment from one stringer beam reduces the clamping
force on itl side and increases clamping force on the other side. The interface should also
not sUp due to the vertical shear. The worst case for the joint is, therefore, the applied

.Code or prautlce Cor..~mbly of structural Joints ulloa hlgb .t~nKlJe friction ,rlp C."tenen.'
, ( ContinlUd )
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All dimensions in millimetres.

bending moment and shear force on each interface. There will, however, be an increase
in the tension in half the number of bolts when the moment is applied on both the .id••
Since the external tension in the bolts ill limited to 0'6 times the proof load and since the
percent increase in the bolt tension is very small its effect may be neglected:

Bolts on the ISLB 250 side:

Shear == 45 000 kg
Bending moment lID 75000 kg-ern,

Following the procedure given in Design Example 9,
o 75000 X 6

Maximum stress at the bolt - 25 X 161 -70 kg/em'

Total tension in the bolt - 70 X 4 X 6'25 aa 1 750 kl

Shear in each bolt - ~ - 280 kg

From formula given in 2.4.1,

Proof l~~ 280 + 1 750 X 1'2 =- 2 720 ka
1'4 0'45 It

Required proof load - 3820 kg
Bolta on the ISLB 250 aide,

Shear - 12 000 kg

Bending } _ 350 000 kg
Moment

The bolts may be designed adopting the same procedure &I for the bolt. on, the
lSLB 250 aide.
Required proof load - 11 760 kg

Taking into account the fact that the pre-load would increase because of momentl
from both .idea and, HTFG bolt. M 16-10 K ( aotual proof load 10 790 q) may be UIed
even though they are oventreued by 970 kg.
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2.5 Moment CODDectioa8

2.5.1 Moment connections are characterized by their response to rotation
to the applied moment. Rigid joints have very slight rotation due to applied
Joad whereas flexible joints have more rotation for the same amount of
applied moment. The flexibility of the joint depends on the total number
of bolts used, type of the cleat and separation or otherwise between the
cleat and the column in the tension zone.

The friction grip joint in bending is always designed so that there is no
separation of the interface while being stressed. This is done by limiting
the bolt tension to 0·6 of the proof load. Thus, a friction grip joint exhibits
a joint more rigid than the ordinary bolted or riveted joints. However,
this should be accompanied by a good design of connection cleats, which
should be rigid enough to distribute the moment effectively over the bolt
group without excessive deformation.

2.5.2 The Steel Structures Research Committee (UK) have conducted
research work on the behaviour of various moment connections. Their
recommendations for semi-rigid design draft rules for design are given in
Appendix A of IS: 800.1962*. Table XXII of this appendix gives sizes of
high strength bolts for various classes of moment connections, '

2.5.3 The moment may induce either. tension or shear depending on the
way the bolts are placed. If there is only shear one should check that there
is adequate factor of safety against slip. For this, the formula in 4.3 of IS:
4000-1967t needs to be applied. If the bolts are such as to induce tension
in them due to moment, the tension on the bolt should first be calculated
assuming that there is no separation at the interface. This tension should
then be limited to 0·6 of the proof load to ensure that no separation takes
place. Where a shear is existing in addition to tension, the combined
effect should he considered as shown in Design Examples 7,8,9 and JO.

2.6 Repeated Variation of }'orces

2.6.1 The reduction of the strength of the structural joint and a member
which is subjected to a cyclical loading depends very much, interalia, on
the probable zone of higher stress concentration and the range of the
induced stresses. The friction grip joint possesses special properties by virtue
of its mechanism whereby the zone of higher stress concentration! are
eliminated and the range of variation of the stress within the bolt and joint
material is reduced for any given applied load cycle.

•C'..ode of practice for use of structural steel in general building construction ("D;~,d).

tCode of practice for auembly or structural joints using high tensile frlction grip
faatenen.
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2.6.2 In friction grip joint, the bolt does not bear against the holes in the
plates to react the applied load. This avoids the heavy stress concentration
that occur in ordinary bolt and rivet due to slip and hearing against
plates. Further, as all the load is transferred by friction; shear, bearing or
bending stresses are not present in the bolt. Slight variation in the axial
stress may exist due to Poisson's effect but this effect will be comparatively
small. As detailed in 2.3 on joints subjected to external tension the actual
variation of the axial stress of the bolt is much smaller than the variation of
the external tension expressed as percentage. This is because the whole of
the joint acts monolithically to react the tension. Also, the high clamping
force tends to distribute the applied load over a relatively large area there­
by reducing the range of the induced ~tresses. Furthermore, repeated
variation offorces tends to loosen the ordinary nuts. J11 a high tensile bolt
the nuts are held in position by the reaction against threads which are
similar in effect to a bolt tightened using a spri ng washer.

2.6.3 It will be thus seen that high strength holts are especially suitable
for the conditions where repeated reversals of load are encountered as in
road and railway bridges,gantry girders, machine foundations, etc. A great­
deal of research has been done on this property of the friction grip holts.
It has been shown that the fatigue strength of the friction grip joint is about
25 percent greater than that of the ordinary riveted join t. I t is for this
reason that IS: 4000.) 967* does not reduce the working stresses for joints
subjected to repeated variation of loads except the connections subjected to
external tension. In such a case there will be slight variation in the axial
stress, and the maximum permissible external tension on any bolt is limited
to 0'5 of the proof load.

3. FABRICATION

3.1 General- As indicated elsewhere, the characteristic of the friction
grip joint depends on the proper clamping force induced by the high tensile
bolts. This should correspond to thetroof load according to the grade and
the stress area of the bolt and shoul be within the permissible Iirnits of
variations. The permissible limits have not been specified in IS: 4000.
1967· as the measurement of the tension in all the bolts by direct method
is not feasible on site. Instead, it specifies two well-known methods, though
indirect, of achieving the desired effect and details the methods of quality
control.

The indirect methods are:
a) torque control method, and
b) part turn method.

·Code of practice for assembly of structural joint! usinR high tensile friction urip
fasteners.
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These methods will achieve the desired effect with a variation of:::l: 15
to 30 percent. A greater variation due to these methods, however, may
contribute to the factor of safety against slip as the zero setting is invariably
kept on the higher side.

Recently somewhat direct methods have been introduced. They are:

a) load indicating bolt, and
b) load indicating washer.
These two methods give results within ::i: 6 percent.

The quality control on site is effected by the regular calibration of the
torque spanner in case it is used. Subsequent to that there is no visual
check or inspection possible except that some bolts may be checked by re­
tightening with the help of a calibrated spanner. Other methods visually
indicate the final state of the bolt or the nut thus making the inspection
much easier. Apart from these methods of introducing the desired preload
in the bolts, it is necessary to control the coefficient of friction of the
interfaces. In IS: 4000-1967· the coefficient of friction is assumed to be
0-45 and a suitable criterion is laid down to achieve this.

In the subsequent articles the methods of tightening the bolts and the
assembly of the joint will be described in detail.

3.2 Torque Coatrol Method

3.2.1 General- The method is based on the linear relationship between
the torque necessary to turn the bolt and induced tension in the bolt up to
the proof load. After the proofIoad, there is very little increase in the
tension with the applied torque.

The relationship between the torque and the tension may be expressed
as:

M=ffTD

where
M == applied torque,
T -=:I' proof load,
D == nominal diameter of the bolt, and
K == a non-dimensional torque coefficient.

The constant K is a function of the inclination of the threads, co­
efficient of friction at the threads and also at the nut and the washer. The
value of K may be taken as 0·15 if the bolt is slightly lubricated and as 0·25
if it is rusty•

·Code of practice fur auembly of structural joints using high tensile friction ,rip
f.ltenen.
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Spanners called 'Torque Limiting Spanners' or the hand wrenches
and impact wrenches working on the air pressure are used to apply the
predetermined torque to the bolt. They are so designed that they are
unable to apply any more torque than the preset value.....This limiting
value is set by the use of the formula and then calibrated to give a more­
precise setting. This is done hy tightening a sample holt against a load cell
or similar apparatus (see 3.2.2). The load cell is designed to show the
direct tension induced in the bolt. The torque spanner is adjusted to
produce a tension 10 percent higher than the proof load of the bolt. The
bolt used for calibration is not to be used elsewhere as a friction grip
bolt.

Such calibration is made once or more pet" shift depending on the work
load. It is also necessary when the condition of the holt, size, length,
grade, etc, are changed. It may, therefore, be necessary to keep differently
calibrated equipment ready fi,r speedy work,

The inspection of the bolt tightened by this method is done by select­
ing suitable sample of bolts and finding the torque required to retighten
them further by using a hand wrench or an impact wrench. If the torque
required is found to be below the requirement, every bolt in the hatch should
be examined and further tightened. The quality control also includes
frequent calibration of the tool used.

The advantages and disadvantages of the method may be summarized
as follows:

a) The limit of variation is between :I: 15 to 30 percent.

b) Re-calibration is necessary for different sizes and grades of the
bolts.

c) On a joh where different grades and sizes of the holts are used the
method becomes unwieldly.

d) There is no visual check on the completion of the job.

e) Special tools are necessary which may not be easily available.

3.2.2 Rqllipment- The torque control method requires a torque
spanner (see Fig. 7). The torque spanner is adjusted to predetermined
torque at the handle end. The spanner works up to this set torque and
collapses if torque to be reacted exceeds. The collapse of the spanner is
both seen and felt, When every large bolt sizes are used it is necessary to
apply heavy torques. It may lead to the danger of straining or slipping of
the personnel. This difficulty is avoided by using torque multipliers (se,
Fig. 8) to give a mechanical advantage up to 25: 1.
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The calibration needed may be determined by the use of the following
meters:

a) Static torque meter (see Fig. 9). This checks the accuracy of the
setting of the predetermined torque on the torque spanner;

"",,:1

FIG. 9 STATIC TORQ,UE METER

b) Torque tension meter. This instrument enables the torque/tension
ratio of many standard fasteners to be quickly obtained and
easily read from two dials; the variables that may prevent .accurate
calculation of the bolt tension are automatically accounted for in
this calculation; and
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c) Bolt load meter (st, Fig. 10). This equipment is designed to
measure the bolt load only, which enables nut runners, impact
wrenches or torque spanners to be -calibrated directly to give the
desired tension in the bolt. Torque measurement, which is an
intermediate step, may be eliminated. Where torque recommend­
ations are still required to be satisfied, a sample of six fasteners may
be selected at random and the torque to which they have been
tightened found out by retightening them by a calibrated spanner.
Use of torque spanner and torque multiplier is shown in Fig. 11.

',01,., .. ~

I • I ~.:. ," ',' .,•• :- .'~·;,i'i ....~
~ ...;: ."•. f •-.

Flo. 10 BoLT LoAD MitT".
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Flo. 11 USING TORQ,UE SPANNER '''ITII THR HELP OF

TORQllE !V[ULTJPLIER

3.3 Part Turn Method-- \Vhat is essentially required in a friction grip
joint is preload in the bolt and the accompanying elongation of the bolt.
This may be achieved by turning the nut after the holt is made just tight.
The method based on this principle is called' Part Turn Method'.

In this method the interfaces are cleaned of all dirt, hurl's, loose mill­
scale, etc, by using suitable tools. The members forming the joint are then
carefully brought together without using any force or making undue
deformation. The interfaces are again inspected to see whether any loose
particles like that of sand, metal, etc, are lodged within or not. The bolts
are then introduced and subjected to preliminary tightening so that they are
just tight and it becomes impossible to turn them any further hy fingers,
If power operated wrenches are used, they are set to 5 percent of the total
torque as required by the torque control method. This 5 percent is taken
as ' a just tight bolt condition t before giving the final turn as specified. '

After this mark is made on the nut and the protruding thread portion
of the bolt to record the initial position, the nut is tightened so that the
relative turn corresponds to that specified in Table 2.
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TABLE 2 FINAL TIGHTENING OF BOLTS
( Claus, 3.3 )

All dimensions in millimetres.

~

Not Leu Than 3/4 Turn

GRIP OJ' BOLT J'OR ROTATION OJ' THE NUT
( RELATIVE TO THB BOLT SHANK)

--"'-
Not Leal Than 1/2 Turn

NOMINAl" DIAMETER
OJ' BOLT

(1) (2) (3)

M16 Up to 114
M20

" " 114- Over 114 to 216
M22

" " 114 It 114 ,,280
M24 u . " 165 "

165 u 360
M27

" " 165 "
165 ,,360

M93 It ,. 165
"

16S ,,360

As will be seen, this method does not require any sophisticated tools
to achieve a preload as ordinary spanners .may be used for tightening. The
method gives freedom to engineers on site to choose any lubricant or the
condition of the bolt without affecting the final result. The inspection is
also made easy as this needs to check the final position of the marks previously
made on the nuts and the bolts. However, the efficiency of this method
very much depends on the initial condition of the joint before giving the
final turn.

Tightening the bolts by a torque wrench set to 5 percent of the total
torque is to some extent satisfactory. In addition to this, one should make
sure that there is no extraneous matter within the joint which would bteak
or yield plastically as further load is applied. In spite of this, the final
preload depends on the condition of the surface and gaps between the
components. Therefore, this method tends to give the percentage variation
in the induced load somewhat greater than the torque control method.

3.4 Recent Developm£Dt8 .... HI.h Streasth ,Bolt• .
3.4.1 General- The methods described in 3.2 and 3.3 are indirect

methods of achieving the bolt tension. They require some form of
supervision and special tools as in the case of a torque control method.
With this basis, the variation in the results achieved is between 15 to 30'
percent.

\Vith this background, GKN Bolts and Nuts Ltd, UK; Cooper and
Turner Ltd, UK; and others developed suitable bolts and washers to ensure
a correct tension with little variation.
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3.4.2 Load Indicating Bolt-This is developed by GKN Bolts and Nuts
Ltd, UK. The head of the load indicating bolt is so shaped that
before tightening it makes contacts with the steel with its four corners
only. This leaves a gap between the steel and the underside of the bolt
head. As the bolt is tightened, the part of the bolt head yields and
causes a gradual closure of this gap. These experiments show that to
ensure a correct bolt load it would only be necessary in practice
to make sure that the widths of the gaps under the head were reduced
to less than O·S mm. This may be done visually or by using a simple
feeler gauge (see Fig. 12).

3.4.3 Load Indicating J-rasher- This special washer is developed by
Cooper And Turner Ltd, UK (see Fig. 13). The washer has protrusions
on its surface. When it is fitted under the bolt head, there is left a gap
between the general surface of this washer and the underside of the
bolt head. The bolt is then tightened until the gap is reduced to an average
of 0'4 mm as measured hy a feeler gauge. If the gap is inadvertantly
closed to less than that it is to be allowed to remain so and on no
account adjusted by slackening the nut.

3.4.4 Apart from the above mentioned methods GKN Bolts and Nuts Ltd,
have developed a torshear bolt. The correct tension is achieved by a
grooved extension machined to a calculated depth which shears off when
the correct tension is applied preventing further tightening, This ensures
that the correct tension is automatically applied and makes inspection easy
and visual. The holt needs a special tool for tightening.

3.5 Assetnbly ofJoint.

3.5.1 Bolt Si;:,es- Once the bolt diameter has been decided upon it is
necessary to calculate the length of the bolt for ordering the material from
the suppliers. The length of the bolt is given by the following formula:

l = Grip + m + t + 3p

where

l = required length of the holt,

m = thickness of friction grip nut based on'S' grade finish as
defined in IS: 3757·1966* t

I == the value of maximum negative tolerance on bolt length
. applicable for individual diameters, and

p = thread pitch (3p is meant to cover bolt end pointing).

·High-tenlile friction grip fasteners for structural engineering purposes,
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Flo. 12 GKN LOAD INDICATING BOLT
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FIG. 13 "Y (;kA[)FI I-IICiB STRE:'\lGTII FRI<:TI()~ (~RIP BOLT \VITH

(:ORO~ET LOAD INDICAT()R

Preferred lenJtlh - diameter combinations are given in Table 3.
The follo\t\'illg table ~iVf~S the length to he added to the grip length to

get the overall length of the bolt. This table can he used instead of the
Formula given above. This does not provide for thickness of washers.
Thickness of washers if used should be included in the grip length, The
tahle docs not aJ 10\\' for the variation in the grip length,

Bolt Si~e Add to r;,ip nou Si.:e Add to Gril)
12 17 27 34
16 ~2 30 3H
20 27 33 40
22 2q 36 44
24· - \ 31 ~q 46

'fa be precise one should allow for both positive and negative tolerance
in the plates ill the grip of the joint. III order to allow this, the grip
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length should be increased. by the posinve tolerance and the threaded
length should be increased by the difference between the negative and
positive tolerance. However, in practice it is rare that a joint would consist
of all members with the tolerance on one side only. As such the sum of
the thickness of each member would neutralize the positive and negative
tolerances giving the grip with much less variation. If in any special
case the structural members are having tolerances on one side only, the
designer will have to order the bolts as specials having longer threads.

TABLE 3 PREFERRED LENGTH DIAMETER COMBINATIONS FOR BOLTS
( Claus, 3.5.1 )

LENGTH E (J 17) M 12 M 16 M 20 M 22 M 24 M27 ~f30 ~133 ~136 AI39
r-----..,A-.----~

Nom Max Min

30 31·0 29·0 X

35 36'5 34·U X

W 41-5 39·0 X X

45 46-5 44·0 X X

5u 51·5 49·0 x X

55 56'5 53·5 X X X

60 61·5 58·5 X /. X X

65 fi6·5 fi3'5 X X X X X

70 71'5 68·5 )( X X X ~< X

75 76·5 73·5 X X X X X

HO 81·5 7S·5 X X X X X X

90 92·0 88'S X X X X X X

100 102'0 98·5 X X X X X X X X X

110 112·0 10S'5 X X X X X X X X

120 122-0 128·0 X· x X X X X X X

130 132'0 ]2S'5 X X X X X X X X

140 142·0 138-0 X X X X X X

150 1520 148'0 X X X X I< X

160 162'0 15S-0 X X X X X

170 172·0 168'0 X X X

180 182·0 178'0 X X X

1£0 192·0 187-5 X X X

200 202-5 197'5 X X X

3.5.2 Holes ;11 Members - In IS : 4000-1967* it is specified that all the
holes shall be drilled and burrs removed. Where the number of plies in the

·Code of practice for assembly of structural joints using high tensile frictioQ arip
fasteners_
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grip does not exceed three, the diameter of the hole shall be 1'6 mm larger
than that of the bolt. Where the number of plies exceed three, the diameter
of the holes in the outer two plies shall be as above and the diameters of the
holes in the inner plies shall be not less than 1·6 mm and not more than 3-2
mm larger than those of the bolts.

If it is necessary to drift the holes, it shall be done so as to prevent
distortion of the metal, If the holes need enlargement it shall be done by
reaming provided the requirement of the maximum diameter is adhered to.
If the holes arc badly matched the members shall be rejected. But in no
case the bolts shall .be driven.

3.6 Preparation of Surfaces - To develop the desired friction, the
interface should he free from all millscale, oil, paint, lacquer, galvaniz­
ing or aluminizing or similar finishes. In addition to this, there should
be no gasket or similar material sandwiched between the plates. This will
ensure that the desired coefficient of friction is developed a nd that there i3
no comparatively weak material which would deform hy sliding or get com­
pressed under the load. It may be noted that IS : 4000-1967· does not allow
for painting even for protection against corrosion. If the steelworks need
to be supplied painted in shop, the contact surfaces should be masked. In
USA, research work is in progress to evaluate the performance of the con­
tact surfaces to which a thin primer is applied immediately after grit
blasting. It is learnt that the primer does not lower the coefficient of
friction.

Therefore, the only way to protect the steelworks is to clean the inter­
face and holt them tightly, wirehrush the completed assembly and apply the
paint.

It is obvious that cleaning the interface improves the efficiency and'
rcliabilit~ of the joint. This may be done by:

a) removing traces of oil, chemically, if necessary;
.~

L) stripping the paint; and

c) wirebrushing or grit blasting the surface to remove all loose
material.

Among these, grit blasting improves the coefficient of friction of all the
interfaces and effectively remove a!1 the traces of oil and paint if still
persistent after stripping. It, consists of blasting the surface with abrasive
material accelerated to a high velocity by the pressure of air or a rotating
wheel. In some cases, a suspension of the abrasive in water is used which
is then accelerated by using high pressure air.

\

·Code of practice for assembly of structural joints using high tensile friction grip
f.ltenerl.
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Preliminary tests were conducted by Metallisation Ltd (UK), on
sprayed friction grip joints. The tests indicated that:

a) Galvanizing and painting should be avoided,

b) Freshly sprayed coating of zinc and aluminium increased slip factor
well above the level normally required, and

c) In a second series of tests the structural members were subjected to
weathering for three months. The tests indicated that slip factor
does not fall below the desired level after weathering.

3.7 Procedure (01· Tightening- If due care is taken in the workmanship
while manufacturiug the members, it should be easy to assemble the joints.
Such a joint may be held in position using a few ordinary or high strength
bolts. If high strength bolts arc used, they should not be included in the
final assembly. After this temporary assembly, the bolts should be replaced
by high strength bolts. 'Vashcr~ are introduced under the nut or the holt
head whichever is being turned , if tightening is done by torque control
method. Bevelled washers arc used to compensate for the lack of
parallr-l ism if the slope is more than 1 : 20. The bolts are tightened using
a suitable method from the centre of the bolt group outwards.

If high strength bolts get slackened off for any reason they should be
discarded. If, however, load indicating bolts or washers are used, they
may be re-tightened to the desired gap.

On no account the bolts should be slackened purposely, that is, if the
desired tension is exceeded or if the gap was closed too much.

3.8 Inspection

3.8.1 Bolts, Nuts and J1Iashers - Samples of the bolts are taken and tested
for proof-load in accordance with IS : 3757-1966*.

3.8.2 Interfaces of Structural Members - The holes should be carefully
checked for burrs, tolerances and physical damage. The interface should
be checked to see that it is according to requirement, that is, free from oil)
paint, etc. In partial assembly there should be no gaskets, grit or other
weak material.

3.8.3 Equipment - The torque limiting spanner should be checked for
calibration. The method adopted for calibration itself should be checked.~

3.8.4 Inspection after Tightening the Bolts - The mode of inspection varies
according to the method of tightening and the type of the bolt used.

*Specification for bigh tensile friction grip r..teners for structural engineering purposes.
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3.8.4.1 Torque control method- Sample bolts should be tried for re­
tightening to see whether they are undertorqued.

3.8.4.2 Part turn method- The inspection will include checking the final
turn as indicated by the displacement of the original marks 'on the nut and
the bolt shank.

3.8.4.3 Torshear holt-The bolt shank should be broken off at the pre-
. determined location on the shank. .

3.8.4.4 Load indicating bolt or a washer- The desired gap should be
checked by using feeler gauges.

3.9 SampliDK- If the number of joints is too large it is not convenient to
check all of them. I t is, therefore" necessary to select some. of them at
random from each batch. The batch means the group of joints with
identical conditions regarding tightening. Therefore, the batch should
consist of the amount of work done by one gang of men using the same tool
with single calibration and done in one unit time, say, a day. Out of such
a batch the inspector should select at least one-third joints at random. If
each joint is numbered, he may take the help of the tables of random
numbers to select them. It is unlikely that the total number of joints in a
sample will constitute a large amount of work for inspection. However, if
it is found to be so because of a consistantly large volume of .batch, it will
be useful to use double sampling technique wherein the preliminary sample
is small and the result of which guides the inspector to reject all the batch
as below standard-or take a further sample, if necessary.

.....
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APPENDIX A
( se Foreword )

OOMPosmON OP STRUCTURAL ENGINEElUNli SECTIONAL
COMMl1TBB ( 8MBDC 7), AND OF PANEL FOR CODE, OF
PItACTICB I'OR USE OP mGB TENSILE PIUCTlON GRIP

FASTENERS ( 5MBDC 7/P 12 )

Structural Engineering Sectional Committee, 5MBDC 7

ClllJimuJlI
~. S'l'AlfDABDI ( CrnL )

,
~,u".tillt

Miniatry of Railway.

A6tU",
S..I L. N. AORAWAL IndUitrial Futmen Association of India, Calcutta

Simi M. ·M.MV.A~ ( AlImN', )
Simi B. D. AB.'OIA National Buildw•• Orpnization. New DeIhl

SID! P. C. JAIlf (AI'",.." )
SUI P. C. BJUID Miniatry ofTranlport &.Communication, Department

of Transport ( Road WinK )
Central ED,IDeeriDl and Deaip Bureau, HiDdUiIaD

Steel Ltd. Ranchi
SJIU P. D. DbawAaK.d ( AI,."." )

SOl D. P. CBAft1I1U.. lnapection WiD,. Directorate General of SUPfliet It
Diapola1& (Ministry of Supply, Technica Deve­
10pman or Materials Plumiril )

Da P. N. ClUrr••.l.. Governrneat of Weat Benpl
Da P. K. CBOUDBUBI Brielle & Roof Co ( India) Ltd, Howrah

5..1 A. S.N GUPrA ( Mimi." ) .
D. P. DA.YAaATIlAM Indian Institute of rl'echnolOlY, .K.anpur
Simi D. S. OsSAI M; N. Dastur &. Co Private Ltd, Ca1cut~
SIDU M. DRAB Braithwaite &. Co ( India ) Ltd, Calcutta
DmaCTOa ( 004111 I ) Central Water It Power C'.ommiuioD ( Water Win. ),

New Delbi
S.al B. T. A. SAOAB ( AI",,,,,,, )

SHat M. A. DeSOUZA Bombay Municipal Corporation, Bombay
S••1 J. S. PllftO ( .AI,,,..,. )

k.OtrftVB ENOllGBr, (C••TRAL Central Public Work. Departmeat, New Delhi
&1-0... ON No. II )

SIUU W. FERNAND.. R.ichardton at Cruddaa Ltd, Bombay
5..1 P. V. NAJa: ( Al'"""" )

S.al SAILA.ATI GUPTA Public Worb Department, Government of West
&ng~ I •

S.RI G. S. lYE'" The HindUI.an Construction Co Lt~. Bombay
Da O. P. JAIN Institution of Enlineen ( India ), Calcutta
JOUCT DJaBCTOB STANDA1\D8 Miniltry of Railways

(BitS)
DROTY DIB.aroR S'l'AND­

AaD" ( B & S )-11 ( Al,,,gl, )
S8al 0 .. KROIl"A Electrical Manu'ac.;luring Co Ltd, Calcutta

SRRI S. N. SINOH ( AllmtdU )

( CMrllllld," ,.,. 51 )
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( Continued from pa~t 52 )

Represmting

Engineer-ill-Chief's Branch, Ministry of Defence

Burn & Co Ltd, Howrah

Hindustan Steel Ltd, Durgapur

Members

PllOF K. D. MAHA.TA'S

PUO' P. 'T. Pxwvn (Alttrlltltt)
Stun P. K. MAl.LICK

SJfTn 1\. P. KAY AT. ( Alternate )
Su nr A. K. MITItA

SHRI K. V. 8UASKA1t RAO
PANTer.v ( A/tn-nale)'

SH IU xr. G. P.\nHYJl~ Irrigation & Power Department, Government of
Maharash tra

SHRI R. K. P"STHAKY Indian Roads Congress, New Delhi
SHRJ B. BAI..WANT RAO (Alternate)

PJ:OF G. S. RA 1\fAS\VAMY Structural Engineering Research Centre (CSIR),
Roorkee

Dn S. NARHARI RAO (Alternate)
DR B. R. SRN Indian Institute of Technology, Kharagpur
Sn m P. S"~N GUPTA Stewarts & Lloyd! of India Pvt Ltd, Calcutta

SHIll M. M. GHOSH (Alternate)
Su RI K. V. SHF:TTY Central Mechanical Engineering Research Institute

( CSIR ), Durgapur
Sn m S. K. GHOSH ( Alltr1Ulte) .

Pno r P. K. SOM Jadavpur University, Calcutta
StJPERINTF.NDING ENGINEER Government of Tamil Nadu
, (Pl. ~ N NJNO & DESIGN CI RCLF: )

EXF.C'UTIVF. ENOINEF;R ( BUIL-
, DING C~~TRE DTV HUON) ( Alternate)
MAJ R. P. E. V AZJ"nA R Bombay Port Trust, Bombay
SHRI M. N. VJl:NKATltSAN Central Water & Power Commission (Power Wing),

New Delhi
S"lU P. V. N. IYENGAR (Alternate)

SHRI R. K. SRIVASTAVA, Director General, lSI ( Ex-officio Memb,,)
Deputy Director ( Struc & Met)

SecrtlaT.Y
SaRI ~'1. S. NAO.\RAJ

Assistant Director ( Struc & Met) t IS 1

Panel for Code of Practice for use of High Tensile Friction
Grip Fasteners, 5MBDC 7jP12

Conv,""

SKRI P. K. MALLIOK

Mnnb"s

SHRIJ.CH~TTBRJEE

JOINT DIREOTOR STAND~.D.
(B & S)

811RI V. KAPOOR
PRO'), P. V. PAWA.
Pao)' G. S. RAMASWAMY
SKRt C. H. SHAH

Burn at Co Ltd, Howrah

Braithwaite & Co Pvt Ltd, Calcutta
Ministry of Railways

Guest, Keen, Williams, Ltd,. Calcutta
Engineer-in-chief's Branch, Ministry of Defence
Structural Engineering Research Institute, Roorkee
Garlick & Co Pvt Ltd, Bombay
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APPENDIX B
(see Foreword)

INDIAN STANDARDS 'AND OTHER PUBLICATIONS OF
lSI RELATING TO STRUCTURAL ENGINEERING

lSI has so far issued the following Indian Standards in the field of
production, design and utilization of steel:

Structural Section.:

18:808·1964

18:811·1965
IS: 1173- 1967

[8: 1252· 1958
[8: 1730- 1961

[8: 1731 • 1961

IS : 1732 ~ 1961

IS: 1852- 1967

IS: 1863-1961'

IS: 1864-1963

18:2314-1963

IS: 2713 ·1964

IS ~ 3443· 1966

18:3908-1966
~S: 3909·1966

',S : 3921 - 1966

S: 3954·1966

8:3964·1967

S: 5384·1969

Rolled steel beam, channel and angle section (revised)

Cold formed light gauge structural steel sections ("vised)

Hot rolled and slit steel tee bars (revised)

Rolled steel sections bulb angles

Dimensions for steel plate, sheet and strip for structural
and general engineering purposes

Dimensions for steel flats for structural and general engi­
neering purposes

Dimensions for round and square steel bars for structural
and general engineering purposes

Rolling and cutting tolerances for hot-rolled steel products
("vised) ,

Dimensions for rolled steel bulb plates

Dimensions for angle sections with legs of unequal width
and thickness

Steel sheet piling sections

Tubular steel poles for overhead power lines

Crane rail sections

Aluminium equal leg angles

Aluminium unequal leg angles

Aluminium channels

Hot rolled' steel channel sections for general engineer~
purposes

Light rails

Aluminium I-Beams
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Code. 01 Practice:

IS: 800· 1962 Use of structural steel in gen~al building construction
( reviJed)

IS : 801· 1958 Use of cold formed light gauge steel structural members in
general building construction

IS : 802 (Part I) • 1967 Use of structural steel in overhead transmission
line towers: Part I Loads and permissible stresses

IS: 803· 1962 Design, fabrication and erection of vertical mild steel
cylindrical welded oil storage tanks

IS : 805 -1969 Use of steel in gravity water tanks .
IS : 806 - 1968 Use of steel tubes in general building construction (revised)
IS: 807 - 1963 Design, manufacture, erection and testing ( structural

portion) of cranes hoists
IS : 3177 - 1965 Design of overhead travelling cranes and gantry cranes

other than steel work cranes
IS: 4000 - 1967 Assembly of structural joints using high tensile friction

grip fasteners J

IS : 4014 ..(Part I) - 1967 Steel tubular scaffolding: Part I Definitions and
materials

IS: 4014 (Part II ) -1967 Steel tubular scaffolding: Part II Safety regu-
lations for scaffolding ,

IS: 4137 -1967 Heavy duty electric overhead travelling cranes including
special service machines for use in steel works

Handbooks

Handbook for structural engineers : 1
Handbook for structural engineers; 2

.HandbookLor structural engineers \ 3

GeDeral

Structural steel sections
Steel beams and plate girders
Steer columns and struts

I,S: 804 ·1967 Rectangular pressed steel tanks (/(L'ise")
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APPENDIX C

(see Foreword)

USE OF DIGITAL COMPUTERS FOR DESIGN OF JOINTS

The use of computers will greatly simplify the procedure if the joints
to be designed are of the repetitive nature. For example, in a multi-storey
building most of the joints will be of column-to-beam type with applied
moment and shear. Such joints would occur in multitude and would
require too much of time in the design offices.

The use will of course introduce some form of restriction of the trivial
nature like the total number, maximum size and general arrangement of
the bolts. For example, the restriction may be a maximum of 16 bolts,
M 30' size and an arrangement of two rows with the minimum pitch.

A flow diagram (see Fig. 14) is suggested herewirh. Accordingly, the
computer is fed with the initial data, that is, the bolt diameter, pitch, end
distance and proof load. The computer then reads the forces and the
moments acting on a particular joint. Additional information, that is,
fatigue, number of shear faces, grades of bolts, is then fed to it. Now,
the computer is ready to design a particular joint. It assumes a low bolt
size and their numbers, calculates the polar moment of inertia based on
the preconceived notion of arrangement of bolts. A combined effect of
all forces and moments is worked out by using well-known expressions.
The result is checked. . If it is not satisfactory or if the resultant load on
a bolt becomes greater than the prcof load, the computer increases the
number of bolts and tries again until the conditions are satisfied. If dur­
ing this operation the total number of bolts becomes larger than the
stipulated number, the computer takes the next larger bolt size and tries
all over again. Even after this if no result is possible the computer will
print out a ' NIL' report and proceed to the next joint. The designer may
pick these unsolved joints and use his better skills to designer such joints
and if possible improve the programme so that a solution is available next
time,

It may be seen that a reiterative procedure has been adopted which
probably is the easiest method for computers. It is estimated that one
joint should not take more than 1·5 seconds for solution.

The suggested flow diagram map be put into a computer programme
by any body with a knowledge of the computer language and the design
methods of friction grip joints.

56 



READ JOINT DESIGNATION.
SHEAR. TENSION.MOMENT

CAUSING TENSION

READ ADDITIONAL DATA REGARDING
JOINT.THAT IS,FATJGUE.SHEAR
INTERFACES,GRADES OF BOLTS

ASSUME THE SMALLESt BOLT SIZE

SP: 6 ( 4) ·1969

~--4 PRINT 'NIL
t

REPORT

YES

ASSUME THE LOWEST NO. OF BOLTS NO

CALCULATE POLAR MOMENT OF INERTIA.
MAXIMUM DISTANCE Of BOLT GROUP

FINO EFFECT OF COMBINED FORCES

=>----NO---....

PRINT JOINT DESIGNATION. BOLT
SfZE NO. OF BOLTS

NO

~
~

FIG. 14 TYPICAL FLOW DIAGRAM FOR COMPUTER PROGRAMME FOR

SOLVINO PROBLEMS CONNECTED WITH FRICTION GRIP BOLTS
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