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SCOPE:

1 Applicatio

hydraulic-
1 MAM 2615 i

2 Classifica

n: This specification provides requirements and proeedur
pressure Teak testing of parts.

s the metric version of this AMS.

tion: The following classes of tests esfahlish the allow

leakage as
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2.1 If a cla

Safety - H

follows:

No visible Teakage permitted.

2 mL/minute.

2mL/minute for any area bounded by a 1-inch diameter cir
Very slow leak allowing theysurface to become slightly m
A specified Teakage rate_ag¢ceptable to purchaser.

s is not specified, Gldss A shall apply.

azardous Materiahs: While the materials, methods, applic

processes
hazardous
be involve
familiarit
take neceg
personnel

described or referenced in this specification may involv
materials, this specification does not address the hazar
d in such u$e. It is the sole responsibility of the user
y with the-safe and proper use of any hazardous material
sary precautionary measures to ensure the health and saf
invalved.
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OGUMENTS: Not applicable
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Cle.
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. TECHNICAL REQUIREMENTS:

3.2

Q2 W

[SSNON)

Equipment:

.1 Fixtures:

.3
4

.6

Test Medigal:
shall
viscosity

Preparatig

.1

Test fixtures shall

not seal off areas of possible leakage or

create excessive stresses on parts other than those induced by the pressure
itself or by fittings acceptable to purchaser.

Gaskets:

plates to prevent damage to finished surfaces.
for use with specific 0-rings or gaskets shall use those for test.

in place

Suitable gasket material

gacl{n'f'c that could mask dimensional or surface flaws sha

shall be used with plugs or blanking
Flanges or fittings designed

Formed
11 not be

used exc

Valves:

Gauges:

monitoring of specified pressure, with maximum gauge .capacity nof

five tim
5% of te

use, usipg either primary standards or standardsiDraceable to thag

Institut

Safety T

bpt for raw castings.
Bleeder valves shall be provided to release entrapped ai

ressure gauges shall have sufficient dial divisions to q

ks test pressure and readability or marked increments nof
t pressure. Gauges shall have been calibrated, within o

p of Standards.

protect

Drying 0

subject

be u

Cleaning
that any

and other

Processe$:

machinin

nk or Screen: A suitable tank or screen shall be providg
he operator in case of failure of*a part. (See 8.2).
yen: A circulating-air oven shall be provided for drying
0 corrosion.

Water, hydraulic fluid,”or suitable petroleum-base tes
sed. The test media shall be inert to the part and shall
of 25 centistokes ot jtess.

n :
The part ghaltl

lTeaks wiliwbe visible.
foreigadmaterials shall

be thoroughly cleaned and dried before {
Loose particles, machine shop chi
be removed before pressure test

ThHewpart or subassembly shall be tested following all
j, Torming, straightening, welding, brazing, etc, and pri
0 'of protective finishes such as paint, plating, coati

ermit

more than
less than
e year of

National

d to

parts

t fluid
have a

esting so
ps, o0ils,
ing.

or to
g, or

applicat

surface finishes that may mask or blank off areas of possible leakage.

Chemical

Films: Chemical

applied either before or after pressure testing.

Impregnation:

film protective finishes on aluminum may be

Impregnation of castings shall not be permitted except as

authorized by purchaser and then only to correct general seepage leaks.
Impregnation shall not be used to correct poor foundry techniques, visible

holes, or excessive porosity.

Impregnation, when permitted or authorized by

purchaser, shall be conducted after heat treatment, brazing, and welding
have been completed.
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.5 Preliminary Tests:

establish in-process integrity.

However, requirements apply to fi

parts prior to finish coating (See 3.3.2).

.6 Material

Removal:

remove metal from surfaces shall

Procedure:
pressure shall
other suitable liquid.
under test,
and mainta

Parts shall be fitted up for test,
be dried, and part or passage shall

the pressure specified by purchaser shall
wnarl for sufficient time to ostablish the rate of 'Iaal(an

.1 Duration

allow Tle

.2 Entrappe

Parts shall be held under pressure for not less thanl3
kage indications to develop prior to visual inspection.

] Air: Care shall be exercised that no air or other gas 1

in the p
testing
so that

.3 Cleaning

prevent
removed
magnesiu
not high
removal.

.4 Orientat

to permi

Acceptance

rt being tested or in any of the feeder linesfassociated
Fixture. Bleeders shall be provided to releasge entrapped
he entire part volume is filled with Tiqudd.

Parts shall be cleaned and dried, immédiately after teg
forrosion due to entrapment of moistufe. Visible moisturs
y air blast. Parts containing areashof entrapment and af
1 parts shall be dried in a circubhating-air oven at a ten
b than 250°F for sufficient time  to ensure complete moig

 ON:
overall visual

The part shall be exposed,
inspecion.

during static pressure aj

Standards:

.1 Leakage:

specifie
reviewed
retested
leakage

acceptab

.2 Distorti

abnormal

Parts, while umder pressure, shall not Teak in excess of
I requirementsi Jdhe effect of any leakage of parts shall
by cognizantspersonnel and the parts accepted, repaired

or rejecked as agreed upon between purchaser and vendo
requirements have not been agreed upon, no visible leakag

e.

n:CRdrts that show no indication of having been weakenedg

yZdistorted and which do not Teak under pressure beyond

specified leakage Iimits are acceptable.

Rubber Hose:

Natural

Tests may be performed at any stage of manufacture to

nished

Sand blasting, pickling, or any other operation which may
be done before final pressure tests.

surfaces opposite those under

be filled with water or
After all air has been expelled from internal passages
be applied to the Tiquid

Y

minutes to

s trapped
with the
air or gas

t, to

shall be
1
perature

ture

plication,

the
be

and

. When
e is

or
the

or synthetic rubber hose without reinforcing braid may

exhibit up to 15% enlargement of its diameter during the test provided the
hose returns to within 2% of its original diameter at all places along the
entire length when the pressure is released.

Braided Rubber Hose:

during test but,
outside the braid beyond that which existed before test.

when pressure is released,

snugly after test as before test.

Parts may show a slight extrusion through the braid
the hose shall show no extension
Braid shall fit as
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