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RATIONALE

ARPG600B has been reaffirmed to comply with the SAE five-year review policy.

1. SCOPE:

This SAE Aerospate Recommended Practice (ARP) defines a method for determining a torque value
(range) for threaded fluid connections.

1.1 Purpose:

The purpose of this document is to identify the variables impaciing torque determination and limit to
which a determined value(s) may be applied to other components.

2. APPLICABLE DOQUMENTS:
The following publications form a part of this document to the extent specified herein. The latest issue
of SAE publicationg shall apply. The applicable issue of other publications shall be the issue in effect
on the date of the purchase order. In the eventiof conflict between the text of this dochment and
references cited herein, the text of this document takes precedence. Nothing in this dpcument,
however, supersedes applicable laws and regulations unless a specific exemption hag been obtained.

2.1 SAE Publicationg:

Available from SAE, 400 Commonwealth Drive, Warrendale, PA 15096-0001.

ARP908 TgrquetRequirements, Installation and Qualification Test, Hose and Tlbe Fittings
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3. TECHNICAL REQUIREMENTS:
3.1 Selection of Materials:

Torques to be determined for tube or hose end connections shall be specific for a material
combination; however, they may vary upon consideration of variables for a given tube size. These
variables include tube material, fitting material, testing medium, required proof pressure and
lubricant used. Resultant torques from substitution of listed variables will vary for a given tube size.
Therefore, a developed torque is satisfactory only for the specific combination used in its formulation.
These values are to be used for connecting tubing and hose assemblies to each other and/or to
related equipment. See ARP908 for an example of application.
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Loosen and retorque the two (2) categories from above for a total of nine (9) times, pressurizing
after each three (3) tightenings to the required proof pressure. In the event of leakage, decrease
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category will successfully pass the "overtightened torque test". The final torque shall be termed

"overtighte

ned torque".


https://saenorm.com/api/?name=6ff20aec7cb59b923e553ed23d11c6ea

