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3. TEST PROCEDURES

Unless otherwise specified, the test procedures described in the current issue of ASTM A370 shall be followed.

However, in cases of conflict between the ASTM specifications and those described herein, this SAE specification shall

take precedence.

3.1

Test Frequency
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Figure 1 - Flattening test
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5.2 Reverse Flattening Test

For welded tubing, test specimens shall be split longitudinally 90 degrees on each side of the weld. The section containing
the weld shall be opened and flattened with the weld at the point of maximum bend as shown in Figure 2. There shall be
no evidence of cracks or metal flaking, or lack of weld penetration or overlaps resulting from flash control or flash removal
in the weld.

WELD
7%
“ Y

Figure 2 - Reverse flattening test
5.3 Bending Test
If a bend is required| the customer shall specify a suitable test method at the time of purchase.
5.4 Expansion Test

Test specimens shdll be subjected to expansion over a hardened tapered plug having a slope of|0.1 to 1.0, until the
outside diameter hag been expanded 25% without evidence of cracking.or flaws.

5.5 Flaring Test
5.5.1 SAE J533 37 Degree and 45 Degree Flares
5.5.1.1  Double Flare - Method A

Test sections having squared and deburred ends shall withstand being double flared at one end to the dimensions shown

in SAE J533. The tgst section shall be held firmly and squarely in the die and the punch, while beipg forced down, and
shall be guided parallel to the axis of the tubing. The flare shown in Figure 3 shall exhibit no evidence lof splitting or flaws.

=i

Figure 3 - 37 degree double flared tubing - method A
(Refer to SAE J533)

5.5.1.2 Double Flare - Method B

Test sections having squared and deburred ends shall withstand being double flared at one end to the dimensions shown
in SAE J533. The test section shall be held firmly and squarely in the die and the punch, while being forced down and
shall be guided parallel to the axis of the tubing. The flare shown in Figure 4 shall exhibit no evidence of splitting or flaws
except that a separation of the outer lap joint shall be permissible providing it does not exceed 3.1 mm in length and is
confined to the outer thickness only.
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55.1.3

Figure 4 - 37 degree double flared double wall tubing - method B
(Refer to SAE J533)

Single Flare

Test sections having squared and deburred ends shall withstand being single flared at one end to the dimensions shown
in SAE J533. The test section shall be held firmly and squarely in the die and the punch, while being forced down, and

shall be guided para

5.5.2 SAE J1453
55.21

Test sections having
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Figure 5 - 37 degree single flared tubing
(Refer to SAE J533)

DRFS Flares

Double Flare

squared and deburred ends shall withstand béing double flared at one end to th

in SAE J1453. The fest section shall be held firmly and squarély in the die and the punch, while be

shall be guided para

5.5.2.2 Single Fla

Test sections having

lel to the axis of the tubing. The flare shawn in Figure 6 shall exhibit no evidence

Figure 6 - ORFS double flared tube end
(Refer to SAE J1453)

[e

squared and deburred ends shall withstand being single flared at one end to th

in SAE J1453. The

f splitting or flaws.

e dimensions shown
ng forced down and
of splitting or flaws.

b dimensions shown
ng forced down and

‘est section shall be held firmly and squarely in the die and the punch, while be
shall be guided paralleT 1o tThe axis of the Tubing. The flare shown In Figure 7 shall exhibit no evidence of splitting or flaws.

Figure 7 - ORFS single flared tube end
(Refer to SAE J1453)
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