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PRESSURE TESTING
100 psig

1. SCOPE: This .specification provides requirements and procedures for
air-pressure leak testing of parts

2. APPLICABLE DOQCUMENTS: None.

3. TECHNICAL{ REQUIREMENTS:

3.1 Equipment:

3.1.1 Pixturles: Test fixtures shall not seal off areas of possible [leakage or
creatﬂ excessive stresses on parts.

3.1.2 Gaskeﬂs: Suitable gasket material shall be used with plugs or| blanking
Plateqg to prevent damage to finished surfaces.

3.1.3 Valveg: Bleeder valves shall be provided to release entrapped air.

3.1.4 Gauged: Pressure gaugdes shallxhave sufficient dial divisions to‘permit
monitdring of pressure specified. :

3.1.5 Compresged Air Source: The source of compressed air shall prgvide the
required pressure and._shall be equipped with a pressure regulator to
contrgl the pressure.

3.1.6 Safety Tank or Screen: A suitable tank or screen shall be provided to
protedt the operator in case of failure of a part.

3.1.7 Dryi Oven:' A circulating-air oven shall be provided for dryling
corrodible parts.

3.2 Test Media: Shall be compressed air for applying internal pressure to the
part. In addition, a tank of tap water or other transparent liquid shall be
provided for parts tested by immersion or liquid soap solution shall be used
on parts not immersed during test.
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3.3 Preparation:

3.3.10

3.3.2

3.3.3

Cleaning: The part shall be thoroughly cleaned before testing so that any
Jleaks will be visible. Loose particles, machine shop chips, oils, and
other foreign materials shall be removed before pressure testing.

Processes: The part shall be tested following all machining, forming,
straightening, welding, brazing, anodizing, etc, and prior to application
of protective finishes such as paint, plating, coating, or surface
finishes that may mask or blank offlereas of possible leakage.

Impregnation: Impregnation of castings shall not be permitted-pxcept as
authorized by purchaser and then only to correct general seepagp leaks.
Impregnation shall not be used to correct poor foundry technigups, visible
holes| or excessive porosity. Impregnatlon, when permitted or puthorized
by purchaser, shall be conducted after all heat treatment, brazing, and
weldihg have been completed.

"Prelipinary Tests Tests may be performed at any =tage of manufacture in

order| to establlsh in-process 1ntegr1ty.

‘Materfial Removal: Sand blasting, picklimg, or any other operatfion which

may remove metal from surfaces shall be done before final pressure tests.

Procedufre: All parts to be tested sthl be fitted up for test and, while

3.4.2

3.4.3

subjectpd internally to an air pressure 100 - 110 psig, shall be |submerged
in tap water ox other ‘transparent” liquid ox- shall have the surfades to be
tested [completely coated withlliquid soap.

\
Duratlggz Parts, other than castings, shall be held under pregsure for
not less than 3 min,£o permit complete visual inspection whilg at the
specified pressures ~Unless a specific time is specified, castings also
shalll be held for not less than 3 min. at the specified pressuxe.
Magnesium Alloy Castings, Optional Method: The casting shall Re fitted up
for tlest, the surfaces opposite thoge under pressure shall be dried, and
watey undex preSSure‘of 100 - 110 psig applied and held for notf less than
5 mirutes. All air shall be excluded by the water from the prégssure

side. This method does not apply to SUrfaces of parts teading-to the

induction system or when air only is against the surface as assembled.

Cleaning: Parts which have been tested with water or hydraulic fluid
shall be cleaned and dried, immediately after test, to prevent corrosion
due to entrapment of moisture. Visible moisture shall be removed by air
blast. Parts containing areas of entrapment and all magnesium parts shall
be dried in a circulating-air oven at 250°F + 25 for not less than one

hour. l
Il

i
|

~ Orientation: The part shall be ekposed to permit overall visual

inspection during static pressure application.
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3.5 Acceptance Standards:

3.5.1 Parts which do not leak under pressure are acceptable.

3.5.2 The effect of any slight leakage of parts shall be reviewed by cognizant
personnel and the parts accepted, repaired and retested, or rejected.

3.5.3 Slight leakage from a casting or forging appearing in a line, as if
indicating a crack or a cold shut, is not acceptable.

3.5.4 Magnesium alloy castidgs which leak in a 2 in. diameter area mpre than 25
drops of test fluid per mln. or more than 220 mL of air per min. are not
acceptable but those that leak less may be impregnated when) so| specified
and |the method to be used is approved by putrchaser.

3.5.4.1 Those sections of magnesium alloy castings, impregnated or not, which

léak in a 2 in. diameter area less than 5 dropscof test fluid per min.
ot less than 50 mL of air per min. are acceptable unless thel leakage is
imto the induction system of parts or through an external surface, in
which case leakage is not desirable but is‘acceptable to thel extent of
0l1 mL of air per min. in a 2 in. diameter area.
Ve
4, QUALITY ASSURANCE PROVISIONS:
4,1 Reports: The pressure test vendor.éhall furnish with each shipmént a report
g stating that the parts have been-tested in accordance with this |[specification
and that they conform to the technical requirements. This ‘report shall
inclufle the purchase order number, AMS 2607C, part number, and dquantity.

5. PREPARATION FOR DELIVERY:

5.1 Presefvation: Parts'which are subject to corrosion shall be suitably

presefved prior to shipment.

6. ACKNOWLEDGMENT:)* A vendor shall mention this specification numbern in all

quotatfions &and when acknowledging purchase orders.,

7. REJECTEONS: Parts that do not meet the requirements of this speg¢ification or

m0d1f155ET3ﬁE_5ﬁEH5TTE§H_bY_pUTChHSET_wTfT—be—sﬂbject—tﬁ—feieefién.

8. NOTES:

8.1 Marginal Indicia: The phi (@) symbol is used to indicate technical

changes from the previous issue of this specification.

8.2 Procedures meeting the requirements of this specification have been

classified under Federal Standardization Area Symbol "NDTI".

This specification is under the jurisdiction of AMS Committee "B".
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