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1. SCOPE: |This specification provides requirements and procedures for
hydraulic-pressure leak testing of parts. MAM 2616, specified ip SI (metric)
units, s the equivalent of this AMS.

2. APPLICAHLE DOCUMENTS: None,

W
.

TECHNICAL REQUIREMENTS:

3.1 Equipment:

3.1.1 Fixtyres: Test fixtures shall not seal”off areas of possiblel Teakage or
. creatle excessive stresses on parts.

3.1.2 Gaskgts: Suitable gasket material shall be used with plugs or blanking
platgs to prevent damage to finished surfaces.

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

3.1.4 Gauggs: Pressure gauges shall have sufficient dial divisions| to permit
monifforing of pressure specified.

3.1.5 Safefly Tank or,Screen: A suitable tank or screen shall be prpvided to
protgct the operator in case of failure of a part.

3.1.6 Drying Qven: A circulating-air oven is required for drying parts subject
to cgrresion.

3.2 Test Media: Either water, hydraulic fluids, or suitable petroleum-base test

fTuids shall be used.

SAE Technical Board Rules provide that: “This report is published by SAE to advance the state oftechnical and engineering sciences.
The use of this report is entirely voluntary, and its applicability and suitability for any particular use, including any patent infringement
‘ arising therefrom, is the sole responsibility of the user.”

AMS documents are protected under United States and international copyright laws. Reproduction of these documents by any
means is strictly prohibited without the written consent of the publisher.

Copyright 1988 Society of Automotive Engineers, Inc. Printed in U.S.A.
All rights reserved.


https://saenorm.com/api/?name=ad7aa3aa043c5d9d51f843e7a60eead2

AMS 2616C SAE Page 2

3.3 Preparation:

3.3.1

3.3.2

3.3.3

3.3.4

Cleaning: The part shall be thoroughly cleaned and dried before testing
so that any leaks will be visible. Loose particles, machine shop chips,
0ils, and other foreign materials shall be removed before pressure testing.

Processes: The part or subassembly 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 off areas of possible

leakage.

Prelimipary Tests: Tests may be performed at any stage of manufacture in
order tp establish in-process integrity.

Materiall Removal: Sand blasting, pickling, or any otherceperatjon which
may rempve metal from surfaces shall be done before final pressyre tests.

3.4 Proceduref Parts shall be fitted up for test, surfaces opposite those under

¢ pressure phall be dried, and part or passage shald)be filled with|water or
other suitable Tiquid. After all air has been.expelled from internal
passages yinder test, pressure of 200 psi + 10.shall be applied to|the Tiquid
and maintgined for sufficient time to establish the rate of Teakage.

3.4.1
g

3.4.2

3.4.3

3.4.4

Duratiop: Parts shall be held at the.specified pressure for not less than

3 minutes to permit complete visual.@nspection while at the speg¢ified

pressure.

Entrapped Air: Care shall beceXercised that no air or other gag is

Orientation: The part shail be exposed to permit overall visua

trapped|in the part being tested or any of the feeder lines assqciated
with the testing fixture.- Bleeders shall be provided to releasq entrapped

air or gas so the entire-part volume is filled with liquid.

Cleaning: Parts which have been tested with water or hydraulic |[fluid
shall be cleaned-and dried, immediately after test, to prevent gorrosion

due to ¢ntrapment of moisture. Visible moisture shall be removed by air
blast. |Partsceontaining areas of entrapment and all magnesium parts shall
be dried in,@ circulating-air oven at 250°F + 25 for at Teast ore hour.

inspection during static pressure application.

3.5 Acceptance Standards:

3.5.1

3.5.2

Leakage: Parts shall not leak under pressure. The effect of any slight
Teakage of parts shall be considered by cognizant personnel and the parts

accepted, repaired, or rejected.

Distortion: Parts that show no indication of having been weakened or
abnormally distorted and which do not leak under pressure beyond the
Teakage limits specified are acceptable.
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