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1.1) DEADWEIGHT TESTING, INTRODUCTION 

The deadweight tester is one of the few instruments that can be llsed to """erate 
pressure in rerms of the fundamwtal units of forCl'! and area, Since only the fundamental 

units of force and area am 1nvolved for measurements! the tester need not be 
continuously referenced to another pressure instrument IDr its calibration accuracy, Dead, 

t~{iters are thus c:on$~der€d pressure standards. 

ea'1struction of testers varies as to the methods of loadinH weights, "'\<11In9 
Of oscUlating 1he 'to reduce friction, and th€ design of the vOO ThE' 
Mansfield and Green Pneumatic Dea,d Weight Testers employ a lmique'method of operation, 
Clean, dry air or nitrogen 1$ suppHed from a built in flow regulator to an etlu81izing annulus 
and from there under the bali to 1M output port. The ball, with weIght hanger and weights, 
floats on a f!1m of aIr. 

1.1 CORRECT10ill fACTORS 

It is obVIOUS that error In pressure .determinations can result from any unceftaihty of 
the mass of the loadiny weignts and from the measurement of the effective area of the ball 
and nozzle. Other sourCeS Df error may not be so easily recognized. Such SOurces include the 
air .of the weights, gravity. thermai expanslofl and elastic deformatIon of the baH 

and nozzle, and the air heads invplved, All of these cDrrectkms with the exception of local 
<lr~lvlt.v 1l3X(:et,t \,vhen specifiedL thermal eXPansion, and .air head have been corrected on the 
testers as shlppad by Mansfield & Green. 

The technique is sU99ested to compute corrected tester output press:Jre 

A, Gravity 

The value of local gr<lvlw can differ by more than 0.2% at d;fferen 10C<lticrls in the 
United States. As pressure is defined w "juree per un;! area", the mass valL'es must be 
converted to force vaIUBS. To accomplish this, the areeleration of gravity must be u""L The 
acceteration of loca! gravity may be determined by having a gravl1<Jtiona'! sun.'TIy' made of the 
local aroo with a or by contacting the National Oceanic and AtrnosjJheric Admin­
istrotion. U~S. Department of Comm€fce. Once the local value of gravity is known, the 
pressure may tie corrected using the following equation. 

; X PN 

Where: 

tester <Jutput pressure corrected only fo~ gravity 
G local gravity 

gravity value for whicn tile tester is calibrated 
PN pressure value of weights applied 
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8, Temperetme 

If the coefficient of expansion of the ball and noule is positive the effective area will 

increase vvith increasing temperature resulting in a corresponding decrease 10 pressure. Cor 

rections can be made using the followil1g formula, 

Where 

PT = Tester output pressure corrected for gravity end temperature , . 

T = Ambient temperature (Oc} 

C, Air Head 

When pressurized! a correction is required only when the gage height or refere-nce piane 

01 the unit being calibrated is either hi,giler or lower than that of the pneumatic tester, The 

reference plane of the pneumatic testers is at the top of the nozzle, Heights nbove the refer­

ence plane are negative. while heights below the reference plane are positive, COI'I'1?ction$ Ciln 

be made using the lollowin!l formula. 

PI'. ~ PT i1 + H x 2.84 x 10~61 

Where 

H = Air head Onches} 

PT = Tester output pressure corrected for gravity and temperature 

P A = Tester output pressure corrected [or gravity, temperature, air heed 

SECTION 1.2 RECOMMENDED RECERTIFICATION PROCEDURES 

1.0 INTRODUCTION 

Ali deadweight pressure testers produced by AMETEK, MANSFIELD & PROD~ 

UCTS are tested certified in the M & G laboratory for accuracy of produced, with 
results to the NaLonal institute of Standards Technology. 

""",un11'Y can degrade with wear resuiting from continued use andlor accidentai 
damage, MANSFIELD & GREEN PRODUCTS recommends all instruments be pe­
riodicallyrol:estedlor accuracy 01 pressure produced, Teslers retumed 10 MANSFIELD 
&. PRODUCTS will be "tested and (re)certlfied for accuracy traceable to NISI' or 
'tested and (re)certified with data furnished traceable to NISr if tester is in operable condl­
tior!, 

1,2 FREQUENCY OF RECERTIFICATION 

Frequency of recertification of a pneumatic daadweight tester is a precautionarv meaSllre 

that is undertaken by each user to ",Sure that the device is functioning accIJrately and has 

5 



not worn In such a WflY as to pr-oduce inaccurate pressure, Many (f~lfferent ractQrS can cr:;mm 
Tribute to mal-function and weaL No stand~rd period of reccrtHkation is for 
€very applicat.on. If the devIce is used for portabie service in or 
f"'GUem reoolibratioll is appropriate. Infrequently used instruments used only under labor· 
atrny conditions need by calibrat<ld only infrequently. 

M & G has found that the input flow rate to the tester for specific output pressure is 
the best measure of operation of the tester. A flow meter capable of in Standard 
Cubi~ feet per Hour is placed in the input iine priDr to the tester. The tester is cycled 
thlroLlgn sev",al output pressures within the range alld the flow rate noted. If the flow rate 
for a pressure ~hahge$ signHicantly, wear or malfunction is Indicated. 

Formal recertification should be done at regular intervals cros;s,floating the tester 
within a prnssure laboratory. M 81 G laboratory cen provide actual 0",10rm80fO" data which 
lncludenhe effective operating area of the ball as well as the mass of each weiunt, 

M & G suggests that UsefS with unknown history of usage with pneurnatic daadweight 
test"", comider conducting flow rate te'tsmonthly and hava the tert1?rs recertified annualiy, 
This annual recertification should include tile performance data. As t1e user accumu;at€s a 
history of usage and wear, the recertification c.o be accordingly, 

1.3 MATERIAlNECESSARV FOR RECERTIFICATION 

The entire tester and weight set must be returned to M & G for recertification, 

1.4 PACKAGING INSTRUCTIONS 

All parts ratum~d to M & G must be securely pa,ek,;ged to proclude damage in shipping, 

TalC'",... shOUld be returned in their Cas<;S and the cases packaged to 

prevent damage in shipping. Weights shOUld 00 Individually packaged in weh 
a manner to preclude shipping damage. 

I> 
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2.0 MODEL RK PNEUMATIC DEADWEIGHT TESTER 

2.1 MODel DESCRIPTION 

The Mode-! RK Tester is a self-regulating, prtliJarv pressuft· standard with a pressure 
ca~'}acity to 300 PSlG. This instrument operates on the dead weight principle using only 
fundamental units of TOfca and area, P~esStJre :equals thf:' weIght force divided by the ,effect, 
iVB area of 'the ba!l, 

The fv10det R K Tester contains an integral weight storage compartment for fanges 
to 50 ?SiG or equivalent wrthlll, the cast metel base which houses the workings of the 
iostrtJfH€T"li:, An extra storagn case is- pt'ovided to house the 50 PSj and 400 KPa 

This instrument is aV~I!able with accuracies of >015~k. (,025% belDw 1 PSi and 
.015% at 1 PSI and above) a~d .025% and .05% of indicated reading with .tamless steel 
weights, Standard model testers and weights supplied with I?ilch instrument arc tabulated.on 
Table L 

2.2 ASSEMBLY AND SET UP iNSTRUCTIONS 

A. BALL and NOZZLE 

ChecK the cGfamic bali and Iha nozzle lot cleanliness, Careful!y remove the nozzle by 
pu1!lng it while twist1ng it to overcome the fricUon of the 0 ring saal. Cup one 
hand eNB' the top (beveled end) of the nozzle aIld push from the bot\om of the nozzle 

to remove the ball, 

If the ball tends to stick when belng inserted, DO NOT FORCE IT as this mal' cali"; 
serious damZlge tQ the nozzle. Ne.ver st:rape the nozzle and aSSOciated parts with a hard 
objGct or use anything that 1S abrasive or that will remove materia! from the PtJrlS~ It 1s 
recommended ma~ the ball and ""nla be frequently cleaned with a residue free solvent 

such as freon. 

Jt \s elsa recomme:'!ded that the bal! and nozzle be kept in pface at aU trrnes> £xcept 
whe~ necessary for cleaning, This helps to ;>rev"nt dirt from getting ,nto the nali and 

nOlzle ",,,,.,.,hlv" 

B, LEVELING 

For proper operation. the tester should be placed on a SUpport that is solid and free 
from vibratinG. 

Leveling is accomplished by adjusting the '>'10 leveling scrows on the end of the 'ester 
base which is or; the oper.mrs left when facing the operatinG valves. The third fo01, 

on the right end of tho is an adjustable pivot. A DUll'S eye level is mounted on top 
of 'the tester. This level has been csrefufly at the factory, 

CAUTION: Do not tamper with the setting of this lov81. 
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TABLE I - MODEL RK PNEUMATIC DEAD WEIGHT TESTERS 

'''''',' RANGE 
MIN'MUM 

" 
i 

,""''-'.M I 

AK·1' 4·)04" H2O '">120 Tab',2A 

4-314" H2° ," H2O Tab:e-'2A 

81(·1 " 

4'914" H2O 

4·1114" NOO 

1"H20 
. 

1" H2O 

Tab:a 2A 

T.ab~n 2A 

4,1-$'~" H2O 1"112° Tabtli! 2A 

RK·5()·SS '~51 PSI 1 PSI T~;e-2a 

RK.jQfHS 1·1fl1 PSI 1 PSI Table 2B 

RK':roO·SS 

FU':>JOO-SS 
,. 

I<KH PSI 

1·301 ?51 

1PSl 

lPSI 

Table 2B 

Tzbl<e:m 

RK·20QN·S$._._. ._­
RK400N-5S 

r-:;"-'
RK~OON·SS 

r-RK~.1~200 N-SS 
._-­

RK<ZD(;{JN·S$ 

-

1 

I 

1-2H kPa 

1.-4~ "l kP .. 

HHl kPa 

i·1211kP;li 
~~~..-..­

'1.-2011 kfl-a 

10-510 eM H2O 

! 
...-..._.. 

1 kPa 

1 kPa 

1 kPa 

1" k?.a 

1 kP;;! 

10 eM H2O 

l
! 
, , 
i 

T-ab!e 2<: 

T,bi,2C 

Tab!.2C........... 

Tab1" 2C 
.~.~~,,-

Table 2C 

lable ttl 

~O-1C110 eM H2O 10 C~ H2O i4bJe <0 
Rk·2000CM·$S 10·2010 eM HZO 10 eM H2O Tabl~ 20 

RK<Hl'OOC'IA·SS 

RK~OOO:CM·SS 

1<),3010 CM H2O 

lO.4ll10 eM H2O 

---~----------

1{l eM H2O 
...-~-

iO eM H2O 

T.ahle 2D 

Table 2D 
--~----

fH<·1DOH~SS j Vn:t"HG 0."" HG Tap!Oi' 2E 

R K<IDDWCI30-SS 
tt-314 H2O 

1~3'1 PS1 

1" H2O 

1 PSI 

TableZG 

Tab;;e 2G 

Rr.>2S-SS ,01·28AR j}1 BAB Tab'& 2F 

.OHMR .01 BAR T,b'e 2' 

"''''S·S' 
RK,j2B·SS 

~20B.sS~ 
------~~.... 

~:o.~~S SAR 
.01:t21:lA~ 

Jjl-20 BAR 

m BAR 

.01 BAR 
. 

,fl1 BAR 

.. 
T.bl.2P 

Tabl.e 2F 

twle 2f 

TABLE 2A - MODEl RK PNEUMATlC DEADWEIGHT TESTER 


Pressure in Inches of Water @ 209 C* 

I 

MODEL 
NUMSeR 

Rl':·I00wc.S5 

R K ..s01JlrVC-SS 

fH<-l -:OOWC-$. 

R j(> HiOOWC-S 

Pan Nvrnl:::!P..t 

"" WEIGHT W£lGHTS fURNfSHED PER :PRESSJ"JRf INCREMENT 
CAflRlER &: BALL 

2'"H"O 5" H20 ~r10"- H~tO -ro"H20 ,00" H;;O 1200'" >/20nlll::n~ of H2O} 1" H2O 60" H2O 
~~~~~ 

4" H2O 1 2 1 ! 9 i-
4" H2O 1 2 1 I 1 2 1 i 2 I...~... 

4" !"'ZO 1 2 1 I 1 2 1 I 1 2•.. .. 
4" H2O 1 2 1 1 1 2 1 ! 1 2 

'"'H20 1 2 1 i 1 2 1 I 1 2 

1(-2054 K-?O.67-11 K-20S7-2 K.2G68·21 K·2G58·1 t<>20S9..a K~2Q59--5 ' K-:20604 j K-2061·3 

:5.iJO" H2O 

---¥~ 

1 

2 

1(-20614 
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TABLE 28 - MODEl RK PNEUMAT!C DEADWEIGHT TESTER 
P,e'lll.lr~ in Pounds per Square Inch 

_....­
'llEJGHTcS fURNISHED PER PRESSURE f~CflEM:ENTMOOEl .!!5;'i"

NtJME.!€f!: 1 PSt 5(1 PSt2 PSi 5 PSI ! 1.0 PSI 20 Pst!PSlGI 

RK~5.0·sS. 

Fl:K-1OQ..SS 

RK-200·SS 

J RK·JOQ·SS 

F'art: Number 

1 PSI 

1 PSI 

1 PSI 

1 PSI 

l:'I>.20E5 

1 

1 

1 

1 

2 

2 

1 

2 

I1 2 1 1 
-~----~ 

1 

1 


1 


K·2U6i).$ 


-
2 ! 1 1 ! 
2 1 " 7 1 6 

1(-206:24K-2061-1 ' K~1DQ5·1 

TABLE 2C - MODEL RK PNEUMATIC DEADWE!GHT TESTER 

Pressure in 

MOPEL I !J~' 
WEIGHTS fUP..,NtSHED PEE PRESSURE lNCKEMENT 

- --~~ 

I\tUMBER 1 Kt>2 2 KP'a '5 KPa 10 ,!<P"" t!J KF'<I 50 }(Pa 100 KP1! 200 KPO'l 

RK.-200N~SS "'''' 1 2 1 1 2 1 1 
r---'-~--
RK~400N·SS iKe. 1 2 1 i 2 1 1 1 

-­. .._...... -_... - -~----

i RK-BOON·SS 1I<Pe&2KPa 1 2 1 1 2 1 1 1 

: RK·l200N·SS -1 K?.a&:2 KP" 1 2 1 1 2 1 1 1 ------­
AK·200(lN·SS 1 KPa 21 ~l KPo 1 2 1 1 2 , 1 1 

Po:rt Ntlmbt:r K·2D67~2 K·20G4>3 K·20511·3 K·2059·2 K.:2059-3 1(·20&).1 K-2D£1--5 K-2!)Q1-6 K-2065-2 

4GOK~ 

-­
1 

1 -
4 

K-2062·3 

TABLE 20 - MODEL RK PNEUMATIC OEADWEIGHTTESTER 
Pressure in Centimeters of Water @ 20° C 

MODEL WEIGHT I WEH3HTS FURNISHED PER PRS;SSURE: iNCREMENT 
{;ARfH;ER &: BA.Ll". 

,",eM"", !ZOO""''¥' ","eM,¥,(CM. of ».,01 UtCt,.\¥ ;IDeM,¥, 

R K-5QOCM,SS 10 eM H2O 1 2 1 1 1 2 

RI 10 Ci"~1 H2O 1 2 1 
, 

2 , 1 

RI 10 eM H2O 1 2 1 2 1 1 
- - ..._......_. 

RK<)Qv::;C~I!~SS 10 G'M H20 1 2 1 2 1 1 

: FlK,4MOCM·SS 10 Cf;.:t H2O I 1 1 , 2 1 1 
-

Il00'''',,,< 

1 

1 

4 

r 

IP"" "'umbe' K,:tOO4-1 1",1001>4 j{,205!t-4 K<IDllS·S }(205g-7 ;:,206!).!1 }t:.2051 ;a K-2061-9 ! 
"'''__mw____ 

TABLE 2E - MODEL RK PNEUMATIC DEADWEIGHT TESTER 

Pressure in Inches of Mercury @ 20" C 
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TABLE 2F - MODEL PNEUMATIC DEADWEiGHT TESTER 

Pressure in BARS 


MoOel. WEIGHT WEJGHTS r\.Hifr,,l:+SH€-D FER PRESSURE' lNC§utVt£!'$1" 
NUMBER CAR!Vif:~~,"ALL ,p''j: SAll ,i)2BAR .OoaA? ! .ltH3..1.R :lOBAR mSAf\ VJ8A~ 2.0eAR~,= 

flK·2B·SS .01 8AR 1 2 , 1 2 , , 
---­

.01 BAR 1 ], 1 1 2 1 , wd==.D1 OAR 1 2 1 1 2 " 1 
..­

mBAR 1 ], 1 1­" 

" I 1 1 1, 
.~.. .­

.016AFl I 2 1 1 ], 1 1 
, 1 < 

I "", ",,"'''~, K-20S8<J K';;:,(J513~3 <·2050·2 K-205U-3: 1<.-2'360-1 K.W61,5i K-20£1.f:l K<lOSS-,;! K<1062-J 

TABLE 2G RK PNEUMATiC DEADWEIGHT TESTER 


PresSUr1l in Inches of Water at 20° C and Pounds per Square Inch 


MODEL 
NUMBER 

WEIGHT 
CAARlER & BAlt 

Urn;fl..s (11 H 'jO) 

1 PSI 

, 
l' PSI 

..~-...--­
• M_'_M"" __'''___ 

K·2059-ii) 

'l\fEIGHTS fURNJSHEO PER 

.K·2064·2 K·2QS8-1 

Zfl'Si § PSI "lDPSl 

2 2 

K·1:059·, 1<-2001H'j K-2061-1 I 
TABLE2H 


SPI"CII~L ALUMINUM LOW PRESSURE WEIGHT SETS 


SET 
t<tJ"IIIER 
flW","O,1 P,IiLL 

Part No, 

WEIGHT 

SlEl' 
/'iIlMBER 
R\1{S-,Cl\I 
Pari He,," 

WEIGHT 

sa 
NUMBER 

Part No. 

WEIGHTS fURNISHED IN I'Il!!SSUIlE INCREMENTS 

WEIGHTS FiJRNISHED IN PRESSURE INCREMENTS 

WEIGHTS FUIUIISIlED IIII'RE!SSl/RE INCREMENTS 
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TABLE 21 ~ MODEL RK PNEUMATIC DE.1\DWEIGHT TESTER 

Pressure in Kglcrn2 


NUMBER 
",s< 

L •• 

I ?,.1-J 

\-\'E1GH1 CAAfUlSR WBGHTllI ~hENT 

!!o l.'Jfll.l - :<Ht;;\~ I .oj <WC,"' .1l<g:",' , k~"'''' .? ~.,,,:'"' I ! kfl!crf 

.O:K;;_ I .. , 2 , i ~ 1 I 3 

- 1·D2:K0'W I 2 1 1 2 , 3 

.b' I<a>­ , 1 2 1 I 2 , ,
M ___ 

I
K_" 1\o2!1S7'3 K-2'"J!ID·:r I Kw~7 Y,2C:i59c14 i K-C'J;;:;r..13 K·~1 K·'2tJS1~1O I ~20S1,7 

2k2!-~ 

I . 
I -

, 

, '\-2t!65-6 

4 kWC!"li 

. .. , 
• 

K~~\162·5._­

-. 


C. 	 CONNECTION 

COAnact a supply of Instrument quality air or nitrogen per I~A Quality Standard 7.3 
"Quality Standard for Instrument Air" to the connection mark.ad "Inlet". Use of gases 
with other density will affact the accuracy of the taster. Gases used with the tester 
must also be compatible with the materials used for construction. M & G can assist 
users, on requast, to evaluate alternate gases. 

When using the tester through the full range, control the supply pressure to 50 PSI 
minimum but not to e?<e<>ed 450 PSI. For spec,al applications, the supply pressure 
should be set at a value which ;5 at least 50"" greater than the maximum 
output pressure of the tester. For example, It the tester Is used to produce an output 
pressure of 100 the supply pressure should be at least 150 PSI. At no time should 
the supply pressure be below 50 PSI. 

Connect the instrument to Ire tested to the connection marked "Output". The test€r 
input anG output connections are 1/8" NPT female, The user can attach adapter 
fittings to convert the tester to any convenIent instrument qual-lty fittings. 

The accuracy of this tester Is seriously undermined by leaks in the output connections 
and/Df the instrument being calibrated. To check. load the tester so as to apply a pre .. 
sure to a pressure indicating instrument and then, dosing the tester output valve. If the 
pressure ind,eeted by the ;ostrum,,,,t being calibrated lor .<:lxmary gauge) is retained. 
it Is safe to assume there are no leaks, If the Indicated pressure a leak is 
indicated. 

Under no circumstances should any mercury or corrosive fluides be "ermitted to get 
into the tester, When the tester h, used In connectirm with an instrument or pressure 
systflm that contains a liquid, a suitable safeguard such as a trap or float type mana· 
meter chock vall/e should be installed in the tester ()utput line to prevent fouling of 
tester compOnent;, 

2.30?ERAT1NG INSTRUCTIONS 

A. 	 Connect a suitable supply line to the fitting marked "inlet" and admit a regulated 
pre<sure of at lez.t 50 PSIG and flO groot'lr than 450 PS1G, TIre iniet valve should be 
in the "off" position until an outplrt pr-.ore is desired. 
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8. 	 For prllSSUres bekM 100 PSIG the inJet valve should be in thl! "low pressure" position. 
In the "off" p05ition, there will be no output pressure. For pressures above 100 PSIG 
the inlet velve should be in the "high" pressure position. 

C. 	 With the inlet valve 011 the low pressure setting and the output \I~I\Je in the "off" posi· 
tion, place the weight carrier over the ball. For a standard Inche., of Water, Centimeters 
of Water alld KilOP<lscai testers, the weight carrier will produce the specified output 
pressure, For standard PSI and Inches of Mercury tester, the converter ring is Placed 
over the weight carrier to produce the specified output pressure. 

D. 	 With the valves set in the above positions and the above weights installed, the ball will 
float supporting the weights. in this position the output pressurs will be 1 FSIG. It is 
not necessary to spin the weights of tl1€ Air Dead Weight Tester to overcome fr;{;lion. 
Excessive rotary mcrtion may affect the accuracy of the instruments. 

After the tester is set up the weights mJ'lY be given a ,low rotary motion. Weights should 
rotate freelv without abrupt ",epping if ev~rything Is in proper order. If this is not the 
case, see par. C. of Section 2A "Maimenance". DO NOT SPIN THE WEIGHTS UN· 
LESS THE BALL IS FLOATING. 

E. 	 Turn the tester outlet valve to the "Output" position. Th~ instrument to be tested is 
now bein9 pressurized. 

CAUTION: It is necessary tor the tester to fill the intema! cavity of the instrument 
and the connection lines with pressure before any calibration can be started. The 
tester bail and weights will lall du ring this lilting phase, but will rise to the operating 
level after the filling is completed. 

F. 	 If il zero PSIG outPLit pressure i. desired for calibration purposes it may be obrained 
by putting the output valve in the "vent" position. This allows all pressure down· 

stream of the tester to be vented. The tester internal pressure will not be vented. 

2.4 	 MAINTENANCE AND TROUBLE SHOOTING 

A. 	 Remove, from under the ceramic ball, with a screw 
driver. Use a 1{32" drifl or a piece of 22 9"U9" wire to clear out any ob5trYGtion. 

B. 	 Clejlril'1!l the '''''ter of liquid; 

1, Remove the weights and weight carrier from Ihe tester, leaving the pall in place. 

2. 	 Connect an air supply to the rester. 

3. Disconnect the output line. 


4, Open both vi!lVeli. 


5. 	 While holding the ball from fall ing out, tilt the tester b;;,ck so that the outpul con· 
nection is pointing downward. 

6. 	 Pressure the ball into it, socket to provide an output of pressure suflicient to 

purye the teste!'. 

7. 	 Clean the balf, nozzle and nozzle body thorQlIghly. 
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c, 	 COf!,,-ctLng for eom rotat,,,,,gf1i\lBIgnrs: 

1, Check cleanliness of ball and nozzle as described in Section 2,2a, 

2, Make sure tester is properly leveled, 

3, Isolate tester from environmental vibrations or relocate tester. 

4, Check for adequate air supply, 

0, 	 The accuracy of this tester is seriously undermiMd by leaks in the output ,connections 
and/or instrument being calibrated, The following test procedures are recommended to 
assure leak free operation, 

1, 	 I,.~Jss<in{)LJtPut conJ)ec!ions 

Load the tester 50 as to apply a pressure to the instrument being calibrated, 

Close 111 e tester output va Ive, 

If pressure indicated by instrument being calibrated holdS, it is safe to assume 
there are no Ip.aks between the tester and instrument, 

2, 1~'!l<s internal within tester 

Place 5/16" 0.,0,0 ring undef the ball ill the spherical socket of the cylinder core 
(Caution; do not cover the output restriction), 


Raise nozzle vertically on the core a distilnce equal to the 0 ring cross section, 


Replace ball in nozzle, place carrier on ball and load carrier with weights for 

maximum roster output pressure, 


Close tester iole! valve, 


If pressure Indicated by the instrument being calibrated holds, it is safe to assume 

no leaks within the tester, 

Leak check should be done in the order desccibed, otherwise the source may :1ot 
be accuraiely iillmtifi>ld. 

DO NOT ATTEMPT TO f{EP'A1F{ iNTERNAL LEAKS, RETURN THE TESTER TO 
AMETEK MANSFIELD & PRODUCTS FOR REPAIR OR THE WARRANTY 
IS VOID 

E,!i~p),~2,iDQ the Nonie 0 Ring 
Remove the bell and nozzle and the nozzle 0 ,jng (10,90181j, The replacement 0 ring 
should be wiped cloon with a lint free cloth and placed within the groove in the nozzle 
body, Do not Illbricate thB. 0 J\~g with any oil or_m:~5!se, Clean the bail and nozzle as 
described in Section 2,28 and reassemble. 

2.5 	 ILLUSTRATED PARTS 8REAKDOWN 

The Model RK is carefully tested for both imernal leakage and accuracy of out· 
put pressore to shipping from Mansfield and Gr""n. No ,,,ternal adjustments andio, 
alterations may be made or the Warronty is voided. I; the tester is malfunctioning and lhe. 
external adjustm!!flts described in Se<:tion 2.4 do not cure the problem, it must be returned 
to Mansfield and Green for 

The llflfstrated Parts Breakdown for the Model RK Tesler is shown on Fi~ure 1, 
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