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PACKING HOUSE
— EQUIPMENT —



HYDRAULIC PUMP TEST KIT INSTRUCTIONS

Please follow all plant safety procedures when performing these tasks.
1.  Turn off all pumps within system.

2.  If test kit is teed into a pressure header containing more than one pump close all isolation ball valves from pumps except for pump being tested. 
3. Ensure pump loading valve is all the way open and hose from Test kit is connected to tank.

4. Slowly open Isolation ball valve feeding test kit.

5. Once all the way open observe flow rate on flow meter.

6. Pump load gauge should read somewhere between 100-300 psi with no load on pump.  Oil at this time will be going directly through test kit and you should be getting full rated flow of pump being tested.  

7. Slowly turn handle of pump loading valve and observe flow rate on flow meter along with pressure on pressure gauge of test kit.  Flow may decrease a little as you turn the load handle in.  As you slowly turn handle in stop and observe flows and pressures at 500 psi, 750 psi, 1000 psi, 1250 psi and 1500 psi.  What you are looking for here is a marked decrease in flow.  If the pump is decreasing in large numbers  (I.E.  5-10 GPM decrease at 750 psi, 5-10 GPM decrease at  1000 psi and so forth you have a bad pump.)   

8. A pump that is good should have 90-95 per cent of full flow 100-200 psi below the compensator setting.  If the pump is set at 1500 psi you should get full flow up to about 1300-1400 psi.  As you reach 1400-1500 psi you will see a big drop in flow as the pump reaches compensation.  The big drop is ok as long as you are seeing it within 200 psi of compensation.

Call me if you have any questions about these instructions.  It’s a little hard to explain but hopefully these instructions make sense.

Good luck and happy pump testing!

Doug Siders

SB Packing House Equipment / Schmeeckle Brothers Construction

402-659-2451 cell

970-867-6664 office

