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Fig. 1 - Pipe should be cut square to ensure an all-round contact
with the bottom of the socket of the fitting. Any burrs or upset on
the end of the pipe should be removed by reaming or filing.

Cleaning

Figs. 2 and 3 - Surfaces to be joined must be free of all grease,
oil, oxides and dirt of any kind. Oil and grease can be removed
with a solvent such as acetone or alcohol (Carbon
Tetracholoride should not be used). Dirt and oxides can be
removed with an abrasive cloth.

Fluxing

Figs. 4 and 5 - The brazing flux should be of a paste like
consistency and applied evenly to the cleaned surfaces of the
pipe and fitting. If necessary, warm water may be added to the
flux to obtain the desired consistency.

Assemble & Support

Figs. 6 and 7 - Insert the pipe the full depth of the cup of the
fitting and rotate approximately 1/2 turn in order to ensure that
the flux is evenly distributed in the joint area. The depth of the
insertion can be checked by inscribing a line at a predetermined
distance from the end of the pipe.

The piping assembly must be adequately supported to ensure
proper alignment and minimize stress on the joint area during
the brazing cycle.

Brazing

Figs. 8 and 9 - Oxyacetylene equipment is recommended for
the fabrication of Flagg-Flow fittings, although any oxyfuel gas
combination can be used.

The position of the joint and the type of fitting, whether face-fed
or of the preinserted ring type, is immaterial during the
preheating cycle.

In all cases, a reducing flame should be used to preheat the pipe
around it's entire circumference. Heating of the pipe should
continue until the flux is clear and transparent.

The flame should then be applied to the circumference of the
fitting until the flux on the face of the fitting is transparent.

This is an indication that the assembly is at approximately
 1100° F.

At this point, the brazing technique will depend on whether the
fitting is face-fed or of the preinserted ring type.

Figs. 10 and 11 - If it is of the preinserted ring type, a segment
of the band of the fitting should have additional heat applied to it
with a wiping motion from the base of the cup to the pipe. This
will produce a pumping action that will force the alloy from the
groove and distribute it throughout the joint area. If the gap
between the pipe and fitting is too large, it may be necessary to
prime the joint by face-feeding supplemental alloy in order to
start the insert flowing.

Once the alloy starts to flow, heat should be applied to another
segment of the fitting and the brazing procedure repeated until
the joint is completed.

It is desirable to have a fillet around the circumference of the
joint when it is complete. If this was not obtained with the alloy in
the insert, then supplemental alloy should be used. (CAUTION:
Do not overheat the fitting as this will cause it to expand and the
pumping action will be lost.

Figs. 12 and 13 - When the fitting is the face-fed type, the
following procedure should be used.

After the initial preheat of pipe and fitting, a segment of the cup
of the fitting should be heated with most of the heat being
applied to the base of the cup. The flame should be directed
toward the pipe in order to keep the pipe from cooling.

The brazing alloy should be applied to the face of the fitting in
the area where the heat is being applied. The alloy should be fed
until the joint area is filled and a fillet appears at the face of the
fitting. After the fillet has formed, the adjoining segment should
be heated and the procedure repeated. This procedure is
followed until there is a fillet around the joint.

On larger sizes (8" and above), it may be necessary to use two
torches in order to maintain a uniform temperature.
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Flux Removal & Visual Inspection

Fig. 14 - All flux must have been removed from the completed
joint for a visual inspection and pressure testing. This is best
accomplished by quenching the assembly with water after it has
air cooled to approximately 200° F.

After the flux has been removed, a smooth fillet should be visible
around the entire circumference of the joint.

If there are any voids in the fillet area that should have flux
reapplied and the brazing procedure repeated in that area.




  




For Best Results, the Alloy Conforming to the Following

Specification is Recommended






















Fluxes: The flux used should be that recommended by the
manufacturer of the brazing alloy.

For more information regarding brazing and brazing techniques,
send for booklet, "Successful brazing with Flagg-Flow
Threadless Bronze Fittings."
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