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Table 9.... D:mensnons of Aanged Cast-lron Blbows? Double Branch Bbows, Tees, Crosses, Laterals, True Y's
(Straight Slzes), cmd Reducers {Class 125)

hand, the forees of contraction place’ lngh tension stresses on
the)@t&,theseshmmsywdlbemexcessohhosemused
by i and may be.of first importance. .

Under oxdmary circumstances, a properly made joint mll be
stronger than the'tube itself,-for stresses of short duration:
However, at elevatéd temperatures when' the stress is main:
tained ~over: long -periods of time, the solder, because it is
t plastie, myg;vewhmdwsﬂwxslmdmnthnt

soldering of be iThetype of: 80l

wxl.ldepenﬂonxtheservwe for which t.he tabe'is intended. In
geneml,t.hemmm penw.reandpnssumoftheﬂmd
to.be “earried by ﬂm”lme are thedecxdmg facfors.A pmperly

which would produce a break with short-time loads. This con*
dxtwnlsknnwnssaeep,andthecreepstneng&hofvanous
types of solder varies widely. :

For dll service-at room- u.ndfor‘ p
m(upmlsw),uwdlufmmndmupm\mmu:
tes hnmupto%OFagoodgmdeaf&O—&)'-lead
solder is more commonly dsed.

o]

Pipe; Tubé, and Fittings .

LT s 885;

For all temperatures up to 250 F, where higher strengths: -;1Table: 10.. . . .-Dimensions - of Steel &m—demg Fittings .

are required, 8 95-5 tin-antimony solder should be used. This _
go]der melts at & higher temperature then does 50~50, has ™
less of a pasty range, and is therefore somewhat more dxﬁcun
to handle, part.mula.rly fora vertlca.l joint to be filled upward.
For copper pipe lines carrying refrigerants, the use of s:lver'f
solder is recommended, either 35 or 45 percent alloys. These’

alloys containing silver, and the copper-] phosphorous alloys.‘
The two classes have fairly wide differences in their melting
and’ flowing characteristics, and the user should consider
these factors, as well as the time requned to make the joint, in
selecting the braszing material. For ji lommg copper tubes with
copper or bronze capdhry ﬁm.ng, any of these brszm, alloys
will provide the h. The coppe:

alloys are deﬁmtely pxefened when jommg eopper to oopper.

braging alloys hnve been improved to such a degree that their
ease of 1 and their per will offset the
additional material cost. Once a joint is made and tested tight,
it will remmn tight, while soft solder will frequently vibrate
loose. .
TheﬂwabestsmtedhtheSO»SOandQ%soldemmm ;:; D
pasteformmd conmstofapetmlammbase impregnated with' - B f°
sinc and ammonium chlorides. It should not be the function ' bows [
of the fluz to clean the copper. But if the joint has been cleaned, .—— i LI
the Bux will remove residues of oxide and serve to protect-—~- 1 --{ 1.31§ 13| 34| 1.315
the-surfaces from oxidation diring the heating process, float ' ‘V '1.660( 1341 1 | 1.660)
" out the remaining oxides ahead of the molten solder and - 13411.9000 2)4| 1] 1.900
promote wetting action of the solder. . R
For strong, tight, long-lasting joints, thorough cleaning of 2. 12.375 :3:1 136 2.375
the tube surface and"the inside of the cup of the ﬁmng is of 42 1341 2.875, 8
the utmost Ampon.a.nce 13- .2 13.500, -
_y,andlsnot ded; b R 234} 4.000 1
of the pombxht.y that it may interfere with thé eapillary at 2| 2} 4.500 )
tion which should draw all the solder needed for the joint. 5] 5 3 :752 3% 5.5 15 L
Capillary action is dependent upon & fmrly tight it (see 9 ki - 983 0
Fig. 3), and looseness may cause difficulties in larger sizes. 6 1'6.625 9 | 334 6.625/ 18 (125{y) |
This is particularly true for horizontal joints where an over-- 8° 18.625 12 |T°5 | 8.625 24" (1654
sized fitting may allow the tube to rest directly on the socket , 10 [10.750 16 | 6)/10.750) 30 . [203¢
resulting in a double space at the top. Such-joints should he 12 12.750) 18 412750 35 B %’fp 5
made up in a vertical position before assembly. . . : ; : L :
Brazed Joinis may be made with brazing alloys melting at ;14 140000 21 | B3{114.000| 42 18
in the app te range ‘of 1100 F to.1500.F. , 10 [16.000/ 24 |10 -}I6.000) 48 132
These brazing mtem.lssresomehmeacaﬂedb&rdsol’dem & , 18 [18.000) 27 11318 54 36
term not universally accepted as:correct. ¢ 20, [20.0001 30 | 123£120.000( 60 {40
Brazing materials may be divided into two cla.ssm T2 paooo36 |15 124000 72, 18

i
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All dimensions are in inches. A-eqx-l&nddmnduo.

| ' ° : i

: wl:nlc the alloys eonhnmng mlver should be used for jcnmng
" copper with’bronze or steel.

With brazed joints; as well, the strengﬂx doea not vary mucb

" with the different brazing maft.na.!s, but depends to a large

extent'upon the maintenance of the proper clesranice between
thé outside of hhe tibe and’the socket of the fittd ut

“Sweat )omu on co]

. contaihing Group 2 or ngmnu
Soldasdmmhlh&llno beunedm&uchmfngunun
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