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2o APPLICATIONs Primarily for use in producing flexible metaT hoae assemblies of 
austenitic corrosion and heat resistant steel~ where relatively lar~e openings 
bet~reen end fit'tings and the flexible hose are tc be filled, May also be used 
for 3oining carbon and lo~r alloy steelso Not recommended for i~se where operating 
temperatures xrill .be higher than 800 Fe 

~¢; m ~ 3 o PROCESS REQUIREP~NTS a 
:°'" 
~a~~ ~301 Surface Conditions 	The surgaces to be joined ~hall be clean prior to a~~embly, 
~~p~ Surfaces shall not be highly polished, 
~«~~ 

s~m~ 302 Fluxin s 	Unles~ otherwise ~pecified, flux conforming to AMS 31~11 shall be ap- 
~od~ plied so tha~ the sux°faces to be joined are completely coatedo 
s~~e 

°=eg ~ u ~b ~303 As$embl~rs 	The parts to be joined ~hall be a~~embled so that the clearance between 

~

` mating aurface~ r~ill produce optimum coverage by brazi.ng alloy, without appreci- 
~ able running on surfaces outsid.e the boundaries of the joint area. 	The assembly 

~g~~ should be supported so that parts will be in proper alignment after brazinge 
F9 q b 

~~~~ 3olt Brazing Materials 	Unless otherwise specified, silver brazing alloy shall conform 
~~Cq to AMS 	772o 	Sufficient brazing allo3r shall be placed within, or in close prox- 

-a d 	~ 
~¢~$ imity to, the joint, 

a9m~ 
~ag~ '305 Joinings 	Unless otherwise specified, heating and joining may be effected by any 
~~~ of the follo~ring methodss 	elec~x°ical induction, molten brazing allo3r, or torcho 
~C~~ Parts ~hall be heated un~il brazing alloy melts and joints are formed, 	Further 
~~ d d heating shall be kept to a minimum, 	Overheating shall be avoided, 
~~~~ .-~ 
~m$ ~ 

ffi ~o~~ 
'306 Coolin a 	After brazing, and prior to handling, assembliea shall be cooled for a 

~ ~C~ 
su~ent time to allor~ the brazing alloy to solidify and in such a manner a~ to 

~~~~ px°eaent cracka and minimize internal ~tress, distortion 9  and scaling, 
g_~m 
~_~~ 307 Flux Remoeals 	After br~zing and cooling, flux $hall be removed from the part~ by 
~~~~ a method not injuriou~ to the ~pecified surface finisho 
~~o 

m°~~ ~ 
Lt, QUALITY e  

~~°~ 
~~~~ ~~a 4,1 Viaual examination shall sho~ an ad.equate fillet of brazing alloy at the end of 
° A~~ ~~~~ ~:T the ~oint at r~hich the bra~ing allo~ ~ras imtroduc~d, 

~~~~ 
l~02 Voids in the brazed ~oin~ ~hall not be c~u~e f'or x°e~~ction if the part~ p~s~ ~ 

pre~$ure test agx°eed upon bar purch~~~r and venciore 
~~+:. 	. 
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