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REVISIONS

ZONE JREV ] DESCRIPTION [ BY [arPrOVED] DATE

C3 oI WIRE DIA WAS 03] [ALB] PO 031405

8X FB VAC. TIGHT CLEANING AND BRAZING PROCEDURES

I. PRE-MEASURE ALL MATING COMPONENTS TO VERIFY DIAMETRICAL
CLEARANCES PER THE PRINT AND EXAMINE SURFACES FOR FINISH
NO BURRS ALLOWED.

. CLEAN THE COMPONENTS FIRST WITH ACETONE THEN USE AN ALCOHOL RINSE,
DRYING PARTS WITH CLEAN SHOP RAGS. THEN [MMERSE THE PARTS IN A CLEAN
DE-ITONIZED WATER AND 3-5% CITRANOX SOLUTION IN AN ULTRASONIC TANK AT
90-110 F FOR 15 MINUTES.
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DRILLED HOLES OF THE PLATE AND VANE AND BLOW DRY WITH DRY NITROGEN

4. AFTER STEP # 2 ALL PARTS ARE TO BE HANDLED WITH CLEAN LATEX OR
NITRILE GLOVES. PARTS MUST BE KEPT ON CLEAN, DRY SURFACES AND
STORED IN OIL FREE ALUMINUM FOIL. BRAZING MUST TAKE PLACE WITHIN
48 HOURS OF CLEANING.

3. BLOW-DRY THE PARTS WITH CLEAN DRY NITROGEN. PLACE ALCOHOL [N THE
O O <:ES O

5. ROLL AND CUT 0.062 DIAMETER CUSIL (72 Ag - 28 Cu) FILLER WIRE TO CONFORM
TO THE SEAM GROOVES. INSTALL THE WIRE INTO THE APPROPRIATE GROOVES.
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6. APPLY CUSIL (72 Ag - 28 Cu) PASTE TO THE O0.D. OF THE FLANGE.
FILL THE CHAMFERED AREA.
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1. FURNACE BRAZE PARTS IN A POSITIVE PRESSURE HYDROGEN RETORT.
HYDROGEN GAS FLOW 0.005 L/MINUTE/CUBIC IN OF RETORT INSIDE AREA
MINIMUM. HYDROGEN GAS MINIMUM DEW POINT -35°C. PARTS TO BE
ARRANGED TO ALLOW A FREE FLOW OF HYDROGEN TO ALL SIDES OF THE PART.

8. BRAZE CYCLE FOR REFERENCE ONLY:
PLEASE SUPPLY BRAZE PROCEDURE TO ANL FOR APPROVAL
12X .062 BRAZE ALLOY WIRE PRIOR TO COMPLETION IF DEVIATING FROM THE PROCEDURE BELOW.

\ \ + FURNACE MUST PULL A VACUUM | X 10-3 TORR BEFORE

| SCALE 0.250 2. 129 ! THE INTRODUCTION OF HYDROGEN GAS .
PREKEAT PARTS TO 680-700°C HOLD UNTIL STABILIZED

HEAT AT THE FURNACE AT A 50°C/MINUTE MINIMUM RATE.
BRAZE HOLD POINT AT 790°C PART TEMPERATURE, HOLD FOR | MINUTE.
COOL AT 100°C/MINUTE
DO NOT INTRODUCE INERT GAS COOLING UNTIL PARTS ARE BELOW 600°C.
DO NOT OPEN PARTS TO ATMOSPHERE UNTIL PARTS ARE BELOW 150°C

FB VAC. TIGHT USING .062 WIRE AND PASTE

O

B NOTES:
I, HYDROGEN FURNACE BRAZE USING CUSIL (72Ag-28Cu).

2 CLEAN COMPONENTS FOR VACUUM SERVICE
(10-10Torr).

3 LEAK TEST WITH HELIUM MASS SPECTROMETER
LEAK DETECTOR. TOTAL LEAK RATE NOT TO EXCEED
[x10°9 STD. (cc/Sec HE).

4¥; (.125) DETAIL B

SCALE 1.000

FB VAC. TIGHT USING .062 WIRE AND PASTE

[ SOURCE OR EQUIVALENT
McMASTER CARR
P.0O. BOX 4355
CHICAGO, IL 60680-4355
(630) 833-0300 WETGHT: 1311 Ibs.
www.mcmaster . com

FB VAC. TIGHT USING .062 WIRE AND PASTE
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