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Table 1 Mechanical Properties of Brazed Joints.

Specimen Tensile Strength(kg/mmZ) Ruptured Position
Expanded Joint 36.80 Base Metal
Sleeve Joint 44.43 Base Metal

%* Tensile Strength Requirement of Base Metal : 34 kg/mm?
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(a) Sleeve Type Joint (b) Expanded type Joint

Fig. 1 Configurations Sleeve Type Joint and Expanded Joint
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Filler Metal : AWS BCuP-3
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Fig.2 Variation of Penetration Length with the Gap Size
in Up-Wars Flow Position

100 =

GO0 Sleeve Type
Geasa Expunded Type

90
80
70+
.60
50
© 40
30

20+

Percent. of Penetration (%)

10

0 10 2! ] 41
Angle between Pipes(®)
Fig. 3 Relations between Misalign Angle and Percentage of Penetration




