PHOENIX

HH HS Torch
Operating Instructions and Parts List

Preparation of Torch Use:
Set acetylene regulator at 15 PSI and the oxygen should he set at 18 to 20 PSI for all tip sizes.

Slide the powder injector tip into the hex hody on torch assembly in relation to the keyway and
the alignment pin, tighten the connecting nut (part #20) after positioning the tip at the desired
angle.

IT IS VERY IMPORTANT FOR THE PROPER TIP END NUMBER TO MATCH THE POWDER INJECTOR
NUMBER. DO NOT MIS-MATCH!!!

Check the torch operation before attaching the powder bottle by lighting the torch and adjusting
the flame to neutral. Depress the powder feed lever. If the torch is clear the flame will change
toward oxidizing.

If the flame does not change, turn it off. Block off the tip orifice and purge the torch with oxygen
while holding the powder lever down. This is called “backflushing”, and should also be performed
after each torch use since condensation during storage can cause residual powder to clog
passageways.

When changing the position of the tip, loosen the connecting nut #20, about one half turn and
pull the tip forward, then position tip. This will prevent any damage to the rubber o-rings on the
injector.

ONE VERY IMPORTANT THING TO REMEMBER IS THAT THE GASES FLOWING THROUGH THE
TORCH DO THREE THINGS. (A) PRODUCE THE VACUUM TO ASPIRATE THE POWDER (B) COOL
THE TIP END (C) DETERMINE THE AMOUNT OF HEAT YOU GET. If the torch is operated at too low
a flame the powder feed will not be brisk and positive and the tip ends will overheat. So select
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a tip size appropriate for the joh, adjust the flame to near maximum and be sure work piece is
clean. Also, BE SURE TO USE ONLY QUALITY HH2 POWDERS.

HH2 Torches rarely need service of any kind, however the powder feed valve, the tip ends and
“0-rings” are all subject to wear and can be replaced in just a couple of minutes.

If the torch should begin to “pop” out for no appatent reason, check the tip orifice for wear. Tips
will normally perform well until they show about 10% wear over their normal size.

To Replace Powder Feed Valve

1. Remove one of the valve bar screws (11)

2. Press the powder feed lever and remove valve bar (10)
3. Remove hopper screws (8)

4. Remove rubber feed valve (12)

To Reassemble

1. Replace valve with tapered end toward hex body (7)

2. Insert and tighten hopper screws. As the hopper screws are tightened, the valve is
compressed causing a seal to he formed at both ends.

3. Depress the powder feed lever and insert the valve bar screw while fully depressing
the feed lever. If the feed lever is not depressed the valve bar may not rotate, causing the
valve to be forced from its proper position resulting in erratic or no powder feed.

KEEP PARTS ABSOLUTELY CLEAN. USE NO LUBRICANTS, USE CLEAN TOOLS. AVOID
TRANSFERRING OILS TO INTERNAL TORCH PARTS.

OPERATION

PRE-HEATING - As with normal brazing techniques, the part to be repaired must be pre-heated. The surface
should be cleaned by grinding and heated to about 600 degrees “F”, indicated by a blue color.






