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Since our Inception in 1984, we have always evolved keeping in mind the requirement of the industry.
Our constant endeavor to innovate & meet high standards of quality has retained our Global
Leadership in Copper & Copper Alloy products with ISO 9001 Certification & Star Trading House
Status.

We have transformed into our New Shell & Set up one of the largest state of the art manufacturing unit
in India. With our changing look we are also changing the face of the Umbergaon, Gujarat
contributing to the Rapid Development in this Beach Town.

We are Mehta Group The Radiant Star of the Indian Copper Industry.
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Melting Casting Extruding Pointing Drawing Process Annealing Cutting Straightenning
RAW MATERIAL MELTING CASTING EXTRUSION POINTING m ANNEALING STRAIGHTENING
RECEIVING SIZE
INSPECTION TEMPERATURE
MATERIAL SPEED
INSPECTION RATE OF
REDUCTION PHYSICAL

TEST

PRODUCT SIZE

MANUFACTURING RANGE.

CHEMICAL TEST SIZE
Tubes: ¢ Outside Diameter :  3.0mm (min) - 219mm (max)
e Wall thickness : 0.3mm (min), Subject to OD PACKING
N R INSPECTION
* Length : 15mtr (max) in Straight
2 150mtr (max) in Coil PHYSICAL TEST
subject to OD & WT
MECHANICAL LENGTH
Strips / Bus Bars: « Width : 10mm - 250mm TEST
e Wall thickness " Tmm (min) NON
e Length :  Straight & Coil form DESTHIC R
Rods: ¢ Extruded & Drawn : 3.0mm - 150mm
Temper : Annealed / Half Hard / Hard. Gl phOROE  PNEUMATIC  ULTRASONIC
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Technical Specification of (MEXFLOW/| Copper Pipes

for Plumbing, Water Gas & Sanitation

STANDARD FEATURES
e Cu-DHP Grade Copper
e BSI KITEMARK & NSF CERTIFIED

TYPICAL APPLICATIONS
e Drinking Water
e Central Heating

SPECIFICATIONS
e BS 2871 PART - 1 or EN 1057
e ASTMB 88 TYPEK/L/M

e 6mm (1/4") - 54mm (2") available in e Sanitation e ASTM B 306
R250 (half-hard) Condition, e Hot and Cold Water
Suitable for Cold Bending e Gas

and forming
e 6mm (1/4") - 159MM (6")
available in R290 (hard) Condition
e Available in 3m/5.5m /5.8m /6m
in Straight Lengths

e Various Engineering

MECHANICAL PROPERTIES

SPECIFICATION CHEMISTRY COPPER GRADE TEMPER
TEST METHOD Optical Emission SPectra
R220 annealed
EN 1057 Cu +Ag: min. 99.90% P:0.015% to 0.040% Cu-DHP or CW024A R250 half hard
R290 hard
Annealed, Coils & Straight 060
ASTM B 88 Cu +Ag: min. 99.90% P:0.015% to 0.040% 12200, Cu-DHP Annealed, Straight Lengths 050
Drawn, Straight Lengths H58
Drawn, Straight Lengths H58
ASTM B 306 Cu +Ag: min. 99.90% P:0.015% to 0.040% 12200, Cu-DHP
SPECIFICATION Tensile Strength Elongation Hardness Carbon Residues Grain Size
TEST METHOD MPa % Hv5 mg / dm?
EN 10002-1 EN 1SO 6507-1 EN 723
EN 1057 220 min. 40 min. 40to 70 0,2
250 min. D<66.70& T<1mm- 30 min. | D>66.70& T >1mm - 20 min. 75 to 100 0,2
290 min. 3min. 100 min. Upto 54mm - 0,20 Above 54mm - 1,0
ksi = 1000psi % Rockwell mm
ASTM B 88 30min. F - 50max. 0.040min.
30min. F - 55max. 0.025min.
36min. 30T - 30min. -
ASTM B 306 ASTMES £18
40 Ksi Min 30T - 30min.
SPECIFICATION BENDING TEST DRIFT EXPANDING TEST NON DESTRUCTIVE TEST
TEST METHOD EN 1SO 8491 EN ISO 8493 EN 1971
o Upto >18mm - MANDATORY | EDDY CURRENT Up to 159 mm OD
EN 1057 - Upto >18mm - MANDATORY
Upto >18mm - MANDATORY -
B 153 ASTM E 243
ASTM B 88 D >5/8" 40%, D >5/8" 30% EDDY CURRENT up to 31/8" OD
D >5/8" 40%, D >5/8" 30% | HYDROSTATIC TEST | 35/8" OD and Above
ASTM B 306 EDDY CURRENT up to31/8" OD
HYDROSTATIC TEST I 35‘8” OD and Above
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DIMENSIONS & PRESSURE RATING Quality & Dependability

EN 1057
Actual 0.D 0 - ORKI ORK ORK 0 4 ORKi ORK ORK

PRESSURE PRESSURE PRESSUR PRESSURE PRESSUR PRESSUR
mm MM (n:/r;n min -thk KG Anac;aaled 1/2k|-‘I’I;RD HI?F"‘aD MM ("i;lr;) I\I(I'l_'r_:rtnh)k KG Anu;aaled 1/2k|-|I=A;RD Hlf\}BaD
15.00 0.7 | 0.07 0.63 | 0.281 | 3,59 4,938 6173 |10 | 013 | 087 | 0393 | 5,032 6,911 8,639
22.00 09 | 0.09 0.81 | 0.534 | 3,139 4,310 538 |12 | 018 | 1.02 | 0.701 | 3,984 5,471 6,839
28.00 09 | 0.09 0.81 | 0.685| 2,450 3,365 4206 |12 | 018 | 1.02 | 0904 | 3,104 4,263 5,329
35.00 12| 012 108 | 1140 | 2,618 3,595 4,494 |15 |0.225 |1.275 | 1412 | 3,104 4,263 5,329
42.00 12 | 012 1.08 | 1.376 | 2,172 2,983 3,729 1.5 |0.225 | 1.275 | 1.707 2,574 3,535 4,419
54 00 12| 012 108 [ 1780 1682 2309 2887 |20 | 030 | 170 | 2.922 | 2,672 3,670 4,587
66.70 12| 018 1.02 | 2.209 1,759 2,199 |20 | 030 | 170 | 3.636 2,956 3,695
76.10 15 (0225 | 1.275 | 3.144 1,930 2,412 |20 | 030 | 170 | 4.164 2,584 3,231
88.90 - - - 2.0 | 030 | 170 | 4.884 2,207 2,758
108.00 150225 | 1.275 | 4.489 1,354 1,693 |25 ]0375 | 2125 | 7.411 2,271 2,839
133.00 15 (0225 | 1.275 | 5.543 1,098 1,372 |3.0| 045 | 2.55 [10.959 2,212 2,766
159.00 2.0 | 0.30 170 | 8.823 1,225 1,532 13.0] 045 | 255 [13.151 1,846 2,307

ASTM B 88

Type K Type L
Weight/ . SAFE SAFE SAFE

Nominal O.D Actual O.D. b Min Thk WORKING  WORKING Thk L Min Thk WT/MTR WORKING WORKING

TR PRESSURE PRESSURE PRESSURE PRESSURE

inch inch inch mm inch (ir:{:-h) mm inch KG Anag:led HI?FED inch (ir:f:-h) mm inch kg An:;:led HI?FBaD
174" 3/8" 0.375 9.525 | 0.035 | 0.0035 | 0.889 0.032 0.216 7,405 12,756 0.030 0.003 0.762 0.027 0.188 6,288 10,818
3/8" 172" 0.500 | 12.700 | 0.049 0.005 | 1.245 0.044 0.401 7,791 13,418 0.035 0.004 0.889 0.031 0.295 5,371 9,246
172" 5/8" 0.625 | 15.875 | 0.049 0.005 | 1.245 0.044 0.512 6,143 10,577 0.040 0.004 1.016 0.036 0.424 4,978 8,564
5/8" 3/4" 0.750 [ 19.050 | 0.049 0.005 | 1.245 0.044 0.623 5,075 8,729 0.042 0.004 1.067 0.038 0.539 4,351 7,488
3/4" 7/8" | 0.875 | 22.225 | 0.065 | 0.006 | 1.651 0.059 0.954 5,875 10,108 0.045 | 0.004 | 1.143 0.041 0.677 4,013 6,909
1" 1.1/8" | 1.125 | 28.575 | 0.065 | 0.006 | 1.651 0.059 1.249 4,516 7,764 0.050 | 0.005 | 1.270 0.045 0.974 3,406 5,861
1.1/4" 1.3/8" | 1.375 | 34.925 | 0.065 | 0.006 | 1.651 0.059 1.544 3,668 6,302 0.055 | 0.006 | 1.397 0.049 1.316 3,027 5,206
1.1/2" 1.5/8" | 1.625 | 41.275 | 0.072 0.007 | 1.829 0.065 2.027 3,406 5,861 0.060 0.006 1.524 0.054 1.702 2,813 4,840
2" 2.1/8" | 2.125 | 53.975 | 0.083 0.008 | 2.108 0.075 3.073 2,999 5,151 0.070 0.007 1.778 0.063 2.608 2,510 4,309
2.1/2" 2.5/8" | 2.625 | 66.675 | 0.095 0.01 | 2.413 0.085 4.357 2,744 4,716 0.080 0.008 2.032 0.072 3.691 2,317 3,978
3" 3.1/8" | 3.125 | 79.375 | 0.109 0.011 | 2.769 0.098 5.960 2,655 4,564 0.090 0.009 2.286 0.081 4.952 2,186 3,758
3.1/2" 3.5/8" | 3.625 | 92.075 | 0.120 0.012 | 3.048 0.108 7.625 2,524 4,330 0.100 0.010 2.540 0.090 6.390 2,096 3,599
4" 4.1/8" | 4.125 |104.775 | 0.134 0.013 | 3.404 0.121 9.695 2,482 4,261 0.110 0.011 2.794 0.099 8.007 2,020 3,475
5" 5.1/8" | 5.125 [130.175 | 0.160 | 0.016 | 4.064 0.144 | 14.402 2,379 4,082 0.125 | 0.012 | 3.175 0.113 11.331 1,855 3,185
6" 6.1/8" | 6.125 |155.575 | 0.192 | 0.019 | 4.877 0.173 | 20.651 2,391 4,104 0.140 | 0.014 | 3.556 0.126 15.190 1,730 2,971

Nominal 0.D Actual O.D. . Min Thk ~ WT/MTR Wg%G wg%ts
PRESSURE  PRESSURE

. +H- . Annealed HARD
inch inch | inch mm inch (inchy | ™™ inch kg kPa kPa
14" 38" | 0375 | 9525 [ 0025 | 0.002 | 0.635 0.023 0.159 5,336 9,161
3/8" 1/2" | 0500 | 12.700 | 0.025 | 0.002 | 0.635 0.023 0.215 3,930 6,771
172" 58" | 0625 | 15.875 | 0.028 | 0.003 | 0.711 0.025 0.303 3,406 5,861

58" 34" | 0.750 | 19.050 - - - - - -
34" 7/8" | 0875 | 22225 | 0.032 | 0.003 | 0.813 0.029 0.489 2,806 4,833
" 1.1/8" | 1.125 | 28,575 | 0.035 | 0.004 | 0.889 0.031 0.692 2,324 3,999
1.1/4" 13/8" | 1.375 | 34.925 | 0.042 | 0.004 | 1.067 0.038 1.015 2,331 4,013
1.472" 15/8" | 1.625 | 41.275 | 0.049 | 0.005 | 1.245 0.044 1.400 2,282 3,923
2" 2.1/8" | 2125 | 53.975 | 0.058 | 0.006 | 1.473 0.052 2173 2,062 3,544
2.1/2" 25/8" | 2625 | 66.675 | 0.065 | 0.006 | 1.651 0.058 3.017 1,889 3,248
3" 3.1/8" | 3.125 | 79.375 | 0.072 | 0.007 | 1.829 0.064 3.985 1,744 2,999
3.1/2" 35/8" | 3.625 | 92.075 | 0.083 | 0.008 | 2.108 0.073 5.330 1,738 2,986
4" 4.1/8" | 4.125 |104.775 | 0.095 | 0.010 | 2.413 0.084 6.941 1,731 2,972
5" 5.1/8" | 5.125 [130.175 | 0.109 | 0.011 | 2.769 0.097 9.912 1,607 2,758
6" 6.1/8" | 6.125 [155.575 | 0.122 | 0.012 | 3.099 0.110 13.277 1,510 2,586

ASTM B 306

DWV

Nominal Actual O.D. b Min Thk WT/MTR WORKING
0.D PRESSURE

+-
inch inch | inch mm inch | (inch) mm inch KG HG;QaD

1.1/4" | 1.3/8" | 1.375 | 34.925 | 0.040 [ 0.003 | 1.016 | 0.037 | 0.953 3,906
1.1/2" | 1.5/8" | 1.625 | 41.275 | 0.042 [ 0.003 | 1.067 | 0.039 | 1.130 3,475
2" 2.1/8" | 2.125 | 53.975 | 0.042 | 0.004 | 1.067 | 0.038 | 1.487 2,577
3" 31/8" [3125| 79375/ 0045 0004 | 1143 [ 0041 | 2198 1883
4" 4.1/8" | 4.125 [104.775 | 0.058 | 0.007 | 1.473 | 0.051 | 2.903 1,774
5" 5.1/8" | 5.125 |130.175 | 0.072 | 0.008 | 1.829 | 0.064 | 3.607 1,792

6" 6.1/8" | 6.125 |155.575 | 0.083 | 0.008 | 2.108 | 0.075 4.312 1,756 M E HTA T U B ES LT D 3
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COPPER TUBE AND ENDFEED FITTINGS

1. Cut the tube to length. 6. Insert the tube fully into the fittings.
il Use only rotary tube cutter/ Wheel . The tube must be fully inserted into the
cutter. Cutter should be oil free. fittings until it reaches the tube stop/up to
Do not use hack saw to cut the the shoulder of the fittings.
tubes - —
LAY
2. De-burr and remove all internal 7. Penetration of Brazing alloy:

_ Due to tolerances of the capillary space on
& external sharp edges' I these pipes and fittings, full penetration of
/ Where possible angle the tube

the brazing alloy may not occur and is not

;‘P oy downwards to prevent fillings necessary.
121/ entering the tube. Use circular The minimum penetration at any point on the
e deburer for external edges / Pencil thitr:t mu;t be th;]efe htimes_the watll thickness of
« type deburer on internal tube ube or S mm whichever is greater.

edges. Heat Source: Heating of joints for brazing should be carried out with

oxygen / acetylene (Oxygen + DA). While Copper to Copper joints, the
brazed joints (torch brazing) should be made using a silver-copper-
3. Smooth & Free from Burs / Sharp Edges. phosphorus brazing alloy CP 104 to BS EN:1044:1999. No flux should
be used.

Note: Do not use LPG for brazing of copper tubes, prolonged heating
at the joints will damage the tube and fittings.

-
8. Use of N2 internal inert gas shield.
Brazing should be carried out using oxygen-free nitrogen as an internal

BEFORE AFTER inert gas shield to prevent the formation of oxides on the inside of the

pipes and fittings.

4. Clean the tube end with a . o

cleaning pad in a rotating action, 9. Inspection of joints.

Zhgu_ld be free from dirt and — Inspection of joints should be carried as a

ebris. "

rolling procedure on a monthly basis as work
progresses for each team performing the
installation.

Pipe jointing fittings should be end-feed
capillary fittings to BS EN 1254-1

All Pipe jointing fittings and sub-assemblies
of Fittings must be cleaned and degreased
for Oxygen service and be free of particulate
matter and toxic residue and individually
sealed in bags. =

10. Pipe Supports.

The pipeline should be adequately supported
at sufficient intervals as per the standards

L MNSF Internntional

ASTM
BRAND (AMERICAN
NAME STANDARD) ALLOY OUTER DIA LOT. NO.

AS PER ASTM B 88 TYPE

TEMPER LOGO WALL THICKNESS CERTIFICATION
SYMBOL

BRAND BS EN BRITISH

NAME STANDARD ALLOY OUTER DIA LOT. NO.
| | J
|
TEMPER LOGO WALL THICKNESS CERTIFICATION
AS PER EN 1057 TYPE SYMBOL

DISCOVER PIPELINE
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Quality & Dependability

CITY GAS DISTRIBUTION

WT PER MAXBURST MAXIMUM WORKING PRESSURE

S.No. PRODUCT DESCRIPTION

METER PRESSURE (psi)
kg psi Mpa 10300 10000 9700 9400
BELOW SIZES CAN BE SUPPLIED IN STRAIGHT LENGTHS OF 3m | 5m | 5.5m | 5.8m | 6m
100°F/38°
Cto |300°F/149|350°F/176|400°F/204
COPPER TUBES / PIPE 250°F/121 oc °c °c
R

12mm O.D.x0.6mm Avg W. Thk. 0.193 1563 10.77 630 612 594 575

2 15mm O.D. x0.7mm Avg. W.Thk. 0.282 1454 10.03 499 485 470 456
**Factor of safety =2

PRODUCT DESCRIPTION  CHEMICAL COMPOSITION MECHANICAEFROPERTIES

Temper HARDNESS Carbon Residues
Copper + Ag. Phosphorous HV5 mg / dm?
TEST METHOD Optical Emission Spectra EN ISO 6507-1 EN 723
12mm O.D. x0.6mm Avg W. Thk. R220 | ANNEALED 40to 70 0.2
12mm O.D. x0.6mm Avg W. Thk. Min. 99.90% | 0.015% to 0.040% R250 |HALFHARD| 75to 100 0.2
15mm O.D.x0.7mm Avg. W.Thk. R220 | ANNEALED 40to 70 0.2
15mm O.D. x0.7mm Avg. W.Thk. R250 |HALF HARD 75to 100 0.2

MECHANICAL PROPERTIES

PRODUCT DESCRIPTION

TENSILE STRENGTH ELONGATION DRIFT EXPANDING TEST
MPa %
TEST METHOD EN 10002-1 EN 1SO 8493
12mm O.D. x0.6mm Avg W. Thk. 220min. 40% min. Upto > 18mm - MANDATORY
12mm O.D. x0.6mm Avg W. Thk. 250min. D<66.70& T<1mm - 30 min. | D>66.70 & T >1mm - 20 min. | Upto > 18mm - MANDATORY
15mm O.D.x0.7mm Avg. W.Thk. 220min. 40% min. Upto >18mm - MANDATORY
15mm O.D. x0.7mm Avg. W.Thk. 250min. D<66.70& T<1mm - 30 min. | D >66.70 & T >1mm - 20 min. | Upto > 18mm - MANDATORY

[ matarsl Gas i
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Office: 915-916, Plaza Panchshil, 9th floor, 55, Hughes Road, Mumbai - 400 007 INDIA.
Tel: +91 22 4340 4040. Fax: 4340 4050. E-mail: sales@mehta-group.com
Website: www.mehtatubes.com.

Unit 1: Char Rasta, Nanapondha, Taluka Kaprada Dist: Valsad, Gujarat, Pin - 396126, India.
M EHTA TU B ES LTD . Unit 2: Survey No. 46/1, Ganga Devi Road, Palgam, Umbergaon Dist: Valsad, Gujarat, Pin - 396170, India.

The Company With Mettle Mehta Group - The Radiant Star Of Indian Copper Industry
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