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process control
sealing & shielding
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Parflange® 1025

Workshop machine for O-Lok® and Triple-Lok®
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Parflange® 1025

Workshop machine for O-Lok® and Triple-Lok®

The Parflange® 1025 machine is
designed to cold-form high pres-

sure tube connections for O-Lok® -

and Triple-Lok® connections. It - T i
uses the Parflange® orbital flaring %

process. The Parflange® 1025 :

machine smoothly compresses
the tube material and achieves a
high strength joint with a polis-
hed surface of the tube end. O-
Lok® and SAE flange sleeves are
firmly fixed onto the tube end,
resulting in a very rigid high-
pressure tube connection. The
1025 is the smallest machine of
the Parflange” machine program-
me. It is recommended for low
volume assembly jobs of small to
medium tube dimensions.

Ideal for

Project work

Plant maintenance
Workshop use
On-site assembly




Single-button-process

Fix sleeve
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Portable

Features, advantages and benefits

Superior sealing quality
Superior vibration resistance
Easy to use

High quality

Small bending radii

Cost saving ) .
High tool lifetime ISO/SAE-conform
Proven technology
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Ordering machine

and specificationes

Machine

Parflange® 1025 Basic machine. Ready to use, including operating manual, filled

with hydraulic oil and lubricant. Without Parflange® tools.

Type

Basic machine: 400 V, 3 Phase, 50 Hz
Basic machine: 230 V, 1 Phase, 50 Hz

Accessories
Type

1025 Operating manual UK/DE/FR/IT
Standard preventive maintenance

Tool lubricant:
1L EO-NIROMONT
Drive belt

Came guide and with screw

Hydraulic tank seal kit

Lubrication kit

Specifications
Purpose

Process

Applications

Tube material
Tube diameter
Maximum capacity

Min. U-bend
Tube specification

Operation
Cycle time
Tools

Tool clamping
Tool lubrication
Lubricant
Hydraulic oil
Installation

Dimensions
Weight
Voltage

180° flanging for O-Lok®;
37¢ flaring for Triple-Lok®

Orbital flaring and flanging according to Parflange®

process
Desktop machine for workshop use,
project work, plant maintenance,

on-site assembly.

Not for efficient mass production.

Steel and stainless steel

Metric: 6 to 25 mm, Inch: ¥4” to 1”

O-Lok® (Tube O.D. x wall thickness)

Steel tube: 25 x 4 (1 x 0.134)

Stainless steel tube: 25 x 2.5 (1 x 0.095)
Triple-Lok® (Tube O.D. x wall thickness)
Steel tube: 25 x 3 (1 x 0.120)

Stainless steel tube: 25 x 3 (1 x 0.120)
Single tube formings of larger tube
dimensions are possible

140 mm

Fully annealed seamless cold drawn or
welded precision tube

Manual clamping, automatic flanging/flaring
Approx. 15 to 20 secs

Flaring pin B30... and clamping dies M40...
(see catalogue 4100)

Manual, by eccentric lever

Automatic lubrication device
EO-NIROMONT LUBSS (filled when delivered)
HLP 23 0.5L (filled when delivered)

Rigid workbench and electrical power
supply required

390 x 670 x 460 mm

85 Kg

400V, 3 Phase or 230 V, 1 Phase

Order code
1025-380VTRI50
1025-220VMONO50

Order code
1025/MANUAL
1025/INSPECTION

LUBSS
1025/028Polyv
1025/0281031
1025/0281042
1025/0281200

Ideal for small
quantities

Rapid tool change
Easy use

No programming
or adjustments
necessary
Delivered

,Ready to use“



The Parflange® process

For O-Lok®, the sleeve is placed into
clamping dies first

Tube is inserted into the tools until it
firmly touches the stop at the end

While moving, the front pin expands the
tube wall from the inside

After starting the process, the dies clamp
the tube and the flanging pin starts the
orbital movement and the forward stroke

As soon as the flat working surface of
the pin contacts the tube end, the flang-
ing process begins

The front surface is continuously rolled
and compressed. From the inside, the
tube surface is slightly expanded to
clamp the sleeve

As soon as the defined flange contour
is achieved, the orbital movement stops
and the pin withdraws

The Parflange® technology

With the Parflange® process, the tube to
sleeve attachment is achieved mechani-
cally during an orbital cold forming proc-
ess with a Parflange® machine. The proc-
ess progressively flares then flanges the
tube. The final dwell action in the cycle
ensures that the seal surface produced

is smooth and flat, and also eliminates
springback effects in the material. This
flange provides both the holding power
and sealing surface (eliminating the braze
joint, and hence, a potential leak path
found with brazed sleeve attachment).
The only sealing point is between the
fitting body and the tube flange face via
the high durometer O-ring.

The flanging process is very fast and re-
quires very little cleaning prior to or after
flanging. Thus, the process enhances the
integrity of the joint and reduces cost.
The Parflange® process utilises an orbital
cold flow forming process to produce a
flat, smooth, rigidly supported 90° seal-
ing surface on the tube end. The process
progressively flares then flanges the tube.

The tube end is released and can be
taken out of the machine

The Parflange® process conforms to the
requirements for mechanical tube form-
ing shown in the SAE J1453 standard,
and has been specified after extensive
testing by the majority of the large mobile
equipment manufacturers.

Flanging with Parflange® eliminates the
need for welding or brazing of the sleeve
to the tube end.

Parflange® advantages
over brazing or welding

Faster

9 to 12 times the speed of comparable
induction brazing.

Simple tube preparation

The Parflange® process does not require
any special pre- or post-flange cleaning
of the tube and sleeve.

Safety

Unlike brazing, the Parflange® process
does not require any flux, braze alloy,
post braze cleaner or rust inhibitor. An
environmentally safe lubricant applied to
the flaring pin is the only additive associ-
ated with the Parflange®.

ENGINEERING YOUR SUCCESS.

The connection is ready for assembly

Environment

The Parflange® process is environmen-
tally clean and safe. It does not require
open flame or any form of heating. Ad-
ditionally, there is no emission of hazard-
ous fumes, as is typical with welding and
brazing.

Energy

The Parflange® process uses only a
fraction of the energy needed for welding
or brazing.

Corrosion resistance

The Parflange® process accomodated
the use of plated or unplated compo-
nents (i.e. tube and sleeve). Thus, the
high costs of electroplating assemblies
after fabrication is eliminated by using
pre-plated tube.

Leakfree

The Parflange® process eliminates the
potential leak path present at the braze
or weld joint.



Parflange® 1025 process instructions

O-Lok® flanging
@ Preferred method
@ Most efficient method
@ Paflange®recommended
@ Tube selection and tube preparation
see CAT 4100
@ For machine details see operation manual
@ Final fitting installation acc. to CAT 4100

Parflange® 1025
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@ Select flaring pin according to tube @ Select flanging dies accordingto @ Load pin into machine @ Place sleeve in lower die half
dimensions tube dimensions @ Ensure lubricating system is filed @ Locate upper die half onto lower
@ Use special “SS” pin for stainless @ Use special “SS” dies for stain- with oil EO-NIROMONT (LUBSS) half
steel tube less steel tube to avoid contact
@ Pin must be clean and free of wear, corrosion
damage and metal particles @ Grip surface must be clean and
@ Keep flaring pin clean and lubricate free of wear
regularly @ Use only genuine Parker tooling

for flanging O-Lok®

@ Place the dies in the die housing @ Slide.nut onto tube before A Press tube firmly into the die @ Pull dowr) the hapdle to clamp
flanging! ) against the tube stop the tube in the Files
@ Open threads towards machine @ Hold the tube firmly
@ Press button to start flanging
. cycle
Che0kmg of ﬂange A Kiep hands clear off the working
area
oo
]
@ Unclamp the dies @ Clean flange for inspection @ Dimensional check of the flare
@ Remove tube end with dies from /A Check sealing surface for cracks, @ Flare O.D. should not exceed
the machine burrs, scratches and pitting outside sleeve diameter Tube O.D. 2D
@ Use die separator to free tube @ Flare O.D. should not be less mm | inch min. max.
than smaller diameter of front of [mm] [mm]
sleeve 6 1/4” 12.10 12.75
@® When in doubt, measure 8 14.85 15.75

10 3/8" 14.85 15.75
12 172 18.00 18.90

14 22.20 23.45
15 22.20 23.45
16 5/8" 22.20 23.45
18 26.60 27.85
20 3/4 26.60 27.85
22 32.95 34.20
25 1” 32.95 34.20
28 39.35 40.55
30 39.35 40.55
32 11/4"| 39.35 40.55
35 47.25 48.50

38 |[11/27| 47.25 48.50
2’ 58.90 60.60




Parflange® 1025 process instructions

@ Preferred method
@ Most efficient method
@ Paflange®recommended

see CAT 4100

Parflange® 1025

@ Tube selection and tube preparation

Triple-Lok® 37° flaring

@ For machine details see operation manual

@ Final fitting installation acc. to CAT 4100
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@ Select flaring pin according to
tube dimensions

@ Use special “SS” pin for
stainless steel tube

@ Pin must be clean and free of
wear, damage

@ Load tooling into machine

@ Keep flaring pin clean and
lubricate regularly

@ Select flanging dies according
totube dimensions

@ Use special “SS” dies for
stainless steel tube

@ Grip surface must be clean and
free of wear

@ Use only genuine Parker tooling
for flaring Triple-Lok®

@ Operate clamping lever
/\ Keep hands clear off the working
area

@ Hold tube firmly
@ Press Start button
A Keep hands clear off the working
area

Checking of flange

@ Dimensional check of the flare

@ Flare O.D. should not exceed
outside sleeve diameter

@ Flare O.D. should not be less than
smaller diameter of front of sleeve

® When in doubt, measure

@ Clean flange for inspection
/\ Check sealing surface for cracks,
burrs, scratches and pitting

@ Slide nut and sleeve as shown
onto the tube end

@ Keep sliding surfaces clean and
lubricated

@ Ensure lubricant system is filled
with EO-NIROMONT (LUBSS)

@ Unclamp the dies

® Remove tube end with dies from
the machine

@ Use die seperator to free tube

Tube O.D.
mm inch Min. e Industrial Tube Fittings
6 1/4 8.6 9.7 Europe
8 5/16" 10.2 11.3 Technical handbook/Catalogue 4100-9/UK.
10 3/8" 11.7 12.7
12 1/2° 16.0 17.3
14 19.3 20.2
15 19.3 20.2 m ENGINEERING YOUR SUCCESS.
16 5/8" 19.3 20.2
;g 3/4" ggi gj; @ Checking instructions and tool
22 | 7/8 | 265 27.8  settings see CAT 4100
25 1" 29.7 31.0
28 37.6 38.9
30 37.6 38.9
32 11/4 37.6 38.9
35 43.2 45.3
38 |11/27 43.2 45.3
42 52.0 54.8
50 2 59.2 61.2

ENGINEERING YOUR SUCCESS.



Parker Worldwide

Europe, Middle East, Africa

AE - United Arab Emirates,
Dubai

Tel: +971 4 8127100
parker.me@parker.com

AT - Austria, Wiener Neustadt
Tel: +43 (0)2622 23501-0
parker.austria@parker.com

AT - Eastern Europe, Wiener
Neustadt

Tel: +43 (0)2622 23501 900
parker.easteurope@parker.com

AZ - Azerbaijan, Baku
Tel: +994 50 2233 458
parker.azerbaijan@parker.com

BE/LU - Belgium, Nivelles
Tel: +32 (0)67 280 900
parker.belgium@parker.com

BY - Belarus, Minsk
Tel: +375 17 209 9399
parker.belarus@parker.com

CH - Switzerland, Etoy
Tel: +41 (0)21 821 87 00
parker.switzerland@parker.com

CZ - Czech Republic, Klecany
Tel: +420 284 083 111
parker.czechrepublic@parker.com

DE - Germany, Kaarst
Tel: +49 (0)2131 4016 0
parker.germany@parker.com

DK - Denmark, Ballerup
Tel: +45 43 56 04 00
parker.denmark@parker.com

ES - Spain, Madrid
Tel: +34 902 330 001
parker.spain@parker.com

Fl - Finland, Vantaa
Tel: +358 (0)20 753 2500
parker.finland@parker.com

FR - France, Contamine s/Arve
Tel: +33 (0)4 50 25 80 25
parker.france@parker.com

GR - Greece, Athens
Tel: +30 210 933 6450
parker.greece@parker.com

HU - Hungary, Budapest
Tel: +36 1 220 4155
parker.hungary@parker.com

IE - Ireland, Dublin
Tel: +353 (0)1 466 6370
parker.ireland@parker.com

IT - Italy, Corsico (Ml)
Tel: +39 02 45 19 21
parker.italy@parker.com

KZ - Kazakhstan, Almaty
Tel: +7 7272 505 800
parker.easteurope@parker.com

NL - The Netherlands, Oldenzaal
Tel: +31 (0)541 585 000
parker.nl@parker.com

NO - Norway, Asker
Tel: +47 66 75 34 00
parker.norway@parker.com

PL - Poland, Warsaw
Tel: +48 (0)22 573 24 00
parker.poland@parker.com

PT - Portugal, Leca da Palmeira
Tel: +351 22 999 7360
parker.portugal@parker.com

RO - Romania, Bucharest
Tel: +40 21 252 1382
parker.romania@parker.com

RU - Russia, Moscow
Tel: +7 495 645-2156
parker.russia@parker.com

SE - Sweden, Spanga
Tel: +46 (0)8 59 79 50 00
parker.sweden@parker.com

SK - Slovakia, Banska Bystrica
Tel: +421 484 162 252
parker.slovakia@parker.com

SL - Slovenia, Novo Mesto
Tel: +386 7 337 6650
parker.slovenia@parker.com

TR - Turkey, Istanbul
Tel: +90 216 4997081
parker.turkey@parker.com

UA - Ukraine, Kiev

Tel +380 44 494 2731
parker.ukraine@parker.com

UK - United Kingdom, Warwick
Tel: +44 (0)1926 317 878
parker.uk@parker.com

ZA - South Africa, Kempton Park
Tel: +27 (0)11 961 0700
parker.southafrica@parker.com

North America

CA - Canada, Milton, Ontario
Tel: +1 905 693 3000

US - USA, Cleveland
Tel: +1 216 896 3000

Asia Pacific

AU - Australia, Castle Hill
Tel: +61 (0)2-9634 7777

CN - China, Shanghai
Tel: +86 21 2899 5000

HK - Hong Kong
Tel: +852 2428 8008

IN - India, Mumbai
Tel: +91 22 6513 7081-85

JP - Japan, Tokyo
Tel: +81 (0)3 6408 3901

KR - South Korea, Seoul
Tel: +82 2 559 0400

MY - Malaysia, Shah Alam
Tel: +60 3 7849 0800

NZ - New Zealand, Mt Wellington
Tel: +64 9 574 1744

SG - Singapore
Tel: +65 6887 6300

TH - Thailand, Bangkok
Tel: +662 186 7000-99

TW - Taiwan, Taipei
Tel: +886 2 2298 8987

South America

AR - Argentina, Buenos Aires
Tel: +54 3327 44 4129

BR - Brazil, Sao Jose dos Campos
Tel: +55 800 727 5374

CL - Chile, Santiago

Tel: +56 2 623 1216

MX - Mexico, Apodaca
Tel: +52 81 8156 6000

© 2011 Parker Hannifin Corporation. All rights reserved.

EMEA Product Information Centre
Free phone: 00 800 27 27 5374

(from AT, BE, CH, CZ, DE, DK, EE, ES, FI, FR, IE, IL,
IS, IT, LU, MT, NL, NO, PL, PT, RU, SE, SK, UK, ZA)

US Product Information Centre
Toll-free number: 1-800-27 27 537

www.parker.com

Bulletin 493g{UK-INT’L 07/2011
k-konzept 30000004

Your local authorized Parker distributor
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