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APPLICATIONS 
The Reftekk Digi-Bender can be used to field-bend Soft (O60) 

and Half-Hard (H55) ACR-L copper tubing. Using a tubing 

bender provides several advantages, including fewer brazes, 

reduced leak potential, lower pressure drop, greater  

installation flexibility, and no need for expensive elbow fittings.  

SPECIAL FEATURES 
Easily Make Accurate Bends: Using the digital LED screen and 

scroll wheel, the Digi-Bender features the ability to pre-set the 

desired bend angle, resulting in a precise and repeatable bend 

with each use. Capable of bending angles up to 190 degrees. 

• Only use with soft (annealed, O60 or R220 Temper) or 

bendable quality (H55 or R250 Temper) copper tubing. 

DO NOT USE with hard (H58 Temper) copper tubing. 

• Store at room temperature in dry location. 

CAUTION 

PRODUCT BROCHURE 

(DBR) 

Mobile Military-Grade Tool Case: So you have everything you 

need in one place, the entire Digi-Bender kit fits into a durable 

and waterproof tool case, including the bender, stand, back-

formers, and bending-shoes.  A built-in handle and roller wheels 

allow for easy mobility. 

No Need for Expensive Elbow Fittings: With the capability of field-

bending tubing on the fly, store-bought elbows are no longer 

needed. 

Fewer Brazes = Fewer Leaks: By taking full advantage of field-

bending, multiple bends can be made in a single stick of copper 

tubing. Each field-bent elbow eliminates (2) brazes associated 

with traditional elbow fittings. Fewer brazed joints reduces the 

potential for leaks. 

Proper Bend Radius: The bend radii of the back-formers have 

been designed to keep the resulting elongation of the tubing 

well under the minimum manufactured elongation specification 

of 25% for Half-Hard (H55) copper tubing.  

Lower Pressure Drop: The longer bend radii result in significantly 

and noticeably lower pressure drops when compared to the 

tight bend radii of “long-radius elbow” fittings. 

Bends the Most Common ACR Type-L Copper Tube Sizes: 

Included back-formers and bending-shoes sizes are 5/8”, 3/4”, 

7/8”, 1-1/8”, and 1-3/8”. 
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APPLICATIONS 
The Reftekk Swage Expander is a handheld tool designed to 

swage bendable quality copper tubing, quickly and easily 

creating brazing sockets with the proper dimensions and 

tolerances. 

SPECIAL FEATURES 
Eliminates Need for Copper Fittings: When used with a proper 

bending tool, the Reftekk Swage Expander allows installers to 

create brazing sockets at the ends of any bendable quality 

copper tubing sections. This eliminates the need for elbows and 

couplings, lowering material costs. 

Reduces number of brazes by up to half: The Reftekk Swage 

Expander, when used in conjunction with bendable quality 

copper tubing, allows each joint to be sealed with only a single 

braze rather than two brazes associated with conventionally 

brazed fittings. This reduces labor and the cost of brazing 

material while significantly reducing leak potential in the system. 

Proper Brazing Tolerance: Creates brazing sockets with tight 

tolerances, resulting in better capillary action and fewer voids, 

ultimately reducing leak potential. 

Proper Brazing Socket Depth: Only tool on the market designed 

to produce the correct swage depth for brazing (per ASME 

B16.50-2013), leading to a more complete braze with less leak 

potential. 

Swages ACR Type-L Copper Tube Sizes: Head sizes come in 3/8”, 

1/2”, 5/8”, 3/4”, 7/8” 1-1/8”,1-3/8”, and 1-5/8”. 

Mobile Military-Grade Tool Case: Fits into a durable and 

waterproof tool case that includes all head sizes, a battery, and 

a battery charger, so you have everything you need in one 

place. A retractable handle and roller wheels allow for easy 

mobility. 

Lithium Ion Battery: Uses a standard Makita 18V Lithium Ion 

battery. 

• For use with brazing applications only. Do not solder. 

• Only use with soft (annealed, O60 or R220 Temper) or 

bendable quality (H55 or R250 Temper) copper tubing. 

Do not use with hard (H58 Temper) copper tubing. 

• Store at room temperature in dry location. 

CAUTION 

Reftekk Swage Expander (SWX) 

PRODUCT BROCHURE 

Insert the swage expander into appropriate copper tubing. 

Simply pull the trigger on the tool to create an optimal brazing socket. 

The swaged tubing is now ready to be brazed with another tube. 



Qty. Product # Description
BRG03 BCuP-5 (15% Silver) Brazing Ring for 3/8 OD Copper Tubing
BRG04 BCuP-5 (15% Silver) Brazing Ring for 1/2 OD Copper Tubing
BRG05 BCuP-5 (15% Silver) Brazing Ring for 5/8 OD Copper Tubing
BRG06 BCuP-5 (15% Silver) Brazing Ring for 3/4 OD Copper Tubing
BRG07 BCuP-5 (15% Silver) Brazing Ring for 7/8 OD Copper Tubing
BRG09 BCuP-5 (15% Silver) Brazing Ring for 1-1/8 OD Copper Tubing
BRG11 BCuP-5 (15% Silver) Brazing Ring for 1-3/8 OD Copper Tubing
BRG13 BCuP-5 (15% Silver) Brazing Ring for 1-5/8 OD Copper Tubing

NOTE: Quantities are estimates only. Contractor is responsible for quantities required on project.

PRODUCT
Brazing Rings create a high quality and repeatable joint while 
simplifying the brazing process and reducing waste. The correct 
amount of brazing material is used every time to create reliable 
joints.

CAUTION
▲ This product contains or produces a chemical 
known to the State of California to cause cancer 
and brith defects (or other reproductive harm).

▲ Store at normal room temperature in dry 
conditions.

▲ Use with proper brazing depths (refer to ASME 
B16.50 Table 1-3: Dimensions of Braze-Joint Ends), 
accounting for the depth of the brazing ring.

▲ Use with proper swage IDs per ASME B 16.50.

▲ Use only with ACR copper tubing.

!

Material Composition:

Size Range: Available for tubing sizes 3/8” to 1-5/8” OD.

Melting Point: 1190 °F

Brazing Temperature Range: 1300 - 1500°F (705 - 815°C)

Flow Point: 1300°F 

Standards:
● American Welding Society (AWS) A5.8/A5.8M BCuP-5 
● ASME Boiler & Pressure Vessel Code, Sec II-C, SFA-5.8 BCuP-5

SPECIFICATIONS
Silver: 15.0% ± 0.5%

Phosphorus: 5.0% ± 0.2%
Copper: Remainder

ACR Brazing Rings (BCuP-5)

PRODUCT SUBMITTAL

BRG

Fewer Leaks: Brazing rings provide high filler penetration in 
the joint, reducing the amount of voids and leaks when 
compared to hand-fed brazing rod. 

Repeatable: The brazed joint is visibly complete when the 
filler protrudes around the full circumference of the outside of 
the joint. This gives the operator a repeatable visual indicator 
of a completed brazed joint.

Simple Brazing Process: The brazing ring is inserted inside the 
joint prior to heating, freeing one of the operator’s hands 
and eliminating the guesswork of how much brazing rod to 
use.

Reduces Brazing Material: Preformed rings provide the right 
amount of filler material for each size connection, eliminating  
guesswork as to how much brazing rod to use - This results in 
reduced material costs.

Double Fillets: Fillets form on both the inside and outside of 
the brazed joint, indicating full-depth filler penetration. This 
results in a consistently high-quality connection  as opposed 
to the questionable penetration depth when hand-feeding 
brazing rod.

SPECIAL FEATURES
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1) Refer to Reftekk website (http://www.reftekk.com) for additional information
2) Refer to Reftekk Installation Instructions for additional information
3) Instructional video coming soon
4) Use with sockets formed with Reftekk SwageX swaging expander or conventional factory fittings
5) Use ONLY with OD sized tubing
6) Recommended to leak-test with 95/5 (95% nitrogen / 5% hydrogen) during pressure test
7) Ensure the system is properly evacuted prior to charging with refrigerant.

• For additional information, refer to Reftekk's white pape: "Evacuation of Refrigerant Piping Systems"

1) Clean male and female portions of joint w/ "Scotch-Brite General Purpose Scouring Pad" prior to assembly
2) Place brazing ring in female socket such that it fully seated at the bottom of the socket
3) Brazing ring should fit snuggly in socket, but should not be loose
4) Insert male tube into socket with full contact with brazing ring

1) Do NOT use separate flux.  Phosphorus flux is contained in the brazing ring
2) Do NOT braze without nitrogen purge
3) Recommended to braze with Oxy-Propane instead of Oxy-Acetlyne

• For additional information, refer to Reftekk's white pape: "Brazing with Propane and Oxygen"
3) Apply heat to male tube near the joint and to the fitting or swaged joint
4) Flow temperature 1300˚F
5) Joint is complete when brazing filler material is visible at the tube/socket intersection
6) Do NOT overheat

ACR Brazing Rings (BCuP-5)

PRODUCT SUBMITTAL
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Important Installation Notes

GENERAL

PREPERATION

BRAZING
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