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The following information is intended to assist users of the FLUOR-O-FLO™ PTFE NPT  
Piping System in achieving trouble free installation of system components using our Installation Tool Kit.   

This bulletin covers the following aspects of installation: 

 

The best way to install our FLUOR-O-FLO™ PTFE 
NPT Piping System is by using our Installation Kit 
designed for that purpose.  
 
This guide is designed to be used with our installa-
tion kits and covers all aspects of the installation. 

FLUOR-O-FLO™ 

PTFE NPT Piping System Installation Kit Instructions 
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Schedule 80 

Also available:  
FLUOR-O-FLO™  PTFE Piping System 
 Sales Bulletin 
 Product Specifications 
 Installation Instructions 
 Pressure Ratings 
 Installation Tool Kits Sales Bulletin 
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Cutting and 

Chamfering 

Pipe 

Cutting: PTFE (also referred to as TFE) pipe may be cut by any normal pipe cutting 
technique such as saw, pipe cutter, etc. Ends should be square, and the OD chamfered 
slightly to enable clean start-up of threading die. 
 
Chamfering: The accuracy of the chamfer is not critical.  The following rules can be 
used for guidance (the chamfer is designed to be a minimum of one thread depth, but 
not so much as to lose more than 1-1/2 threads of engagement). 
 

 Our chamfering tools do not accommodate 1/8” and ¼” nominal pipe sizes.  We 
suggest chamfering these up to 1/16” by hand, for example, with sandpaper or a 
file. 

 3/8” pipe from 1/8” to 3/8” nominal pipe size should be chamfered with our tool 
a minimum of 1/16”, generally no more than 3/32”. 

 Pipe from ½” through 2” should be chamfered with our tool a minimum of 3/32”, 
generally no more than 1/8” 

 Pipe from 2-1/2” nominal and over should be chamfered a minimum of 1/8”, 
generally no more than 5/32” 

Threading Pipe  If possible, gently secure the pipe in a vise. Otherwise, hold the pipe and prevent 
it from rotating while threading. 

 Push straight on the handles, avoiding side pressure. Advance the die so that its 
face is flush with the end of pipe.  

 Rotate the tool clockwise continuously using the handles until the thread is com-
pleted. It is not necessary to frequently stop and reverse rotational direction.  

 To provide support and prevent distortion of the pipe, it helps to install a snug, 
not tight fitting, plug in the end to be threaded 

 Carefully brush off any chips or ribbons of PTFE or other contaminants that may 
be adhering to the threads.  Failure to do so will result in leaky joints. 

 The die is set properly at the factory. Although usually not necessary, should die 
adjustment be needed, see the instructions on page four of this bulletin. 
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Teflon PTFE Paste Sealant: 
We strongly  recommend the use of Formula-8 Teflon PTFE paste sealant available 
from Micromold, on PTFE-to-PTFE NPT threaded joints.  A tube of this sealant is in-
cluded with the kit and additional tubes are available from your distributor.  The manu-
facturer, Flouramics, Inc., indicates this sealant is: 

 
 Non-toxic, non-contaminating, and inert to most chemicals except strong alkalis 
 USDA approved for food processing areas 
 Useable over a range of temperatures from -400F to +500F. 

Joints:  
PTFE to PTFE 

 Note: The paste should be applied over all the male threads 

Tightening Joints 
 Gently hand-tighten the joints, making sure the parts are not cross-threaded 


 Then continue to tighten for one additional turn.   
Small sizes can be done by hand, and the use of Emory paper is helpful since it avoids 
slippage. For larger sizes a strap wrench is helpful.   

Note: Excessive tightening may result in leaky joints 

Retightening 
When subjected to long term stress, PTFE has a tendency to creep (“cold-flow”). Be-
cause FLUOR-O-FLO™ female fittings are made from MICROFLON™ low-creep vir-
gin PTFE, most joints do not need to be retightened to make up  for the creep relaxa-
tion.  However, those joints made up without a joint sealant may need to be retightened. 
Most of the creep takes place during the first 24 hours, so retightening after one day will 
suffice. 

Joints:  
PTFE to Other 

Materials  

When PTFE, which is relatively soft, is assembled to metal or other more rigid  
materials, special precautions may be required. 
 
 The use of Teflon PTFE paste sealant, described above, is especially important 
 Retightening is also more likely to be required. 

Pipe Support PTFE has a lower tensile strength than metals or most other plastics, so hanger supports 
must be placed closer together than with other materials.  The simplest solution is often 
to place the pipe on a continuous support such as stainless steel or PVC plastic angle or 
channel. 

Testing of joints before placing in service is always a good idea; for potentially  
hazardous applications it is absolutely essential. 
   
 Systems to be used in gas service, and those exposed only to low pressures may be 
tested with low pressure (5 psi) air using liquid soap at all joints to detect leaks identi-
fied by soap bubbles 

 
 Systems to be used at or near rated pressures should be hydrostatically tested at pres-
sures at least twice the highest  pressure to which they will be exposed. 

Testing 
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Die  
Adjustment 

While is usually not necessary, occasionally the die must be adjusted. The following 
procedure is recommended: 
 
DESCRIPTION OF THE DIE SCREWS:  There are four screws controlling the di-
ameter of the threads: 
 
Screw A:  This is the screw on the OD of the holder that is aligned with the split in 
the die. 
 
Screws B1 & B2:  Screws on the OD of the holder either side of Screw A. 
 
Screw C:  Screw that bridges the split in the die.  Visible when the die is removed 
from the holder. 
 
REDUCING THE THREAD DIAMETER: 
1. The threads made by the die should allow entry of the MNPT threads into FNPT 

sockets between ½ and 2 turns. 

2. Loosen screws A and B1 & B2 roughly 2 turns each. 

3. Remove die from the holder. 

4. Loosen Screw C about ½ turn (Screw C has about 0.020” pitch, so ½ turn is 
about 0.010”). Since Screw C is a stop screw that limits the closing of the split, 
loosening it should allow closing of the split – and thus the diameter of the thread 
– by about the pitch distance of the ½ turn. 

5. Replace the die into the holder making sure 

●The split is aligned with Screw A. 

●That the die chamfer at the large end of the die ID goes in first. 

●The face of the die is pressed in all the way and is flush with face of the holder. 

6. Tighten Screws B1 & B2 until they just contact the die OD.  (Note that if the die 
is installed properly, B1 & B2 should tighten into the two dimples in the OD of 
the die.) 

7. Tighten Screws B1 & B2 sufficiently such that the split closes until screw C hits 
the stop.  That is hardly visible, so it’s best to tighten B1 & B2 about as far as one 
can go manually. 

8. Tighten screw A until it just re-contacts the die.  Do not over tighten or the die 
will open. 

9. Try out the die.  If further tightening is needed, repeat steps above. 

 
INCREASING THE THREAD DIAMETER 
 

 Follow steps 1 to 3 above 

 Change step 4 above to tighten Screw C about ½ turn. 

 Then tighten Screw A until it just makes contact with the die 

 Tighten it one half turn more 

 Follow step 6 

 Try out the die.  If further loosening is needed, repeat the above. 
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