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PARTS LIST

QTY
REQD

MATERIAL
NOMENCLATURE

OR DESCRIPTION
DRAWING NO.

PART
NO.

01
ASSY

1CENTER CASE WELDMENT AND FINAL MACHININGTHIS DWG

SEE NOTE 2CENTER CASE COOLANT TUBETHIS DWG1A/R

SEE DWGLOWER DIVERTOR FLANGE WELDMENTE-DC1425-0121

SEE DWGUPPER DIVERTOR FLANGE WELDMENTE-DC1425-0231

SEE DWGCENTER CASE COOLANT TUBE FEEDTHROUGH PUCKE-DC1432-344

SEE DWGCENTER CASE MAIN SLEEVEE-DC143652

SEE DWGCENTER CASE TRANSITION SLEEVEE-DC143762

SEE DWGCENTER CASE SLEEVE ADAPTER FLANGE - MACHININGE-DC143972

Cu1/4" COUPLINGCOMM82

Cu3/8" x 1/4" REDUCER COUPLINGCOMM92

Cu3/8" COUPLINGCOMM102

316 S/S3/8" TO 1/4" ADAPTER STUBTHIS DWG112
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8-17-2011 

J. CHRZANOWSKI 

J.H.CHRZANOWSKI 

JC LM DWG VERSION NO: 3.0

RELEASE LEVEL: FABRICATION

REV 3

STEP 1
(2) REQ'D

WELDMENT OF PARTS 6 AND 7

NOTES

1. WELDING TO BE PERFORMED IN ACCORDANCE WITH THE REQUIREMENTS
   OF ASME SECTION IX. VISUAL WELD INSPECTION TO BE PERFORMED IN ACCORDANCE
   WITH THE ACCEPTANCE CRITERIA OF ASME B31.3.
 
2. ALL BRAZES ARE TO BE LEAK TIGHT.
   BRAZING TO BE PERFORMED IN ACCORDANCE WITH THE REQUIREMENTS
   OF ASME SECTION IX. VISUAL INSPECTION TO BE PERFORMED IN ACCORDANCE
   WITH THE ACCEPTANCE CRITERIA OF ASME B31.9.
 
3. CENTERSTACK CASE COOLANT TUBE TO BE �n�3/8" REFRIGERATOR GRADE
   COPPER TUBE. TUBE IS TO BE FORMED IN PLACE TO CONFORM WITH GROOVE
   IN ADAPTER FLANGE AND TRANSITION SLEEVE. TUBE IS TO BE SECURED
   IN PLACE WITH .005" THICK 316 SS FOIL STRIPS SPOT WELDED TO
   FACE OF ADAPTER FLANGE AND TRANSITION SLEEVE.
 
4. SCRIBE LINE IN UPPER DIVERTOR FLANGE WELDMENT, PART 3,  AT LOCATION SHOWN
   TO DELINEATE "NORTH" ORIENTATION OF WELDMENT ASSEMBLY. LINE WIDTH
   TO BE MINIMUM OF 1/32". ETCH "NORTH" IN 3/8" HIGH LETTERS IN LOCATION SHOWN.
 
5. MAGNETIC PERMEABILITY AS DETERMINED WITH SEVERN GAUGE SHALL NOT
   EXCEED THE FOLLOWING:
          1.02 mu FOR INCONEL-TO-INCONEL WELDS
          1.2 mu FOR 316 S/S BASE METAL PARTS
          2.0 mu FOR 316 S/S-TO-316 S/S WELDS
          2.0 mu FOR 316 S/S-TO-INCONEL WELDS

X
E-DC1435

WELDING ENGINEER

APPVD: DATE:

REFERENCE ISOMETRIC VIEW
OF FINISHED ASSEMBLY

7

7

2

3

5

1

6

6

VACUUM SEAL WELD

6

7

GTAW - SEE NOTE 1

45
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.195

 CONSTANT
GROOVE PITCH
FROM START POINT 
TO FINISH POINT

1.50

 START
POINT OF GROOVE
2.15

.190
GROOVE DEPTH

IN STRAIGHT SECTION

.390
GROOVE DEPTH
IN TAPERED SECTION

.390
GROOVE WIDTH

( )30.0�$�
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JC LM DWG VERSION NO: 3.0

RELEASE LEVEL: FABRICATION

REV 3

FOR NOTES AND BILL OF MATERIAL SEE SHEET 1

X

STARTING POINT OF GROOVE
MUST ALIGN WITH ONE OF THE
CUTOUT RELIEFS ON THE OUTSIDE
OF PART 7.
( THIS IS ONE CONTINUOUS
 GROOVE FROM START TO FINISH)

NOTE: COOLANT TUBE GROOVE
TO BE ALIGNED WITH A CUTOUT
RELIEF ON THE OUTSIDE OF PART 7

GROOVE RELIEF FOR BEND IN �n�3/8"
COOLANT TUBE AT STEP 4.

SECTION  A-A

6

7

STEP 2

SECTION  B-B

MACHINE GROOVE INTO WELDMENT

lmorris
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MAGNETIC PERMEABILITY
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JC LM DWG VERSION NO: 3.0

RELEASE LEVEL: FABRICATION

REV 3

FOR NOTES AND BILL OF MATERIAL SEE SHEET 1

N
O
R
T
H

NOTE ORIENTATION OF PARTS PRIOR TO WELDING

VACUUM SEAL WELD

VACUUM SEAL WELD

VACUUM SEAL WELD

VACUUM SEAL WELD

STEP 3
WELD SUBASSEMBLY OF PARTS 6 AND 7 (FROM SHEET 1)

TO PARTS 2, 3 AND 5 PAYING STRICT ATTENTION
TO THE CORRECT ORIENTATION OF PARTS

X

N
O
R
T
H

PLAN VIEW

3

3

SECTION  A-A

2

5

PLAN VIEW 3

NOTE: START POINT OF GROOVE
      FOR COOLANT TUBE

3

5

2

GTAW - SEE NOTE 1
1-3

45

GTAW - SEE NOTE 1
1-3

45

GTAW - SEE NOTE 1
1/16

GTAW - SEE NOTE 1
1/16

GTAW - SEE NOTE 1
1-3

45

GTAW - SEE NOTE 1
1-3

45

GTAW - SEE NOTE 1
1/16 GTAW - SEE NOTE 1

1/16
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X

3/8" 316 S/S ADAPTER STUB, PART 11, TO PUCK
1/4" 316 S/S TO 3/8" 316 S/S TUBE STUB
TYP (1) PLACE EACH END
 
THIS ARRANGEMENT IS A ONE TIME APPLICATION
TO REDUCE THE TUBE SIZE FROM 3/8" TO 1/4" O.D.
USING THE EXISTING PUCK.
 
IF THE CENTER CASE ASSEMBLY IS RE-BUILT, THE 
MOUNTING HOLE IN THE PUCK WILL BE MADE TO THE 
CORRECT SIZE FOR 1/4" TUBING. 

3/8" 316 S/S TUBE TO PUCK
TYP (1) PLACE EACH END

3/8" 316 S/S TUBE TO 3/8" 316 S/S TUBE
(1) PLACE EACH END

1

PLAN VIEW

STEP 4
RUN COOLANT TUBE IN COOLANT

TUBE GROOVE AND BRAZE TO FITTINGS.
WELD FITTINGS TO DIVERTOR FLANGES.

3

4

1

3

1/4" 316 S/S TUBE TO
TRANSITION COUPLING

TYP EACH END

1/4" Cu TUBE TO 1/4" 316 S/S TUBE
Cu COUPLING, PART 8,
LAP JOINT BAg-24 Cu TO S/S
(1) PLACE EACH END

3/8" x 1/4" REDUCER COUPLING, PART 9,
Cu TO Cu LAP JOINTS BCuP-5
(1) PLACE EACH END

SECTION  C-C

42

3/8" Cu TO 3/8" 316 S/S
Cu COUPLING, PART 10, LAP JOINTS
BCuP-5 AND BAg-24
(1) PLACE EACH END

4

1

3

SECTION  D-D

4

2

GTAW - SEE NOTE 1
1/16

GTAW - SEE NOTE 1
1/16

GTAW - SEE NOTE 1
1/16

GTAW - SEE NOTE 1
1/16

 GTAW - SEE NOTE 1
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