Precooler Assembly Instructions
The sequence of assembly is as follows.

1) Install weldment p/n p02101-270 into fixture.  Refer to assy number p02101-269 for proper orientation.

2) Install all copper intercept parts using sst fixture plates (instead of copper).

3) Form the 3/16” tubing using the forming tools.

4) Prior to forming tubing, crimp ends of tubing (like a toothpaste tube) and fill with sugar.  Tamp sugar periodically with a 1/8” rod.

5) Use right hand forming tool to form all coils on the inlet side of the assembly.

6) Form the two lower coils on the return side of the assembly with the left hand forming tool.

7) When forming coils, make the 180 degree bend last in the sequence.  This will prevent interference between the tube and the forming tool.
8) When forming the coils, calculate center to center offset and then add the distance from the center to the stop.  Make a sharpie mark on the tube corresponding to the stop location.  Place tubing in forming tool and align mark with the stop.
9) Before forming a particular coil, orient the previously formed coil so that the next coil will be parallel with the existing coil(s).
10) When forming coils, take note as to which side of the tubing gets consumed during a forming process.  Hence, always make sure existing coils are on the side of the forming tool which does not get consumed. 

11) After all coils have been formed, remove crimps and empty sugar from tube.  This may require the use of an ultrasonic to disintegrate the packed sugar.

12) Rinse with hot water to remove all sugar residue and any glazed sugar that may have resulted from the removal of the crimps.

13) Cut tubing to length and weld to p/n -111 & -109.

14) Weld p/n -109 to -107.

15) Coat all screws, used to attach copper parts, with stop-off.
16) Coat all copper surfaces, that contact sst parts of fixture, with stop-off.

17) Preflux all surfaces of copper and 3/16” tubing.

18) Assemble 3/16” tube into the copper parts using copper clamps.

19) Cut braze wire and place pieces in groove along 3/16” tubing.

20) Braze assembly with torch, keeping the flame on the bottom side of the copper angle parts.

21) Before complete cooldown remove flux and screws.

22) Replace screws used during braze with clean lubricated screws.

Tips

Take care to never direct torch flame onto the 3/16” tube directly.  Use shielding to prevent this if necessary.
