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625 —— step 1: bore or ream tubing,
-20 ||_ — — | — 200 machine end plug, tin with
1 ! .l .25 SS flux and soldering iron,
* _ _ solder together on hot plate
.406 416 416 .375
h _ | L B
—=
304 SS tube, 1/2 OD x 0.065 wall 304 SS
| 3.593 425 —]

q _ step 2: chamfer end to
436 SOLDER ~— support with live center,
machine OD to 0.436 as

_ shown; rough finish OK

_ 3.65 _
— .150
[ T 1 ‘ step 3: machine Vespel
.290 375 434 438 sleep, epoxy to tube with
Eccobond 27; machine
|* - _ end plug
|— -030
480 —| Vespel SP—21 5/8 OD rod
5.625
3.618
—— 47 — _ 1.0 step 4: stamp ID number,
|
{ T .l % 1 then machine OD to correct
_ _ _ _ ||_ _ size while supporting with
434 496 4992 +— 0.0002 498 OB T 4se live center; trim ends to
correct length, bore out
_ _ _ ._ \Lﬂd*V\ _ warm end to fit plug
NI “ “ r\_.%
stamp ID number before machining
5.655 |
.1255 ream through tube + cap _
T = i = step 5: insert end plug,
/ Mott sintered filter, 100 micron pore size drill and ream dowel pin
O / / hole
.N Mott sintered filter, 40 micron pore size
]
_ —— .150
-— .180
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