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Replaceable Core Shell - Installation Guideline 

Trained Operator Required: Only trained

 personnel should perform brazing.
Use a specific alloy for brazing.

Use a wet rag on the filter drier during brazing 

to protect it.

Employ nitrogen purging during the brazing process 

to prevent contamination.

Installation should be done in normal, 
clean and safe atmospheric 

conditions. Please don't do any work 
in hazardous and unsafe conditions.
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Use face shield or green goggles as protection for eyes. Use heat 

resistance gloves. Use protective coveralls made of breathable materials.
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4

When working make sure that the area has enough ventilation or 
working exhaust

5

Wear impervious coverall clothing with breathable fabrics.

Installation/Location of Replaceable Core Shell

1.  The filter drier must be installed in the liquid line, positioned after the receiver and before the 

   expansion valve.

2.  Before installation, check the flow direction on the product sticker. Ensures the correct orientation.
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Product Location in Refrigeration Cycle 

Replaceable Core Shell  

From Condenser

To Expansion Valve

Brazing Technique & Materials and Tools
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Filter Drier - Installation Guideline 

Installation Position
Ream to remove all burs and clean 

all residue from the tubing

A drop of refrigeration oil on the flaring 
tool will help to get a smooth flare.

To check saturation levels of Filter drier in 
working condition, install Sight Glass or use 

Filter Drier with in-built Sight Glass and check 
periodically. 

Place a drop of refrigerant oil on both back
and front surface of the flare before 

drawing the nut tight.

To prevent moisture from entering the Filter 
Drier while in transit and storage, the same 
is charged with positive nitrogen pressure. 

Open only when ready to use.

To prevent twisting of the refrigerant line,
use backup wrench on flat supplied on

SAE connection of Filter Drier 

During brazing bleed an insert gas
(Dry Nitrogen or Co2)

Place cold wet rag on Filter Drier body and 
direct the flame of torch away from end of the 

shell so as to avoid damaging the shell and 
paint due to excessive heating.

Tightening torque of Flared Joints (SAE)

Tightening torque 
N.m (kgf.cm)

Use copper or high silver brazing Rod 

as required 

Outer 
diameter

(mm)

Nominal 
Diameter 

M24X1P

M18X1P

50 (510)

20 (204)

Nominal
Thread size

Tightening Torque for Sight Glass

Tightening torque
N.m (kgf.cm)

Brazing Rod

Torch 

After brazing the joint wipe the solder Joint
with a rag and allow it to cool. Clean to remove 

excess flow (to improve the appearance) 
of flux if any.

Model

Series 

Cubic

inch

Example 

of model No

Recommenda-

tion 

for tonnage 

(TR)

Approximate Oil 

Charge that Spectro-

line TW in this Drier 

will treat (Litres)

032,033

052,053

083,084

163,164,165

303,304,305,306

414, 415, 416,417

1.4 to 3.3 TR

1.8 to 4.8 TR 

1.9 to 7.7 TR

3 to 10.9 TR

3.5 to 21.5 TR

7.3 to 30.5 TR

General Instruction Threaded Joint techniques 
(SAE/0 Ring/MIO/ORFS)

Brazing Technique Filter Drier with 
Spectroline TW 

1/4"

3/8"

1/2"

5/8"

3/4"

6.35

9.52

12.70

15.88

19.06

14 to 18 (140 to 180)

33 to 42 (330 to 420)

50 to 62 (500 to 620)

63 to 77 (630 to 770)

90 to 110 (900 to 1100)

Tightening Torque of 

Rotolock Joints (ORFS)

Nominal 
Diameter 

Outer 
diameter

(mm)

Tightening torque

N.m (kgf.cm)

9/16"-18

11/16"-16

3/4"-16

13/16"-16

1"-14

1"-3/16-12

1"-1/4-12

1"-7/16-12

1"-11/16-12

1"-3/4-12

2"-12

2"-1/4-12

14.28

17.46

19.05

20.63

25.4

30.16

31.75

36.51

42.86

44.45

50.8

57.15

14-16 (140-160)

24-27 (240-270)

40-50 (400-500)

43-47 (430-470)

70-80 (700-800)

90-95 (900-950)

120-135 (1200-1350)

125-135 (1250-1350)

170-190 (1700-1900)

135-160 (1350-1600)

200-225 (2000-2250)

165-190 (1650-1900)

Recommendation on use

of Dries Model with

upto 1L

1.4 to 2.0L

1.5 to 3.5L

2.0 to 4.0L

2.0 to 6.0L

2.5 to 7.5L

3

5

8

16

30

41

500:1 is Lubricant to dye deletion ration

recommended for effective fluorescent 

leak detection

How It Works ?

Spectroline Tracer Wafer (TW) 

Charged with fluorescent dye has 

been placed along with the desi-

ccant/core.

When the system will start, dye in 

Wafer will release and mix with 

lubricant and will circulates with 

the refrigerant.

In case of leak, dye will escapes 

with the Refrigerant leaving a 

mark at the point of leak.

Exact point of leak will be 

easily visible by UV flashlight 

through yellow glasses.

After repair wipe off the dye 

using a cleaner.

Do Installation work in normal, clean and safe 
atmospheric conditions. Please do not do 

any work in hazardous and unsafe conditions.
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When working makes sure that the area

has enough ventilation or working exhaust.

3

Use face shield or goggles as protection 

for eyes. Use heat resistance gloves.

4

Wear impervious (Nonporous) coverall clothing 

with breathable fabrics.

5

Clean the mating parts with 
cleaning pad or special wire brush 

6

Apply flux to the male connection after 
cleaning operation.

7

Use a torch tip which is large enough to
provide uniform heating on the mating parts

8

During brazing bleed an insert gas
(Dry Nitrogen or CO ) 2

9

Place cold wet rag on Filter Drier body and direct
the flame of torch away from end of the shell so 
as to avoid damaging the shell and paint due to 

excessive heating.
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Drier 

Connection

Mating

Part

Recommended Harris 

Make Brazing Alloy or 

Equivalent.

Copper Copper

Copper Steel

Steel Steel

Most Common used is Harris-0.

For higher Vibration joints 

you may use Harris - Stay-Sliv 2 / 

Stay-Sliv 15 / Dynaflow.

Stay-Silv 25

Stay-Silv 45

Use Brazing Flux as required 12

Use copper or high silver brazing Rod 
as required.

11

After brazing the joint wipe the solder joint 
with a rag and allow it to cool.
Clean to remove excess flow.

(to improve the appearance) of flux if any.
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Trained Operator Required: Only trained

 personnel should perform brazing.
Use a specific alloy for brazing.

Use a wet rag on the filter drier during brazing 

to protect it.

Employ nitrogen purging during the brazing process 

to prevent contamination.

Installation should be done in normal, 
clean and safe atmospheric 

conditions. Please don't do any work 
in hazardous and unsafe conditions.

2

 
Use face shield or green goggles as protection for eyes. Use heat 

resistance gloves. Use protective coveralls made of breathable materials.

3

4

When working make sure that the area has enough ventilation or 
working exhaust

5

Wear impervious coverall clothing with breathable fabrics.

Doe’s & Don't

During Core Replacement

Preparation:

Close the inlet and outlet valves of the filter drier.

Pump down the refrigerant into the receiver or recover all 

refrigerant from the system.

Replacing the Core:

Remove all bolts on the sealing flange.

Follow the exploded view sequence strictly to replace the 

core. Missing any child part can cause leakage.

Ensure the new core is in a sealed package and in good 

condition.

Check the flow direction again before installing the new core.

Use a sharp tool to remove the old gasket inside the flange. 

Do not reuse old gaskets.

Install a new seal and lubricate it.

   Inspection and Replacement:
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