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NOTES:
14
@ 1. USE THE FOLLOWING JLAB SPECIFICATIONS @
FABRICATION OF ULTRA HIGH VACUUM EQUIPMENT : #22631-S-001 13
CLEANING AND HANDLING OF U.H.V. COMPONENTS: #22632-S-001
WELDING SPECIFICATION FOR U.H.V. COMPONENTS: #22633-S-001
HELIUM LEAK TEST FOR U.H.V. COMPONENTS: #22634-S-001 12
SPECIFICATION FOR MANUFACTURE OF UHV CHAMBER: #FELOO00000-S-0005
2. ALL TOLERANCES APPLY AFTER WELDING. 2 | 1| MDCs 100042 |§F,FEANGE ROTATASLE 275 00\ staniESs sTeeL
TUBE. 250 OD. X 065 WALL
3. SKIM CUT 63 FINISH INSIDE DIAMETER OF 8.00 TUBE 2 (10 X 30816 304 STANLESS STEEL
(ITEM 1) PRIOR TO WELDING ON TUBES.
— i |9 yUoe, 2.0 0D, X005 WALL 304 STANLESS STEEL —
L. 10.00 FLANGES (ITEM 2) SHALL BE ORIENTATED SUCH THAT THE
LEAK CHECK GROOVES ARE IN LINE AND AS SHOWN. ALL OTHER 8 | 8 | MDCm 100021 |G, FEANGE ROTATASLE, 450 00\ staN Ess sTEEL
FLANGES SHALL BE ORIENTATED SUCH THAT THE LEAK CHECK ; :
GROOVES ARE PARALLEL WITH THE 10.00 FLANGES. 3 | 7 MDCs 100014 §F1 g[%;\'[\[g@g ROTATABLE 2.75 OD. STANLESS STEEL
—— 5 =
PART NUMBER TO BE ENGRAVED OR ETCHED IN LOCATIONS SHOWN TUBE, 150 O.D. X .065 WALL
13 J <] USING MIN. .25 HIGH CHARACTERS. 619 X 211 LG 304 STANLESS STEEL
TUBE. 250 OD. X 065 WALL
115 ' 304 STANLESS STEEL
‘—1.25_—| — .09 - / 6. PROTECT FLANGE FACES DURING AND AFTER PROCESSING WITH X 498 LG.
‘ * 157 SUITABLE PLASTIC CAPS. DAMAGE TO KNIFE EDGES IS UNACCEPTABLE. TUBE, 175 0D. X .065 WALL
’ — 2 | 4 g 304 STANLESS STEEL
52 98 LG,
8¥2 69 52 \/ _7+8 L y ] S ESTIMATED WEIGHT - 55 LBS | 3 ;U3B%,8 2L5GO 0D. X 065 WALL 204 STANLESS STEEL
8. SUGGESTED FABRICATION SEQUENCE: '
12 S N A e ;I 25 A~ WELD ITEMS 3.4.5,6,9.10.16 AND 17 TO ITEM 1. 2 | 2| MDCm 110033 S b EANGE, NONROTATASLE STAINLESS STEEL
' ' B. ELECTROPOLISH SUB-ASSEMBLY . : = : =
4 23 — C. BAKE SUB-ASSEMBLY FOR 3 HOURS AT 900°C IN A VACUUM FURNACE TUBE, 8.00 0D. X 25 WALL X
] PUMPED DOWN TO LESS THAN 3 X 10 E-6 TORR. [ 13.00'LG. ENDS CUT SQUARE 304 STANLESS STEEL |
065 — A — 178 — D. WELD FLANGES TO SUB-ASSEMBLY . Qry | ITEM PART OR NOMENCLATURE MATERIAL NOTES
REQD NO. IDENTIFYING NO. OR JESCRI_F’TIO\I SPECIFICATION
PARTS LIST
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