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ALL A CHANGED OR UPDATED MULTIPLE DIMENSIONS 11/6/2017 D. MACHIE
11/6/2017 M. POELKER

CEBAF INJECTOR
200KeV GUN

6:1

ARC CAST MOLYBDENUM
99.95% PURE

63

K. HARDING 15 MAY 17

N/A .1
.01
.003

.50`

HIGH VOLTAGE GUN
PUCK BODY

1
AJL0047248

ISOMETRIC FRONT VIEW

45

22.5

8X
WIDE SLOT 
X .16 DEEP 
TO .995 DIA

.13

WAFER SURFACE
.740

1.250
1.249

2X WIDE 
SLOT X .40 DEEP

.140

2X .070

.938

.469

WAFER SURFACE
.624

.312

WAFER SURFACE
.624

.312

NOTES:

1. THIS IS AN ULTRA-HIGH VACUUM COMPONENT. THE FOLLOWING
   C.E.B.A.F. SPECIFICATIONS APPLY:
   #22631-S-001 FABRICATION OF ULTRA-HIGH VACUUM EQUIPMENT
   #22632-S-001 CLEANING AND HANDLING OF U.H.V. COMPONENTS

2. BE SURE TO REMOVE ANY MATERIAL LEFT AT DEAD CENTER OF THE
   CROWN.

3. SCRIBE OR ETCH CONSECUTIVE SERIAL NUMBER (#31 THROUGH #36)
   ON O.D. OF PUCK BODY, 4 PLACES EQUALLY SPACED

4. MATERIAL CERTIFICATION REQUIRED
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DETAIL B
SCALE 8:1

DETAIL B
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.13 X 15`
CHAMFER

.16 X 30`
CHAMFER

SEE NOTE 2
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ISOMETRIC BACK VIEW

WIDE 
GROOVE

.140

.001 C

.04
CHAMFER

45X

WAFER SURFACE

 KEY
.44

8X
WIDE SLOT TO 
WAFER SURFACE

.06

.094 X .094 KEY X .44 LONG.
RADIUSED ONE END. TYPE #316 
STAINLESS STEEL
MACHINE BODY AND KEY 
FOR SLIP FIT TO EACH OTHER

VENDOR'S OPTION:
MACHINE EQUIVALENT
CONFIGURATION ON
OUTSIDE DIAMETER
INTERGRAL WITH BODY.

.16
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.03

R.005 MAX

SEE NOTE 3

.753

.750

.33

.57

.032 DOWEL PIN X .25 LONG.
TYPE #316 STAINLESS STEEL.

DRILL AND REAM BODY AND KEY
FOR PRESS FIT WITH DOWEL PIN
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5. FABRICATION SEQUENCE:
  A. MACHINE PUCK, KEY AND DOWEL PIN.
  B. TRIAL FIT-UP OF PUCK, KEY AND DOWEL PIN.
  C. INITIAL CLEANING OF COMPONENTS (DO NOT ACID 
     ETCH BEFORE KEY IS PINNED)
  D. INSTALL KEY AND PIN INTO PUCK BODY.
  E. ACID ETCH IN SOLUTION SUITABLE FOR MOLYBDENUM.
  F. BAKE FOR 4 HOURS AT 900C IN VACUUM FURNACE.
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