NOTES:

1. WHEN MACHINING VACUUM PARTS, USE OF SILICONE,
SULPHUR-BASED CUTTING FLUIDS AND ABRASIVES IS
PROHIBITED. USE TRIM SOL OR APPROVED EQUAL LUBRICANT.

2. FOR COMPLETE SPECIFICATIONS ON MACHINING, CLEANING, VACUUM
REQUIREMENTS, TESTING AND DELIVERY PREPARATION, SEE
ANL DOCUMENT #410201-00095.

3. FOR COMPLETE WELDING SPECIFICATIONS, SEE
ANL DOCUMENT #AMS 2685C.

4. DIMENSIONS IN BRACKETS [ ] ARE MILLIMETERS.

5. THERMALLY STABILIZE WELDMENT AT 650 F. +/_25
IN A VACUUM OR INERT ATMOSPHERE FOR 6 HOURS PER
INCH OF THICKNESS, WITH A 6 HOUR MINIMUM HOLD.
SLOW COOL LESS THAN 200 F. PER HOUR TO AMBIENT
TEMPERATURE.
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SOURCE:
1 MDC VACUUM PRODUCTS CORP. B
23842 CABOT BOULEVARD
HAYWARD, CA 94545-1651
PHONE 800-443-8817
2 TUBESALES
235 TUBEWAY
CAROL STREAM, IL 60188
PHONE (708) 690-0110
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