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B NOTES: B
1. THIS IS A UHV PART, ELECTROPOLISHING IS
NEEDED BEFORE WELDING, PRIOR TO ELECTRO-
POLISHING, THE PART NEEDS TO GO THROUGH
AMULTIPLE STEP CLEANING PROCESS INVOLVING
DEGREASING, WASHING AND DRY NITROGEN
BLOW DOWN.
2. KEEP THE PART CLEAN, AND WRAP FOR .
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