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MATL. - GLID-COPPER

FINAL DIMENSION AFTER
-1 BRAZING OR BONDING
TO PART P4102010103-210401-01
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VACUUM BRAZING OR
EXPLOSIVE BONDING
NOTES:
1. MATERIAL - OXYGEN FREE HIGH QUALITY COPPER
2. WHEN MACHINING VACUUM PARTS, USE OF
SILICONE AND SULPHUR-BASED CUTTING FLUIDS
1S PROHIBITED. USE ONE OF THE FOLLOWING:
) CIMCOOL 5 STAR 49
B) TRIM SOL =

3. BEFORE BENDING THE 1.250 RADIUS APS/XFD
WILL INSERT & BRAZE A SPECIAL COPPER MESH

4. ALL SURFACE FINISHES SHALL BE

5 THI 5 A UKV PART, LECTROPOLISHING
1S NEEDED BEORE WELDING. PRIORTo ( )
ELECTROPOLSHING, THE PART NEEDS 7060
THROUGH AMULTIPLE STEP CLEAIG PROCESS
VGG DEGREASIG, WASHING A DRY
\ITRGGEN 80w b

6. KEEP THE PART CLEAN, AND WRAP FOR UHV
PACKING WITH ALUMINUM FOIL
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