
1.807 [45.91]

1.807 [45.91]

.177 [4.50]

1.839 [46.70]

1.741 [44.22]

1.741 [44.22]

2X 45°

8X R.059 [1.50]

4X R.059 [1.50]

2X Ø.340 [8.64]X .82 [20.83] DEEP
C’BORE Ø.390 [9.91] X .25 [6.35] DEEP

2X Ø.340 [8.64] X 1.375 [34.93] DEEP
C’BORE Ø.390 [9.91] X .25 [6.35] DEEP

2X Ø.340 [8.64] X 1.16 [29.46] DEEP
C’BORE Ø.390 [9.91] X .25 [6.35] DEEP

4X Ø.374 [9.50] X 11.62 [295.15] DEEP

–12’-0"

–12’-0"

–12’-0"

–12’-0"

-A-

.003
-B-

0.005 AM

0.005 AM

0.005 AM

0.005 AM

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

NITROGEN BLOW DOWN.
INVOLVING DEGREASING, WASHING AND DRY
THROUGH A MULTIPLE STEP CLEANING PROCESS
ELECTROPOLISHING, THE PART MUST GO
IS NEEDED BEFORE WELDING. PRIOR TO

2. THIS IS A UHV PART, ELECTROPOLISHING

4. DIMENSIONS IN [  ] ARE MILLIMETERS AND

NOTES:

 1. WHEN MACHINING VACUUM PARTS, USE OF
   SILICONE AND SULPHUR-BASED CUTTING FLUIDS

    IS PROHIBITED. USE ONE OF THE FOLLOWING:
    A) CIMCOOL 5 STAR 49
    B) TRIM SOL
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 BEFORE EXPLOSIVE BONDING2X .250 [6.35]

.197 [5.00]

M A0.005

B .005

A

A

ULTRA - HIGH VACUUM
TIGHT EXPLOSIVE BONDING

(FULL AREA - ULTRA SONIC TEST NEEDED)

Ø4.005 [101.73]–.001 [0.03]

Ø4.200 [106.68]

(FULL AREA - ULTRA SONIC TEST NEEDED)
TIGHT EXPLOSIVE BONDING

ULTRA - HIGH VACUUM

MAT’L. GLID-COP

MAT’L. 304 STAINLESS STEEL
MAT’L. - 304 STAINLESS STEEL

*

*

)( Ø4.200 [106.68] .946 [24.03]

2°

1.033 [26.23]

1.033 [26.23]

*

*

3.03 [76.96]

)(1.475 [37.47]

2X 2.022 [51.36]

1.839 [46.70]
1.362 [34.59]

1.362 [34.59]

2X 2.031 [51.59]

)(2X 4.200 [106.68]

Ø 3.811 [96.80]

.16 [4.06]
GROOVE ALL AROUND

.100 [2.54]

1.144 [29.06]

1.806 [45.87]

.138 [3.51]

GROOVE ALL AROUND

.098 [2.49]

GROOVE ALL AROUND GROOVE ALL AROUND

3.03 [76.96]

M A0.005

M A0.005

8X 45°

1.282 [32.56] B.C.8X Ø.089 X .375 DP. MAX

TAP #4 - 40 X 5/16 DP.

Ø1.624 [41.25]

M AØ0.010

+.0015 [0.0381]
-.0000 [0.0000]

C’BORE Ø.4062 [10.32]               X .68 [17.27] DEEP

1. THIS DRAWING IS FOR EXPLOSIVE BONDING USE ONLY.

63
5. ALL SURFACE FINISHES TO BE

NOTES:

2. THIS IS A ULTRA - HIGH VACUUM WELDMENT ASSEMBLY (UHV)

3. ASSEMBLY SHALL BE LEAK TESTED
USING A MASS SPECTROMETER WITH
MINIMUM  SENSITIVITY FOR HELIUM
OF 2 X 10 -10 STANDARD CC/SEC PER
LEAK METER DIVISION, SUCH AS

ALCATEL ASM-110TCL
VARIAN NCR 925 OR 936
VEECO MS-9, MS-90 OR MS-18
Du PONT CEC 24-120B

CALIBRATION OF THE LEAK DETECTOR
SENSITIVITY SHALL BE PERFORMED JUST
PRIOR TO TESTING

FINAL TEST WILL CONSIST OF SURROUNDING
THE ASSEMBLY (BAGGING) WITH HELIUM, THE
ASSEMBLY WILL BE REJECTED IF A 2% DEFLECTION

IN THE MOST SENSITIVE RANGE OF THE LEAK
DETECTOR IS SENSED WITHIN 1 MIN.

4. CERTIFICATION OF ULTRA SONIC
TEST AND VACUUM EXAMINATION
SHALL BE SIGNED BY A CONTRACTOR
REPRESENTATIVE AUTHORIZED TO SIGN SUCH
CERTIFICATIONS

6. DIMENSIONS IN [  ]  ARE MILLIMETERS AND FOR REF. ONLY

* MACHINE AFTER EXPLOSIVE BONDING

NITROGEN BLOW DOWN.
PROCESS INVOLVING DEGREASING, WASHING, AND DRY
NEEDS TO GO THROUGH A MULTIPLE STEP CLEANING
PRIOR TO ELECTROPOLISHING , THE ASSEMBLY
ELECTROPOLISHING IS NEEDED BEFORE WELDING.

.823 [20.92]

12.093 [307.16]

12.487 [317.17]

45°

1.726 [43.84]

.177 [4.50]

2°

2°
1.726 [43.84]

2X 45°

OPENING

2X 2.016 [51.21]

2X 42°

2X 2.268 [57.61]

2X 48°

2X 7.872 [199.95]

2X 45°

2X 2.053 [52.16]

2X 45°

2X 2.240 [56.89]

2X 45°

2X 7.897 [200.59]

2X 45°

C’BORE Ø.390 [9.91] X .25 [6.35] DEEP
2X Ø.340 [8.64] X 1.375 [34.93] DEEP

1.475 [37.47]

OPENING

4°

4°

2°

OPENING

8X R.040 [1.02]

1.610 [40.90]

OPENING

2°

2°

1 11.62 [295.15] WAS 10.26 [260.60] M.J.M.

1

M.J.M.11.62 [295.15] WAS 10.26 [260.60]1


