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SECTIONA - A
ULTRA - HIGH VACUUM
TIGHT EXPLOSIVE BONDING
(FULL LENGTH ULTRASONIC TEST NEEDED)
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1. WHEN MACHINING VACUUM PARTS, USE OF 5.00] 7 Wi
SILICONE AND SULPHUR-BASED CUTTING FLUIDS 7 N7 [oces_O]
1S PROMIBITED. USE ONE OF THE FOLLOWING: % N7 OPENING
R ClliCooL 5 STAR 49 7 Y
B) TRIM SOL 7 N7 -
% N7
2. ULTRASONIC BONDING SHALL BE LEAK TESTED. NN W
USING A MASS SPECTROMETER WITH
MINIMUM SENSITIVITY FOR HELIUM
OF 2 10 -10 STANDARD CCISEC PER
LEAK METER DIVISION, SUCH AS: - )
ALCATEL ASM-110TCL
VARIAN NCR 925 OR 836 1.0
VEECO MS-9, MS-90 OR Ms-18 FLAT
B Du PONT CEC 241208 B
CALIBRATION OF THE LEAK DETECTOR = 2710[6883]
SENSITIVITY SHALL BE PERFORMED JUST
PRIOR TO TESTING. section B-B
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.
3. CERTIFICATION OF ULTRA SONIC 2] [ soov ‘ cuocor [ 1l
SHALL BE SIGNED BY A CONTRACTOR
REPRESENTATIVE AUTHORIZED TO SIGN SUCH PARTS LST
CERTIFICATION R Pl AN [rr——
4 KEEP THE ASSEMBLY CLEAN, AND WRAP FOR UHV P {ft ) ARGONNE NATIONAL LABORATORY
PACKING WITH ALUMINUM FOIL. R T T v i e
A 5. DIMENSIONS IN [ ] ARE MILLIMETERS AND e omesn =/ MUSCIA 2/1/95]D. SHY 412195 ADVANCED PHOTON SOU Xl
FOR REF. ONLY. D.SHU AUATMKUZAY  |anzios| | LSBT APS LNDULATOR
o | MUSCIA 421 D MASK
o s e MAIN BODY
} } } } } D.SHU a2t
i = = EITTYTED
) e pesonrron oo [ o SEE PARTS LIST 4{ Np—
el o N TN I — oo 12 | E | P4105091505-870001-00



