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SCM METAL PRODUCTS, INC.
2601 WECK DRIVE
RESEARCH TRIANGLE PARK, N.C. 27709
PHONE: (919)-544-9090

FAX: (919)-544-7998
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STAINLESS STEEL 304L

STAINLESS STEEL 304L

GLID-COP
SEE NOTE 1

 NOTES

2. PRIOR TO EXPLOSIVE BONDING, MACHINING OF GLID-COP
IS REQUIRED TO REMOVE CLADDINGS AS FOLLOWS:

[g,.010,A]

[-A-]

\[f,.005]

125

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

6. FOR COMPLETE SPECIFICATIONS ON MACHINING, CLEANING,
VACUUM REQUIREMENTS, TESTING AND DELIVERY PREPARATION,
SEE A.N.L. DOCUMENT #410201-00095.

7. ALL DIMENSIONS IN [ ] ARE MILLIMETERS AND
ARE FOR REFERENCE ONLY.

ULTRA-HIGH VACUUM TIGHT
EXPLOSIVE BONDING
(FULL LENGTH ULTRASONIC TEST

REQUIRED - 2X)

3. ULTRASONIC EXAMINATION:
ALL EXPLOSIVE BONDED MATERIALS SHALL BE ULTRASONICALLY
INSPECTED ACCORDING TO ASTM A578/A578M WITH THE
FOLLOWING SUPPLEMEMNTARY REQUIREMENTS.

S1. SCANNING SHALL BE CONTINUOUS OVER 100% OF
THE PLATE SURFACE.

S2. ACCEPTANCE STANDARD SHALL BE NO DISCONTINUITIES IN
THE BONDED AREA TO BE UTILIZED IN THE FINAL PART.

4. NONDESTRUCTIVE EXAMINATION:
THE ULTRASONIC EXAMINATION OF EXPLOSIVE BONDED MATERIALS
SHALL CONFORM TO ASTM A578/A578-90, STRAIGHT BEAM
ULTRASONIC EXAMINATION OF PLAIN AND CLAD STEEL PLATES FOR
SPECIAL APPLICAITONS.

GLID-COP AL15 OXYGEN FREE
(SEE DIAGRAM ABOVE FOR CUTTING)

(20.00 [508.00])

CUT IN HALF
(10.00 [254.00])

2.50 [63.50]

 COPPER CLADDING

COPPER CLADDING

COPPER CLADDING
(SIDE)

(SIDE)

.50 [12.70] MIN.

 SCALE: N.T.S.

1.75 [44.45]

.375 [9.53]

.375 [9.53]

COPPER CLADDING
(TOP & BOTTOM)

(9.00 [228.60])

1. MATERIAL: MAKE FROM 9" x 20" x 25"

REMOVE COPPER CLADDING FRO BOTH TOP & BOTTOM EVENLY
(.375 [9.53]) TO 1.75 [44.45] AS SHOWN.

SUGGESTED

EVENLY AT A MIN. OF .50 [12.70].
REMOVE COPPER CLADDING FROM BOTH SIDES

CUT PLATE IN HALF AS SHOWN.

[-B-]

[g,.010,A]

[g,.010,B]

125

2.15 [54.61]

SEQUIM, WA. 98382

SUGGESTED EXPLOSIVE
BONDING SOURCE:

FAX: (206)-683-4158
PHONE: (206)-683-4167

547 DIAMOND POINT RD.
NORTHWEST TECHNICAL INDUSTIRES, INC.

FINAL PLATE DIM’S

SEE NOTE 3


