0003 (i [AlB)
#C (:242 [6.15]) DRILL x .50 [12.70) DEEP -]
2502 [6.355] —.0001 REAM x .50 [12.70] DEEP -
A r
SCALE: 2X 1
=
2X 082 [2.08] DRILL 2.66 [67.56] DEEP \ = —
156 [4.00] CBORE 1.77 [44.96] DEEP
o < openinG F
/ - 0005 |Al8
: - secrion C-C
1 003_|B I
4X 88 [22.35] SPOTFACE OUT TO EDGE AS SHOWN
3 [ ato TAIT & Mol oo T4
003 4X R.16 [4.06]
{
63
8 * 1 ! 1 I * E
B i . I I i
& T
B
0005 (4 |AlB) 0005 _Cp 1Al 4XR.04[102]
4X 437 [11.10] X .54 [13.72] DP. AS SHOWN
OPENING
250 - 18 N.P.T. PIPE TAP X .44 [11.18] DP. OPENING
AXRO5[140] 1 -
- 1
- A
REF.
62 63
secrion A=A
T ‘l.“. )
NOTES: B
1. WHEN MACHINING VACUUM PARTS, USE OF
SILICONE AND SULPHUR-BASED CUTTING FLUIDS
IS PROHIBITED. USE ONE OF THE FOLLOWING:
CIMCOOL 5 STAR 49
&) TRIM SOL section B - B
2.THIS IS A UHV PART, ELECTROPOLISHING
1S NEEDED BEFORE WELDING. PRIOR TO
ELECTROPOLISHING, THE PART MUST GO
THROUGH A MULTIPLE STEP CLEANING PROCESS
INVOLVING DEGREASING, WASHING AND DRY T T T T
NITROGEN BLOW DOWN.
3. KEEP THE PART CLEAN, AND WRAP FOR UHV' A1915101
PACKING WITH ALUMINUM FOIL.
PR
4. DIMENSIONS IN[ ] ARE MILLIMETERS i FUHRMANN
AND FOR REF. ONLY " wore W4-20 BEAMLINE WINDOW A
* TOLERENCE DETERMINED BY VENDOR 80 (15 X 120)
FOR E BEAM WELD OR VACUUM N BODY
BRAZING REQUIREMENT
HALE
OFHC COPPER
i |E I P4105090804-200101-01
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