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SURFACE ROUGHNESS

REMOVE ALL BURRS AND
BREAK SHARP EDGES .03 MAX.

SURFACE TEXTURE TO BE IN
ACCORDANCE WITH LATEST ANSI B46.1

DIMENSIONING & TOLERANCING IN
ACCORDANCE WITH LATEST ANSI Y14.5
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SECTION A - A

 0.02 A

B B

-A-
16.693 [424.00]

14M2 Ø3/8 COPPER MESH WITH SCREW

7

SSTØ3/8 X .035 WALL X 1.218 LG. TUBING 4

5. ASSEMBLY SHALL ALSO BE  WATER TESTED FOR LEAKS @ 300 P.S.I.

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

PACKING WITH ALUMINUM FOIL.

6. KEEP THE PART CLEAN, AND WRAP FOR UHV

7. DIMENSIONS IN [  ] ARE MILLIMETERS

DETECTOR IS SENSED WITHIN 1 MIN.
IN THE MOST SENSITIVE RANGE OF THE LEAK
CHAMBER WILL BE REJECTED IF A 2% DEFLECTION
THE CHAMBER (BAGGING) WITH HELIUM. THE
FINAL TEST WILL CONSIST OF SURROUNDING

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

2. 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

NOTES:

3. WELDMENT ASSEMBLY  SHALL BE LEAK TESTED
  USING A MASS SPECTROMETER WITH

MINIMUN SENSITIVITY FOR HELIUM
OF 2X 10 -10 STANDARD CC/SEC PER
LEAK METER DIVISION, SUCH AS:

ALCATEL ASM-11OTCL
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.

4. BEFORE SOLDERING ITEM #2, TO ITEM #1, SLOT IN TUBING
M2 MAIN BODY

M2 LEFT & RIGHT TUBE CONNECTIONS
M1 RIGHT END VACUUM FLANGE
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4
1

1
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3

4
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SECTION C - C

14X .5 [12.7] WATER TIGHT
TEST @ 300 P.S.I.

6

8X

SST 8Ø3/8 TUBE SOCKET WELD UNION

8 14SSTLEE PLUG

9

PLGA4060020A2

REF. SOURCE

(SWAGELOCK)
DEARBORN VALVE & FITTING CO.

1540 N. OLD RAND ROAD
P.O. BOX 847

WAUCONDA, IL. 60084-0847
708-526-6900

FAX: 708-526-1221

THE LEE CO.
2 PETTIPAUG RD.

P.O. BOX 424
WESTBROOK, CN. 06498-0424

203-399-6281
FAX: 203-399-7058

2

1

600-6-6W

7

SEE NOTE #4

MUST BE ORIENTED TO ALLOW MAX. FLOW OF WATER

SEE NOTE #4

OBSERVE ORIENTATION 4X

B

9

1SSTRECTANGULAR EXTENSION TUBEP4102010105-210006

B

10

1SST4" O.D. EXTENSION TUBE10
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