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DESIGNER
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UNLESS OTHERWISE SPECIFIED:
ALL DIMENSIONS ARE IN INCHES

TOLERANCES

DECIMALS ANGULAR

.X    – –   °

.XX   –

.XXX  –

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

DO NOT SCALE DRAWINGREVISIONS

SYM CHANGE DESCRIPTION BY CHKD DATE

APPROVED/RELEASED

1.996 [50.69]

1.996 [50.69]

.154 [3.91]

2.054 [52.17]

.669 [16.99]

5.827 [148.01]

3.740 [95.00]A UHV PRESSURE OF 1 X 10 -9 TORR CAN BE ACHIEVED

WHITE SILK GLOVES AND WRAPPED WITH ALUMINUM FOIL TYPE
DRY ANNEAL AND UNDER CLEAN ROOM CONDITIONS

8. DIMENSIONS IN [  ] ARE MILLIMETERS AND

7. HANDLING: THE COMPONENTS SHALL BE HANDLED WITH

FOR REF. ONLY

-A-

4. ALL SURFACES MUST BE MACHINED FOR CLEAN UP

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

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

5. FINISHING: WHEN MACHINING VACUUM PARTS USE OF

POLISHING COMPOUNDS, OR RESIN-BONDED GRINDING
ABRASIVE PAPER OR SANDING DISCS, BUFFING OR

6. CLEANING: THE COMPONENT MUST BE CLEANED SUCH THAT
    A) CIMCOOL 5 STAR 49

    IS PROHIBITED. USE ONE OF THE FOLLOWING:

2.362 [59.99]

WHEELS IS PROHIBITED

    B) TRIM SOL

NOTES:

1.181 [30.00]

 .002 A
-B-

A
.003

.561 [14.25]

.561 [14.25]

.280 [7.12]

OPENING

.281 [7.12]

A

OPENING

C

TAP 1/4 - 18 N.P.T. X .44 [11.18] DEEP.

Ø.375 [9.53] X 1.63 [41.40] DEEP

2X 568 [14.42]

2X .540 [13.71]

B

SCALE 4X

(.669 [16.99])

6 X .748 = 4.488 [114.00]

C

.177 [4.50]

2X .512 [13.01]

2X .484 [12.30]2X .429 [10.89]

2X .401 [10.18]B 2X .456 [11.59]

(2.13°)

SECTION

(1.63 [41.40])

(1.656 [42.06])

C - C

(2.13°)

(2.13°)

.088 [2.25]

A - ASECTION

.040 [1.02] –.020 [0.51]

0.0005 0.0005

(3°)

AØ0.005

OPENING

(3°)

B

0.0005

0.0005

B - B

7X Ø.250 [6.35] X 1.742 [44.25] DP.

TAP 1/8 - 27 N.P.T.

SECTION

(2.13°)

.088 [2.25]
(3°)

AØ0.005

OPENING

(3°)

B

4X Ø.136 [3.45] X .217 [5.51] DEEP MAX.

TAP #8 - 32 X .19 [4.83] DEEP

14X  BREAK SHARP CORNER
TO ASSEMBLE COPPER MESH

(.177 [4.50]) (.177 [4.50])

4X R.02 [0.51]

.177 [4.50]

8X R.02 [0.51]

REF. SOURCE
MITEK METALS, INC.
1340 NORTH SENATE AVE.
INDIANAPOLIS, IN 46202
TEL: 1-317-637-3574
FAX: 1-317-633-7224

1. TUNGSTEN ALLOY OF 97% TUNGSTEN OR MORE WITH
REMAINDER OF NICKEL AND IRON PER MIL-T-210140,
CLASS 4, DOUBLE SINTER CYCLE UHV GRADE (HD 18.5 V)

1.102 [27.99]

2.087 [53.00]

14X Ø.250 [6.35] X 2.19 [55.63] DEEP

1.044  [26.52]

2X .180  [4.57]

2X .125  [3.17]

2X Ø1.510 [38.35]

2X R.03 [0.76]

GROOVE

(2.19  [55.70])

1 REDESIGNED WELD ENDS (2) M.J.M.

(.44 [11.18])

J.C. 2/10/98


