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Usinage des portess de joint

E.B.Welding selon fiche technique
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[ALL welds nust be nade using the specified techniquea with 100% penetration. Welds and all
other surfaces nust nat ke Finished by grinding or any other mechanical abrasion. Any part
(or conponent) of the vacuun systen showing a roon temperature calculuted Leak rate
(localized or global}, when measured with a calibrated UHV leak detector, in excess of 1x10-
11 Pa.n3.s-1 (1x10-10 mbar.1.5-1) will be considered as unacceptable.
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Section view A-A
Scale: 1:1

E.B. WELDING
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1. Conponent fabrication (degressing and welding).
2. Inscribe drawing number on shaded area with an elestrical pen.

3. Leak detection, the test report has to be supplied to the AT Vacuum Group.

4. UWV cleaning according to CEAN report “procédure qualité”: 867,11 (for Stainless steel)
o 867.12 (for aluninium and copper). EDMS reference number 798034.
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Mass: 32kg
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