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STERLING SILVER

PF | 234-058 | 66 |[BOTTOM COOLING TUBE
PF | 234-058 | 65 |W-25Re TARGET PLUG
PF | 234-058 | 64 |BOTTOM PLATE

PF | 234-058 | 68 | TUBE RETAINER

PF | 234-058 | 63 | TRANSITION PLATE

PF | 234-058 | 62 |STAINLESS CAN

ASSEMBLY NOTES:

D
By

1. ASSEMBLE COOLING TUBES (ITEMS 1 & 8) WITH
TUBE FEEDTHRU PLATE (ITEM 2)

2. PLACE TARGET PLUG (ITEM 7) ON BOTTOM
PLATE (JTEM6), THEN POSITION ITEMS 1, 8, AND
2 AROUND ITEM 7. USE COOLING TUBE
RETAINERS (ITEM 5) LOCATED AS SHOWN,
TACK WELD RETAINERS TOITEM 6

3. ASSEMBLE STAINLESS CAN (ITEM 3) AROUND
ITEMS 1,6,7, AND 8. TACK WELD COOLING TUBE
RETAINERS (ITEM5) TO CAN (ITEM 3) AT TOP AND PF | 234-058 | 61 |TUBE FEEDTHRU PLATE

BOTTOM. 1 PF | 234-058 | 67 | TOP COOLING TUBE

4. ASSEMBLE TRANSITION PIECES (ITEM 4) ON VR B BT T
BOTH SIDES BETWEEN ITEMS 2,3, AND 6, THEN No [ SToeonmiaTTie TITLE OR DESCRIPTION oY

WELD ALL SEAMS AS INDICATED. e W e SCALE: FULL DO NOT SCALE DRAWING NEXT ASSEMBLY: SA-234-058-71 A

5. CLEAN FIRE WELDED ASSEMBLY AT 1860@° FOR UNLESS OTHERWISE SPECIFIED STANFORD LINEAR ACCELERATOR CENTER
15 MINUTES. UL TRA HlGH DIMENSIONS ARE IN  INCHES, U.S. DEPARTMENT OF ENERGY POSI TRON SOURCE —
TOLERANCES: STANFORD UNIVERSITY STANFORD, CALIFORNIA

6. FILL TARGET CAN WITH 4.5 CU IN OF STERLING VAC PART BREAK EDGES .005-.015 HIGH POWER TARGE T —

e INTERNAL CORNERS .0I5 R MAX PROPRIETARY DATA OF STANFORD UNIVERSITY AND/OR U. S. DEPARTMENT OF
SILVER (ITEM q) AND FIRE AT 18@0 MINIMUM ENERGY. RECIPIENT SHALL NOT PUBLISH THE INFORMATION WITHIN UNLESS

IN A HYDROGEN FURNACE. HOLD FOR A FABRICATE PER rracTons - GRANTED SPECIFIC PERMISSION OF STANFORD UNVERSITY. WELDMENT
MINIMUM OF 10-20 MINS AT 970° MIN TEMP, FP-202-631-14 bRt o D- MANSOUR i -
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: <1) GRIND THE BOTTOM SURFACE OF ITEM-1 TO REMOVE CED SEND TURING WITHIN ONE INCH OF THE TARGET CAN
: — THE STAINLESS PLATE AND SOME OF THE TUNGSTEN “ [
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A./5 INCH I.O. PIPE SHOULD FIT OVER ALL FOUR
TARGET PLUG JUST ENOUGH SO THAT A CLEAN RING TUBES AND SLEEVES, BEYOND THE ONE INCH. A

OF SILVER IS EXPOSED BETWEEN THE TUNGSTEN AND 95 | 400-003 | 26 |SHEET, SST304, 16 GA (.0598) AR

SA | 234-058 | 60 | TUBE TRANSITION BRAZEMENT 1
PF | 234-058 | 73 |SLEEVE 4

THE STAINLESS CAN. MACHINE OFF THE TOF OF THE 7

STAINLESS CAN (AND SILVER) TO THE 1.0J0 DIMENSION, K7) VIBROETCH TARGET NUMBER (1 THROUGH 4) IN .18 HIGH
THEN BORE THE SILVER DOWN TO CLEARLY EXPOSE CHARACTERS INTO UPSTREAM FACE OF TARGET IN THE

THE TUNGSTEN, CENTER. STAY WITHIN A 1/2" RADIUS FROM THE CENTER.

N WA

TARGET NUMBER 5 AND ABOVE FABRICATED AFTER DATE 1 SA | 234-058 | 70 | WELDMENT 1

(2) MACHINE RADIL AND NOTCHES A4S SHOWN IN END VIEW. OF THIS DRAWING REVISION 2. TEv [PREF] BAsE  [Sure
NO STOCK OR PART NO

<3) WELD ENDS OF ITEM-4 (DETAIL B) TO STAINLESS CAN DIMEISIONING AND 10 ERANCING 1> IF SCALE: FULL DO NOT SCALE DRAWING NEXT ASSEMBLY: SA-234-058-06

ACCORDANCE WITH ANSI Y14.5M-1982. Q

TITLE OR DESCRIPTION QTy

ONLY OF ITEM-1. GRIND WELDS FLUSH SO AS TO STAY T AN ORD LNEAR ACCELERAT O ConTER
UNLESS OTHERWISE SPECIFIED
WITHIN THE 3.250 DIMENSION., POSITRON SOURCE

DIMENSIONS ARE IN  INCHES. U.S. DEPARTMENT OF ENERGY

TOLERANCES:
GD MICROPOLISH FACE AND MICROGRAPH PRIOR T0 UL TRA HIGH SREAK EDCES .005-.08 RIS et HIGH POWER TARGET —

PERFORMING STEP b. VAC PAR -|- INTERNAL CORNERS .0I5 R MAX PROPRIETARY DATA OF STANFORD UNIVERSITY AND/OR U. S. DEPARTMENT OF
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BENDING AND AFTER ITEM 1 HAS BEEN MACHINED FP-2B2-631-14 ex £ 005 VA M.LMYERS 1-23-65 BEN SMITH 1/27/85 D -
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