FOLD

FOLD

. 3 42 5 6 7 8 9 0 N s |0 13 | 4 | 5
NO. REVISION BY CH | SUP| APPROVED DATE
A
.
u X (::::> (::::> (::::> <::::> B
O O -~ O
| 3
C
rop
4 D
O
00 O > O
i - E
q B O
l__
(3 hA/\VV h ES E E: N (>-[ E | | / é;
& NOTE 4 _
0?2
G
\\if—3/|6 REF
/8 REF
H
pETAIL A
SCALE 0.75
FOLD
7 SE133-034-38  |CHANNEL SUPPORT CAP #3 316 SS/STL =
A= A 6 SE133-034-3A  |CHANNEL SUPPORT CAP #3 316 SS/STL e
SLCTTON 5 SE133-034-2A  |CHANNEL SUPPORT CAP #2 316 SS/STL |
SCALE 2 4 SE133-034-1C CHANNEL SUPPORT CAP #| 316 SS/STL |
3 SE133-034-18B CHANNEL SUPPORT CAP #1| 316 SS/STL | ]
2 SE133-031 TRIM COIL #1 GROUND-WRAPPED ASSEMBLY COPPER/EPOXY |
| SE133-064-1 TRIM COIL BASE SUPPORT 316 SS/STL |
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NOTES - PARTS LIST —
. WELDING SHALL BE PERFORMED IN ACCORDANCE WITH THE REQUIREMENTS OF CONPUTER GENERATED] Coyrpal rics, PRINCETON PLASVA PHYSICS LABORATORY
AWS 0.1 Ok PPL PPPL PROCEDURE ENG-037. VISUAL WELD INSPECTION SHALL BE ot Memirees |uness oruerwise specirieo|  NATIONAL COMPACT STELLARATOR EXPERIMENT
PERFORMED IN ACCORDANCE WITH THE ACCEPTANCE CRITERIA OF AWS DI .| Section 6. S enT — — e
2 VENDOR TO CERTIFY THAT STOCK MATERIAL EXHIBITED MAGNETIC PERMEABILITY OF LESS THAN | .02 Mu. UACH INE SURF ACE S <7 TR COILS
3. IF AFTER WORKING OR MACHINING PART HAS MAGNETIC PERMEABILITY GREATER THAN [.02 Mu, THEN PART IS 1244 Ibs 00 10T YERTFY IEORTION | onca sware £oats 005/ 020 TRIM COIL #2 WELDMENT X
TO BE VACUUM HEAT TREATED AT 1100°C FOR 2.5 HRS TO BRING THE MAGNETIC PERMEABILITY BELOW |.02 Mu. ODEL NAME TOLERMCES NoN-ComATIvE | oom R 0rcAvAGE | 6710708 | DRAWING NO)
4 SPECIAL PROCESS WITH HEAT SINK REQUIRED TO GAURENTEE COIL TEMPERATURE DOES NOT EXCEED 100°C o st Taec e T rarcrions To v e ——
FURTHER WELDING PROCESS DEVELOPMENT 1S REQUIRED. RELEASE LEVEL: Fabrication SE133°064°0 L L et [eneres [0E193-064
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