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真空室上部容器组件

真空室上部容器

MMSF-0102-0000
A

585.55

标记 处数 更改文件号 签  字 日  期

1:20

A

A

B

B
1:4

1150

22
1

17
0

17
0

16

76
4

80
5

39
8

39
2

808

R 30８-

47
2

60
4

80 40
0

80
800

20

1240

66
9

1076 ±0.5
1100 ±0.5

1166

39
8

60
4

517
541
601
617

1

9 MMSF-0102-0008 真空室上部容器顶环板 1 304 26.8 26.8

8 MMSF-0102-0007 真空室上部容器端板 2 304 128.2 256.5

7 MMSF-0102-0006 真空室上部容器侧板 2 304 79.7 159.3

6 MMSF-0102-0005 40管道2 6 304 .1  .8

5 MMSF-0101-0002 标准KF40法兰 6 304 .0  .3

4 MMSF-0102-0004 真空室加强筋8 8 304 .1  .6

3 MMSF-0102-0003 真空室加强筋6 4 304 1.6 6.2

2 MMSF-0102-0002 真空室加强筋7 4 304 .4 1.8

1 MMSF-0102-0001 真空室上部容器底板 1 304 133.5 133.5
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8 所有筋板
All ribs
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技术要求 Technical Req.： 
1、 所有材料均需提供材料质量证明/Properties certificate shall be provided for all material. 
2、 所有不锈钢材料的焊接均采用氩弧焊，焊丝牌号为 H0Cr21Ni10/St. steel parts shall be welded with argon-arc welding method and H0Cr21Ni10 solder.  
3、 所有锐边 1×45°倒钝，去尖角、毛刺或飞边/Trim sharp deges. 
4、 所有元件在焊接和装配前需清洁处理，去除油脂、污物、灰尘等，并干燥保存，具体参见“MICE 冷质量和低温恒温器清洗及焊接程序”/ All requirements 

written in “Cleaning and Welding Prcedure for MICE Cold Mass and Cryostat” shall be complied.  
5、 焊接完成后必须对焊缝进行外观检查，焊缝表面不得有裂缝、气孔、夹渣及咬边等焊接缺陷；按 JB4730 无损检测要求，对接焊缝进行射线无损检测，

II 级为合格，其他焊缝进行渗透检测，I 级为合格；参见“MICE 冷质量和低温恒温器清洗及焊接程序”/ X ray inspect all seamwelding and shall be graded 
II; and comply JB4730 procedure.  Conduct dye penetration test on other welding and shall be graded I.  Refer to “Cleaning and Welding Prcedure for MICE 
Cold Mass and Cryostat” 

6、 焊后去应力退火，再精加工/Dimension finishing shall be conducted after annealing treatment that is following the welding. 
7、 容器按 GB150-1998《钢制压力容器》进行制造，检验和验收/ GB150-1998《Steel Pressure Vessel》shall be complied for vacumm vessel fabrication, test and 

acception inspection shall comply. 
8、 容器表面光洁、不得有划痕、刻槽等缺陷/All surface shall be scratch and defect free. 
9、 容器及其管道上各焊缝需经氦质谱仪检漏，漏率<1×10-10Pa·m3/s，参见“MICE 冷质量和低温恒温器真空检漏程序”/Refer to “Cleaning and Welding 

Prcedure for MICE Cold Mass and Cryostat”, use the He leak detector to test all welding seams and leakage shall be <1×10-10Pa·m3/s. 
10、 表面电抛光/Electrolicly polish all surfaces. 
11、 未注尺寸公差按 GB/T 1804‐2000 m 级，未注形位公差按 GB/T 1184‐1996 k级制造/ See cell in the frame for un‐marked tolerances. 
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1:1SCALE: VACUUM VESSEL TURRET ASSEMBLY

MICE/MUCOOL SUPERCONDUCTING COUPLING MAGNET

MUON IONIZATION COOLING EXPERIMENT (MICE)
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VACUUM VESSEL TURRET
BOTTOM PLATE

VACUUM VESSEL TURRET REINFORCING
RIB 7

VACUUM VESSEL TURRET REINFORCING
RIB 6

VACUUM VESSEL TURRET REINFORCING
RIB 8

VACUUM VESSEL TURRET DIA 40 TUBE 2

 TURRET KF40 T-PIECE FLANGE

VACUUM VESSEL TURRET
SIDE PLATE

VACUUM VESSEL TURRET END
PLATE

VACUUM VESSEL TURRET
TOP FLANGE


