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HARTER TechnteabR 7| MMSF0301-100003 TR s T ke I 04ig
N BATHRHE B AEFTRL I BLUE )45 Properties certificate shall be provided for all materials; 6 [ MMSF-0301-1040-00 ] 10.0kg
20 BT 145 (b, SR, BHlSR €l Chamfer edges to 1xd5° and trim sharp edg 5 [wsramoma | wranammees ommr (e
1 PRETH RN RESRAEIE RLESH HOCr21Ni10 ;6061 BRI R AEAIR MIG R TIG ) LIS J ER6356 ;1100 BH B ERAMINR LIS K ER1100 HOCr21Ni10/St. steel parts shall be welded with argon-arc welding method and HOCr21Ni10 solder. ~ Al 6061 parts shall be welded with MIG or TIG method[™ 2 [ msr-0301-100002 ez G2 ESSE | 1|0z T
and solder ER6356; 1100 Al parts shall be welded with argon-arc welding method with solder ER1100. e,
3. i GBS0316-2000¢ T 42 45 1 B ) . GBS0235-1997 ¢ 1l 4 it TR M S SO HE) Al GBS0236— 1998 (I8 48 « LA i 40 3 1Tt 6 O RS0 JEA T HER 3 L A R RT B . LR J2 5t/ To comply GB50316-2000, GB50235-1997 and GB50236— 1998 for cooling pipe design, fabrication, welding and inspection,| 3 | MMSF-0301-100001 ke Ove LTSS | 1T 167k
4y BEATEERERLEUE DRLTE BT 13 KB e T 4R, A6 GBIT 14976-1994 CRUARRETIATEIEALNGE) M08 . FATERHE (253k, . 41 I BORLTE B EWT 15 B 07 G L AR 15, 76 4 GBIT 12495-1990 CHIIXH JE4EAEF) 94052/ Cooling piple material shall be d . e
and quality cetification of produced pipe shall be provided. ~GBJ/T 14976-1994 and GB/T 12495-1990 shall be complied. 2| MUSFOsOT 102000 ARrang  smscer |12 00
EN AT TG AER RO s v A, JSBRihle, d5 . AR, JFWCT e T BT B A7, SRS I “MICE ¥ 7 B AVIGIR ISR 8830 U MORUERLE” / Referto “Cleaning and Welding Prcedure for MICE Cold Mass and Cryostat” thoroughly clean and degrease all parts and keep dry before welding: 1| MMSF0301-1010-00 H2MHHH oo rm oo | ! 03k
6. FESE RS SESEATAM R A, APEE RN L. Jei R B . Fi TB4T30 JEARR IR, R AR AT L ER I, 11O Aok, HABKR SRR IER, 1900k, B “MICE ¥ L AIGHLT IR 88 Ve A % FF " Referto “Cleaning and Welding Preedure for MICE Cold Mass and]_#% i ki Ll Ha HE ) em w1 7|
Cryostat” ., visual check welding quality.  The surface of welding seams shall be defect free. 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 1. i il = sl
7. AT TR, 7RI R, REDG. %R $7T 4 SbEEIA Pipes shall be smoothly bended and defect free. ZH SSRF L@yt
8. i JEH A R FORC AR ASHESR BIBC T Fit cut pipe length as weldeng, pipe shall not be forced to fit. -
9, i A PERARATE R, KT 2.3MPa, FXS AR AREUT, FUAERS WL GB1S0. AU HIPERIS ) 1.15MPa, K345 /i 45 % “U/ Before producing, leak check the pipe. B ARERARAE
10, SRS AT, AT R, WHIEJ) 0.5MPa, RS TEREC, FURSERZ I GBISO/ Comply to GBISO, pressure (0.5Mpa) check the vessel and cooling circuit after welding and assembly. i % HEAXER [ oooagr T T
11, » BT FLAE B R I R AIGE 1X107Parm's, 2L “MICE v Jf RAMER AT # M7 Kl F217 7, Referto “ Vacuum Leak Check Procedure for MICE Cold Mass and Cryostat” , leak check welding and connection of the vessel and pipes under room teperature and crygenic| g % I Solid Edge
X 10"Pam’/s. - — 1 HAN A E R
12, ARFE, JFHIFERA TR BT 0847/ After inspection, thoroughly Ieean the vessel and pipes, keep dr HBE ‘ EE k| HE
13, VoA HIALOE B CBR T B LA B o () SRR 5 ML P AT (R IR MU A A BT A 7 I, LA SR A% 4R Add In film between all cryogenic mechanical connecting surfaces, except of cryocooler and veuum vessel turret top plate assembly i E 1 \o % \ A1 WA
14, AT R LGS BB AL T AC i #0622 £5/ Al serew holes on Al made part shall be tapped on brass insert. T ®1 K T MMSF-0301-1000—00 M
7 BRI BEs R (ML), R B 5 3% L MIGE/MuCool B TR A] ] Coupling Magnet MLI Wrapping Procedure”, all crypgenic surfaces shall Be wrapped with MILI. | g T 10 T 1 T 1
16+ WEVRERE R R BALTE A AR Z B IE N = 5KV, hi K '3 7 200 w A7 With =5kV ground insulation valtage, the current leakage of supercor
17, WERELEREREILELTR $71%/ Check the polarity of the coil and current leads and lable them.
18, ARIEST A ZE £ GBIT 1804-2000 m ¢, ATEMAY 22 %4% GB/T 1184-1996 k 2t/ See title box for un-marked tolerances. ERNEST ORLANDO LAWRENCE
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