7 T T 5 3 7 T } T T il 7 & b T 3
A
B| B|
0
994 388
A= | 2 }
@
{ | ® :
| @ !
P 3
1 . 380 ° M
26
592
o 3 o
E 06
Juos
€| o E|
, 3% L
F |
u J
6 / 3do o
I
T
RERRK lScaled view K
@) "
E A AT, i RTIRE ) ESection A-A |
TE&RETAR, SR [
R, BRRTVFRM, = rled view
No restriction for rivet size, T8O as assembing 1
Can be AL or [y, but sfeel
st = £ o
— 4 E M
. B = P ) o
i - 550 = £ o
NN 5 o FRED T
y = = o
L4 TYPL o _ . ) 200 20w
- o\ BERRAEStaled view & ,, = [ o5 ]
BB Scaled view L ! o P T
" TR Technical Req. P ™ it
1. R A - = o
2 rERe3s, 1200 A VRTINS, 115 o + ow a
#5% ER1100. Al 6061 parts shall be welded with argon-arc welding method and solder o
[ER6356. Al 1100 parts shall be welded with argon-arc welding method and solder ER11¢ “ S =l
J i, 3. B RN, K 5, % ) = =] !
REBIA I Scaled view B R, RS R, “MICE MG 0 - o0 za
A welding or assembly and keep dry. " PR 1k
RERRK I Scaled view | Fros o MICE ol s s BN D B
il  0°MICE 15 UG B " T
— ey sl e et e, > e -
LT O T P T e £ o
DRI D view il o LT BTN RN B
4 e sield sl e onger hn 1. |
0. SBELA MR SIRTH ) He2 10, LIRSS, SRR
LSMATE. AN tastering e shll e mace from HG2 s 3 a6 bl
) o e
St IR P2 o oy SSRF LR
s
B FREBIA [#iScaled view H B e — BITERA] L
ol v ‘Superconding Coupling Magnet MLI Wrapping Procedure” k] il e
" 1. ARSERRL, Fi 2 . B R 2z Witk | Sold Edge e
s . B g el ook s, sl I ETE ”
| 120 RO B AT o, ST GO Mo A0S oE N G N ) ]
| T GO ez, AT 1 i o P o 003000
1 2 3 4 H 6 1 8 | 9 10 1 | 2 T ] 1 5 | 1

ERNEST ORLANDO LAWRENCE
'E BERKELEY NATIONAL LABORATORY gﬂ.
Vi

@[ 1] 5[ 27H900 | A




