NOTES:

1) VACUUM TIGHT TO 10E-6 TORR.

2) CLEANING, WELDING AND VACUUM PROCEDURES
PER LBNL ENGINEERING NOTE M8184.

3) BRAZE FILLER: NICKLE, SILVER OR COPPER BASED
BRAZING ALLOY.

4) AFTER BRAZING, INSPECT JOINT VACUUM SIDE (ARROW
SIDE) FOR SMOQOTH PHYSICAL TRANSITION AND ABSENCE
OF FILLER FLASH. POST-GRIND AS REQUIRED WITH DIE
GRINDER TO ACHIEVE 32 MICRO-INCH FINISH BLEND OR
BETTER.

5) WELD TUBES AFTER BRAZING TO MINIMIZE REQUIRED
FURNACE VOLUME.
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