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1, Properties certificate shall be provided for all material. 6. AUFYS, AT SR, WK S 0.5MPa, ARG TR, KR S I GB150. D
2. Trip sharp edge and deburr. 7y EREEHE, HTA R T 2 SR DR IR AR, R <1 X 107%Pa:m®s, 2 L“MICE
3, St steel parts shall be welded with argon-arc welding VAT R R P 2 BRI R e
method and HOCr21NiL0 solder. Al 6061 parts shall 8. RIS /A %A% GBIT 1804-2000 f 4, AUEIGARL 4 %:4% GBIT 1184-1996 k 4l
o 35 ®50 be welded with MIG or TIG method and solder ER63560 | |
& . ) PRE-COOLING HE CIRCUIT
- 4, Clean all parts before welding or assembly and keep 5 MMSF-0301-1044-00 AR EBELAM FOR UPPER RESSERVOIR 1 10kg
@85 dry. All requirements written in “Cleaning and Welding 4 | MMSF-0301-1043-00 HARSEREBEIAS wone | 1 05kg
Prcedure for MICE Cold Mass and Cryostat” shall be N THi
4 | complid. 3 | MMSF-0301-1042-00 BLHELANE e o wsson| L 05 kg
L —EE 5. Visually check welding seams, they shall be defect free. 2 MMSF-0301-1041-00 P S Sﬁgé g‘gg@ﬁ;ﬂ‘m s 1.9kg E
3 | /‘4 7 X ray inspect all seamwelding and shall be graded II; 1 MMSF-0301-1040-01 EEBRBIIR UPPER RESREVOIR TOP PLATE 1 6061-T651 6.1kg
r n /I and comply JB4730 procedure. Conduct dye - - - — -
4 2 penetration test on other welding and shall be graded I. F5 RS A B L2kl BE BE HE
Referto “Cleaningand Welding Prcedure for MICE Cold w1t ~, NTEN
B Section B-B Mass and Cryostat” P SS R F I: ;ﬁ j||: }J?\ ||
6. 0.5Mpa, dry He gas pressure check after welding, refer il
to GB150 for details. ® #%
. 1A 4L B A NS 58
7. After pressure check, He leak detet?tor check all welding H *2 H’ﬁ*ﬂ.ﬁﬁ'—% MMSE—0301-1040-00AGf %J m *J‘L&ITJ I] B E%/J;Hq:
seems under room and cryogenic temperature, the
leakage shall be less than 1x10"°%Pa-m’/s. &% 1] 5] 45 Solid Edge
8, See title box for un-marked tolerances. = = %l iE i%@%ﬁm*ﬁéﬂﬁi F
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