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1 ik 15 Properties certificate shall be provided for all material.
2 # 7404l 1 IBATI0 AT #r¥ Visually check welding seams, they shall be defect free. X ray inspect all seamwelding and shall be graded 11
3. Hou fiiz bR BEFEKT, FEREET Z3CfF “MICE ¥ i TPEM AT Clean all parts before welding or assembly and keep dry.
All requirements written in “Cleaning and Welding Prcedure for MICE Cold Mass and Cryos Il be complied
4. /A 4% GBIT 1804-2000 f 4, A filits See title box for un-marked tolerances.
5. i GB150 0.5Mpa, dry He gas pressure check after welding, refer to GB150 for details.
— 6. W F 1207 0Pam®/S Kl 773 WL MICE i it RIIGHEIEEHRL 5 204K 21 After pressure check, He leak detector check all welding seems under room [
and cl kage shall be less than 1 10-10Pa*m3/S . Comply to “Vacuum Leak Check Procedure for MICE Cold Mass and Cryostat”.
7 6061 ERS5356. Al 6061 parts shall be welded with MIG or TIG method and solder ER6356.
8. S HOCr21Ni10. St. steel parts shall be welded with argon-arc welding method and HOCr21Ni10 solder.
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AUTHOR OVER|[DATE | CHANC DESCRIPTION
- - PROJEC ERNEST ORLANDO LAWRENCE
w0 OBy OO OO0] NAME: MICE BERKELEY NATIONAL LABORATORY =2
REBARES UNIVERSITY OF CALIFORNI
— - — 7 MUON _IONIZATION COOLING EXPERIMENT (MICE)
— MICE/MUCOOL SUPERCONDUCTING COUPLING MAGNET
11 0P5 PRE-COOLING HE CIRCUIT FOR UPPER RESERVOIR
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