1448 Q.25

(AFTER MACHINING )

| Lico-
| Approvea:

I

| cen'l Transmittal

| pate:

686
@r)

(57.00" *+ 0.0I0)
@0

LIGO-
| Approved:

QUTSIDE DIA

38 (1.5")
AFTER MACHINING |

TDM:
Date:

: L|Goncgb&%§w_v | H

-

[T 25

[80°

FIXED SUPPORT RING (B)

1448 *£0.25

ET3

LERTH
OESCRPTIN b

SPEC

392

16-0 =X

- FIXED SUPPORT RING ASS'Y -

(AFTER MACHINING )

DETAIL - D

(4.00")

* NOMINAL PROJECTION
AFTER MACHINING

2 =22 (%) DIA

(VIEW C-C)

DISCONTINUE FILLET O A TONA
WELD WHERE CALYE h
STIFFENER CROSSES -
TUBE SPIRAL WELD

2 mm (1/16") 7]

i

I/

25 )

SECTION B-B

MIN PENETRATION

DETAIL - A

ELEVATION

(TYp)

STOP Y4" SHORT
OF TUBE WALL

DETAIL - A

TYP LAP WELD

16-1

784 [BAR 114 x 9.5 ROLL  FIN 2217 M4

(57.00" + 0.010)

(4172 x 3/8 x 7'-5 5/8)

O;G

800

16-C~ >4

- CUIDED SUPPORT RING ASS'Y -

16-1

1600 |BAR 114 x 9.5 ROLL  FIN 2217 H4

(4172 x 3/8 x 1'-5 5/8)

2384

16-4

BOLT 3/8" - 16 UNC-2A WAUT 38 AJo7

(172

2384

16-5

NO. 7 TAPER DOWEL PIN 152 Aler-

DETAIL - D

4768

15-6

SHOULDER BOLT 1/2° DIA SOCKET 1D A7

HITH BUT

9/8"  SHOULDER LENGTH

3/8° - 16 UNC-3A  THD

M4 = HAT'L SPEC C-SUPSTF-]

(SAZ48 TP 3o4L)

)

P

8 -22 (") DIA

(4] ¢ A0 [4 8]

102 +
(4.00")
NCMINAL PROJECTICN
AFTER MACHINING

GUIDED SUPPORT RING (T)

(VIEW €-C)

HOLE TYPE "B”
STACK DRILL AND

TAPER REAM FOR
NO. 7 TAPER DOWEL

[¢] ¢ .030]a]s]

HOLE TYPE "A”

STACK DRILL AND

REAM TO
+0.025
12,7 22923 i

« +.001
(@ S -0.000

[* 6 030]a]s]

DETAIL - D

ALIGNMENT HOLES FOR
TWO MATING HALF RINGS

} POCATES CIWKCE FROM PREYILS KSLE

p ;

* XX =ID SIZE DESIGNATION ( SEE NOTE 2 BELOW)

NOTES

1.

DESIGNATION

REFER TO VENDOR SPECIFICATION C-SUPSTF-1 FOR
ADDITIONAL MATERIAL AND FABRICATION INFORMATION.

MEASURE THE QUTSIDE CIRCUMFERENCE OF THE BEAM
TUBE AT THE SUPPORT RING LOCATIONS AND CALCULATE
THE AVERAGE OD. SELECT THE ID SIZE OF THE SUPPORT
RING THAT WILL FIT THE BEAM TUBE. THE ID SIZE MUST BE i
EQUAL TO OR LARGER THAN THE TUBE OD. THE ]
FOLLOWING ARE THE DESIGNATED ID SIZES:

S S TE U

SIZE

TUBE OD (INCHES)

RING ID (INCHES)

4 49.000 TO 49.040

8 49.040 TO 49.080
12 49.080 TO 49.120
16 49.120 TO 49.160
20 48.160 TO 49.200
24 49.200 TO 49.240
28 49.240 TO 49.280

MACHINE THE SUPPORT RINGS TO THE SIZE DESIGNATION

49.040 TO 49.050
49.080 TO 49.080
49.120 TO 49.130
49.160 TO 49.170
49.200 TO 49.210
49.240 TO 49.250
49.280 TO 49.290

AND IMMEDIATELY AFTER MACHINING STAMP THE SIZE
DESIGNATION ONTO THE SUPPORT RING.

REMOVE THE BOLTS ONLY TO INSTALL THE SUPPORT RING

AROUND THE BEAM TUBE. FIT THE SUPPORT RING
AROUND THE BEAM TUBE USING A NO. 7 DOWEL PIN TO

LOCATE THE CENTER HOLE.

WELD THE SUPPORT TO THE TUBE. REMOVE ALL THE

FASTENERS AFTER WELDING
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