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NOTES :

DETAIL - D

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

2. MEASURE THE OUTSIDE CIRCUMFERENCE OF THE BEAM TUBE AT
THE SUPPORT RING LOCCATIONS AND CALCULATE THE AVERAGE 0D.
SELECT THE ID SIZE OF THE SUPPORT RING THAT WILL FIT THE
BEAM TUBE. THE ID SIZE MUST BE EQUAL TO OR LARGER THAN
THE TUBE OD. THE FOLLOWING ARE THE DESIGNATED ID SIZES:

TAPER LENGTH %

(4.00) 19 25

NOMINAL PROJECTION ")
AFTER MACHINING

SlZE

PIN 0.D.= DESIGNATION ~ TUBE OD (INCHES)  RING ID (INCHES)

_SUPPORT RiN6 (B)

(VIEW C-C2

2 (Y
MIN PENCTRATION

6 (Y

PIN 0.D.-
12.624 202
(0407 ;200

RELIEF

|
I

4 49.000 T0 49.040
8 49.040 T0 49.080
12 49,080 T0 49.120
16 49.120 TO 49.160
20 49.|60 TO 49.200
24 49.200 TO 49.240
28 49.240 TO 49.280

49.040 T0 49.050
49.080 TO 49.090
49.120 TO 49.130
49.160 TO 49.170
49.200 TO 49.210
49.240 TO 49.250
49.280 10 49.290

55710016 .DGN

ALIGNMENT PIN
(MADE FROM % DIA. SHOULDER BOLT)

MACHINE THE SUPPORT RINGS TO THE SIZE DESIGNATION AND

IMMEDIATELY AFTER MACHINING, STAMP THE SIZE DESIGNATION

ONTO THE SUPPORT RING.

REMOVE THE 7 DIA. BOLTS FROM TYPE B HOLES TO INSTALL

THE SUPPORT RING AROUND THE BEAM TUBE. POSITION AND FIT

THE SUPPORT RING AROUND THE BEAM TUBE AND INSTALL THE

Ye DIA. BOLTS INTO THE TYPE B HOLES. BEFORE TACKING RING

TO THE BEAM TUBE. INSTALL THE ALIGNMENT PINS INTO THE

TYPE A HOLES.

4. AFTER THE SUPPORT RING IS WELDED TO THE BEAM TUBE,
REMOVE THE ALIGNMENT PINS AND THE % DIA. BOLTS.

5. ALL WELDING TO TUBE WALL TO BE DONE USING FILLER METAL
CLEANED PER SPEC. WMS-ER306L.

6. AFTER FINAL MACHINING, ID OF SUPPORT RING (A) IS TO BE

CONCENTRIC WITH THE 0D WITHIN +/- 0.254 (0.010).

AFTER MACHINING» OD OF SUPPORT RING (A) IS TO BE

ROUND WITHIN 0.254 (0.010).
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