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sEE v049-4-099
FOR MACHINING DETAIL
(SLBTTED BOLT HOLES)

SEE DETAIL '3'
SHEET 2

SEE DETAIL '3'
SHEET A

SEE DETATI I
SHEET 2l ..: y etRF

?4 SEE DETAIL '1'
SHEET E
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ur SUppLl€D Ey SELLoVS VEND('Q

TOP & LIFTING LUGS
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sEE v049-4-158
FOR TIE-ROD &
BELLOVS ASS'Y

NOTES:

119 l/8
SEE DETAIL ?
SHE€T 3 9. EACH FINISHED SHELL IS TO BE IIARKED VITH A SEOI'ENTIAL PSI

SERIAL NUMBER. TH€ NT.IIBER IS TO EE I{ADE FROIT TI{ DRAVING
PLUS THE SEOI'ENTIAL NUI,IBER. V(}494BEI-OI, -()? ETC.

8. TIGHTEN TIE-ROD NUTS VITH BELLBVS IN'FREE'
POSITION TO I(}O FT-LBS PRIOR TO LEA( TEST.

7. LEAK TEST g }€TH0D PER PSI SPECr V049-?-014

IA. PLATES PRIOR TO ROLLING HUSI HAVE DIAGBNAL
CORNER TB CORNER DIHENSIONS VITHIN L/16'EF
EACH OTHER.

BY BELLI]VS VENIIOR

t?0 r/a

SECTIDN "A"-"A" 6. CERTIFIED IAM.FACTMER'S IIATERIAL TEST REPORTS REOTJIRED, AS NOTED.

5. BTLT HT]LES OF ALL FLANGES TO STRAITDLE VERTICAL CENTERLIN€ T,(lI5.
4. CLEAN PER SPECr V049-?-015
3. IlO NBT USE CARBON STEEL BRI.,SI€S OR ERUSI€S CONTAI.IINATEI}

VITH CARBT}I STEEL OIiI STAINLESS OR ALt}.ItNt',I I,|ATERIAL.
2. SP0IX- FABRICAIIIIT T0 8E tN ACCoRDAI{CE vtTH SPEC. v049-2-097.
l. FoR FLANGE DEIAILS SEE DV6' v049-4-0e8 r V0a9-4-099. APPROX. VEI6HT: 2513[

FLfiGL FLAI fACED, T? l/.,tD r 8O.Olt x l, rH(

8EL!oVS aSsY (PER SPEC VO.9-a-Ot7)

FLANGE ;LAT raclL. T? r/. rD r go oD

MHE PLATE 2' I 3'

EAR a' X 3/8', TK. 30a SSt

NAI{E PLATE
TACKVELI} 4 CBRNERS

TAG N[. LB[_1A, LBE_18

7?.?5.tD
LI6g VACUUM EOUIPMENT

ESIOI I.PDAIE t^nlcArlot (|gltot S ASSY. Dr_y)
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PROTECI THIS SURFACE
DURING FABRICATIBN

vDS 35

NETAIL '2'
TYP- BOTH ENIIS

BA& 8' X 4' X 3/8'
304 SST
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VELD SEAH

Ed{t3;f*ryr"r.nff€r" ro BE DErERr,rrNE n /6,pr-
EXPIRE
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LI6O VACUUM EOUIPMENT


