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CORPORATION

MANT'IIACTIJRING
RO{TTING

TSSUED: REV:

TITLE: MANTTT'ACTIJRING PROCF,$S, BODY FLANGE, LIG]O

l. Order Certified Material.

1.1 Purchase approved material as described h section 6.0 PSI Specification V049-2-033
Rev 2.

1,2 Material pwchase shall be in accordance wilh UHV-001 1.0.

2. Raw Materiat Receiving Inspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certification in material records file located in

receiving area. (LIGO Ro[ing File Chart)

3. Tag and ldentifr AII Inspected Material

3.1 Identifr all material per print specifications and in accordance with PSI
Specifications V049-2-033 Rev. 2 Section 6.5.

3.2 Store all identified material in segregated area.
4. GNB specification UHV-001 shall apply to all process steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. Clean per GNB-HS-001,
between operations.

BODYF'LANGE

A. Record material control number.

B. Face mill material to size per print.

C. Inspect per print specifications.

D. Stamp material control numbet on part edge.

E. Approved outside supplier to grind material per print and clean.

F. Inspect received material per print.

PREPARED BYI

DATEi

ENG]NEERIN6

DATE:

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NTJMBER: REV:

IODFr,AN-GE
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PAGE:
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CORPORATION

MANIIX'ACTT'RING
ROI'TING

ISSUEDi REV:

TITLE: MANnFAcTtlRtr{G PRocEss, BODY FLANGE, LIGo

G.

H.

L

J.

K.

L.

Finish machine. Ref. step 5.

Finish tum per print - Ref. step 5.

Finish machine per print - Ref. step 5.

Inspect fiaished machined part per print.

Electropolish material per NTA Ultra Polish. (Outside veodor)

Inspect surface finish ofreceived material for surface roughaess, handling marks such as

M.

N.

nicks, dings and buns.

Cleanper SP-001.

Store cleaned part per UHV-001 Sec. 2.0

PREPARED BY:

DATE;

ENGINEERING

DATE:

SPECIX'ICATION

QA

DAfE

OPERATIONS

DATE:

NT'MBER REV:

BODFT.AN.GE
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PAGE
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CORPORATIONISST'ED: REV:

TITLE: MANIIX.ACTTJRING PROCES$ BONNET FRAME, LICO

l. fuer Certified Material.

1.1 Purchase approved material as described in section 6.0 PSI Specification V049-2-033
Rev 2.

1.2 Material purchase shall be in accordance with uI{V-001 1.0.

2. Raw Material Receiving Inspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certification in material records file located in

receiving area. (LIGO Rolling File Chad)

3. Tag and ldentiff All Inspected Material

3.1 ldentifr all material per print specifications and in accordance with PSI
Specifications V049-2-033 Rev. 2 Section 6.5.

3.2 Store all identified material in a segregated area.

4. GNB specification UHV-001 shall apply to all process steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. Clean per GNB-HS-001,
between operations.

BONNETF'RAMF'.

A. Face mill material to size per print. @ry)

B. Inspect per print specification.

C. Starnp material control number on part edge.

D. li4 Grain material 2 sides, per Stainl.rr glesl p6lishing UHV process.

E. Inspect surface furish for pits, uniform finish, handling marks such as nicks, rlings, and burrs.

PREPARED BY:

DATE:

ENGINEERINC

DATE:

SPECIFICATION

QA

DATEi

OFERATIONS

DATE:

NIJMBEK REV:

PAGE- OF



NUMBER:
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PAGE:
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CORPORATION

MANT'F'ACTT'RING
ROIIf,ING

ISSUED: REV:

TITLE: MANIIFACTIJRINGPROCESS,BONNETI'RAMEJJGO

, F Finish machine per pdnt - Ref. step 5.

Inspect per print specifications.

Electropolish material per NTA tlltra Polisb-

Inspect, finish for surface rougbness, handling marks such as nicks, dings and buns.

Clean makrial per SP-001.

Store material per UIry-001 Sec. 2.0

c.

L

J.

K.

PREPARED BY:

DATE:

ENGINEERjNC

DATE:

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NIJMBEK REV:



NI'MBEK
BP{101

PAGE:
I OF_L_ GN"B

CORPORATION

MANI'IIACTI'RING
ROU-TING

tssl.,ED: R.EV:

TITLE: MA-IYUFACTIIRING PROCESS, BODY PL/ITES. LIGO

1. Order Certified Material.

1.1 Purchase approved material as described in section 5.0 PSI Specification V049-2-033
Rev 2.

1.2 Material purchase shall !s in acsordance with UHV-001 1.0.

2. Raw Material Receiving lnspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certificatioa in material records file located in

receiving area. (LOGO Rolling File Chart)

3, Tag and Identiff AII Inspected Malerial

3.1 Identiff all material per print specifications and in accordance with PSI
Specifications V049-2-033 Rev.2 Section 6.5.

3.2 Store all identified material in a segregated area

4. GNB specification UIW-001 shall apply to all pmcess steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. Clean per GNB-HS-001,
between operations.

BODYPLATES

A. Face mill material to size per print @ry)

B. Inspect per print specifications. 
_?,

c. Stamp identirying part number on part edge. ?r;itjpi 
?

D. #4 Grain material 2 side per Stainless Steel Polishing UHV process. e

E. Inspect finish for surface roughness, handling marks such as nicks, dings and burrs.

PRIPARED BY:

DATE:

ENGINEERING

DATE:

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NUMBER: REV:

BODPL./LTIS
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CORPORATION

MANI'T'ACTIJRING
ROUTING

TSSTJED: REV:

TITLE: MAIII]FACTIJRING PROCESS, BODY PLATES, LIGO

. F .

G.

H.

I.

Electopolish material per NTA lJlta PolisL

Repeat step E.

Clean material per SP-001.

Store material per LJIIV-001 Sec. 2.0

PREPARED BY:

DATE:

ENGINEERING

DATE:
SPECIT-ICATION

QA

DATE:

OPERATIONS

DATE:

NI'MBER: REV:

BODPLATES
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CORPORATION

MANUTACTI'RING
ROUTING

ISSUEDT REV:

TITLE: MANIIT.ACTIJRING PROCESS, BODY WELI}MENT, LIGO

t. Ord€r Certified Material.

1.1 Furchase approved material as dessribed in section 6,0 PSI Specification V049-2-033
Rev 2.

1.2 Material purchase shall be in accordance with Ll[ry-001 1.0.

2. Raw Material Receiving Inspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certification in material records file located in

receiving area- (LIGO Rolling File Chart)

3. Tag and Identiff All Inspected Material

3.1 Identiff all material per print specifications and in accordance with PSI
Specifications V049-2-033 Rev. 2 Section 6.5.

3.2 Store all identified material in a segregated area.

4. GNB specification IIHV-001 shall apply to all process steps within this docunent.

5. Approved cutting fluids shall not be allowed to ilry on part surface. Clean per GNB-HS-001,
between operations.

BODYWELDMENT

A. Initiate individual inspection file of each weldment.

B. Transfer all parts to welding cleamoom.

C. Fit weldment per print specifications.

D. Inspect weldment per print specifications.

E. Vacuum and structural weld per print in accordance to Wp-001.

PREPARED BY:

DATE:

ENGINEERING

DATE:

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NUMBER: REV:
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CORPORATION
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TITLE: MANIIT.ACTTJRING PROCESS. BOI}Y WEI,I}MENT, LIGO

F.

G.

Rqeat step C - stamp per WP-001 # l0

Hand electropolish all weld zones to rcmove weld discoloration and o:ridation.

Clean per GNB-HS-001.

Leak test body per GNB Statrdard Difrrsion Pump Test Procedure. If weld repair is requiredI.

J.

K.

WP-001 applies. Repeat steps D through H as required

Clean per SP-001

StoreperUHV-001 2.5

PRIPARED BY:

DATE:

ENCINEERINC

DATEi

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NTJMBER: REV:
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CORPORATION

MANIIF'ACTIJRING
ROUTING

ISSUED: REV:

TITLE: MANIT.ACTIJRING PROCESS, BONNET PLATDS' LIGO

L Order Certified Material.

1.1 Purchase approved material as described in section 6.0 PSI Specification V049-2433
Rev 2.

1.2 Material purchase shall be in accordance with tlHV-001 1.0.

2. Raw Material Receiving Inspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certification in material records file located in

lggeiying arezr. (LIGO Rolling File Chart)

3. Tag and Identiff All lnspected Material

3.1 Identiff all material, per print specification and in accordance with PSI Specifications
V049-2-033 Rev. 2 Section 6.5.

3.2 Store all identified material in a segregated area.

4, GNB specification UIIV-001 shall apply to all process steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. Clean per GNB-HS-001,
between operations.

BON}IETPLATES

A. Face mill material to size per print. @ry)

B. Inspect per print specifications.

C. Stamp identifying part number on part edge.

D. # 4 Grain material 2 sides per Stainless Steel Polishing UHV process.

E. Inspect surface finish for pits, uniform finish, handling marks such as nicks, dings and burrs.

PREPARED BY:

DATE:

ENGINEERING

DATE:

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NIJMBER REVr

BNILATE
PAGE - OF
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CORPORATION

I{ANIJXI\CII'RING
ROIJTINC

IIiSUED: REV:

TITLE: MANI,X'ACTURING PR(rcEss, BoNNET PLATES, LIGO

F. Finish machine per print - R€f. step 5.

G. Inspect per print specifications.

H. Weld lifting eyes per print in accordance wilh WPS CT-5-P8.

I. Electopolish material per NTA ulEa Polish.

J. Inspect recieved material for surface roughness, handling marks such as nicks, dings and
burrs,

K. Clean material per UHV-001 Sec.2.0

PREPARM BY:

DATEI

ENGIMERINC

DATE:

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NIJMBER: REV:
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ISSUED: REV:

TITLE: MANIT'ACTT,RINGPROCESS,CARRIAGE,LIGO

l. Ordet Certified Material

1.1 Purchase approved material as described in section 6.0 PSI Specification V049-2-033
Rev 2.

1,2 ldaterial purchase shall be in accordaace with tlHV-001 1.0.

2. Raw Material Receiving Lrspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certification in material records file located in

receiving area. (LIGO Ro[ing File Chart)

3. Tag and Identifu All Inspected Material

3,1 Identifr all material per print specifications and in accordance with PSI
Specifications V049-2-033 Rev. 2 Section 6.5.

3.2 Store all identified material in a segtegated area.

4. GNB specification Ut{V-001 shall apply to all process steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. Clean per GNB-HS-OO,
between operations.

CARRIAGE

NOTE: All surfaces machined and/or polished for reduced surface area and ease of cleaning.

A, Saw cut matedal per B.O.M. Ref. preclean.

B. Identifr material per print note.

C. Inspect material per print specification.

D. Pre-machine all surfaces of material per print - Ref. step 5.

PREPA.RED BY:

DATE:

ENGINEERING

DATE:

SPECIF'ICATION

QA

DATE:

OPERATIONS

DATE:

NIJMBEK REV:

CARIJ.AOE





NT'MBEK
GF-(X|I r  o F 2

PAOE: GI\B
CORPORATION

MANI'T'ACTT'RING
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ISSUED: REV:

TITLE: MANT]FACTT,RING PROCESS, GATT FRA]VIE LIGO

1. Order Certified Material.

1.1 Purchase approved material as described in section 6.0 PSI Specification V049-2-033
Rev 2'

1.2 Material purchase shall be in accordance with Ufry-001 1.0.

2. Raw N,Iaterial Receiving lnspection

2.1 Raw material 1s !s in$ected to purchase order specifications.
2.2 Record all inspection data and material certitrcation in material records file located in

receiving area. (LIGO Rolling File Chart)

3. Tag and Identiff AII Inspected Material

3.1 Identiff all material per print specifications and in accordance with PSI
Specifications V049A-$3 Rev. 2 Section 6.5.

3.2 Store all identified material in a segregated area

4. GNB specification U[IV-001 shall apply to all process steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. Clean per GNB-HS-001,
between operations.

GATE F'RAME

NOTE: All surfaces machined and/or polished. For reduced surface area and ease of cleaning

A. Approved supplier to grind per print.

B, Inspect per purchase order specifications.

C. Stamp identiffing part number on part edge. Machine to net shape. Ref. step 5

D. Inspect per print specifications.

DATE:

PREPARED BY: ENGTNEERING

DATE:

SPECTFTCATION

QA

DATE:

OPERATIONS

DATE:

NTJMBER: REVi

CIEFRAME
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PAGE:
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CORPORATION

MANIJI'ACTTIRtr{G
ROUTING

ISSUED: REV:

TITLE: MANI,I'ACTIJRING PROCESS, CATE FR,AJITE LIGO

E. Fit and weld all zub-components per print in accordance with WP-001. Insure venting of all
joiirts or lapped surfaces.

F. Repeat step D.

G. Finish machine per print - Ref. step 5.

H. Inspectperprintspecifications.

I. Electropolish material per NTA Ultra Polisb-

J. Inspect finish for surface roughness, handling marks such as nicls, dings, and buns.

K. Clean per SP-001.

L. Store per UIIV-001 2.4

PREPARED BY;

DATE:

ENGINEERING

DATE:

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NI,MBER REV:

CTEFT.AME
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CORPORATION

MANI'T'ACTTJRING
ROUTING

ISiSUED: REV:

TITLE: MANTII'ACTTJRING PRoCESS, CATE PLATE TIGO

l. Order Certified Material.

1.1 Purchase approved material as described in section 6.0 PSI Specification V049-2-033
Rev 2.

| ,2 Material purchase shall be in accordance with UIIV-00 I .

2. Raw Material Receiving lnspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certification in material records file located in

receiving area. (LIGO Rolling File Chart)

3. Tag and Identifr All Inspected Material

3.1 ldenti$ all material per print specifications and in accordance with PSI
Specifications V049-2-033 Rev. 2 Section 6.5.

3,2 Store all identified material in a segregaled area.

4. GNB specification UHV-001 shall apply to all process steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. Clean per GNB-HS-001,
between operations.

GATE PLATES

A. Tum per print - Ref. step 5.

B. Inspect per print specifications.

C. Finish machine all details per print.

D. Repeat step B.

E. Electropolish per NTA Ultra Polish.

PREPARED BY:

DATE:

ENCINEERINC

DATE:

SPECIFICATION

QA

DATE:

OPERATTONS

DATEj

NUMBEK REV:

PAGE-
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MANIJFA�TURING
ROU-TING

ISSUED: REvi

fiTLE: MAhIIJT'ACTIJRING PROCESSI, GATE PIJ\TES, I,JG,O

F. Inspect finish for surface roughness, handling marks zuch as nicks, dings and buns.

Cleanper SP{01.

Store material per UIry-001 2.4.

PREPARED BY:

DATE:

ENGINEERING

DATE:
SPECIHCATION

QA

DATE:

OPERATIONS

DATE:

NTJMBEK REV:
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TITLE: MANI,T'ACTTIRINGPROCESS,LINKPLATE,LIGo

1. Order Cedified Material.

l.l Purchase approved material as described in section 6.0 PSI Specification V049-2-033
Rev 2.

1.2 Material purchase shall be in accordance with UFw-001 1.0.

2. Raw Material Receiving lnspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certification in material records file located in

receiving area (LIGO Rolling File Chart)

3. Tag and Identifr All Inspected Material

3.1 Identiff all material per print specifications and in accordance with pSI
Specifications V049-2-033 Rev. 2 Section 6.5.

3.2 Store all identified material in a segregated area.

4. GNB specification UIIV-001 shall appty to all process steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. clean per GNB-HS-001,
befween operations.

LINKPLATE

A. Saw cut material per B.O.M. Ref. preclean.

B. Identi$' material per print note.

C. Inspect material per print specification.

D. Machine complete p€r print. (All surfaces) polish for easy clean.

E. Repeat step C.

PREPARED BY:

DATE:

SNCINEERING

DATE:
SPECIFICATION

DATE:

QA OPERATIONS

DATE:

NTJMBEK REV;
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TITLE: MANIJFACTIJRINC PROcEss. LINK PLATF. LIGo

F. Electropolish per NTA Ultra Polish.

G.

H.

I.

Inspect finish for surface rougbness, handling marks such as dch dings and burrs.

Clean perSP-001.

Store per UHV-001 2.4

PREPARED BY:

DATE:

ENCINEERING

DATE:

SPECIFICATION

QA

DATE:

OPERATTONS

DATE;

NT,MBER: REV:

PAGE - OF
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ROUTING

tsst ED: REV:

TITLE: MANIIF'ACTTIRING PROCESS, PINS/AXLES,LIGO

. 1. Order Certified Material.

1.1 Purchase approved material as described in section 6.0 PSI Specification V049-2-033
Rev 2.

1.2 Material purchase shall be in accordance with UHV-001 1.0.

2. Raw Material Receiving lnspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certification in material records file located in

receiving area. (LIGO Rolling File Chart)

3. Tag and Identift All Inspected Material

3.1 ldentiff all material per print specifications and in accordance with PSI
Specifications V049-2-0J3 Rev. 2 Section 6.5.

3.2 Store all identified material in segregated area.
4. GNB specification UIIV-001 shall apply to all process steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. Clean per GNB-HS-001,
between operations.

PINS/AXLES

A. Saw cut material per B.O.M. - Ref preclean.

B. Identifr material per print trote.

C. Inspect material per print specification.

D. Machine complete per print.

E. Repeat step C.

F. Heat treat per print note/specification.

PREPARED BY:

DATE:

ENGINEERING

DATE:

SPECIFICATION

QA

DATE:

OPERATTONS

DATE:

NIJMBEK R.EV:
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TITLE: MANTIT,ACT[TRINCPROCESgPrI{S/A)il,ES,LIGO

G.

H.

l

Hand polish to uniform surface fitrisb.

Clean per SP-001.

Store perU[IV-0012.4.

PREPARED BY:

DATE:

ENGINEERING

DATE:

SPECIF'ICATION

QA

DATE:

OPERATIONS

DATE:

NTJMBEK REV:
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ISSUED: R.EV:

TITLE: MANT'F,ACTIIRINGPROCESS,ITRIVECOMPONENTS,LIGO

l. Order Certified Material.

l.l Purchase approved material as described in section 6.0 PSI Specification V049-2-033
Rev 2.

1.2 Material purchase strall be in accordance with t HV-001 1.0.

2. Raw Material Receiving Inspection

2.1 Raw material to be inspected to purchase order specifications.
2.2 Record all inspection data and material certification in material records file located in

receiving area. (Ligo rolling file cart)

3. Tag and Identifr All Inspected Material

3.1 Identiff all material, per print specification and in accordance with PSI Specifications
V049-2-033 Rev.2 Section 6.5.

3.2 Store all identified material in a segregated arca.

4. GNB specification UFIV-001 shall apply to all process steps within this document.

5. Approved cutting fluids shall not be alllowed to dry on part surface. Clean per GNB-HS-001
between operations.

MODIF'ICATION OF'BALL SCREW AND COMPOIYENTS

A. Modifi each drive component per print.

B. Inspect per print specifications.

C. Clean components with 409 and alcohol to remove all contaminants, SP-001 does not apply
to items outside the vacuum environment.

D. Store per UHV-001 2.4.

PREPARED BY:

DATE:

ENGINEERING

DATE:

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NUMBEK Rrv:
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TITLE: ASSEMBLY PRocEsS CARRIAGE/ GATE/ GATE FRAME ASSEMBLY

l. Order Certified ldaterial.

1.1 Purchase approved material as describeil in section 6.0 PSI Specification V049-2-033
Rev 2.

1.2 Material purchase shall be in accordance with IJI{V-001 1,0.

2. Raw Material Receiving Inspection

2.1 Raw material to be inspected to purcbase order specifications.
2.2 Record all inspection data and material certification in material records file located in

receiving area. (Ligo rolling file cart)

3, Tag and ldentiff All Inspected Material

3.1 Identiff all marerial, per print specification and in accordance with PSI Specifications
V049-2-033 Rev. 2 Section 6.5.

3.2 Store all identified material in a segregated area.

4. GNB specification UIIV-001 shall apply to all process steps within this document.

5. Approved cutting fluids shall not be allowed to dry on part surface. Clean per GNB-HS-001,
between operations.

CARRIAGE/ GATE/ GATE F'RAME ASSEMBLY
(GNB ASSY.OOI APPLIES SPECIT'ICALLYI

A. Consolidate inspection files for components of each assembly.

B. Assemble link, non-lubricated bearings and pin assembly per print.

C. Assemble wheel, non-lubricated bearings and axle assembly per print.

D. Inspect all sub-assemblies for bearing fit and freedom ofrotation.

E. Join all components per top level assembly.
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TITLE: ASSEMBLY PROCESS CARRHGE,/ GATE/ GATE FRAME, LIGO (CONT.)

. F. Inspect assembly for conect actuation and lock over position for wheel to q/heel distaoces
per pdnt,

G. Inspect all fasteners for proper fit and print specified forque

Wipe all accessible surface with chem wipes and alcohol to re,move any contaminaats.

Transfer assembly to cleanroorn, let set minirnum oftwo (2) hours prior to final assembly.I.

PRTPARED BY:

DATE:

ENGINEERING

DATE:

SPECIFICATION

QA

DATE:

OPERATIONS

DATE:

NTJMBER: REV:



NTJMBEK
vap{0l I  O F 2

PAGE: GI\B
CORPORATION

MANIJFACTI'RING
ROIIIXNG

ISSUED: REY:

TITLE: ASSEMBLY PROCESS. vALvE. LIGO

l. Order Certified Material. 
ll

l.l Purchase approved material as described in section 6.0 PSI Specffication V049-2-033 
llRev 2. ll

1.2 Material purchase shall be in accordance with U[IV-001 1.0. ll
tl

2. Tag and Ideutif All Inspecied Material 
ll
tl

2.1 Identifr all material, per print specification and in accordance with PSI Specifications ll
V049-2-033 Rev.2 Section 6.5. ll

2.2 Store all identified material in a segregated area. ll
tl

3. GNB specification UHV-001 shall apply to all process steps within this document. ll
il
tl
ll

VALVEASSEMBLY 
II

A. Clean all surfaces with alcohol and chem wipes. Transfer to Class 100 Cleamoom
assemblyandhandlingcarts. 

ilo f,=

B, Attach drive assembly to carriage, gate and gate frame mechanism per top level as r,,\r:, . ?,
drawing. 

''( 
7e,

C. Install clean and baked O-rings to gate and bonnet plate O-ring grooves. -{r- n{

D. Using handling cart insert drive and carriage, gate and gate frame assembly into valve body. 
ll

E. Inspect/clean seal surface. Attach Bonnet plate to valve body with specified fasteners. 
il
tl

F. Adjust gate seal per GNB Standard adjustnent procedure, torque fasteners and set screws per ll
print specification" 

ll
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G, Cycle valvc to inspect mechanism actuafion.

H. Inspect gate seal adjusmetrt, repeat step F as required.

I. Repeat step A.

J. Valve to be fitted immediately with testing blanks.
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B.

c.

l. CNB specification UIIV-OOI shall apply to alt process steps with;n rhis docgment.

2' Testing of all valves shall be typical with the exception of lst article valve as follor /;,!*J".1 At
V,ALVE TESTING lST,ARTICLE ",F t+t ltf'* so,ls

Tesl:.ctlY.'.A. 
#H,;;*:::.',"T9^:::i!"j: actuaror up 20 times in accordance with pSr spe 

' 
^ l. ̂  . _1t - L

k fltk"-rV049-2-005 Rev. 3 per attached procedure.

Shock test. EM'
Actuate valve under vacuum and leak test per GNB standard Diffi$ion pump procedure 'actuate loo .:mes. ..r' r rvllgurs 

il
Disassemble and inspect all components. Engineering Manager and Manufact'rin6to review all components for adhereo"" to origioul sp'ecifications.

All components shall be cleaned per Sp_001.

All worn components shall be replaced as specified by engineering. g- I ̂ 6 t'

cu#-'
Assemble valve per valve assembly ptocedure. Assy-001 . *ln,-ln ( 

"

D.

E.

F.

G.
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l. Mounting

A. The valve must be mounted in the vetical position resting on a pad which deflects at
least 0.1 inches when the valve is placed on it in accordance with PSI Specification
V049-2-005Rev.3 5.3.

2. Conditions

The valve will be tested in two conditions.

A. Undernormalatnosphericpressure.
B, Under vacuurn.

3. Test Specification

A. Test will be performed on all the valve housings (or near the edge of one of the flange
covers) near the connecting flanges (or weld stubs) in three axes (horizontal, vertical,
and axial) to determine shock levels in each ofthe thrree axes. This test will be
conducted under nomral atnospheric pressrue and under vacuum. The levels of shock
will be measured in g's peak-to-peak. The final data will list values for each of the
tlree axes.

Note:

1. Acceleration levels can be collected ftom additional points on the valve in all three
axes at the request ofthe Buyer or end user.

2, Shock test to be perfonned and analyzed by Balance Engineering.
718 Derby Ave
Oaklan4CA 94601
(510) 533-5612
Contact Person: Kevin Chin
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