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NOTES: UNLESS OTHERWISE SPECIFIED

1   UHV HANDLING: AFTER UHV CLEANING OR PLATING, HANDLE WITH
     CLEAN LATEX OR NITRILE GLOVES IN/ON A CLEAN ROOM/SURFACE.
     FOR STORAGE OR SHIPPING: PLACE IN CLEAN, SEALED, VAC GRADE 
     PLASTIC BAGS THAT ARE BACK-FILLED WITH NITROGEN, WITH PART
     NUMBER AND REV VISIBLE. ALTERNATIVELY, PARTS MAY BE WRAPPED
     IN CLEAN LINT FREE TISSUE AND UHV FOIL, AND SEALED IN CLEAN
     PLASTIC BAGS WITH PART NUMBER AND REV VISIBLE.

2   HEAT TREATMENT:
     STEP 1: HARDEN MATERIAL BY HEATING IN A DRY HYDROGEN ATMOSPHERE
     TO 925-950C FOR 1/2 -  1 HR, THEN RAPIDLY COOL PART TO BELOW 150C
     STEP 2:  TEMPER MATERIAL BY HEATING IN A DRY HYDROGEN ATMOSPHERE
     TO 565-590C FOR 1/2  -  1 HR.

3    IF WIRE EDM IS USED AS A MANUFACTURING PROCESS, THEN ELECTROPOLISH,
      REMOVING .0003-.0005 PER SIDE. MASK THREADED HOLES AND O.2505
      BORE BEFORE ELECTROPOLISHING.


