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$16.500 5’500 - 22.25 - SCALE1:1
?0.266 THRU
12 HOLES ON R9.000 B.C.
EACH FLANGE
NOTES
1. Roll sheet and weld to form tube. THE OBSERVATORIES
OF THE CARNEGIE INSTITUTION OF WASHINGTON
2. Prepare oversized (thickness) flanges. Weld flanges to tube. 813 Santa Barbara Street
Pasadena, CA 91101
3. Machine inside diameter of flanges. The ID tolerance of 16.500 +.005/-0.000 is only applicable to 0.25" from either MATERIAL
UNLESS OTHERWISE SPECIFIED
d. Th fl ill b ted to pi that h 16.498, 0.125 tall boss. : FRACTIONAL DECIMAL ANGULAR
en ese flanges will be mated to pieces that have a @ all boss Aluminum 6061 e e LhauLaR
XXX +/- 0.002 GOAL
4. Machine complete flange faces. Polish to specified surface roughness. EST WEIGHT XXX +/- 0.005 REQD
183 1b BREAK SHARP EDGES  MACHINED SURFACES 125/~
. : ALL DIMENSIONS IN INCHES
5. All welds MUST be vacuum-grade. Shell will enclose a 0.001 torr vacuum. SAE
izi : P lanet . .
6. Anodizing to be completed by OCIW. 1:6 ! Prism/Grating
F inder
Assembly Vacuum Shell
S pectrograph
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