Proposed Fabrication Process (Modified by Mike Fitton and Joe O'dell, 1 Nov 2012):
1) Fabricate: MB-433920 (Inner Tube), MC-433921 (Outer Tube), MB-433922 (Inner Tube Dam), MB-433758 (Water Inlet/Outlet Tube) and MB-433924 (Casing Rail Mount).
 

2) Complete ME-433919 (Casing Weldment).
    a) Weld US and DS Inner Tube Dams onto Inner Tube.
    b) Weld Outer Tube onto Inner Tube.
 

3) Complete ME-433923 (Casing Machined).
    a) Anodize per Note #1.
    b) Match target casing ID to Casing Rail Mounts (US and DS) per Note #2. 
    c) Attach casing rail mounts (US and DS) using dowel pins and M6 screws. 
    d) Locate and machine holes for tooling balls (US and DS).

    e) Machine casing ID for Casing Rail Mount holes; tapped and dowel holes (see Section B-B).  
(We decided to  use 3 mm dowel pins instead of tack welding the casing rail mount for 
positioning.) 
    f) Machine flats for support (see View C-C and D-D). 
    g) Locate and machine hole for longitudinal stationing (see Section A-A lower left end). 
    h) Machine tapped holes for Conflats.
    i) Face ends to 1477.5 mm length, while holding geometric tolerancing in elevation view. 
    j) Machine knife edges. 

    k) Weld Inlet/Outlet Tubes onto Outer Tube.
 

 

