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NOTES:

1.

PARTS TO BE WELDED TOGETHER
UTITLITZING THE ELECTRON BEAM,
LASER OR PULSED TI1G PROCESS.
'F UTILIZING THE PULSED TIG
WELDING PROCESS THE TYPICAL
WELD SETTINGS ARE:

CURRENT SETTING - 15-20 AMPS.
PULSE FREQUENCY - 400 Hz.
YIELDED WELD CURRENT SHOULD BE
LESS THAN 10 AMPS.

A COPPER HEAT SINK SHOULD BE
USED TO DRAW EXCESS HEAT AWAY
FROM THE PIN SEAL AREAS.

WELD TRAVEL SPEED SHOULD BE
MAXIMIZED TO REDUCE HEAT [NPUT.
A COPPER SHIELD MAY BE USED TO
PROTECT PINS AND SEALS.

THE UNDERSIDE OF THE CONNECTOR
MAY BE FLOODED WITH INERT GAS
FOR EXTRA COOL ING AND OXIDATION
REDUCT ION.,

(UNLESS OTHERWISE SPECIFIED)
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CERAMASEAL CONNECTOR
CERAMIC HEADER, 50 PIN
P/N 14444-02-W

010 THICK
COPPER SHIELD

COPPER HEAT SNK~////////27
~ SeCTITON A=A

RELITEF GROOVE

CONNECTOR BRACKET
SOS SUSPENS TON
P/N D960013

UNLESS OTHERWISE SPECIFIED
DIMENSIONS ARE IN [INCHES
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