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MLC Cavity String Assembly Fixture - Detachable
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1) ALL WELDING TO BE MIG

2) AFTER BASE STRUCTURE WELDING IS COMPLETE, 

    MACHINE TOPS OF BOTH CHANNEL SURFACES

    TO MEET FLATNESS TOLERANCES SPECIFIED

3) DRILL AND TAP 10-32 UNF HOLES AFTER MACHINING

    TOPS OF BOTH CHANNEL SURFACES

4) ALL GEOMETRIC TOLERANCING PRACTICES 

    USED HERE CONFORM TO ANSI Y14.5M

General Machining and Fabrication Notes for Assembly Fixture (7103-171)

 

1) Please note overall tolerances for finished weldment. The general order of 

operations to achieve those tolerances should be: raw material inspection, 

straighten as required, weld, machine surfaces for flatness and parallelism, 

drill/tap holes.

 

2) C-channel should be examined for twist, straightness and flatness before 

welding. If it is apparent that tolerances cannot be held with material in the 

as-delivered condition, use appropriate practices to bring the material into 

conformance.

 

3) Machining operations should be conducted to prevent “spring-back” after 

clamps are released and allow weldment to remain in tolerance.

 

4) Hole arrays on flanges of C-channel must be straight and parallel across 

entire length, regardless of their position on channel.

 

5) Addition of channel top plate, pt. 08, has been provided to ensure material 

remains after facing of top surface.
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MLC Cavity String Assembly Fixture - Detachable
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MLC Cavity String Assembly Fixture - Detachable

General Machining and Fabrication Notes for Assembly Fixture (7103-171)

 

1) Please note overall tolerances for finished weldment. The general order of 

operations to achieve those tolerances should be: raw material inspection, 

straighten as required, weld, machine surfaces for flatness and parallelism, 

drill/tap holes.

 

2) C-channel should be examined for twist, straightness and flatness before 

welding. If it is apparent that tolerances cannot be held with material in the 

as-delivered condition, use appropriate practices to bring the material into 

conformance.

 

3) Machining operations should be conducted to prevent “spring-back” after 

clamps are released and allow weldment to remain in tolerance.

 

4) Hole arrays on flanges of C-channel must be straight and parallel across 

entire length, regardless of their position on channel.

 

5) Addition of channel top plate, pt. 14, has been provided to ensure material 

remains after facing of top surface.
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1) ALL WELDING TO BE MIG

2) AFTER BASE STRUCTURE WELDING IS COMPLETE, 

    MACHINE TOPS OF BOTH CHANNEL SURFACES

    TO MEET FLATNESS TOLERANCES SPECIFIED

3) DRILL AND TAP 10-32 UNF HOLES AFTER MACHINING

    TOPS OF BOTH CHANNEL SURFACES

4) ALL GEOMETRIC TOLERANCING PRACTICES 

    USED HERE CONFORM TO ANSI Y14.5M
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MLC Cavity String Assembly Fixture - Detachable
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DETAIL  F

SCALE .2

 St. Stl.  81-8 Hex NutPURCHASED39

 St. Stl.  81/2-13 x 1 Socket Head Cap ScrewPURCHASED38

 St. Stl.  161/2-13 x 2 Socket Head Cap ScrewPURCHASED37

 St. Stl.  481/2-13 Hex NutPURCHASED36

 St. Stl.  321/2 WasherPURCHASED35

 St. Stl.  561/2 Split Lock WasherPURCHASED34

 St. Stl.  321/2 - 13 x 1.5 Socket Head Cap ScrewPURCHASED33

 St. Stl.  144#10 Split Lock WasherPURCHASED32

 St. Stl.  144#10-32 x .5 Socket Head Cap ScrewPURCHASED31

 St. Stl.  323/8 Split Lock WasherPURCHASED30

 St. Stl.  323/8 WasherPURCHASED29

 St. Stl.  323/8-24 x 3/4 Socket Head Cap Screw PURCHASED28

    8Albion Caster #16TM05101SPURCHASED27

    8CART FOOT ASMY7102-071 (pt. 47)26

    4CASTER LEVEL BEAM7102-071 (pt. 46)25

    2THOMSON RAIL 3/4-L-PD-SS-SM 

(112 in)

SHEET 9 

(PURCHASED)

24

    2THOMSON RAIL 3/4-L-PD-SS-SM 

(38.5 in)

SHEET 8 

(PURCHASED)

23

    2THOMSON RAIL 3/4-L-PD-SS-CTL 

(172 in)

SHEET 8 

(PURCHASED)

22

    2THOMSON RAIL SUPPORT SM (13 

in)

SHEET 8 

(PURCHASED)

21

    2THOMSON RAIL SUPPORT SM (24 

in)

SHEET 8 

(PURCHASED)

20

    2THOMSON RAIL SUPPORT (12 in)SHEET 7 

(PURCHASED)

19

    2THOMSON RAIL SUPPORT (22.5 in)SHEET 7 

(PURCHASED)

18

    12THOMSON RAIL SUPPORT (24 in)SHEET 7 

(PURCHASED)

17

    8LOWER TIE PLATESHEET 716

    4UPPER TIE PLATESHEET 7 15
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