NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
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VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE v2 18 MAY 2010 E1000166 EO80191

OF PART FOLLOWED ON THE NEXT LINE WITH A THREE

DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001 - - - -

FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.

USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE

OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, /N XXX

MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT

ALLOWED.

. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE

WITH LIGO SPECIFICATION E0900364.

(® SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) AS MARKED ON NOTED SURFACE OF PART.
USE .12" HIGH CHARACTERS.

(@ DO NOT REMOVE SHARP EDGES.
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NOTES CONTINUED:

(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001

FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.

USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE

OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT

ALLOWED.

. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE

WITH LIGO SPECIFICATION E0900364.

(8) SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) AS MARKED ON NOTED SURFACE OF PART.
USE .12" HIGH CHARACTERS.

(@ DO NOT REMOVE SHARP EDGES.
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NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
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USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.
A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX
6. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
EH_I%HWE%E OF ABRASIVE REMOVAL TECHNIQUES IS NOT
7. ALL PARTS.SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E09200364.
8. ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
\IQI/EQ-/H EMHART HELICOIL PRODUCT CATALOG, HC2000,
9. ALL 'HE'LICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER
DELIVERY, CLEANING AND BAKING OF FINISHED PARTS. .
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NOTES CONTINUED:

(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS OR
DYES) DRAWING PART NUMBER, REVISION (AND VARIANT OR
"TYPE" IF APPLICABLE) ON NOTED SURFACE OF PART FOLLOWED
ON THE NEXT LINE WITH A THREE DIGIT SERIAL NUMBER. SERIAL
NUMBERS START AT 001 FOR THE FIRST ARTICLE AND PROCEED
CONSECUTIVELY. USE MINIMUM 0.12" HIGH CHARACTERS,
UNLESS THE SIZE OF THE PART DICTATES SMALLER CHARACTERS.
A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

6. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0200364.

8. ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,
REV. 4.

9. ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER
DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.
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NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #

() SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO v] 26 MAY 2009 E0900160 EO80191
DYES OR INKS) A UNIQUE THREE DIGIT SERIAL NUMBER & v2 28 JUN 2010 E1000236 EO8019]

REVISION NUMBER ON EACH PART. SERIAL NUMBERS
START AT 001 FOR THE FIRST ARTICLE AND PROCEED
CONSECUTIVELY. BAG AND TAG PARTS WITH THEIR
DRAWING PART NUMBER, REVISION, VARIANT OR "TYPE"
(IF APPLICABLE), AND QUANTITY. IF PARTS ARE TOO
SMALL TO SCRIBE, BAGGING AND TAGGING ALONE IS
D SUFFICIENT.
EXAMPLE (PART): 001-v1
EXAMPLE [TAG): DXXXXKICVY, IYPEXX, QTY: T8
. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.
ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.
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3. DO NOT SCALE FROM DRAWING. Srerem SUB-SYSTEM  DESIGNER | b KIRSNER 05 MAR 2008 SIZE DWG. NO. CEV.

TOLERANCES:
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NOTES CONTINUED:
(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP

(NO INKS OR DYES) DRAWING PART NUMBER,
REVISION (AND VARIANT OR "TYPE" I[F APPLICABLE)
ON NOTED SURFACE OF PART FOLLOWED ON THE
NEXT LINE WITH A THREE DIGIT SERIAL NUMBER.
SERIAL NUMBERS START AT 001 FOR THE FIRST
ARTICLE AND PROCEED CONSECUTIVELY. USE
MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE
SIZE OF THE PART DICTATES SMALLER CHARACTERS.
A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX
. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE

WITH LIGO SPECIFICATION E0200364.

. ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE

WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,
REV. 4.

. ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER

DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.
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1. INTERPRET DRAWING PER ASME Y14.5-1994.
2. REMOVE ALL SHARP EDGES, R.02 MIN.
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NOTES CONTINUED:

(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.

(®) SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) AS MARKED ON NOTED SURFACE OF PART.
USE .12" HIGH CHARACTERS.

(@ DO NOT REMOVE SHARP EDGES.
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)

1. INTERPRET DRAWING PER ASME Y14.5-1994.
DIMENSIONS ARE ININCHES [MM] 5" REMOVE ALL SHARP EDGES, R.02 MIN.
TOLERANCES: 3. DO NOT SCALE FROM DRAWING.
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NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND vl 01 AUG 2008 E080418 E080191

OF PART FOLLOWED ON THE NEXT LINE WITH A THREE

DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001

FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.

USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE

OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT

ALLOWED.

. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.
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OR DYES) AS MARKED ON NOTED SURFACE OF PART.
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NOTES CONTINUED:

(5) SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO
DYES OR INKS) A UNIQUE THREE DIGIT SERIAL NUMBER &
REVISION NUMBER ON EACH PART. SERIAL NUMBERS
START AT 001 FOR THE FIRST ARTICLE AND PROCEED
CONSECUTIVELY. BAG AND TAG PARTS WITH THEIR
DRAWING PART NUMBER, REVISION, VARIANT OR "TYPE"
(IF APPLICABLE), AND QUANTITY. IF PARTS ARE TOO
SMALL TO SCRIBE, BAGGING AND TAGGING ALONE IS
D SUFFICIENT.
EXAMPLE (PART): 001-v1
EXAMPLE (TAG): DXXXXXXX-VY, TYPE-XX, QTY: TBD
MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.
ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)
1. INTERPRET DRAWING PER ASME Y14.5-1994.
DIMENSIONS ARE IN INCHES 2. REMOVE ALL SHARP EDGES, R.02 MIN.
3. DO NOT SCALE FROM DRAWING.

TOERARCES: 4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE
KRy 100 AND FREE OF SULFUR, SILICONE, AND CHLORINE.
MATERIAL FINISH
ANGULAR? 0.5° .
304, 316 OR 302 SSTL 32 pinch
4 ' 3

2X .150
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REV. DATE DCN # DRAWING TREE #
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DETAIL A
SCALE 40: 1
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APPROVAL | SCALE: 4:1 PROJECTION: @—E* SHEET 1 OF 1
2 1

D020624_Advanced_LIGO_SUS_HLTS_Lower_Clamp,_Upper_Wire,_Outside, PART PDM REV: V1-002, DRAWING PDM REV: V1-002
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NOTES CONTINUED:
(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS

[N

® N

0

OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N

XXX
. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION EQ900364.

ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,

REV. 4.
. ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER

DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)

1. INTERPRET DRAWING PER ASME Y14.5-1994.

2. REMOVE ALL SHARP EDGES, R.02 MIN.

3. DO NOT SCALE FROM DRAWING.

4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE
AND FREE OF SULFUR, SILICONE, AND CHLORINE.

MATERIAL FINISH

6061-T6 Al 32 pinch

3 2

REV. DATE
vl 26 MAY 2009
v2 28 JUN 2010

4X DRILL AND TAP THRU FOR
#8-32 UNC-2B X 1.5 DIA
EMHART HELICOIL
(P/N 1185-2EN246)
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E0200160 E080191

E1000236
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ADVANCED LIGO SUS  orarrer
NEXT ASSY CHECKER
UPPER WIRE ASSEMBLY  arerovar

3 2

R. BEDENHARN 01 NOV 2010
D. BRIDGES 04 NOV 2010

C-CLAMP, UPPER MASS

B.KIRSNER | 4 MAR 2008 ' SIZE DWG. NO.

D020652

SCALE: 2:1 PROJECTION:

E080191

sz.m
@ (&zxmo N

—— 20 =—1.10 ——

REV.
v2

SHEET 1 OF 1



4 3 2 1

NOTES CONTINUED: REV. DATE DCN #

() SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND vl 14 JUL 2009 E0900198
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE v2 18 MAY 2010 E1000166
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001 - - -
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.
D A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX
. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT 2X @ 177 THRU
ALLOWED.
ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.
ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,
REV. 4
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED) CALIFORNIA INSTITUTE OF TECHNOLOGY PART NAME
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3.DO NOT SCALE FROM DRAWING. SYSTEM SUB-SYSTEM DESIGNER | D.BRIDGES | 18JUL2010 SIZE DWG. NO.

DRAWING TREE #
E080191
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TOLERANCES:
4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE
jiéx 21855 AND FREE OF SULFUR, SILICONE, AND CHLORINE. ADVANCED |_|GO SUS DRAFTER | D.BRIDGES 20 JUL 2010 A D020653

MATERIAL FINISH NEXT ASSY CHECKER = M.MEYER 21 JUL2010
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D020653_Advanced_LIGO_SUS_HLTS_Screwdrive_System,_Upper_Mass, PART PDM REV: V1-001, DRAWING PDM REV: V1-003

REV.

v2

SHEET 1 OF 1



4 3 2 1

NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
(B SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO DYES OR INKS) -
A UNIGUE THREE DIGIT SERIAL NUMBER & REVISION NUMBER ON A JUL 2004 E040303
s b OO e, B SOMAY2005  E0BOI%S -
A N _BAG AND TAG PA
AL D LR A BN RRNLI T s R A N S A -
APPLICABLE), A ANTITY. IF PARTS A MA :
BAGGING AND TAGGING ALONE IS SUFFICIENT. v2 28 JUN 2010 E1000236
EXAMPLE (PART): 001-v]
D EXAMPLE (TAG): DXXXXXXX-VY, TYPE-XX, QTY: TBD
(@ PART IS TO BE MADE FROM STOCK SOCKET HEAD CAP SCREW,
1/4-20 UNC-3A, FULLY THREADED.
7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION 0900364,
C
— 2.38 - SR.13
- - -
B
A
NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED
1. INTERPRET DRAW(ING PER ASME Y14.5-1994 : LIGO SALFORNMIA INSTIUTE OF TECHNOLOGY PART NAME SCREW, SOCKET HEAD CAP,
DIMENSIONS ARE IN INCHES %1 REVIGVEALLS{ARD LG Kod 1994 MASSACHUSETTS INSTITUTE OF TECHNOLOGY 1/4-20 UNC-3A X 2.5 LONG, FULLY THREADED, ROUNDED END
. - DO NOT SCALE FROM DRAWING.
TOERARCES: 4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE SYSTEM SUB-SYSTEM  DESIGNER SIZE DWG. NO. REV.
XX 005 AND FREE OF SULFUR, SILICONE, AND CHLORINE. ADVANCED LIGO DRAFTER  D.BRIDGES 24AUG200 o D03002 '| )
ANGULARS 0.1° MATERIAL FINISH . NEXT ASSY CHECKER ~ B.MOORE 25AUG 2010 v
e 300 SSTL (6) N/A uinch MULTIPLE ASSYS APPROVAL SCALE: 2:] | PROJECTION: @} | SHEET1OF |
4 ! 3 ! 2 ! 1

D030021_Rounded_End_SHCS_0.25-20_X_2.5_Long, PART PDM REV: X-015, DRAWING PDM REV: V1-001
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NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
(3 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO -
DYES OR INKS] A UNIQUE THREE DIGIT SERIAL NUMBER & V] JUL 2004 E040303
e v2 30 MAY 2008 EOB0195 :
ART A A A
CONSECUTIVELY. BAG AND TAG PARTS WITH THEIR v3 28 JUN 2010 E1000236 -

DRAWING PART NUMBER, REVISION, VARIANT OR "TYPE"
(IF APPLICABLE), AND QUANTITY. IF PARTS ARE TOO
SMALL TO SCRIBE, BAGGING AND TAGGING ALONE IS
SUFFICIENT.

EXAMPLE (PART): 001-v1

EXAMPLE (TAG): DXXXXXXX-VY, TYPE-XX, QTY: TBD

(@ PART IS TO BE MADE FROM STOCK SOCKET HEAD
CAP SCREW, 1/4-20 UNC-3A, FULLY THREADED.

7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0200364.

SR.13

NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED) CALIFORNIA INSTITUTE OF TECHNOLOGY PARTNAME oW SOCKET HEAD CAP, 1/4-20 UNC-3A X 1 LONG,

1. INTERPRET DRAWING PER ASME Y14.5-1994.
DIMENSIONS ARE IN INCHES % R%MO(\)/ES%L SHAROF’ EDGES, R.OCZ; MIN. LIGO MASSACHUSETTS INSTITUTE OF TECHNOLOGY FULLY THREADED, ROUNDED END
. - DO NOT SCALE FROM DRAWING.
TOERARCES: 4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE SYSTEM SUB-SYSTEM  DESIGNER | J.ROME | JAN2003 SIZE DWG. NO. REV.
XXX+ 005 AND FREE OF SULFUR, SILICONE, AND CHLORINE. ADVANCED LIGO DRAFTER | D.BRIDGES 16AUG2010 o DO30023 v3
ANGULAR+ 0.5° MATERIAL FINISH . NEXT ASSY CHECKER  B.MOORE 18 AUG 2010
e 300 SSTL{6) N/A uinch MULTIPLE ASSYS APPROVAL SCALE: 2:] | PROJECTION: @} | SHEET1OF |
4 3 2 1

D030023_Rounded_End_SHCS_0.25-20_X_1_Long, PART PDM REV: X-015, DRAWING PDM REV: V2-000
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NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS v 14 JUL 2009 E0200198 E080191

VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.
D A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX
. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.
. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.

OR DYES) DRAWING PART NUMBER, REVISION (AND v2 18 MAY 2010 E1000166 E0S0191
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED) CALIFORNIA INSTITUTE OF TECHNOLOGY | PART NAME
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DIMENSIONS ARE IN INCHES N NS p o AN T 1774 LIGO massACHUSETTS INSTITUTE OF TECHNOLOGY ROLL OFFSET, T-PIECE

TOERARCES: A MACHIING FLUIDS SHALL BE WATER SOLUBLE AND FREE OF SULFUR,  SYSTEM SUB-SYSTEM  DESIGNER | D.BRIDGES | 01JUL2010 SIZE DWG. NO. REV.

x5 20s CHLORINE AND SILICONE, SUCH AS CINCINNATI MILACRON'S ciMTEcH 410. ADV ANCED LIGO SUS  Drarer | D.sRiDGES | 01 JuL2010 A DOSO ‘| 39 V2

ANGULAR# 0.5° MATERIAL FINISH . NEXT ASSY CHECKER = C.TORRE | 09 JUL2010

i 304, 316 OR 302 SSTL 32 pinch UPPER MASS ASSY APPROVAL SCALE: 1. | PROJECTION: @} | SHEET1 OF 1
4 ' 3 ! 2 ! 1

D030139_Advanced_LIGO_SUS_HLTS_Y-Direction_Offset,_T-Piece,_Upper_Mass, PART PDM REV: V1-000, DRAWING PDM REV: V1
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NOTES CONTINUED:
(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
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2X DRILL AND TAP THRU FOR

DIMENSIONS ARE IN INCHES

OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE

WITH LIGO SPECIFICATION E0200364.

ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,
REV. 4.

ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER
DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.
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REV. DATE DCN # DRAWING TREE #
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v2 28 JUN 2010 E1000236 E080191
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)
1. INTERPRET DRAWING PER ASME Y14.5-1994.

2. REMOVE ALL SHARP EDGES, R.02 MIN.

3. DO NOT SCALE FROM DRAWING

IO ERANCES: 4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE
AND FREE OF SULFUR, SILICONE, AND CHLORINE.
XXX+ 1005
MATERIAL FINISH
ANGULAR: 0.5° .
6061-T6 Al 32 uinch
4 ' 3
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DETAIL A
SCALE20: 1

BREAKOFF, INT. MASS, LOWER LOOP WIRE

DESIGNER ' D.BRIDGES 13 OCT2008 SIZE DWG. NO. REV.

DRAFTER R.BIEDENHARN |01 NOV 2010 D030 ] 48 V2

CHECKER D. BRIDGES 04 NOV 2010

APPROVAL SCALE: 2:1 PROJECTION: @—E' SHEET 1 OF 1
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D030148_Advanced_LIGO_SUS_HLTS_Lower_Wire_Breakoff,_Intermediate_Mass, PART PDM REV: V1-003, DRAWING PDM REV: V1-004
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D030149_Advanced_LIGO_SUS_HLTS_Intermediate_Wire_Breakoff,_Intermediate_Mass, PART PDM REV: V1-004, DRAWING PDM REV: V1-002
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NOTES CONTINUED:

(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

6. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION EQ900364.

8. ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,

REV. 4.
9. ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER
DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)
1. INTERPRET DRAWING PER ASME Y14.5-1994.

DIMENSIONS ARE IN INCHES 2. REMOVE ALL SHARP EDGES, R.02 MN.

3. DO NOT SCALE FROM DRAWING.

TOLERANCES: 4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE
KX AND FREE OF SULFUR, SILICONE, AND CHLORINE.
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SEE DETAIL B
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SCALE: 21
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D030155_Advanced_LIGO_SUS_HLTS_Center_Offset,_Intermediate_Mass, PART PDM REV: V1, DRAWING PDM REV: V1-004

NOTES CONTINUED:
(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS

o
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OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001

FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0200364.
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TOLERANCES:
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)

1. INTERPRET DRAWING PER ASME Y14.5-1994.
2. REMOVE ALL SHARP EDGES, R.02 MIN.
3. DO NOT SCALE FROM DRAWING.

4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE

AND FREE OF SULFUR, SILICONE, AND CHLORINE.
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NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
(B SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS vl 22 JUN 2009 EO0900173 EO80191
OR DYES) DRAWING PART NUMBER, REVISION (AND

OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.
A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

6. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT

D ALLOWED.

7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.

8. ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,
REV. 4

VARIANT OR "TYPE' IF APPLICABLE) ON NOTED SURFACE v2 18 MAY 2010 ET1000166 EO80191

9. ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER
DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.
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NOTES CONTINUED:

SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) AS MARKED ON NOTED SURFACE OF PART.
USE .12" HIGH CHARACTERS.

O
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>

D030156_Advanced_LIGO_SUS_HLTS_Side_Offset,_Intermediate_Mass, PART PDM REV: V1-000, DRAWING PDM REV: V1-001
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NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #

(B SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS vl 26 MAY 2009 EO900159 EO80191

_| _Top_Blade_Guard_Riser, PART PDM REV: V1-000, DRAWING PDM REV: V1-002
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D070309_Advanced_LIGO_SUS_HLTS_To

OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.
A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

6. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.

8. ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,
REV. 4

9. ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER

DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.

@ .06 VENTHOLE
THRU TO THREADED HOLE

2X DRILL AND TAP FOR v2 10 AUG 2010 E1000301 E080191
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED) CALIFORNIA INSTITUTE OF TECHNOLOGY PART NAME

oSN eI NCHEs | MEETEIRANG PR ASHE 1197 G0 e ey TOP BLADE GUARD RISER
TOLERANCES: AL MACHIMING FLUIDS MUST BE FULLY SYNTHETIC. FULLY WATER sOLUBLE  SYSTEM SUB-SYSTEM  DESIGNER | D.BRIDGES |23 AUG 2010 SIZE| DWG. NO. REV.
Xx 008 AND FREE OF SULFUR, SILICONE, AND CHLORINE. ADVANCED LIGO SUS  brafter  b.sroces 23 auG 2010 B DO 70309 N
ANGULAR + 0.5° MATERIAL FINISH NEXT ASSY CHECKER | 5. MOORE |25 AUG 2010
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p_Blade_Guard_Bar, PART PDM REV: V1-001, DRAWING PDM REV: V1-002

D070310_Advanced_LIGO_SUS_HLTS_To

NOTES CONTINUED:

(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS

OR DYES) DRAWING PART NUMBER, REVISION (AND

VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE

OF PART FOLLOWED ON THE NEXT LINE WITH A THREE

DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001

FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.

USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE

OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT

ALLOWED.

7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.

8. ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,
REV. 4

o

9. ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER
DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.

REV. DATE
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v2 10 AUG 2010
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DCN # DRAWING TREE #
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4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE
:ééx 21%2)5 AND FREE OF SULFUR, SILICONE, AND CHLORINE. ADVANCED LIGO SUS  brafter  b.srioGEs 25 AUG 2009 DO703 '| O V2
ANGULAR % 0.5° MATERIAL FINISH X NEXT ASSY CHECKER = B.MOORE 25AUG 2010
o 6061-T6 Al 32 ulﬂCh TOP BLADE GUARD ASSY APPROVAL SCALE: 1:] PROJECTION: SHEET 1 OF 1
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OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.
A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX
. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.
ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.
. ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,

REV. 4.
. ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER
DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.

NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
() SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS v1 02 JUN 2009 E0900162 E080191
VARANT QR TYPE T ABPLICABLE) O NOTED SURFACE v2 10 AUG 2010 E1000301 E080191
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D070321_Advanced_LIGO_SUS_HLTS_Earthquake_Stop_Bridge_Crossbar, PART PDM REV: V1-000, DRAWING PDM REV: V1-001
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NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND vl 02 JUN 2009 E0900162 E080191

OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE o
OF THE PART DICTATES SMALLER CHARACTERS. N

A VIBRATORY TOOL MAY BE USED. .
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX N
MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT

VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURPACE v2 28 JUN 2010 E1000236 EO80191
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ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE .
WITH LIGO SPECIFICATION E0900364.

ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000,
REV. 4
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ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED) CALIFORNIA INSTITUTE OF TECHNOLOGY PART NAME

DIMENSIONS ARE IN INCHES ) DTERPRET DRANING FER ASME Y14.51994. LIGO MAsSACHUSETTS INSTITUTE OF TECHNOLOGY EARTHQUAKE STOP BRACKET, LONG
3. DO NOT SCALE FROM DRAWING.
IO ERANCES: 4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE SYSTEM SUB-SYSTEM  DESIGNER | D.BRIDGES |16 NOV 2008 SIZE DWG. NO. REV.
XXX+ 005 AND FREE OF SULFUR, SILICONE, AND CHLORINE. ADVANCED LIGO SUS  orarer  o.srocEs 02n0v 2010 A DO 70322 V2
ANGULAR 0.5° MATERIAL FINISH NEXT ASSY CHECKER  B.MOORE 03 NOV 2010
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D070327_Advanced_LIGO_SUS_HLTS_Base_Plate, PART PDM REV: V1-000, DRAWING PDM REV: V1-000

NOTES CONTINUED:

(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

6. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)

1. INTERPRET DRAWING PER ASME Y14.5-1994.
2. REMOVE ALL SHARP EDGES, R.02 MIN.

3. DO NOT SCALE FROM DRAWING.

4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE

AND FREE OF SULFUR, SILICONE, AND CHLORINE.
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6061-T6 Al

FINISH

32 pinch hﬁ)&Aﬁg\ﬂONAL ADJUSTER ASSY arerovat SCALE: 12 | PROJECTION: SHEET 1 OF 1
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REV. DATE DCN # DRAWING TREE #
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g_Plate, PART PDM REV: V1, DRAWING PDM REV: V1

D070328_Advanced_LIGO_SUS_HLTS_Rotatin

NOTES CONTINUED:

(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

6. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0200364.
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)

DIMENSIONS ARE IN INCHES
TOLERANCES:

XX +.01

XXX +.005

ANGULAR* 0.1° MATERIAL

1. INTERPRET DRAWING PER ASME Y14.5-1994.
2. REMOVE ALL SHARP EDGES, R.02 MIN.

3. DO NOT SCALE FROM DRAWING.

4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE
AND FREE OF SULFUR, SILICONE, AND CHLORINE.
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REV. DATE DCN # DRAWING TREE #

NOTES CONTINUED:
@%%R[I)BYEESEJND%RAWE, OF /_\r\\'/\ql%%mrgEcR/’a%gv?sT%%P( (NOINKS v1 03 MAR 2009 EO09200065 E080191
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE v2 18 MAY 2010 E1000166 E0C80191

OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

o~

MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT

ALLOWED.

~N

. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE — 2X @ . ] 77 TH R U

WITH LIGO SPECIFICATION E0900364.
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o

ALL HELICOIL HOLES TO BE PREPARED IN ACCORDANCE 50
WITH EMHART HELICOIL PRODUCT CATALOG, HC2000, .

REV. 4.
. ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER 2X 25
DELIVERY, CLEANING AND BAKING OF FINISHED PARTS. .
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED) CALIFORNIA INSTITUTE OF TECHNOLOGY PART NAME
1. INTERPRET DRAWING PER ASME Y14.5-1994.
DIMENSIONS ARE IN INCHES 2! REVGVE ALL SHARE EDGES R0Z . LIGO MAsSACHUSETTS INSTITUTE OF TECHNOLOGY PULL PLATE
. - DO NOT SCALE FROM DRAWING.
TOERARCES: 4 ALL MACHINING FLUIDS SHALL BE WATER SOLUBLE AND FREE OF SULFUR,  SYSTEM SUB-SYSTEM  DESIGNER  D.BRIDGES 20JUL 2010  SIZE DWG. NO.
x5 80s CHLORINE AND SILICONE, SUCH AS CINCINNATI MILACRON'S CiMTECH 410. - ADV ANCED LIGO SUS  Drarer  D.sriDoEs 21 L2010 A D070329
ANGULAR 2 0.5° MATERIAL FINISH . NEXT ASSY CHECKER  M.MEYER | 22JUL 2010
o 304, 316 OR 302 SSTL 32 pinch ROTATIONAL ADJUSTER ASSY  approvat SCALE: 1.1 | PROJECTION: -}

D070329_Advanced_LIGO_SUS_HLTS_Pull_Plate, PART PDM REV: V1-001, DRAWING PDM REV: V1-004
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REV. DATE DCN # DRAWING TREE #

NOTES CONTINUED:
() SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS v1 03 MAR 2009 E0900065 E080191

OF PART FOLLOWED ON THE NEXT LINE WITH A THREE

ARIART R YPE T ARPLICABLE) Ond NOTED SURPACE v2 18 MAY 2010 E1000166 FO80191

DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.

EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

o~

. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
2X @ 177 THRU—

ALLOWED

® N

REV.
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DIMENSIONS ARE IN INCHES
TOLERANCES:

XX +.01

XXX +.005

ANGULAR* 0.5°

ALL HELICOILS TO BE INSTALLED BY LIGO PERSONNEL AFTER
DELIVERY, CLEANING AND BAKING OF FINISHED PARTS.

ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE 50
WITH LIGO SPECIFICATION E0200364. .
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NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED) PART NAME
CALIFORNIA INSTITUTE OF TECHNOLOGY
1. INTERPRET DRAWING PER ASME Y14.5-1994.
2 REMOVE ALL SHAR EDGES K03 ik LIGO mASSACHUSETTS INSTITUTE OF TECHNOLOGY PUSH PLATE
- DO NOT SCALE FROM DRAWING.
4. ALL MACHINING FLUIDS SHALL BE WATER SOLUBLE AND FREE OF SULFUR,  SYSTEM SUB-SYSTEM  DESIGNER  D.BRIDGES 20JUL 2010  SIZE DWG. NO.
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MATERIAL FINISH . NEXT ASSY CHECKER M. MEYER = 22 JUL 2010
304, 316 OR 302 SSTL 32 uIﬂCh ROTATIONAL ADJUSTER ASSY APPROVAL SCALE: 1.1 | PROJECTION: -}

D070330_Advanced_LIGO_SUS_HLTS_Push_Plate, PART PDM REV: V1-001, DRAWING PDM REV: V1-003

REV.
v2

SHEET 1 OF 1



4

NOTES CONTINUED:

(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

o

MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL

FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT

ALLOWED.
ALL PARTS SHALL BE MANUFACTURED IN ACCORDANC
WITH LIGO SPECIFICATION E0900364.
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E

() SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS

OR DYES) AS MARKED ON NOTED SURFACE OF PART.
USE .12" HIGH CHARACTERS.

[17.50+0.03]
.689+.001

1

[35+0.03]
.378+.001

3X.500

NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)

1. INTERPRET DRAWING PE

%

i

R ASME Y14.5-1994.

DIMENSIONS ARE ININCHES [MM] 5" REMOVE ALL SHARP EDGES, R.02 MIN.

TOLERANCES:
XX +.01
XXX +.005

ANGULAR* 0.5° MATERIAL

4

3. DO NOT SCALE FROM DRAWING.
4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE
AND FREE OF SULFUR, SILICONE, AND CHLORINE.
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NOTES CONTINUED:

(5 SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) DRAWING PART NUMBER, REVISION (AND
VARIANT OR "TYPE" IF APPLICABLE) ON NOTED SURFACE
OF PART FOLLOWED ON THE NEXT LINE WITH A THREE
DIGIT SERIAL NUMBER. SERIAL NUMBERS START AT 001
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY.
USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
OF THE PART DICTATES SMALLER CHARACTERS.
D A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX
. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.
. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0900364.
(@) SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
OR DYES) AS MARKED ON NOTED SURFACE OF PART.
USE .12" HIGH CHARACTERS.

o
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7 @ 1.500 @ 266 THRU

NOTES AND TOLERANCES: (UNLESS OTHERWISE SPECIFIED)
1. INTERPRET DRAWING PER ASME Y14.5-1994.
DIMENSIONS ARE IN INCHES 2. REMOVE ALL SHARP EDGES, R.02 MIN.
3. DO NOT SCALE FROM DRAWING.

TOERARCES: 4. ALL MACHINING FLUIDS MUST BE FULLY SYNTHETIC, FULLY WATER SOLUBLE
KRy 100 AND FREE OF SULFUR, SILICONE, AND CHLORINE.
MATERIAL FINISH
ANGULAR? 0.5° .
304, 316 OR 302 SSTL 32 pinch
4 |
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NOTES CONTINUED: REV. DATE DCN # DRAWING TREE #
SCRIBE, ENGRAVE, OR MECHANICALLY STAMP (NO INKS
T GRS S S T o6 U205 0000165 o010
GF PARTFOLLOWED ONTHE NOXT LNE WA THREE v2 | 06 JUL 2007 £0700187 EO80191
A M . A M ART A
FOR THE FIRST ARTICLE AND PROCEED CONSECUTIVELY. v3 18 MAY 2010 E1000166 EO80191

USE MINIMUM 0.12" HIGH CHARACTERS, UNLESS THE SIZE
H OF THE PART DICTATES SMALLER CHARACTERS.

A VIBRATORY TOOL MAY BE USED.
EXAMPLE: DXXXXXXX-VY, TYPE-XX, S/N XXX

6. MACHINE ALL SURFACES TO REMOVE OXIDES AND MILL
FINISH. USE OF ABRASIVE REMOVAL TECHNIQUES IS NOT
ALLOWED.

7. ALL PARTS SHALL BE MANUFACTURED IN ACCORDANCE
WITH LIGO SPECIFICATION E0200364.
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