
VLBA ACQUISITION MEMO #349
MASSACHUSETTS INSTITUTE OF TECHNOLOGY 

HAYSTACK OBSERVATORY
WESTFORD, MASSACHUSETTS 01886

2 February 1993 Telephone: 508-692-4764
Fax: 617-981-0590

To: VLBA Data Acquisition Group

From: Alan E.E. Rogers, Ken Wilson
G. Peck H. Hinteregger

Subject: Thin tape upgrade - summary of parts, drawings, assembly and test

VLBA Acquisition Memo #290 describes the preliminary version of the upgrade - use only with 
caution - as some details have changed. This is an updated version of VLBA Acquisition Memo 
#333.

Drawings: ACAD
Drawine #’s File Names

I/O S le e v e ............................. C6310-101 Rev D . 6310101D
"E" Casting ........................... D6310-105 Rev C . 6310105C

(also known as vacuum spacer)
Vacuum Door ...................... C6310-108 Rev C . . 6310108C
Vacuum Front Door Plate . C6310-109 Rev B . . 6310109B
Mods, to Loading Blocks . . A 6310-112............ . A6310112
"E"-Casting Assy & Install. . D 6310-113............ . D6310113
Vacuum Door Assy & Install C6310-114A.......... . 6310114A
Edge Bearing Plate ............ A6310-83A............ . A631083A

Part Numbers:

Precision P la t e ........................Metrum - 16827015-001
Backing P la te ........................ ..Metrum - 16827014-002

(modified according to Dwg. 6310-82 Rev A)
I/O Roller ............................. ..Metrum - 16812759-005
Idler Rollers ........................ ..Metrum - 16821285-004
Loading Blocks ................... ..Metrum - 16776407-003
Alumina Plates ................... ..Coors - To Dwg. A6310-83A

Costs:
See VLBA Acquisition Memo #331.

Assembly:

E-Casting ...............................  Drawing - D6310-113
Front Door ........................... Drawing -C6310-114
I/O Rollers ........................... As in VLBA Acquisition Memo 290 but use die-cut 10 mil

shim washers.

1



Alignment:

Reel T a b le .............................  VLBA Acquisition Memo 290

Tape Clearance:

See Attached Drawing as an aid to understanding clearances - 
Labelled - Nominal Tape Clearances, Rev A, Sept ’92

Tests:

Forward/reverse shift . . . .  VLBA Acquisition memo 151
Speed Shift ........................... " " " "
Vacuum S h if t ........................
Flip Test ................................ " " " "
Front Door Margin ............  " " " 330

Special Notes and Cautions:

1] Be sure alumina plates are clean, especially in the area which is epoxied. Be sure the epoxy 
bond is good - for if the bond breaks the plate can be pulled out by the vacuum enough to 
damage tapes.

2] The slope in the depth of the vacuum column should be 4±0.8 mils per inch. Check that 
depths at points C (1.25" from points A ', A", B', B", along the inside edges of the bearing 
plates) is close to 5 mils greater than at those points, and, in any case, between 1.0065"and 
1.0085". The depth along the outside edge of the 3" square bearing plate is nominally 12 
mils greater than along the inside edge, that is, 1.0145" ± .0029"(worst case sum of errors).

3] Ignore other tests in VLBA Acquisition Memo # ’s 151 and 330 as they are either obsolete 
or unnecessary. Do only forward-reverse, speed shift, vacuum shift, and flip test from 
Memo 151. Do only the door shim test in Memo 330 (only remove idler if there is a 
problem with door margin).
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USER NOTES' 1. P R E V E N T S  EDGE DAMAGE TO THIN TA P E  W ITH 
------------------- REA SO N A BLE PACK MISALIGNMENT TO LERA N C E.

2. S ' TA PE BEA RIN G  SU RFA CE TO MINIMIZE FR IC T IO N .

3. LEN G TH  OF SU RFA CE ALLO W S .050 TAPE EDGE M ISALIGNMENT AT 5 ' 
D ISTA N C E W ITHOUT BINDING ( I F  T A P E  IS  F R E E  TO S L ID E ) .

4. FLA N G E D E T A IL  TO MINIMIZE T A P E  E N T R Y /E X IT  CONTACT LEN GTH .

■BT1/9?
NDTES

NO RACK MARKS OR R A IS E D  SC RA TC H ES  

PERM ITTED  ON 0 F ] .

ALUM. # 6 0 6 1 -T 6  P ER  

O Q -A -2 2 5 /8

rim s* * at r a r in g k t

NONE
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KCIM AL .XX I
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angu.a* ft r w  63

X  K X O M U
PC* wiL-ttD-10 

4 HCMOVt M W t AK8 W A K  
S*A*P (DGCS 1/64 MAX.

*  scj»cv i»«c«n  n*  k il-std-*
4. ALL OlHCNSIOKS TO APPLY 

BCHMC PVATIKJ OR CCX- 
VCAStflN COATING.

a x
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4.H1NTEREGGER

m n. i  r*actu

NORTHEAST RADIO OBSERVATORY CORPORATION 
HAYSTACK OBSERVATORY 

VESTFORD, MASSACHUSETTS

S L E E V E , TURNAROUND R O LLE R  
(1 INCH THIN T A P E )

6310101D 6310-101



.106 DIA. THRU - C IO RE 186 DIA.
7Z DP rfrOM JuPTACC - T -  <*> *C* mOLCS -

7 - k . c It*  * ■CJtt̂ TD'

A |r x hth A £R|*/V Thac«i>cis |«CC*IC AM
1

C |R X }H T h A E R |i/v v rg o m a  CSQfCM. h«CM«}| W C O

en d  or t a p c k  (O') •
<SEE *USER NOTE* #4)

A  I jO M S  NOMINAL
m  s t a r t  o r  t a p e r  (o>

DEPTH 406  NOMINAL. FOR  
RCr. 0 4 . Y <1H0VN EXAGGCRATEO f 0 *

CLARITY) - (SEE 'USER NOTE' «4>

TYPICAL SECTION K-K USER NOTES:

NDIES

REPRESENTS SIMILAR TAPER ARCAS ON ALL <3> 
LEGS OT VACUUM COLUUM SPACER 

K)TC. HOLE REPRESENTATIONS OMITTED TOR CLARITY

■THIS PART SCRVCS VLBA AND HJ*K | v  (HIGH SPEED. 
Thin TAPE) VERSIONS QT MCTRUH 96 TAPE TRANSPORT.

1 'E*  kO .E S  SERVE TO MOUNT INNER TAPE EDGE 
SEARINGS <HARD POINTS) QN ALUMINA PLATCS-

2 TAPERED S P A C E S  ADDED TO PREVENT DAMAGE TO 
THIN TAPE AT HI04 SPEED.

I  SHADED AREA Wmm REPRESENTS TAPER Z O C  MACHjtC BEFORE TAPER 9* -T- 
ON SA>C 414* (2 NIL/INCH) ANGLE PLATE. TAPERED SURFACES CAN BE STEP vlSE  
APPROXIMATED WITH V  X 401* STEPS INSTEAD QT USING ANGLE PLATE 

2. SURFACES *A- 1 TQ SURFACE 1-

3 1 2 \  DENOTES i^ ^ K M E N T S  TO BE N AK V ITH  PART 
SECURES IN R E S IG N E D  STATE (SWFACE -C- DOVN)
* USE (6 ) *B* K JLES  AS TIE-DOVN POINTS

4. BREAK ALL SHARP EDGES £30 h 45* MAX. 
3 INSIDE CORNER RADII TO BE £ 2  MAX.

WTCRIAL'
ALUMINUM TOOLING PLATE. AMAX MIC-6

FINISH AND/OR K A T  TREATHCNf. 

NONE

x jt n c A j i  ftADto o i»*v*rop T corporation 
mavSTack (BUftVAfOM 

wctTrm a s





CHANGE
LCTTCR
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CrtCB»r APP-#
ir MIC D£H t  MSCRIPTION

A R JC HFH HFH 8/92 .2 9  V/AS .2 8 , 5.41 V A S  5 .44

NO F IN IS H  V A S  G LA S S  BEAD
IMPACT B L A S T . NOTE #1 R E F E R S

TO CHANGE 'A *  ON DOOR DWG.

B R JC HFH HFH 1/93 'N O TES* A REA  • C -6310-108A
IS  NOW C -6 3 1 0 -1 0 8 C .

E

CJ

NDTES

1. FOR 'VACUUM DOOR' DRAWING S E E  C -6310-108C

2 . P LA T E  F LM M E S S  TO BE .002 /IN C H

.062  ALUMINUM, # 6 06 1 -T 6

f IM K H  AMU/M tgAT TREATMENT

NONE
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kcim al .xxx > am s-}  
ANGULAR * #*30'

1  SUKrACX KOUChHC ss  \  /
P C* MIL-STO-IO V '

i ^ m & t  m o s s  a m i m c a k
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VCRSION COTING.

W IT  ASSCMH.T

F U L L
c l a s it ic a t d i

Wavn t u ---------------------
_______ H.mNTCPt t GCR.

RCApr

■MTU I  MUCUS

•CCH MMLTStS

-srrr
£&£.

NORTHEAST r a d io  o b s e r v a t o r y  c o r p o r a t io n  
HAYSTACK OBSERVATORY 

VESTFORD. MASSACHUSETTS

T A P E  ED G E BEA R IN G  P L A T E  

FD R VACUUM DOC

6310109B
CAD F I L F  ***■

OTC

631^^9



CHANGE
LE T T E R

D'WN
BY

CHK'D
BY

APP'D
BY DATE D.C.N. t  DESCRIPTION

R E L I E F (REF)

MAT'L -  METRUM #16776407 -  003 
ALUM. #6061-T6  

FINISH -  NDNE

SHOP NOTES' UNLESS OTHERWISE SPEC IFIED

1. DIMENSIONS ARE IN INCHES
2. TOLERANCE ON DIMENSIONS 

FRACTIONAL ± 1/64 
DECIMAL .XX ± .01 
DECIMAL .XXX ± .005 
ANGULAR ± 0*30'

3. SURFACE ROUGHNESS 
PER M IL-STD-10

4. REMOVE BURRS AND BREAK 
SHARP EDGES 1/64 MAX.

5. SCREW THREADS PER M IL-STD -9
6. ALL DIMENSIONS TO APPLY 

BEFORE PLATING OR CON­
VERSION CDATING.

32 NEXT ASSEMBLY

WEIGHT

SCALE FU LL
CLASSIFICATION

DRAWN FOR
H.HINTEREGGER

DRAWN BY
R.J.CADY

CHECKED BY

ENGINEER

MATL. t PROCESS

THERMAL

MCCH. ANALYSIS

DATE
9/92
9/92

NORTHEAST RADID OBSERVATORY CORPORATION 
HAYSTACK OBSERVATORY 

VESTFORD, MASSACHUSETTS

LDADING BLEICK (WITH R E L I E F  

MODIFICATION FDR EDGE  
BEARING PLA TE)

A6310112 A
DWG. S IZ E

6310 -  112
DWG. NO. R E V .



APPROX AREAS CF SPLIC IN G  TAPES

A
7**

r jc Yf H
T
HfH «/» 3 P * IT *  MAY DVG A-6310-83A

VAS 10-304399. PARTS HAY

DVG D-6310-1WC VAS -IQSA.

O

V IE V  ' Z '  O f  WINDOW AREA V IT H  ALUMINA BEARIN G 

PLA TE AND CLAMP BEARING P L A T E  NOT SHOWN.

P A R T S  L IS T

riNp • QTr PART I k s c r ip t io n SOURCE

i 4 HAY DVG A-6310- I I3 VINDOV. VAC COLUMN HONKS
e z HAY DVG A-63IO-0SA PLATC SCARING CLAHP HONKS
3 z HAT DVG A-63I0- 93A ALUMINA SCARING PLATC COORS
4 1 D-6310-1WC VACUUM SPACCR <*E' CASTING) MONKS
i AS ftco TRA-BOND 2114 LOV VAPOR CPOXY TRA-CON
6 1 PU6- 370-6-SS STua CATCH *6- 3* TinnCRman / Ca TOn

7 6 •6-32 * 7/ 8* L NG s r x  wD CAP SC'V, ss LAVSON
e 6 •6 SPL'T L'KV SWR. J.s. LAWSON
9 i 006 1/0 I 0 ■ 1/4 OD VITOn 0 -RInG LAVSON
10 6 • 2-34 - 3/0 ' I'NG SK'T wD CaP SC'V, SS LAVSON

P R E P A R A T I O N  n r  C A S T I N G  f~DR I N S T A L L A T I O N

I CLEAN PARTS TO 8C BONKD VITH  ALCOHOL ATTACH SCARING CLAMP PLATES TO ' I *  
c a s t in g  w ith o u t  alu m in a  p l a t e s  t ig h t e n  SLCURELY.

2 p o s it io n  vacuum  COLUMN WINOOWS in  PL ACC ALIGNING them  a g a in s t  b e a r in g  
PLATCS SECURE WINDOWS In PLACE WITH a DROP Of SUPCR GLLC OR DOUBLE 
S1DE0 TAPE REfCV E BEARING CLA>*> PLATES

3 APPLY A BO D  Of RECCXMENKD EPOx* a l OnG T K  ENDS Of EACH WINDOW 
EPOXT NOT ALLOWED IN PORTION Of WINDOW V IS IB L E  Thru  SPACER OPENING 
EPC xr NCT TO PROTRuDC OUTSIDE OT WINDOW CUTOUT. ALLOW EPOXY 
TO SET rOR 24 HOURS

* INSERT (6 -3 8  » 7 /8 ' LONG SCREWS VITH LOCKWASKRS AND SECURE IN PLACE 
WITH 0-RINGS. ATTACH FRICTION CATCH STUD 

5 ATTACH BEARING CLAMP PLATCS WITH »e-5»  < 3/8* LONG SCREWS PLACE
a l u - : na p l a t e s  BETWEEN b e a r in g  Clam p  Pl a t e s  and 'E '  Ca s t in g  an0 TIGHTEN
SCREWS JUST enough  T3 *ECP ALIKINA PLATES FROM FALLING OUT

HARD POI NT A S S E M B L Y
1 LOOSEN BEARING CLAMP PLATE SCREWS BEING CAREFULL Th at a l l w Ina p l a t c s  

DO « T  t a l l  OUT.
1 ATTACH •£• c a s t in g  TO a PRECISION PLATE <M£TI*UM 1688 7013 - 001) CKCKING TO SEC th a t 

IT IS s i t t in g  f i r m ly  a g a in s t the  PRECISION PLATE. TIGmTEn 'E '  c a s t in g  SCREWS
3 CENTER alu m ina  p l a t e s  In c a v it i e s  (APPROX eq u a l  c l e a r a n c e  on ea c h  SIDC> AND t e s t  

w it h  2 MIL TO 5 MIL shim  STOCK. TIGHTEN BEARING CLAKP SCREWS TO 9 IN. o :
4. MEASURE DEPTH Of 'E* CASTING WITH DCPTH MICROMCTER AT POINTS A, A*. A ' AND Bl B'. »•.

THEY SHOULD ALL AGREE TO WITHIN 1 MIL BETWEEN 1.0013* AND 10033'. I f  NOT WITHIN 
TOLERANCE TRY TO DCTERM1K RCASON - SEEK ADVICE I f  KCCSSARY.

5 REMOVE *E ' CASTING. LEAVING BEARING CLA**> PLATE SCREWS TIGHT.
6 ATTACH 2 PIECES Of SPLICING TAPE TO ALUMINA PLATE. <)> ABOVE AND <!> BELOW

CPOxr slo t  in  b e a r in g  c la **> p l a t e , w r a p  t a p e  a r o x d  EDGE Of alu m in a  p l a t e ,
WITH TAPE UNDER TENSICH ATTACH TO BACK Of BEARING CLAMP PLATE. THIS WILL 
HOLD ALUMINA PLATE SECURELY AGAINST BEARING CLAMP PLATE

7 RE-IN STALL 'E '  CASTING and fCASURE DEPTHS AT POINTS A AND B. A CHANGE Of 1 MIL,
FROM SQUEEZING OUT A WITHIN-SPEC LACK Of FLATNESS IN T *  ALUMINA AND BEARING 
CLAMP PLATCS IS POSSIBLE IF A GREATER Change IS  OBSERVED START OVER AND TRY 
TO f in d  CAUSE.CROTATE OR FL IP  ALUMINA PLATE. EXCHANGE AND FL IP  BEARING CLAMP 
PLATCS FOB EXAMPLE).

a IF DIMENSIONS ARE ACCEPTABLE AGAIN REMOVE *E ' CASTING. LEAVING BEARING CLAMP PLATC 
SCREWS TIGHT. ALSO. LEAVE TAPE IN p l a c e  

» p l a c e  A DROP OF R E C 9 4 C N K D  EPOXY IN SLOT Of BOTH BEARING CLAMP PLATES SO THAT 
ALUMINA PLATE BtXDS TO BEARING CLAMP PLATE. EPOXY SXXJLD * )T  WICK IN BETVECN 
ALUMINA PLATE AND BEARING CLAMP PLATE. LET EPOXY SET TOR 24 HOURS.

10. FINALLY. REMOVE t a p e  AND REINSTALL 'E '  CASTING. TAKE MEASUREMENTS AS IN STEP 4
IF  ALL MEASUREMENTS ARE WITHIN SPEC. ASSEMBLY IS  COMPLETE AND SHOULD BE INTERCHANGEABLE 
BCTWEEN MACHINES W1TKXIT HARDPOINT ADJUSTMENT.

NOTES
I. T K  DEPTH AT A AND B SKJULD BE OCCKED PERIODICALLY AS PREVEN TIVE MAINTENANCE.
2  WHEN AN ALUMINA PLATE DEVELOPS SIGNIFICANT WEAR AT T K  EDGE BEARING ARCS *C.*

IT CAN BE REUSED BY BREAKING THE EPOXY TIE-DOWN POINT BY TWISTING THE ALUMINA PLATE O ff  
T K  CLAMP PLATE. CLEANING THE EPOXY RESIDUE o r r .  ROTATING T K  HARD PLATE W  UXX OR 270T 
OR FLIPPING IT OVER FOR 4 ADDITIONAL WEAR POSITIONS. AND REPEATING Th e  HARDPOINT
a s s e m b l y  in s t r u c t io n s

SIGNIFICANT WEAR AND SCRATCKS >0001' X C P . CAN ONLY BE DIRECTLY EVALUATED BY INSPECTION CT 
THE HARD-PLUS-CLAMP PLATE SUBASSEMBL1ES UNDER A HIGHPOVER MICROSCOPE. O T K R  SYMPTOMS SUCH 
AS AN INCREASE IN T K  AMPLITUDE Of T K  INTERCHANGE TRACKING SIGNATURE MAY INDICATE HARD 
POINT w ear  ONLY T K  CENTRAL EDGE BEAR I f *  ARCS ADJACENT TO T K  KIDDLE LEG Of T K  *E* CASTING 
AFFECT TRACKING

SECTION P -P

NOTES
FINISH AND/OR K A T  TREATKNT.
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Crt<-0ir APP'O
IT D*rt BCM 1 KSCKlPrtON

A R JC HFH HFH 1/93 PT It HAY C6310-108A IS  NOV

HAY C6310-108C &. HAY C6310-109A

IS  NOW HAY C6310-109B.

FRONT DDDR ASSEMBLY
1. CH ECK TA P E  ED G E BEA RIN G  P L A T E  FD R BU RRS. IF  N EC ES S A R Y , CLEA N  

P L A T E  W ITH  S C D T C H B R IT E  AND RAZOR BLA D E TD REM O VE BURRS.
2. A TTA CH  FR IC T IO N  CATCH W ITH 1 /8 ' TH IC K  STAN D O FFS B ETW EEN  DDDR 

AND CATCH. A S S EM B LE  CATCH AND STA N D O FFS TO DDDR W ITH # 6 - 3 2  

PAN HEAD SC R EW S.
3. ATTA CH  T A P E  ED GE BEA R IN G  P L A T E  TD DOOR W ITH # 2 - 5 6  PAN HEAD SC R EW S .

NDTE
T A P E  EDGE CONTACT A R EA S  *A*, CAN BE ALLO W ED  TO W EAR TO A D EPTH  OF 
.0 02 ' (M EASU RE W ITH  S TRA IG H TED G E AND SHIM S L IV E R  P R O B E ). TH E BEA R IN G  P L A T E  
SHOULD THEN B E  TURNED 180; FO LLO W ED  BY 2  AD DITIO N AL W EAR C Y C L E S  ON THE 
OTH ER S ID E . A F T E R  4 W EAR C Y C L E S  THE BEA RIN G  P L A T E  MUST B E  R EP LA C E D .

PARTS L IST

FIN D  # Q 'N T'Y PA R T  # D ESC R IPT IO N M 'F 'T 'R

1 1 HAY C 6310-108C VACUUM DDOR MONKS

2 1 HAY C 6310-109B T A P E  ED GE BEA R IN G  P L A T E MONKS

3 1 C 2 2 8 0 3 S S -0 1 2 R E C E P T A C L E , F R IC T IO N  CATCH EATON

4 1 # 6 - 3 2  x  3 /8 *  L'NG PAN HEAD SCREW , S .S . LAW SON

5 2 8500 .125 R'ND C LEA R  STANDOFF H.H.SMITH

6 2 # 2 - 5 6  x  3 /1 6 *  L'NG PAN HEAD SCREW , S .S . LAW SON

7 1 # 6 - 3 2  x  3 /4 *  L'N G PAN HEAD SCREW , S .S . LAW SON

8 1 P D 1-7 KN U RLED  THUMB NUT BERG

r  iwfiI i TP ...... “ *i
i n  i d |  h i

NDTES

r im sH  ama / m  » « a t  t r ea t m en t

* * *  NOTCSi UNLESS OT»€ftVtSC SPECIFIC*

I  DOCKS IONS M C IN D O C S  
V  TQLCKANCC Oi DIMENSIONS 

FRACTIONAL t  1/44 
K C IH A L  .XX i  41 
KC IM AL  .XXX *  409 
ANGULAR *  0*90*

X SURFACE ROUOMCSS 
p e r  n il-std -io  

4. r e m o v e  m m s  AND irc a k  
SHARP (DOCS 1/64 HAJL 

*  SCRCV THREADS PCR MlL-STD-f 
4. AU. DIMENSIONS TO APPLY 

KFORC PLATING OR CON­
VERSION COATING.

NCXT ASSCMSLT

“•“ FULL
CL«ttrioitoi

H.HlNTEREGGERl

R.J.CABY

m t i .  t  m o c c jx

KC H  MHITSIS

NORTHEAST RADIO OBSERVATORY CORPORATION 
HAYSTACK OBSERVATORY 

VESTFORD, MASSACHUSETTS

A SSEM B LY  -  VACUUM DOOR

6310114A 
CAD F IL E

6310 -114



SHOP NOTESi UNLESS OTHERWISE SPECIFIED

3.

DIMENSIONS ARE IN INCHES 
TOLERANCE ON DIMENSIONS 
FRACTIONAL ± 1/64 
DECIMAL .XX ± .01 ~
DECIMAL .XXX ± .005 b o  
ANGULAR ± 0*30'
SURFACE ROUGHNESS 
PER MIL-STD-10 
REMOVE BURRS AND BREAK 
SHARP EDGES 1/64 MAX.
SCREW THREADS PER MIL-STD-9 
ALL DIMENSIONS TO APPLY 
BEFORE PLATING OR CON- 
v h A on COATING.

USED ON

NEXT ASSEMBLY

WEIGHT

SCALE FULL
CLASSIFICATION

DRAWN FOR
H.HINTEREGGER

DRAWN BY
R.CADY

CHECKED BY

PROJECT
JJ&L

ENGINEER

i l E d
MATL. t PROCESS 
ALUM. JIG  PLATE
STRUCTURES

THERMAL

MECH. ANALl

DATE
9 /9 2

9 /9 2

i / a 2=.

U lz

NORTHEAST RADIO OBSERVATORY CORPORATION 
HAYSTACK OBSERVATORY 

WESTFORD, MASSACHUSETTS

BEARING PLATE CLAMP 
(REV ISED  WITH ADDITION DF EPOXY 

TIE-DOWN NOTCH)

A631082A
F ILE  NAME

A
DWG. S IZE

A-6310-
DVG. NO. REV.



CHANGE
LETTER

OWN
BY

CHK’D
BY

APP'O DATE D.C.N. tc DESCRIPTION

A RJC HFH HFH 2 /93 PREVIOUS 3.000 ±  .003 DIMENSION IS NOW

2.995 ±  .005 (TO INSURE PROPER FIT)

COORS CERAMIC COMPANY 
ELECTRONICS DIVISION 
17750 WEST 32nd AVENUE 
GOLDEN, COLORADO 80401 
FAX. NO. (303) 277-4779  
TELEPHONE: (303) 278-4000

ALUMINA .025 THICKNESS 
SUPERSTRATE 99.6% ULTRAGRADE

FINISH: 
SURFACE FINISH 2plN. CLA, BOTH FACES 
PART TO BE EDGE GROUND

± .001 

.025(REF)

SURFACES FLAT &: PARALLEL 
TO .0005 IN./IN.

SHOP NOTES: UNLESS OTHERWISE SPECIFIED

1. DIMENSIONS ARE IN INCHES
2. TOLERANCE ON DIMENSIONS 

FRACTIONAL ± 1/64 
DECIMAL .XX ± .01 
DECIMAL .XXX ± .005 
ANGULAR ± 0*30’

3. SURFACE ROUGHNESS 
PER M IL-STD-10

4. REMOVE BURRS AND BREAK 
SHARP EDGES 1/64 MAX.

5. SCREW THREADS PER M IL-STD-9
6. ALL DIMENSIONS TO APPLY 

BEFORE PLATING OR CON­
VERSION COATING.

NEXT ASSEMBLY

SCAU FULL
CLASSIFICATION

DRAWN FOR
H.HINTEREGGER

C.KOSTKA 12/89

MATL. k  PROCESS

THERMAL

MECH. ANALYSIS

DATE
12/89 NORTHEAST RADIO OBSERVATORY CORPORATION 

HAYSTACK OBSERVATORY 
WESTFORD, MASSACHUSETTS

ALUMINA EDGE BEARING 
PLATE, MODIFICATION TO 

HONEYWELL PRECISION PLATE

A631083A
FILE NAME

A
DWG. SIZE

A -6 3 1 0 - 8 3
DWG. NO. REV.



ENTRANCE TO 
FRONT DOOR
12 MILS

NOMINAL 
I /O  FLANGE 

CLEARANCE
10 MILS

(NOMINAL CLEARANCE AT HUB 
OF SELF-PACKING REEL -  2 MILS 
ON EACH SIDE -  4 MILS TOTAL)

CLEARANCES SHOWN 
FOR TAPE WIDTH = 0 .9 9 8 ”

i .

IINNER FLANGE 
OF REEL 10 MILS 
ABOVE PLANE OF 
PRECISION PLATE

HEIGHT OF _ 
FLANGE ABOVE 
PRECISION PLATE

11 MILS
(SET BY 10 MIL SHIM)

a

TAPE CLEARANCE 
AT ENTRANCE TO 
HARD POINT 

4 MILS
SLOPE OF FRONT 
DOOR = 2 MILS/INCH

L TAPE ANGLE 
= 100 ARCSEC

NOMINAL
EDGE CONTACT"
POINT

NOMINAL —  SLOPE OF HARD
FLANGE CLEARANCE POINT PLATE 

2 MILS = 2 MILS/INCH

a
10 MIL STEP

TAPE 
ANGLE 

= 1 0 0  ARCSEC

TAPE CLEARANCE 
AT TURN-AROUND 
IN VACUUM COLUMN

4 .5  MILS

CLEARANCE 
BETWEEN TAPE 
AND PRECISION 
PLATE AT 
CAPSTAN

13 MILS

TAPE PATH IS SHOWN FOLDED OUT ABOUT THE CENTER OF THE LOOP TURN-AROUND
NOT DRAWN TO SCALE

NOMINAL TAPE CLEARANCES REV A SEPT 92


