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NSTX VESSEL INNER WALL BETWEEN BAY A AND B
LOOKING FROM MACHINE CENTER OUTWARD

NOTES:

L, POINTS A,B AND C ARE THE
TAB WELD LOCATIONS ON THE
INNER VESSEL WALL AS
DEVELOPED IN THE GAS PUFF
MANIFOLD CAD MODEL.

MARK POINTS A,B, AND C ON
THE WALL USING THE FARO
MEASURING ARM SYSTEM FOR
WELDER GUIDANCE.

2, WELDING SHALL BE
PERFORMED IN ACCORDANCE
WITH THE REQUIREMENTS OF
AWS DL& (FOR STRUCTURAL
WELDING OF AUSTENITIC
STAINLESS STEEL) AND PPPL
PROCEDURE NO. EM-002

VISUAL WELD INSPECTION
SHALL BE PERFORMED IN
ACCORDANCE WITH THE
ACCEPTANCE CRITERIA OF AWS
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