





(@)

| Extension cables to DAQ

TCs connected [o
their extensions

\

Base plate TC:

Omega TJSG'CASS'le Tape down TCS tO
avoid recoater blade

Coupons 1-4 immersed in powder to complete Tests# 1,2

()

Coupons 1-4 immersed in powder to complete T}est 3

Figure 16:Placement of test part in machine for running Tests on coupons 1-4(a): general location of
test part in machine, relative to TC extension cables. (b) Coupons 1-4 immersed in powder for completing
Tests 1, 2. (c) Coupons 1-4 covered by powder for completing Test 3.
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(a)

Coupons 5-8 immersed in powder to complete Tests 1, 2

(b)

Figure 17: Placement of test part in machine for running Tests on coupons 5-8: (a) Coupons 5-8 im-
mersed in powder for completing Tests 1, 2. (b) Coupons 5-8 covered by powder for completing Test 3.

B.4 Measured dimensions of test part

The dimensions of all features of the test part were measured by Selecteon Corporation after
manufacturing. Fig. 19 displays the feature labeling convention used by Selecteon when reporting
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their findings. Tb. 8 lists these dimensions.

Table 8: Measured dimensions of test part. Numbers in reference to Fig. 19. Dimensions in inches.

Dimension  value Dimension value | Dimension value

1 6.108 32 0.587 8A (X)  0.0630
2 3.156 33 0.197 8A(Y) 0.1601
3 6.301 34 0.377 8B (X)  0.0609
4 0.196 35 11.2 8B(Y) 0.1611
5 0.201 36 10.2 8C(X)  0.0712
6 3.149 | 37 (diameter) 0.127 8C(Y) 0.0623
7 6.102 37 (depth) 0.982 8D (X)  0.0605

0.191 38 0.0005 8D (Y)  0.1606

0.189 39 0.0029

0.191 1A (X) 0.0396

0.190 IA(Y)  0.0320
0.190 IB(X)  0.0406
0.191 IB(Y)  0.0426
0.190 1C (X) 0.098
0.191 1IC(Y)  0.1997
0.191 ID(X)  0.0333
0.191 ID(Y)  0.0307
0.191 2A(X)  0.0390
0.191 2A(Y)  0.0402
0.387 2B(X)  0.0405
0.388 2B(Y)  0.0404
0.388 2C(X)  0.0989
0.388 2C(Y)  0.1972
0.387 2D (X)  0.0322
0.387 2D(Y)  0.0409
0.387 3A(X)  0.0401
0.387 3A(Y)  0.0609
0.388 3B(X)  0.0405
0.387 3B(Y)  0.0406
0.388 3C(X)  0.0980
0.387 3C(Y)  0.1974
9 0.244 ID(X)  0.0359
10 0.160 ID(Y)  0.0610
0.1627 | 4A(X)  0.0397

11(x3)  0.1625| 4A(Y)  0.0388
0.1631 | 4B(X)  0.0408

2 06018 | 4B(Y)  0.0382
13 0.200 4C(X)  0.0988
0.1627 | 4C(Y)  0.1936

14(x3) 01627 | 4D(X)  0.0556

8 (X) (x12)

8 (Y) (x12)
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[1]

(2]

(3]

0.1627 4D (Y) 0.0407

15 0.3997 SA (X) 0.0583
16 0.483 SA (Y) 0.1623
17 0.087 5B (X) 0.0612
18 2.120 SB (Y) 0.1608
19 2.113 5C (X) 0.0655
20 6.301 5C(Y) 0.0685
21 0.0875 5D (X) 0.0620
22 0.4766 5D (Y) 0.1611
23 0.9988 6A (X) 0.0612
24 0.183 6A (Y) 0.1608
25 0.243 6B (X) 0.0570
26 0.516 6B (Y) 0.1619
27 0.388 6C (X) 0.0674
28 1.173 6C (Y) 0.0658

0.164 6D (X) 0.0629
29 (x3) 0.164 6D (Y) 0.1613
0.164 TA (X) 0.0662
0.387 TA (Y) 0.1602
0.388 7B (X) 0.0638

0G4 387 7B (Y) 0.1615
0.387 7C(X)  0.0750
0.193 7C(Y)  0.0590
ey 0191 7D (X)  0.0591

0.192 7D (Y) 0.1603
0.191
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