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CROSS SECTION L-L

FIG. 2B
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STAMP FILLER SHIM FROM THIN SHEET OF METAL
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CLEAN STAMPED FILLER SHIM
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FIG. 5A
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FIG. 5B
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FORGE HARD DISK DRIVE BASE PLATE
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PERFORM MACHINING ON MARRYING SURFACE OF THE
FORMED HARD DISK DRIVE BASE PLATE
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CLEAN THE MACHINED HARD DISK DRIVE BASE PLATE
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FIG. 6
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PRE-HEAT COMPONENT PARTS (I.E., HARD DISK DRIVE BASE PLATE, FILLER
SHIM, AND SHROUD) PRIOR TO WELDING
802

v

ARRANGE COMPONENT PARTS TO ALIGN MARRYING SURFACES
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WELD ALONG AN INTERIOR WELDING PATH AND AN EXTERIOR WELDING
PATH OF THE ARRANGED COMPONENT PARTS TO FORM THE EXTENDED
HEIGHT HARD DISK DRIVE BASE PLATE
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PERFORM POST-WELDING STRESS RELIEF ON THE EXTENDED HEIGHT HARD
DISK DRIVE BASE PLATE
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PERFORM A FIRST SET OF MACHINING OPERATIONS TO REFINE THE
EXTENDED HEIGHT HARD DISK DRIVE BASE PLATE
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CLEAN AND PLATE THE EXTENDED HEIGHT HARD DISK DRIVE BASE PLATE
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PERFORM A SECOND SET OF MACHINING OPERATIONS TO REFINE THE
PLATED EXTENDED HEIGHT HARD DISK DRIVE BASE PLATE
814

A

CLEAN THE EXTENDED HEIGHT HARD DISK DRIVE BASE PLATE
816

FIG. 8




