Minutes & action items from Nov. 17 TRT Barrel integration meeting.
· Cable mockup: Cable mockup in SR is done and now moved to 175. Neil et. al. is finishing up the cable tray there.  Will mount the cable harness this week, then take them down, measure the cable length and write up a report.
· Drawings: Manifold drawing review took place Wed. morning. 15 action items were generated and circulated. Of the action items, one is a design change which requires moving manifold pipe at PPB1 by 4.5mm. The complete action item list is attached at the end of this note. Some items are not related to the drawing itself e.g. holding down the outer and inner ring of the manifold on space frame. Detail design of is to be worked out. The drawing revision is expected to be done next week.
· Fuse box bracket drawing: Type 3 need to be revised, specifically, to add 3 mm to the length of the legs. As there's no urgency on this, the revision will come after the work of manifold drawing. 

· Module status: There are 2 type 2 and 11 type 3 modules in SR under preparation. Craig is arriving Thursday to finish the preparation and install them.
· 1 type 2 module has cooling sleeve problem that need to be look at

· 1 type 3 module has one of the active gas fitting plugged. For this module we will try the alternate fitting: switching from acute corner to obtuse corner and vise versa for the other side.

· All modules on BSS have protection boards installed.

· From 154 we expect to have 3 modules next week. 4 more in the following week, 2 more in the 1st week of Dec and 2 remaining ones the following week.

· Other items:

· Purging gas convoluted tube length needed is 100ft or 30meter. Jack will order them. 

· Continue to see fuses fail just sitting on the shelf after finishing the Fusebox production processes. Jack is to writing up a report. (appended at end of this note)

-----------------------------------------John's Manifold Review Action Item ---------------------

Hi Curt and All: 

The manifold drawing package review was completed this morning and there are a number of follow-up actions.  The following is a summary of the review results and action items.  This e-mail is addressed to all members of the review group.  If anyone notices anything that I missed, please respond promptly. 

1.  (Curt) There is a problem with the position of the manifold pipes at PPB1.  The pipes align on the A-side, however there is an 11 mm offset on the C-side.  This occurs because the services within the cryostat are symmetric around the y-axis; while the barrel services are mirror symmetric.  In order to resolve this, it was decided to move the connectors 4.5 mm on the A-side.  The C-side manifold can then be mirror symmetric which is a manufacturing benefit.  I suggest we discuss this at more length on the telephone with myself and Raphael so that you are clear on what to do.  This is the number one priority for Curt and needs to be completed as soon as possible.  This will permit Andrea, Raphael, and myself to repeat the positional checks while Curt finishes the other drawing modifications. 

2.  (Curt) This task is related to change 1 above. Modify the manifold ear supports to reflect the tubing change. 

3.  (Raphael) This task is related change 1 above.  Modify the PEEK tubing loops to accommodate the mirroring of the 8 mm connector.  Raphael will make these changes. 

4.  (Curt) All references to supply and return pipes in the drawings reflect the situation before we reversed the flow.  We need to restore them to the original labeling (i.e. three 6 mm supply lines and one 8 mm return line).  This is simply a matter of replacing all supply labels with "return" and all return labels with "supply". 

5.  (Curt) The 2 mm positional tolerance is quite important and should be included in all assembly drawing notes (It presently appears in only one drawing). 

6.  (Curt) The angle of the nipples was increased from that of the prototype to facilitate inserting pin gauges and, if necessary, drilling to ensure a full opening to the tubing.  We may have shortened the length of the nipples to offset the increased intrusion into the cooling plate area; however you need to check that.  If we did not reduce the length; please do so now.  This is to make sure we do not have difficulty installing and removing active board/cooling plate subassemblies after the manifold is installed. 

7.  (Curt) Add a detail drawing to the cmdd001 drawing showing the manifold ears in more detail.  There should also be a manifold ear assembly drawing. 

8.  (Curt)  The quadrants should have a part name (end and quadrant) on each quadrant.  The quadrants with ears could have the number machined into the ear.  See if you can find a spot on the quadrants without ears also.  The contractor may have to put a tag on those. 

9.  (Curt/John) Please verify that the 21 mm length of the clips on the long leg does not interfere with the tension plate or anything else.  If we are within 1-2 mm, shorten them by 3 mm. 

10. (Curt/John) Add a detail to the manifold tubing drawings that clearly show the ends of the pipe stubs and the radial limit for those.  This is necessary to ensure that the finished manifold respects the stay clear region during barrel insertion.  John will add this to the written specifications also. 

11.  (John) We plan to add clamps for the manifold at the inner and outer radius.  This does not affect the drawings, but in included here for completeness. 

12.  (John) Add to the specifications in the accompanying contract key specifications such as the positional tolerance and any other key parameters that the contractor might miss in reading the drawings.  This does not affect the drawings. 

13.  (John) Add a flow test for each nipple to the QA specification.  This does not affect the drawings. 

14.  (John) Specify a one section prototype to be provided by the contractor and sent to CERN for inspection and testing.  This does not affect the drawings. 

15.  (John) Check the RF finger gaps for width.  This does not affect the drawings. 

Curt it is important to complete the changes as quickly as possible as we need to send the package to the contractor.  All others, please respond promptly if you see anything misstated or missing. 

Thanks, John

-----------------------------------------Jack's Fuse Report -------------------------------------------
Hello All, 

Below is a summary of the fuse testing of finished fuse boxes at Duke. What we mean by "finished" is that these fuse boxes have gone through the all the production procedure pass the final inspection (with proper resistance). Please note that these fuses boxes were all tested less than two months ago. 

Type 1   65 boxes tested at 22 fuses/box    1430 fuses   31 failed   2.2 % failure 

Type 2   56 boxes tested at 34 fuses/box    1904 fuses   23 failed   1.2 % failure 

Type 3   27 boxes tested at 52 fuses/box    1404 fuses    4 failed   0.3 % failure 

Total    58 failed fuses out of 4738 tested     1.2 % failure rate 

There are two possible explanations for the difference in failure rates between box types. 

The first is the vintage or batch of the fuse.  The type 1 boxes were soldered with the earliest fuses received at Duke and the type 3 with the latest. The type 2's were produced in between.  The fuse production quality may have improved or changed over time. 

The second is simply time.  The type 1 boxes were soldered first, some as long ago as 10 months, and the type 3 boxes were completed only 1 to 2 months ago, many of which are still in the completion process. 

I plan today to cross reference the fuse failures to the fuse batches.  This could help us determine if this is batch or time dependent.  I should send this out later today. We plan to continue testing the fuses.  This should help determine if these are infant fatalities and to be expected, or if the failure rate remains constant. Let us hope 
the latter is not the case. 

Jack

