Minutes & action items, Oct. 05, 2005 TRT Barrel integration.

· Fuse box assembly & bracket:
· Fuse boxes and HV cables are being assembled in 154 started Monday. With the boxes already in 154, only 7 sets can be assembled due to type matching. 3 sets are done and expect to finish the 7 this week. 

· Another batch of fuse boxes is being sent to CERN ~ today. Shipping method and arrival date is to be found out.     
· The early batch of (14) boxes with fuses cut too short are all replaced with normal fuses and will be shipped ~ Oct 15. 

· The bracket manufacturer has received PO and started working on it. It will be ~ 2 weeks before getting the parts.
· AG Manifold:

· The kink found on an AG tube between module and Y connector has been fixed by straightening it and slipping a steel collar on it. John suggested that the tube is probably better replaced because a kink in peek tube usually leads to breakage. There are spare parts in John’s office. Jack is going to look for it and replace the tube. There’s a procedure involved in setting the thread in the right direction. In theory the electronics doesn’t need to be removed but in practice it may be difficult. Some judgments will be required.

· Cooling manifold:    

· The leaky manifold in C side 3 o’clock direction has been removed. Meetings with experts have been setup for tomorrow and the manifold will be X-rayed and studied to determine the cause.

· John talked to B&E and found the followings in the manufacturing process:

· The 100 C ( 0 C thermal cycle test was not performed

· The brazing was quenched with water to cool down. 

· It was tested to 10 Bar with H2O

· The red marks on the manifold were their marking for leaking spot

· Some leak detection methods were discussed including sniff for flourenert, use He, pressurize with CO2 and submerge in water (tested on the leaky one),…
· Some possibilities of leak were discussed: water corrosion, flux trapped in brazing and now dissolved, bad workmanship, wrong brazing material, thermal cycle…

· 90% (qualitatively) of the leaks were found at the small tube plug location, although 2 leaks at Y joints, 2 leaks at nozzles were also found.
· Jack talked to the person doing brazing in TA1. It will take 1 week/manifold = 8 week total to re-braze the whole thing.

· It’s not clear what approach we should take, among discussed are:

· Re-braze all

· Re-braze those needed: how do we identify those needed?

· Re-make with different material or method, e.g. peek, or use welding: Peek was considered in the beginning but was decided a difficult material to use in our case. Welding is another method but we don’t know if it’s just going to lead to another problem. According to the experts at CERN John talked to, brazing is sufficient and the material is correct.

· Jack is going to keep everyone informed in the next few days on the interaction with the experts and the findings of the defected manifold.

· 10 sectors have been tested for electronics sector test. If we decide to remove the cooling manifold the sector test doesn’t need to be repeated. 

· CO2 clip:

· Jack talked to Raphael. The CO2 tube can be self-supported after installing to PPB1. The clip is therefore only needed temporary before installation. Among considerations are cable ties and wires. We will not use the metal clip as originally envisioned. 

· Fix for HV kapton noise:

· The clip design from Penn was tested and worked satisfactorily. The material is being ordered now and will be available in 2-3 weeks. 
· The ordered material is 3-mil while the tested clip is made of 5-mil material. Penn is making prototype with new material for testing.

· So far, scissors were used for cutting the clips to shape. Other methods are being investigated for production (~1000 pcs).    

· The installation takes a few minutes for a kapton flap, corresponding to 2-3 days total installation time. 

