1.1.1.1.1

Disk Sectors

The detailed design of tooling for fabrication of the disk sectors is continuing. The preparation of documents for the Local Support PRR also continues.

Disk Support Rings

The design of the tooling needed to fabricate the disk support rings has started. The current design now includes a close connection with the disk sector construction. The proposal is to create a master gauge tool that fixes the location of the three support points for the disk sector. Mistress gauges would be used to both fabricate the disk sectors so that the support points are always located in the same position. A similar mistress gauge would be used to transfer the location of the three support points, in groups, to the graphite tooling used to fabricate the disk support ring. The intent is to allow any sector to be placed on any disk support ring, in any location.

Global Support Frame

Work on the FE analysis of the global support is continuing. This is going slowly, and is limited by obtaining updated information on the correct weights of components, services, etc.

1.1.1.1.2

Disk Sectors and Staves

The fabrication of the three prototype disk sectors to the current dimensions is complete. One of these uses the baseline thermal compound (used in the previous ten prototypes) to couple the aluminum tube in the sector to the faceplates. The other two prototypes use a rigid epoxy. Testing of the prototypes will begin in June.

Testing of a stave prototype continued. The stave underwent 50 thermal cycles from room temperature to -35F. The thermal performance was not affected. LN2 vapor was used to quickly cool the stave to -40C(thermal shock). The thermal performance was not affected. A similar test was done first on an older sector prototype with no changes in thermal performance. A stave and sector were both cooled when powered by LN2 vapor. This may be an effective way of doing cold QC tests on individual staves and sectors when real modules are mounted.

Disk Support Rings and Global Support Frame

The Disk Support Rings are supported by mounts in the Global Support Frame. These mounts are located in holes drilled in the Global Support Frame after its fabrication. Bushings are glued into the Support Frame using precision tooling. This tooling is also used to locate the Support Ring. We are trying this procedure with the second prototype Support Ring and the prototype of the Support Frame. A set of holes was drilled and the bushings glued into the frame at the end of May. Testing will occur in June.

1.1.1.1.3

Disk Sector and Support Ring

Chemical vapor deposition of the carbon-carbon plates for disk sectors and the disk support ring was completed. There was some problems found by the vendor. The plates were cut into two pieces - a circular cutout and the remainder. This was required by the subcontractor providing the furnace time for the CVD to allow temperature measurements to be made. The plates before CVD were all less than 0.018" thick. The circular cutout after CVD was 0.021-0.025" thick. The outer section was about 0.021" thick. These are larger than expected, as is the variation.  The next step in the process is heat treatment. The vendor is concerned that he will not meet our specifications and may have to cut the plates, sand the pieces, re-CVD and re-heat treat. The heat treatment will be completed by mid-June. We will inspect the material at this time to determine if some of it meets spec or if additional steps will be necessary. The vendor is producing much more material than we need, so it's possible enough will be produced to our specifications.

1.1.2.3.2

Work continued on dummy module parts. Tooling for making dummy hybrid assemblies was completed and one dummy hybrid made. Dummy detectors were processed in the UC Berkeley Microlab.

