LHC ARC INTERCONNECTION
MONTHLY REPORT

P.FESSIA
In behalf of the interconnection team

(MCS-IC, MCS-QA, MCS-ET,...)



e Problems and actions taken and new
organization

e Status sectors
-1-2
- 2-3
- 5-6




* /-8

- To meet deadline the highest priority is put
on this sector ;

- This has negative impact on the schedule of
LSSs (especially DSL 1L and LSS5)

e 3-1

- has the lower priority to focus on 7-8 and
mass production in 4-5,3-4 and soon 5-6.




team in charge of:
4-5 3-4 5-6 2-3 6-7 1-2

-P.Fessia

-A. Musso

-M Struik (from week 46)
-C. Vollinger (50%)

Not managed by the team:
7-8: F . Seyvet
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* 100% inspection of welds on
— V lines: condition for vacuum test
- E lines: condition for vacuum test
- X lines: condition for vacuum test
— (C’ lines: condition for vacuum test
- K1 K2 lines: not condition for vacuum test
— M lines: before test
— N lines: before test

* IC quality certification:
- Required for green light for IC W bellow closure







Q2518 via 4-5, 5-6, 6-7”

e Document integrating in 1 workflow all aspects of the IC work

— Construction

— Electrical tests
- Vacuum tests
- Visual inspection
- Quality certification
Modifications vs 1.0
- Modified link between PAQ and HVQN
- MPAQ and MHQN
— Jumper interconnection in 1 go
- Vacuum sector test with IFS pumping

- Weld quality

inspection

IC quality certification
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sector=800 tasks planned

,,,,,, = e Each team makes its own
-—— = detailed planning in

= agreement with the WM
B ssem - = team

* Updated every 3 weeks for

B




* 1-2: waiting for authorization for cut

* 2-3: jumpers preparation completed
e 5-6: IC work to be started in week 44, 1
week in advance respect planning

- 4-5 work-package I team has finished 2 weeks
ahead time, 4th team probably delayed

— Release of 20 IC week 44

1




e Started in week 40

e Second team from week 41: slow start,
new people, new controller

* Delay of about 1.5 weeks
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Sector 3-4 Snapshot 25-Oct-2006

Jumper | {) 27
Close ¥ |0 I | 212
Weld large N sleeve ] 1] I I | 5
1 . |
Aavz [ |54
1 . |
US weld N line | {) | 54
1 . .
a1 [p | 54
1 I .
Insert N line [0 | 54
Weld M1LMZ M3 1 0 | I 212
YAC test K-C" rings line | ) I I I I | | | |158
Veld KIK2 |0 I I I I I I I | 158
veta ¢ e [T I D 6 ' ' ' 151
VAC test X line | ) I I I | | | |192
Weld X line | 31 I I I I I I I I |192
PAQ : 3 | : | 54
Us weld spool [32 | 212
1 . . . . . I . . . |
Brazing Main bus bars | | | [47 | | | | | | | | | 212
RF Test magnet chain | {) | 212
YAC test ¥1 ¥2E | [10 I I I I I I I I | | | 212
veavivz e [0 I 45 ' | | | | | a2
IC Released for work | I I | I I | | | 159 | |212
IC available for pre-inspection | : : : I I I I I I | IHEI | 212
Magnets aligned | I I I I I I I I I | TIQS | 212
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B Jumper

B Close W (thermometers MLI, W)

20%

15%

10%

5%

0%

- 20%

- 15%

- 10%

- 5%

@ Long electrical tests
(MPAQMHVQN)

ON line related electrical tests
(AIV1, AIV2, HVQN)

@ N line phase II (US welding,
insulation and closing)

ON line phase I (insertion cabling
and sleve tack welding)

OWeld M1, M2, M3

O Vac test circuit K-C'

O Weld circuit K-C'

OVAC test X line

@ X line weld

OPAQ

O Electrical interconnection (MB
brazing, US spool, insulation)

O Vacuum testIV1, V2, E

O Weld V1 V2 E

O Original planning



* Work-package I completed

e Reduction of resources for M-K and
delayed start, present delay of 1 week. It
could impact on final results

* Other reason of shift in planning

— Introduction of 100% visual check of welds

— Limited resources in electrical test for last 2
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@ Jumper
M Close W (thermometers MLI, W)

@ Long electrical tests
(MPAQMHVQN)

ON line related electrical tests
(AIV1, AIV2, HVON)

EN line phase II (US welding,

insulation and closing)
ON line phase I (insertion cabling

and sleve tack welding)

OWeld M1, M2, M3

O Vac test circuit K-C'

O Weld circuit K-C'

OVAC test X line

@ X line weld

OPAQ

O Electrical interconnection (MB
brazing, US spool, insulation)

OVacuum test IV1, V2, E

OWeld V1 V2 E

O original planning




Jumper

Cloze W

Weld large N sleeve
AlY 2

US weld M line

Al¥ 1

Insert M line

Weld M1 M2 M3

¥AC test K-C’ rings line
Weld K1K2

Weld C° line

¥AC test X line

Weld ¥ line

PAG

Us weld spuul

Brazing Main bus bars
RF Test magnet chain
¥AC test Y1 ¥2 E
Weld ¥1¥2 E

IC Released For work
IC available For pre-inspection

Magnets aligned

Sector 4-5 Snapshot 25-Oct-2006
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