Summary of steps for the production of assemblies at AeroVac               06.03.2006

Mechanics:

· Feed-through conductors should not be bended in order to avoid damage of the ceramic.
· Copper tube should be welded perpendicular to the disc.
· Outside shape at the circumference should be in accordance with the drawing for the 305 remaining assembles (The already machined disks should be re-machined, in case that the corrections are impossible CERN will decide on new dimensions). 

Packing:

· The assembly should be sealed inside a plastic bag. 
· Then inserted into the carton tube together with flow-pack.

Welding: 
· Copper should be fixed on a raised and spinning support for the welding.

· Similar setup for the welding of the feed-through.

· The LHC cover spacer LHCBLM__0008, the protection LCBLM__0010 and the welded spacer LHCBLM__0035 should be welded using a support to ensure perpendicular fixation to the disk  

· Protection of the ceramics (with a heat-sink).

· Handling should be done using gloves.
· All components should be cleaned thoroughly only before welding.

Cleaning:
· First cleaning with A206 provided by Aerovac in ultrasonic bath (3 mn)
· ultrasonic cleaning in an alkaline detergent (pH=9.7) solution at 65˚C during 10 - 20 minutes. The detergent must be such as 17.40 SPAL from Cleaning Technology – CH- 1260 Nyon, to a concentration of 10 grams per litre of demineralised water. This product will be shipped by CERN to Aerovac

· immediate rinsing with ambient temperature demineralised water jet

· rinsing by immersion in a bath of ambient temperature demineralised water during at least 10 minutes

· drying in a hot air oven at 150˚C
· No cleaning after welding. Even if exceptional mark can be seen should still not be cleaned. 
Other:

· Certificate should be send at every batch for the vacuum pressure reached.
· Mark a serial number on the outside head near to the S feed-through (proposed using a spark pen) and include this numbers in the certificate. (This will become effective from the next delivery of the remaining 305 pieces.) 

· Manufacture three prototypes for approval of the new procedure. The three prototypes are sent to CERN by express mail (not the CERN proposed delivery chain).
· Sent pictures of new procedure’s setup, welding steps, storage of material, and equipment used (especially interested in the ultrasonic bath and leak test equipment, hot air ofen).
· Sent pictures of the different cleaning step.  

· Delivery to be agreed (proposed in either batches of 100, 150 or 300)

· The second batch of 150 pieces (samples were available during visit) will be sent at 07/02/2006. (still produced without the approved cleaning procedure and expected to need further cleaning and check of out-gassing and feed-through insulation needed to be done at CERN).
· End Delivery at 31/03/2006. 

· Note that transports are possible only Tuesdays or Fridays (if use the CERN approved).
