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This TS is simply a transcriptionof a FAX that was sent to Lab 2 from
BNL backin Marchof 1990.

1 Checkthat eachof the four setscrewsthreadinto the end plate easily
throughouttheft entirelength of travel. Thereshouldbe no evidenceof binding.
This is mostconvenientlycheckedbeforetheendplateis installedduring which the
setscrewsshouldbe ableto be threadedcompletelythroughtheendplate by hand
no tools.

2 Assumingthat thebullet assemblyandendplateareinstalled,lubricate
thesetscrewthreadssparinglywith SilverGoopor asimilar anti-gallingcompound
which is relatively toleranttowardscryogenicconditions. The purposeof the
lubricantis primarily to help minimizethevariationin theappliedtorquevs. preload
characteristicsof thescrewstherebyfacilitatingthepmlaodingoperation.

3 Takethreestrain gaugescanswhile thebullets arecompletlyunloaded.

4 Threadthefour setscrewsuntil eachof them lightly contactsa bullet
transducer.

5 With a3/8 in. drive torquewrench,loadeachsetscrewto amaximumof
30 in-lbs in 10 in-lb increments. The tightening patternshould alternatein a
crosswisesequenceandbe repeatedat leastthreetimes beforeproceedingto the
next loadlevel. Always takea straingaugereadingbeforeincreasingthe load.

6 The goadis to loadthe magnetendto between800 and 1500 lbs total.
Therefore,each bullet should be loaded to between200 and 375 lbs. It is
recommendedthat for a givenmagnetend, thebullet-to-bulletload variationnot
exceed50 lbs. Somesmall final adjustmentsto individual setscrewsmy be
necessaryto accomplishthis.

7 After bulletpreloadingis complete,bring thefour 3/8 in. setscrewsinto
light contactwith thebondedstainlesssteelyoke endblock. This will helprelieve
someof theaxial compressiveload at theextremecoil endduring cooldownand
magnetexcitation.


