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ABSTRACT

The objective of the poster is to present the experience from systematic geometrical measurements performed during the on-going
production of model magnets for HL-LHC. First, the methodology for the data acquisition and its ulterior analysis is shown. Then, the
results obtained in terms of coil geometry are explained with the goal of identifying the principal factors causing systematic and '
unexpected dimensional deviations. Finally, the coil geometry before and after cold test is compared for those coils available. T ‘E i
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II. METHODOLOGY AND ANALYSIS CONVENTION

= Coil geometry reproduced using a dense point cloud, divided in global and
cross sectional data.

I. INTRODUCTION

= For correct operation, the geometry of superconducting coils and structural components must be

precise.
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MQXFS3a Coils: Decrease in size, asymmetry maintained.

CONCLUSIONS: Similar scattering in the absolute value of coil size dev. for both magnets, but dipole aperture ~ 1/3 quadrupole aperture. Key aspects: Mould compaction, stress release, tolerances and production variations.




