Questions about the barrel calorimeter:

How critical is the alignment and position of the holes in the inner al. plates, how many of each drilled plates are needed and is it possible to achieve the required precision during build up. 
To keep within drawing specifications I believe the inner plates would have to be faced after glue-up then blind, not through, drilled  and tapped. The plates will have to initially be thicker to allow for facing or they may end up being too thin in places for proper thread depth. The other and preferred option would be to pre-drill the holes on the inner plate, and fabricate a fixture to hold the inner plate in the proper alignment and in plane with the base plate during the final gluing process. A thickened epoxy would have to be used to fill any voids, holes would have to be plugged and the plate would still have to be positioned to allow surface machining as shrinkage or expansion might occur.
I have attached a pdf. File in which I have drawn the worst possible situation if one was to stack + tolerances on the inside and – on the outside of the barrel on half of the sections and the opposite way on the other half. This of course will not happen to this extent, as many will cancel, but it does demonstrate that even at +- .oo5 in tolerances major problems can occur when assembling using a face to face clamping method.
Machining to be done at CPP/ Physics in Edmonton

Machine fibre alignment groove on top of base plate.
Machine 8 pocket holes in bottom of base plate.

Drill and tap base plate to accommodate rectangular tube support beam and whole detector integration.
Spot-face, drill and tap necessary holes at 7.5 degrees for connecting bolts holes and  keen inserts (ref. Section A/A drawing  # 1001) 
Spot-face, drill and tap holes at 7.5 degrees to suit locating pins.
Spot-face , bore holes at 7.5 degrees to suit locating pin bushings.

Machine end faces to specified length after build-up and drill and tap 2 holes each.

 (ref. Section B-B drawing #1005)

The reasons that I believe this would be best done at CPP are the following:

All the base plates could all be machined at one time.

Ross Machine will only be receiving four or five assemblies at a time therefore manual setup times for extra machining will dramatically increase cost.
The machine that Ross Machine will use to machine the sides does not have automatic tool changing capabilities and only has point to point computer control.
Machining to be done at Ross Machine in Regina

Machine top plate surface to specified height and drill and tap holes where and if necessary.

Machine both side faces at 7.5 degrees to specification and mill o-ring groove in each.
