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Ensure appropriate memos and specific instructions are placed with the Traveler before issuing


the Sub Traveler Binder to Production.




1)
Indicated the 160" Coil Drawing to be used, ensure that the drawing is legible.






C Upper Insulated/Potted Coil 5520-ME-274911
Rev.







C Lower Insulated/Potted Coil 5520-ME-274912
Rev.







D Upper Insulated/Potted Coil 5520-ME-274913
Rev.







D Lower Insulated/Potted Coil 5520-ME-274914
Rev.





2)
Bill of Materials.




3)
Shop Order.



CMF QA/QC Manager






Date

1.0
General Notes

1.1
White (Lint Free) Gloves (Fermi Stock 2250-1800) or Surgical Latex Gloves



(Fermi Stock 2250-2490) shall be worn by all personnel when handling all product parts after the 



parts have been prepared/cleaned.


1.2
All steps that require a sign-off shall include the Technician/Inspectors first initial, full last name and the 


Employee I.D. Number.  All entries in the Traveler are to be in black ink


1.3
No erasures or white out will be permitted to any documentation.  All incorrectly entered data shall be 


corrected by placing a single line through the error, initial and date the error before adding the correct data.


1.4
If damage or a deviation from the specifications are found a Discrepancy Report Form (5525-FM-318902) 


must be completed and attached behind the page in which the discrepancy occurred before production can 


proceed.  All Discrepancy Reports issued shall be recorded in the left margin next to the applicable step.


1.5
Any and all data, signatures or written notes shall be legible by others.


1.6
The following definitions from the drawings apply:  Butt Wrap is described by the drawing as 0.00" to 


0.060" max. gap between adjacent turns of the wrap.  Half Lapped is described by the drawing as 40% to 


50% overlap of adjacent turns of the wrap.


1.7
Ensure that the entire coil is at least 6" away from any conducting surface when performing any electrical 


inspections.


1.8
All electrical connections will be at the outer most part of any Electrical Bus, Flag or Conductor.  Prior to 


connecting the leads for the electrical inspection ensure that the area on the conductor is free of all oxidation 

and contaminants.  This duplicates the actual connection being made in the ring which does not include 


cooling tubes.  In the event a connection is made to a conductor that is not part of the electrical 



connection , then it will be at the outer most part of that conductor not including any cooling tubes or 


passages that may exist.  At no time are the device measurement leads to be attached to or come in contact 


with one another when two or more connections are required to the same Bus, Flag or Conductor.  All 


Hipot connections are as follows; the first word represents the Red Lead of the Hipotter, the second is 


always the Black Lead (Example: Coil (Red) to Core (Black).  In the event of a ground fault invert the 


Hipot Leads and record the readings, indicating the Leads had been reversed. 


1.9
The Coil once it has been Grit Blasted shall always be covered with Herculite Anti Static Sheeting 



(Fermi Stock 1740-0100) when work is not being performed.


1.10
At no time during the insulation process is Kapton Tape to be used.  For securing Fiberglass Tape ends and 


G-10 during the insulation process use Fiberglass Adhesive Tape (MA-225104).

2.0
Materials

2.1
Consumables



2.1.1
Consumables used in the Insulation of the 160" MIR Dipole Coils shall be listed in the 




step that requires that item.  Refer to the Bill of Materials in the Insulation Sub Traveler Binder 



or obtain a copy from Info. Systems.

XX
2.2
Bare Coil Assembly



2.2.1
Ensure that the serial number on the coil matches the serial number of this Traveler and the 



documentation received with the coil.  Once the serial number has been verified place the received 



documentation in the QA/QC Office.  Record the coil and Thru Bus serial number below.





Coil Serial No.



Thru Bus Serial No.



















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date



2.2.2
Use the overhead crane and Lifting Fixture (5525-ME-274173) in conjunction with Lift All (Type 



ENI-80T) 6' long slings to remove the coil from the transporting cart and place it on 4 x 4's in the 



preparation area.  Carefully remove any and all packaging material used to secure the conductors 



for transportation.  Position the two Coil Spreading Fixture equally spaced on the dedicated Grit 



Blasting Wagon and secure it with "C" Clamps on both sides.  Connect the Tow Motor to the Grit 



Blasting Wagon.

















CMF Technician







Date

















CMF Technician







Date



2.2.3
Position the Grit Blasting Wagon as close as possible to the coil about to be moved.




Using the overhead crane and lifting fixture (5525-ME-274173) in conjunction with Lift All (Type




ENI-80T) 6' long slings attached to the 4 x 4's to lift the coil from the preparation area and place 



it on the Grit Blasting Wagon.  Using "C" Clamps secure the coil to the Coil Spreading




Fixture at both top and bottom before moving.  Move the Grit Blasting Wagon to the Grit 




Blasting Booth, positioning it within the booth to allow unrestricted movement around the entire 



wagon.  Lower the trailer support stands at both ends and remove the tow motor from the booth.

















CMF Technician







Date

















CMF Technician







Date

XX
2.2.4
Perform an visual inspection of the Bare Coil.  This inspection shall include but not be



restricted to the following;





Ensure that the required dekeystoning is checked.





Check in the radius' for flatness (refer to the diagrams below).





Mark all areas requiring further attention by the Grit Blast Operator with chalk.





Ensure that the Bare Coil is free of nicks, burrs and oil residue.
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Comments:

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date

3.0
Grit Blasting the Coil


3.1
Verify that the Grit Blast Booth Checklist (5525-FM-318951) has been completed and signed by the



Production Manager.  Deliver the completed Grit Blast Booth Checklist (5525-FM-318951) to the Building



Manager.

















CMF Approved Grit Blast Technician




Date


3.2
In accordance with the Grit Blast Booth Operational Procedure (5525-OP-318954) grit blast the Bare Coil



Assembly (Thru Bus as required) using 80 Grit Aluminum Oxide (MA-116598) to comply with the Grit 


Blast Bare Coil Procedure (5525-OP-318953).

















CMF Approved Grit Blast Technician




Date

XX
3.3
Inspect the Grit Blasted Coil Assembly (Thru Bus as required) using White (Lint Free) Gloves 



(Fermi Stock 2250-1800).  This inspection shall include but not be restricted to the following;



Ensure that all surfaces requiring repair have been contoured with respect to the conductor.



Ensure all contoured surfaces will be feathered 1.5" to each side of the damaged area.



Ensure all sharp surfaces will be polished with course Scotch Brite (Fermi Stock 1202-2020).



Refer to the Joint Detail, Component Location and Specification Drawing (ME-274798) for 



braze joint feathering (Flatness .002"/.100").



Ensure that the required dekeystoning is checked.



Check in the radius' for flatness (refer to the diagrams below).



Mark all areas requiring further attention by the Grit Blast Operator with chalk.



Ensure that the Bare Coil is free of nicks, burrs and oil residue.
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Note(s):
A White (Lint Free) Glove (Fermi Stock 2250-1800) snagging the copper 



conductor in any location during the inspection is cause for rejection, requiring 


further cleaning.
















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date

4.0
Preparation of the Coil for the Wrapping Room


4.1
Ensure that all grit blasting media has been removed from the coil and the Grit Blasting Wagon utilizing



a means that would not contaminate the cleaned coil (brush/filtered air etc......).

















CMF Approved Grit Blast Technician




Date


4.2
Connect a Tow Motor to the Grit Blasting Wagon.  Remove the coil assembly from the Grit Blast Booth 


and position it next to the Wrap Room Roller Cart.  Using the overhead crane and lifting fixture 



(5525-ME-274173) in conjunction with Lift All (Type ENI-80T) 6' long slings attached to the 4 x 4's, lift 


the coil from the Grit Blasting Wagon and place it on the Wrap Room Roller Cart.

















CMF Technician







Date

















CMF Technician







Date


4.3
Using the overhead cranes and straps Lift All (Type ENI-80T) 6' long, separate the individual conductors 


with Pine 2 x 4's covered with Green Pressure Sensitive Tape (Fermi Stock 1365-0980).

















CMF Technician







Date

XX
4.4
Inspect the copper conductors using White (Lint Free) Gloves (Fermi Stock 2250-1800).  This inspection



shall include but not be restricted to the following;




Ensure that the conductor is free of nicks, dents, and burrs.




Ensure that all surfaces requiring repair have been contoured with respect to the conductor.




Ensure all contoured surfaces will be feathered 1.5" to each side of the damaged area.




Ensure all sharp surfaces will be polished with course Scotch Brite (Fermi Stock 1202-2020).




Refer to the Joint Detail, Component Location and Specification Drawing (ME-274798) for 



braze joint feathering (Flatness .002"/.100").




Note(s):
A White (Lint Free) Glove (Fermi Stock 2250-1800) snagging the copper 



conductor in any location during the inspection is cause for rejection, requiring 


further cleaning.
















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date

5.0
Coil Conductor Wrapping Procedure

5.1
Start applying the Fiberglass Tape 2" x .007" (MA-225574) at 4.00" +.250" -.000" from the Lead 


End on the bottom conductor.  Securing the tape to the conductor with Fiberglass Adhesive Tape 


(MA-225104).  Butt Wrap the tape around the conductor, do not overlap tape (maximum allowable gap 

.060").  When the roll of Fiberglass Tape expires, attach another by overlapping the two ends .250".  Using 

a 2" piece of Fiberglass Adhesive Tape (MA-225104) placed perpendicular to the Fiberglass Tapes path, 

secure the ends of the Fiberglass Tape.  Trim the tape to exact width refer to the diagram below.  Continue 

in this fashion until the first conductor wrap is complete.  Secure the end of the Fiberglass Tape 


(MA-225574) with Fiberglass Adhesive Tape (MA-225104).
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Note(s):




Technician(s) wrapping the coil are required to wear White (Lint Free) Gloves





(Fermi Stock 2250-1800)




During the wrapping procedure always check the area about to be covered with





White Gloves, ensuring there is no snagging of the copper conductor in any





location.

Keep the coil covered with Herculite (Fermi Stock 1740-0100) when work is 



not being performed.




Trim the Fiberglass Tape as required in the corners.
















CMF Technician







Date

XX
5.2
Visually inspect the first conductor wrap.  This inspection shall include but not be restricted to the



following;




Ensure that the exposed copper on the first conductor wrap is not less than .000" or exceeds .060".




Ensure that the conductor wrap is free of damaged tape.




Ensure that no Kapton was used or is present on the coil.




Ensure that the Coil Leads have 4.00" +.250" -.000" of exposed copper.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date


5.3
Place the G-10 strips within the coil as per the drawing indicated on Page 3 Note 1.




Starting 4.00" +.250" -.000" from the Return End securing the G-10 with a piece of Fiberglass Adhesive 


Tape (MA-225104) positioned so it maybe removed during the wrapping process.  Refer to the diagram 


below for G-10 spacing.
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Typical G-10 Spacing




Note(s):




Ensure that all adjacent gaps are separated by a minimum of .250".





Ensure that the G-10 doesn't overlap or have a gap more than .060".



During the application of the G-10 remove the Fiberglass Adhesive Tape 



(MA-225104) that is holding the first conductor wrap in place.





Trim G-10 when necessary.
















CMF Technician







Date

XX
5.4
Inspect the location of the G-10 strips in accordance with the drawing indicated on Page 3 Note 1.  



This inspection shall include but not be restricted to the following;




Ensure that the exposed copper on the first conductor wrap is not less than .000" or exceeds .060".




Ensure that all adjacent gaps are separated by minimum of .250".




Ensure that the G-10 doesn't overlap or have a gap more than .060".




Ensure that the first conductor wrap is free of damaged tape.




Ensure that no Kapton was used or is present on the coil.




Ensure that the Coil Leads have 4.00" +.250" -.000" of exposed copper.




Ensure that the Fiberglass Adhesive Tape (MA-225104) that was holding the first conductor wrap 



in place has been removed.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date


5.5
Start the second conductor wrap at the same location that the first conductor wrap was started from 


with Fiberglass Tape 2" x .007" (MA-225574).  Secure the second conductor wrap with the Fiberglass 


Adhesive Tape (MA-225104) that is holding the first conductor wrap and the G-10.  Half Lap the tape 


around the conductor, remove the Fiberglass Adhesive Tape (MA-225104) that is holding the first 



conductor wrap and the G-10 in place as the second conductor wrap is being applied.  When the roll of 


Fiberglass Tape expires follow the same procedure stated in Step 5.1.  Continue in this fashion until the 


second conductor wrap is complete.  Remove the Fiberglass Adhesive Tape (MA-225104) holding the end 


of the first conductor wrap to the coil and secure the second conductor wrap with the same piece of tape.




Note(s):

During the application of the second conductor wrap remove the Fiberglass 



Adhesive Tape (MA-225104) that is holding the G-10 in place.





Trim the Fiberglass Tape as required in the corners.
















CMF Technician







Date

XX
5.6
Visually inspect the second conductor wrap.  This inspection shall include but not be restricted to the 


following;





Ensure that there is no exposed copper.





Ensure that the second conductor is half lapped.





Ensure that the second conductor wrap is free of damaged tape.





Ensure that no Kapton was used or is present on the coil.





Ensure that the Coil Leads have 4.00" +.250" -.000" of exposed copper.





Ensure that the Fiberglass Adhesive Tape (MA-225104) that was holding the first 




conductor wrap and the G-10 in place has been removed.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date




Note(s):




Technician(s) nesting the coil are required to wear White (Lint Free) Gloves





(Fermi Stock 2250-1800)

5.7
Nest the coil using the overhead cranes and Lift All (Type ENI-80T) 6' long slings.  Lift the top 3 turns and 


remove the 2 x 4's between the conductors carefully nesting turn 3 into turn 4.  If necessary place Mylar 


Sheeting .003" x 36" Type D (Fermi Stock 1130-0420) between the turns about to be nested.  Visually 


check for torn or damaged insulation during nesting.  Repeat the nesting process for turn 2 and turn 1.  


Once all the turns are nested carefully remove any Mylar Sheeting that was used during the nesting process.  

Carefully clamp the coil using G-10 and "C" Clamps on the top, bottom and sides to secure the coil.




Note(s):




Keep the coil covered with Herculite (Fermi Stock 1740-0100) when work is 





not being performed.
















CMF Technician







Date

















CMF Technician







Date


5.8
Install the G-10 .015" x 4" (cut to fit) strips at the ends of the coil between the turns as per the drawing 


indicated on Page 3 Note 1.  Cut the G-10 to fit from the G-10 under the second conductor wrap in the 


straight sections around the end of the coil to the G-10 on the opposite side.  Ensure that the gap between 


the G-10 doesn't exceed .250".

















CMF Technician







Date

6.0
Post Conductor Wrap -  Nested Inspection

XX
6.1
Visually inspect the nested post conductor wrapped coil.  This inspection shall include but not be restricted



to the following;





Ensure that there is no exposed copper.





Ensure that the conductor wraps are free of damage.





Ensure that only Fiberglass Tape (MA-225574) has been used to insulate the coil.





Ensure that only 2 pieces of Fiberglass Adhesive Tape (MA-225104) are present at the 




start and end of the wrapped coil.





Ensure that no Kapton was used or is present on the coil.





Ensure that maximum gap of .250" exists between the G-10 under the conductor wrap and 



the G-10 installed at the ends of the coil.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date

7.0
Conductor Wrapping of the Thru Lead


Step 7.0 is not required for the C Upper Insulated/Potted Coil 5520-ME-274911 or the 



D Lower Insulated/Potted Coil 5520-ME-274914. Proceed to Step 9.0.

XX
7.1
Indicate the Thru Lead to be wrapped below, the drawing chosen below should match the drawing indicated 

on Page 3 Note 1.






C Lower Insulated/Potted Coil 5520-ME-274912
Rev.







D Upper Insulated/Potted Coil 5520-ME-274913
Rev.






Ensure that the conductor is free of nicks, dents, and burrs.





Ensure that all surfaces requiring repair have been contoured with respect to the





conductor.





Ensure all contoured surfaces will be feathered 1.5" to each side of the damaged area.





Ensure all sharp surfaces will be polished with course Scotch Brite






(Fermi Stock 1202-2020).





Refer to the Joint Detail, Component Location and Specification Drawing (ME-274798)




for braze joint feathering (Flatness .002"/.100").





Verify the Thru Lead serial number recorded in Step 2.2.1 to the Thru Bus to be insulated. 



Record the Thru Bus serial number below.





Thru Bus Serial No.






Note(s):
A White (Lint Free) Glove (Fermi Stock 2250-1800) snagging the copper 



conductor in any location during the inspection is cause for rejection, requiring 


further cleaning.
















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date


7.2
Apply the first conductor wrap on the Thru Bus in accordance with the drawing indicated in Step 7.1.  Start 


applying the Fiberglass Tape 2" x .007" (MA-225574) starting at 4.00" +.250" -.000" from the end 



of the Thru Bus with Fiberglass Tape 2" x .007" (MA-225574).  Secure the first conductor wrap to the 


conductor with Fiberglass Adhesive Tape (MA-225104).  Butt Wrap the tape around the conductor, do not 


overlap tape (max. gap .060").  When the roll of Fiberglass Tape expires follow the same procedure stated 


in Step 5.1.  Continue in this fashion until the first conductor wrap is complete.  Secure the end of the 


Fiberglass Tape (MA-225574) with Fiberglass Adhesive Tape (MA-225104).




Note(s):




Technician(s) wrapping the coil are required to wear White (Lint Free) Gloves





(Fermi Stock 2250-1800)




During the wrapping procedure always check the area about to be covered with





White Gloves, ensuring there is no snagging of the copper conductor in any





location.





Keep the coil covered with Herculite (Fermi Stock 1740-0100) when work is 





not being performed.
















CMF Technician







Date

XX
7.3
Visually inspect the first conductor wrap of the Thru Lead.  This inspection shall include but not



be restricted to the following;





Ensure that the exposed copper on the first conductor wrap is not less than .000" or




exceeds .060".





Ensure that the conductor wrap is not overlapped.





Ensure that the conductor wrap is free of damaged tape.





Ensure that no Kapton was used or is present on the Thru Bus.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date


7.4
Upon completion of the first conductor wrap place the G-10 strips on the Thru Lead in accordance with the 


drawing indicated in Step 7.1.  Starting 4.00" +.250" -.000" from the end of the Thru Bus securing the 


G-10 with a piece of Fiberglass Adhesive Tape (MA-225104) positioned so it maybe removed during the 


wrapping process.  Refer to the diagram below for G-10 spacing.
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Typical G-10 Spacing




Note(s):




Ensure that all adjacent gaps are separated by a minimum of .250".





Ensure that the G-10 doesn't overlap or have a gap more than .060".





Trim on G-10 when necessary.
















CMF Technician







Date

XX
7.5
Inspect the location of the G-10 strips on the Thru Bus.  This inspection shall include but not be restricted 


to the following;





Ensure that there is no exposed copper.





Ensure that all adjacent gaps are separated by minimum of .250".





Ensure that the G-10 doesn't overlap or have a gap more than .060".





Ensure that the first conductor wrap is free of damaged tape.





Ensure that no Kapton was used or is present on the Thru Bus.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date


7.6
Start the second conductor wrap at the same location that the first conductor wrap was started from 


with Fiberglass Tape 2" x .007" (MA-225574).  Secure the second conductor wrap with the Fiberglass 


Adhesive Tape (MA-225104) that is holding the first conductor wrap and the G-10.  Half Lap the tape 


around the conductor, remove the Fiberglass Adhesive Tape (MA-225104) that is holding the first



conductor wrap and the G-10 in place as the second conductor wrap is being applied.  When the roll of


Fiberglass Tape expires follow the same procedure stated in Step 5.1.  Continue in this fashion until the


second conductor wrap is complete.  Remove the Fiberglass Adhesive Tape (MA-225104) holding the end


of the first conductor wrap to the Thru Bus and secure the second conductor wrap with the same piece of


tape.




Note(s):





During the application of the second conductor wrap remove the Fiberglass 





Adhesive Tape (MA-225104) that is holding the G-10 in place.

















CMF Technician







Date
XX
7.7
Visually inspect the Thru Bus second conductor wrap.  This inspection shall include but not be 



restricted to the following;





Ensure that there is no exposed copper.





Ensure that the second conductor wrap is half lapped.





Ensure that the second conductor wrap is free of damaged tape.





Ensure that no Kapton was used or is present on the Thru Bus.





Ensure that the Thru Bus Leads have 4.00" +.250" -.000" of exposed copper.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date

8.0
Attaching Thru Lead to the Conductor Wrapped Coil

8.1
Release and remove only those "C" Clamps which are located where the Thru Lead is to be installed.  


Visually check for torn or damaged insulation, making any repairs that may be required.

















CMF Technician







Date

X
8.2
Using the overhead cranes and Lift All (Type ENI-80T) 6' long slings carefully position the Thru Bus as 


indicated by the drawing in Step 7.1 and the diagram below Step 7.4.  To place the Thru Bus in the proper 


location use a precision square and a gage block (.127" to .137")  Visually check for torn or damaged 


insulation during attachment.  Carefully clamp the Coil and the Thru Lead together using G-10 and 


"C" Clamps on the top, bottom and sides.
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CMF Lead Person







Date


8.2
Install the 2 pieces of G-10 .030" x 4" x 81" (MB-274725) between turn 3 and the Thru Lead position the 


G-10 strips from the centerline of the Thru Bus as indicated by the drawing in Step 7.1 and the diagram in 


Step 7.4.




Note(s):




Ensure that all adjacent gaps are separated by a minimum of .250".





Ensure that the G-10 doesn't overlap or have a gap more than .060".





Trim G-10 when necessary.
















CMF Technician







Date

9.0
Post Conductor Wrap Nested Inspection

XX
9.1
Inspect the location of the Thru Bus and the location of the G-10 strips between turn 3 of the coil and the  


Thru Bus as indicated by the drawing in Step 7.1 and the diagram in Step 7.4.  This inspection shall include 


but not be restricted to the following;





Ensure that there is no exposed copper.





Ensure that all adjacent gaps are separated by minimum of .250".





Ensure that the G-10 doesn't overlap or have a gap more than .060".





Ensure that the first conductor wrap is free of damaged tape.





Ensure that no Kapton was used or is present on the coil.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date

XX
9.2
Perform the following Post Conductor Wrap Electrical Tests.  Record the results on the Electrical 



Inspection Form (5520-FM-318906) once the form is completed place the Electrical Inspection Form 


behind the last page of this Traveler.





Resistance





Ls





Q


100 Volt Ring (Attach the Ring photographs and/or printouts to the Electrical Inspection Form)





Hipot
Not Required




Continuity check between the Coil and the Thru Bus (∞).

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date
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9.3
The electrical readings recorded on the Electrical Inspection Form (5520-FM-318906) as required by Step 


9.2 are acceptable and further construction of this coil is approved.

















Responsible Authority






Date

10.0
Coil Assembly Ground Wrapping Procedure


10.1
Start applying the first ground wrap 12 inches from the Lead End, on the bottom of the Coil Assembly 


with Fiberglass Tape 2" x .007" (MA-225574).  Half lap the tape around the coil package, removing the 


"C" Clamps as required.  Remove any of the Fiberglass Adhesive Tape (MA-225104) that is present on the 


coil as the first ground wrap is being applied.  When the roll of Fiberglass Tape expires follow the same 


procedure stated in Step 5.1.  Continue in this fashion until the first ground wrap is complete.  Secure the 


end of the Fiberglass Tape (MA-225574) with Fiberglass Adhesive Tape (MA-225104).




Note(s):





During the application of the ground wrap remove all the Fiberglass Adhesive 




Tape (MA-225104) that is holding the second conductor wrap.




Technician(s) wrapping the coil are required to wear White (Lint Free) Gloves





(Fermi Stock 2250-1800)




Keep the coil covered with Herculite (Fermi Stock 1740-0100) when work is 





not being performed.




Trim the Fiberglass Tape as required in the corners.
















CMF Technician







Date

XX
10.2
Visually inspect the first ground wrap.  This inspection shall include but not be restricted to the



following;





Ensure that there is no exposed copper.





Ensure that the first ground wrap is half lapped.





Ensure that the first ground wrap is free of damaged tape.





Ensure that no Kapton was used or is present on the coil.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date

10.3
Start the second ground wrap at the same location that the first ground wrap was started from with 


Fiberglass Tape 2" x .007" (MA-225574).  Securing the second ground wrap with the Fiberglass Adhesive 

Tape (MA-225104) that is holding the first ground wrap.  Half lap the tape, removing the "C" Clamps as 

required.  Remove the Fiberglass Adhesive Tape (MA-225104) that is holding the first ground wrap in place 
as the second ground wrap is being applied.  When the roll of Fiberglass Tape expires follow the same 

procedure stated in Step 5.1.  Continue in this fashion until the second ground wrap is complete.  Remove 

the Fiberglass Adhesive Tape (MA-225104) holding the end of the first ground wrap to the coil and secure 

the second ground wrap with the same piece of tape.




Note(s):





During the application of the second ground wrap remove all the Fiberglass 





Adhesive Tape (MA-225104) that is holding the first ground wrap.




Technician(s) wrapping the coil are required to wear White (Lint Free) Gloves





(Fermi Stock 2250-1800)




Keep the coil covered with Herculite (Fermi Stock 1740-0100) when work is 





not being performed.




Trim the Fiberglass Tape as required in the corners.


CMF Technician







Date
XX
10.4
Visually inspect the second ground wrap.  This inspection shall include but not be restricted to the



following;





Ensure that there is no exposed copper.





Ensure that the second ground wrap is half lapped.





Ensure that the second ground wrap is free of damaged tape.





Ensure that no Kapton was used or is present on the coil.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date


10.5
Position the G-10 .015" x 3.75" x 80.5" (MB-274726) on both sides of the coil from the center, carefully 


butt the G-10 together ensuring that no overlap of the G-10 occurs and the measurable gap doesn't exceed 


.060".  Hold the G-10 in place with a piece of Fiberglass Adhesive Tape (MA-225104) positioned so it 


maybe removed during the wrapping process.  The G-10 may need to be cut to length suiting the natural 


curvatures at the ends of the coil assembly.




Note(s):





Installation of these G-10 pieces will be with respect to the Lead Extension 





in the up position (top of coil assembly).





Trim corners when necessary.



CMF Technician







Date
XX
10.6
Inspect the location of the G-10 strips.  This inspection shall include but not be restricted to the following;





Ensure that the G-10 doesn't overlap or have a gap more than .060".





Ensure that the second ground wrap is half lapped.





Ensure that the second ground wrap is free of damaged tape.





Ensure that no Kapton was used or is present on the coil.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date


10.7
Start the third ground wrap at the same location that the second ground wrap was started from with 


Fiberglass Tape 2" x .007" (MA-225574).  Securing the third ground wrap with the Fiberglass Adhesive 


Tape (MA-225104) that is holding the second conductor wrap.  Half lap the tape, removing the "C" Clamps 


as required.  Remove the Fiberglass Adhesive Tape (MA-225104) that is holding the second ground wrap 


and the G-10 in place as the third ground wrap is being applied.  When the roll of Fiberglass Tape expires 


follow the same procedure stated in Step 5.1.  Continue in this fashion until the third ground wrap is 


complete.  Remove the Fiberglass Adhesive Tape (MA-225104) holding the end of the second



ground wrap to the coil and secure the third ground wrap with the same piece of tape.




Note(s):





During the application of the third ground wrap remove all the Fiberglass 





Adhesive Tape (MA-225104) that is holding the second ground wrap.




Technician(s) wrapping the coil are required to wear White (Lint Free) Gloves





(Fermi Stock 2250-1800)




Keep the coil covered with Herculite (Fermi Stock 1740-0100) when work is 





not being performed.




Trim the Fiberglass Tape as required in the corners.


CMF Technician







Date
XX
10.8
Visually inspect the third ground wrap.  This inspection shall include but not be restricted to the



following;





Ensure that there is no exposed copper.





Ensure that the third ground wrap is half lapped.





Ensure that the third ground wrap is free of damaged tape.





Ensure that no Kapton was used or is present on the coil.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date


10.9
Quarter lap the Tedlar Stripping Tape removing the Fiberglass Adhesive Tape and overlapping the ground 


wrap.  When the roll of Fiberglass Tape expires follow the same procedure stated in Step 5.1.  Continue in 


this fashion until the Tedlar wrap is complete.




Note(s):





During the application of the Tedlar Stripping Tape remove all the Fiberglass 




Adhesive Tape (MA-225104) that is holding the third ground wrap.




Technician(s) wrapping the coil are required to wear White (Lint Free) Gloves





(Fermi Stock 2250-1800).




Keep the coil covered with Herculite (Fermi Stock 1740-0100) when work is 





not being performed.




Trim the Fiberglass Tape as required in the corners.


CMF Technician







Date
11.0
Perform a Post Ground Wrap Inspection

XX
11.1
Inspect the Post Ground Wrapped Assembly.  This inspection shall include but not be restricted to



the following;




Ensure that there is no exposed copper.




Ensure that the applied Tedlar Stripping Tape is quarter lapped.




Ensure that the applied Tedlar Stripping Tape is free of damaged tape.




Ensure that no Kapton was used or is present on the coil.




Ensure that all the Fiberglass Adhesive Tape (MA-225104) that was applied during the insulation 



of the coil is removed except the tape holding the Tedlar Stripping Tape.

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date

XX
11.2
Perform the following Post Conductor Wrap Electrical Tests.  Record the results on the Electrical 



Inspection Form (5520-FM-318906) once the form is completed place the Electrical Inspection Form 


behind the last page of this Traveler.  The reading recorded in this step should be within 10% of the readings 

recorded in Step 9.2.





Resistance





Ls





Q


100 Volt Ring (Attach the Ring photographs and/or printouts to the Electrical Inspection Form)





Hipot
Not Required




Continuity check between the Coil and the Thru Bus (∞).

















CMF Crew Chief







Date

















CMF QA/QC Inspector






Date
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11.3
The electrical readings recorded on the Electrical Inspection Form (5520-FM-318906) as required by Step 


11.2 are acceptable and further construction of this coil is approved.

















Responsible Authority






Date

12.0

CMF Production Complete

XXX
12.1
CMF QA/QC Manager verify that the 160" Coil Insulation Traveler for the MIR Dipole Magnet 




(5520-TR-318911) is accurate and complete.  This shall include a review of all steps to ensure that all 



operations have been completed and signed off.  Ensure that all Discrepancy Reports/Nonconformance 



Reports, Repair/Rework Forms, Deviation Index and dispositions are reviewed by the Responsible 




Authority for conformance before being approved.



Comments:

















CMF QA/QC Manager






Date

XXX
12.2
Production Manager verify that the 160" Coil Insulation Traveler for the MIR Dipole Magnet 




(5520-TR-318911) is accurate and complete.  This shall include a review of all steps to ensure that all 



operations have been completed and signed off.  Ensure that all Discrepancy Reports/Nonconformance 



Reports, Repair/Rework Forms, Deviation Index and dispositions are reviewed by the Responsible 




Authority for conformance before being approved.



Comments:

















CMF Production Manager






Date

XXX
12.3
CMF QA/QC Inspection Department has filed the 160" Coil Insulation Traveler for the MIR Dipole 



Magnet (5520-TR-318911).  A copy of the 160" Coil Insulation Traveler for the MIR Dipole Magnet 



(5520-TR-318911) has been made and given to the Production Manager.



Comments:

















CMF QA/QC Manager






Date

160" Coil Insulation Traveler for the MIR Dipole Magnet

Coil Serial No.  


Page 
 of 28
Coil Type   


_1023001827.unknown

_1023001829.unknown

_1023001831.unknown

_1023001833.unknown

_1023001834.unknown

_1023001832.unknown

_1023001830.unknown

_1023001828.unknown

_1023001825.unknown

_1023001826.unknown

_1023001824.unknown

