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Ensure appropriate memos and specific instructions are placed with the traveler before issuing the sub traveler binder to production.

1.0
General Notes
1.1
White (Lint Free) Gloves (Fermi stock 2250-1800) or Surgical Latex Gloves (Fermi stock 2250-2494) 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 
and full last name.

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
All Discrepancy Reports issued shall be recorded in the left margin next to the 

applicable step.


1.5 
All personnel performing steps in this traveler must have documented training for 

this traveler and associated operating procedures.


1.6
Personnel shall perform all tasks in accordance with current applicable ES&H 


guidelines and those specified within the step.

1.7
Cover the product/assembly with green Herculite (Fermi stock 1740-0100) when not being serviced or assembled.

2.0
Parts Kit List
2.1
Attach the completed Parts Kit List for the Final Assembly to this Traveler.  Ensure that the Serial number on the Parts Kit List matches the Serial number of this Traveler.  Verify that the Parts Kit received is complete.



Process Engineering/Designee



Date

3.0
Magnet Middle Core Assembly
3.1
Place Magnet Middle Core Assembly (653702-21) onto Cradle Assembly (653702-26), 

ensure that the holes on the Core line up with the holes on the Cradle tab.



Technician(s)





Date

X
3.2
Perform a visual inspection of the Magnet Middle Core Assembly (653702-21), to ensure

the Core is free from all oil, grease, dirt and chips, clean the Middle Core Assembly with Isopropyl Alcohol (Fermi stock 1920-0300) or equivalents using lint free wipers (Fermi stock 1660-0150) or equivalents



Lead Person





Date

3.2
Ensure that the Middle Core Pack Assembly (653702-21) Inner area is free from all gaps; apply with Room Cure Epoxy (MA-274695) if needed.



Inspector





Date

3.3
Install and braze (6) Swagelock Reducer Connector (P.N.-400-R-4) (2) to each port on the Cooling Plates.


Note(s):
Install the Connectors before assembling Cooling Plates to Middle Core to prevent any damage to the Core.


Technician(s)





Date

3.4
Apply a thin layer of Room Cure Epoxy (MA-274695) to the top of the Middle Core.  Use “C” Clamps or equivalent to secure the Cooling Plate Top Middle (653702-23) to the top of the Core and to minimize the gap between the Cooling Plate and the Core.
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Technician(s)





Date

3.5
Apply a thin layer of Room Cure Epoxy (MA-274695) to the back of the Middle Core as indicated on the drawing.  Use “C” Clamps or equivalent to secure the Cooling Plate Back Middle (653702-24) to the back of the Core and to minimize the gap between the Cooling Plate and the Core.



Technician(s)





Date

3.6
Apply a thin layer of Room Cure Epoxy (MA-274695) to the bottom of the Middle Core as indicated on the drawing.  Use “C” Clamps or equivalent to secure the Cooling Plate Bottom Middle (653702-25) to the bottom of the Core and to minimize the gap between the Cooling Plate and the Core.



Technician(s)





Date

X
3.7
Verify that the above steps have been completed are in compliance with Magnet Middle


Core Assembly DWG. (653702-21).



Lead Person





Date

4.0
Magnet End Core Assembly
X
4.1
Perform a visual inspection of the Magnet End Core Assembly (653702-02), to ensure

the Core is free from all oil, grease, dirt and chips, clean the End Core Assembly with Isopropyl Alcohol (Fermi stock 1920-0300) or equivalents using lint free wipers (Fermi stock 1660-0150) or equivalents



Lead Person





Date

4.2
Ensure that the End Core Pack Assembly (653702-02) Inner area is free from all gaps; apply with Room Cure Epoxy (MA-274695) if needed.



Inspector





Date

4.3
Install and braze (6) Swagelock Reducer Connector (P.N.-400-R-4) (2) to each port on the Cooling Plates.


Note(s):
Install the Connectors before assembling Cooling Plates to End Core to prevent any damage to the Core.


Technician(s)





Date

4.4
Apply a thin layer of Room Cure Epoxy (MA-274695) to the top of the End Core, install the Core Filler (653702-12), apply a thin layer of Room Cure Epoxy to the top of the Core Filler, then install the Cooling Plate Top Entrance (653702-15).  Use “C” Clamps or equivalent to secure the Core Filler and the Cooling Plate in place and to minimize the gap between the parts.

[image: image2.wmf]C

o

o

l

i

n

g

P

l

a

t

e

T

o

p

E

n

t

r

a

n

c

e

6

5

3

7

0

2

-

2

3

E

n

d

C

o

r

e

A

s

s

e

m

b

l

y

U

p

s

t

r

e

a

m

6

5

3

7

0

2

-

0

8




Technician(s)





Date

4.5
Apply a thin layer of Room Cure Epoxy (MA-274695) to the top of the End Core, install the Core Filler Back (653702-13), apply a thin layer of Room Cure Epoxy (MA-274695) to the back of the End Core Filler, then install the Cooling Plate Back End (653702-16.)  Use “C” Clamps or equivalent to secure the, Cooling Plate Back End and Core Filler Back in place and to minimize the gap between parts.



Technician(s)





Date

4.6
Apply a thin layer of Room Cure Epoxy (MA-274695) to the bottom of the End Core, install the Core Filler #3 (653702-14), apply a thin layer of Room Cure Epoxy (MA-274695) to the back of the End Core Filler #3, then install the Cooling Plate Bottom Front (653702-17.)  Use “C” Clamps or equivalent to secure the Cooling Plate Bottom Front and Core Filler #3 in place and to minimize the gap between parts.



Technician(s)





Date

X
4.7
Verify that the above steps have been completed and are in compliance with Magnet End

Core Assembly DWG. (653702-02).



Lead Person





Date

4.8
Apply a thin layer of Room Cure Epoxy (MA-274695) to the top of the End Core, install the Core Filler Back (653702-13), apply a thin layer of Room Cure Epoxy (MA-274695) to the back of the Core Filler, then install the Cooling Plate Back End (653702-16).  Use “C” Clamps or equivalent to secure the Cooling Plate Back End and Core Filler in place and to minimize the gap between parts.
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Technician(s)





Date

4.9
Apply a thin layer of Room Cure Epoxy (MA-274695) to the top of the End Core, install the Core Filler 3 (653702-14), apply a thin layer of Room Cure Epoxy (MA-274695) to the top of the End Core Filler 3, then install the Cooling Plate Top End (653702-19).  Use “C” Clamps or equivalent to secure the Cooling Plate Top End and Core Filler 3 in place and to minimize the gap between parts.



Technician(s)





Date

4.10
Apply a thin layer of Room Cure Epoxy (MA-274695) to the bottom of the End Core, install the Core Filler 2 (653702-18), apply a thin layer of Room Cure Epoxy (MA-274695) to the bottom of the End Core Filler, then install the Cooling Plate Bottom Back (653702-20.)  Use “C” Clamps or equivalent to secure the Cooling Plate Bottom Back and Core Filler 2 in place and to minimize the gap between parts.



Technician(s)





Date

X
4.11
Verify that the above steps have been completed and are in compliance with Magnet End

Core Assembly DWG. (653702-02).



Lead Person





Date

5.0
Cradle Assembly

5.1
Add the Cradle Base (653702-27) and align with the Magnet and tighten.  Refer to drwg. 



(653702-27).



Technician(s)





Date


5.2
Insert Tie Rod Sleeve (653702-30) into the Magnet, and then insert the Iron Tie Rod

(653702-29) into the Tie Rod Sleeve.  Then tighten and torque to max of 150FT. LBS.


Note(s):


Clean out excess epoxy in Laminate items prior to installing Tie Rod Sleeve.


Technician(s)





Date

5.3
Install Stabilizer Mount (653702-31) to Magnet Core Assembly; refer to drawing (653702-07).



Technician(s)





Date

5.4
Install (4) Hooks (653702-32) to the Stabilizer Mount and secure.



Technician(s)





Date

6.0
Installation of Coils
6.1
Clean all parts thoroughly with Isopropyl Alcohol (Fermi stock (1920-0300) or equivalents using lint free wipers (Fermi stock 1660-0150) or equivalents to ensure that parts are free from oil, grease, dirt and chips.



Technician(s)





Date


6.2
Install the G-10 Magnet Coil Rest (653702-51) to the nest of the yoke.



Technician(s)





Date

6.3
Install the (3) Coil Pancake Set and position the Coil Rest Gasket (653702-52) in between each pancake.



Technician(s)





Date

6.4
Align and install another (3) Coil Pancake Set and position the Coil Rest Gasket in between each pancake.  The gap between the Coils should be 3.94”



Technician(s)





Date

6.5
Install the Wedge Clamp Assembly (653702-37), into the slot and wedge the Coils against the G-10 Coil Rest (653702-51).  Refer to the drawing (653702-01).



Technician(s)





Date

6.6
Install the Magnet Coil Clamps (653702-48) on the front surface of the Core and wedge the Coils against them with the Magnet Wedge Clamp Assembly (653702-37).



Technician(s)





Date

6.7
Install the Magnet Manifold (653702-43) into the Manifold Clamps; refer to the drawing (653702-01).



Technician(s)





Date

6.7
Install the Bus Bar In (653702-54) and Bus Bar Out (653702-55), Bus Bar Jumper Long Back Plate (653702-56), Coil Jumper Long (653702-57), Coil Jumper Back Plate (653702-58) and Coil Jumper Front Plate (653702-59).  Refer to drwg (653702-01).



Technician(s)





Date

6.8
Connect water connections to between Cooling Plates, Manifolds and Coil Leads, refer to DWG. (653702-01).



Technician(s)





Date

7.0
Electrical Inspection

7.1
Perform an Electrical Inspection.

Electrical Test
Equipment Serial Number
Limit


Actual Measurement
Pass
Fail
Out of Tolerance

Coil Resistance









LS @ 1 KHz









Q @ 1 KHz









LS @ 100 Hz









Q @ 100 Hz









2000 V Ring







Hipot Coil to Core @ 10KV

< 5 µA







Inspector





Date


7.2
Perform a Flow Check at a ∆P of 60 PSI and 100 PSI and record the results below.

Flow Test
Flow Cart Serial Number
Minimum Desired Flow
Actual Measurement
Pass
Fail
Out of Tolerance

∆P 60 PSI

9.0GPM





∆P 100 PSI

11.5GPM







Inspector





Date

X
7.3
Perform a hydrostatic check at 350 PSI for 30 minutes.


Pass




Fail




Inspector





Date

X
7.4
Purge the water passage using house air, until no water is present in the manifold.



Inspector





Date

8.0
Magnet Field Clamp Assembly
8.1
Install the Magnet Field Clamp Assembly (653702-34) on to both ends and cover Manifold with the Magnet DogHouse Assembly (653702-38), refer to drawing 


(653702-01).



Technician(s)





Date

X
8.2
Verify that the above steps are in compliance with Dwg. (653702-1).



Lead Person





Date

9.0
Final Shipment 
X
9.1
Paint the body of the Magnet with (Fermi stock Marlin Blue Paint 1825-3405).



Technician(s)





Date

9.2
Verify that the body of the Magnet has been painted.



Pass


Fail



Technician(s)





Date

X
9.3
Verify and record the serial number and weight (Lbs.) stenciled on the sides of the

Magnet in 1” characters per dwrg.



Magnet Serial Number stenciled on

_______________________



Weight stenciled on the Magnet

_______________________


Note(s):


The serial numbers should match the serial number at the bottom of this Traveler.


Visually inspect the Magnet for damage.



Inspector





Date

X
9.4
Verify that the Magnet water passages have been purged using house air, until no water is

present in the Manifold.



Pass


Fail




Inspector





Date

9.5
Affix the completed Generic Magnet Identification Label (MA-318490) (Qty. 1) on the

Magnet as per  22o Kicker Final Magnet Assembly.  Affix a completed Generic Magnet Identification Label (MA-318490)(Qty 1) to this page below.
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Generic Magnet Identification Label (MA-318490)


Inspector





Date

10.0
Production Complete

10.1
Process Engineering verify that the Isotope Production IPF Kicker Final Magnet & Shipment Traveler (TR-333455) 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 have been reviewed by the Responsible Authority for conformance before being approved.



Comments:



Process Engineering/Designee



Date

11.0
This Magnet is authorized to ship (sign the “OK to Ship” Tag).



Process Engineering/Designee


Date

12.0
Attach the Process Engineering “OK to Ship” Tag on the Magnet.  Attach a copy of the “OK to Ship” Tag to this Traveler.




Process Engineering/Designee


Date







IPF 22 Kicker Final Magnet Assembly
Page 
 of 19
Magnet Serial No.






