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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 for this production operation to this traveler.  Ensure that the serial number on the Parts Kit matches the serial number of this traveler.  Verify that the Parts Kit received is complete.



Process Engineering/Designee



Date

3.0
Magnet Acceptance
3.1
Visually inspect the Magnet for damage.  Verify that the Serial Number Stamped on the Magnet is visible on the Magnet.  This Magnet is to be reworked from the HDC Trim Dipole Magnet.  Record the information in table below.

Component
Component Serial Number

Previous HDC Magnet

Serial Number


New HDWA Magnet

Serial Number



Lead Person





Date

4.0
Electrical Inspection
X
4.1
Perform an Acceptance Electrical and record results below.

Upper Coil Electrical

Electrical Test
Equipment Serial Number
Limit


Actual Measurement
Pass
Fail
Out of Tolerance

Resistance

Reference Test Only

Not Subject to Limit Values





LS @ 1 KHz

Reference Test Only

Not Subject to Limit Values





Q @ 1 KHz

Reference Test Only

Not Subject to Limit Values





LS @ 100 Hz

Reference Test Only

Not Subject to Limit Values





Q @ 100 Hz

Reference Test Only

Not Subject to Limit Values





100 Volt Ring







Hipot to Ground

< 5 µA @ 500 V





Lower Coil Electrical

Electrical Test
Equipment Serial Number
Limit


Actual Measurement
Pass
Fail
Out of Tolerance

Resistance

Reference Test Only

Not Subject to Limit Values





LS @ 1 KHz

Reference Test Only

Not Subject to Limit Values





Q @ 1 KHz

Reference Test Only

Not Subject to Limit Values





LS @ 100 Hz

Reference Test Only

Not Subject to Limit Values





Q @ 100 Hz

Reference Test Only

Not Subject to Limit Values





100 Volt Ring







Hipot to Ground

< 5 µA @ 500 V







Inspector





Date

4.0
Component Removal and Installation











Completed

4.1
Remove all the existing Hex Head Cap Screws, which tie the Upper and Lower


halves of the Magnet.



Note:
Washers and Nuts must be saved for Magnet re-assembly.

4.2
Remove the top Magnet Half and transport to the Upper half Magnet staging area.


Note:
Ensure the Upper Coil is properly secured during the top Magnet half removal to prevent the Coil from falling.

Note:
Ensure to disconnect the electrical wires from the Cores before

removal of the top Magnet half.
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4.3
Remove the Alignment Keys (MB-14343) and save for re-use during the re-assembly of the Magnet.



Technician(s)





Date












Completed

4.4
Apply one (1) layer of Kapton (MA-116532) on both the Lower Coils (in the 


Parting Plane).

[image: image2.wmf]M

a

g

n

e

t

B

o

t

t

o

m

H

a

l

f

A

p

p

l

y

o

n

e

(

1

)

l

a

y

e

r

o

f

K

a

p

t

o

n

(

M

A

-

1

1

6

5

3

2

)

o

n

t

h

e

L

o

w

e

r

C

o

i

l

s


4.5
Apply one (1) layer of Kapton (MA-116532) on both the Upper Coils (in the


Parting Plane).
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Technician(s)





Date












Completed

4.5
Apply a bead of Gray RTV-157 (MA-318765) throughout the length of the 


Lower Coil.
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4.6
Install the G-10 Spacers (2) (MA-388160) on the Lower Coil.  See Magnet


Assembly drwg. (ME-388158).
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Technician(s)





Date












Completed

4.7
Clean the Alignment Keys (4) (MB-14343) (2-new/2-re-used) with KPC 820



and Lint Free Wipers (Fermi stock 1660-0150) or equivalent.


4.8
Clean the two Core Spacers (MB-388159) with KPC 820 and Lint Free 



Wipers (Fermi stock 1660-0150) or equivalent)


4.9
Apply a thin layer of Krylon Clear Acrylic Enamel on the Keys and



Spacer Parting Planes.

4.10
Install two Alignment Keys (MB-14343) onto the bottom half magnet.


4.11
Install the Core Spacers (MB-388159 (2) on the lower half of the Core.  See 


Magnet Assembly drwg. ME-388158).


4.12
Install two Alignment Keys (MB-14343) onto the top of the Core Spacers.


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Technician(s)





Date












Complete

4.9
Transport and install the Upper Half Magnet onto the Magnet Bottom Half.


Install Hex Head Screws (6 ea)(MA-388161) (5/16” X 3.5” lg), the saved 

nuts and washers from the dis-assembly.

Torque the bolts to 12 FT/LBS.

4.10
Measure the parting plane between the half cores and spacers at each bolt,


at both magnet core and spacer. Maximum gap allowable shall not exceed.005”.

4.11
Tack Weld the Spacers (MB-388159) to the lower half Core, and Alignment 


Keys to the Spacers on both side and ends.
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Weldor(s)





Date



Technician(s)





Date

5.0
Painting & Stamping of the Magnet Assembly











Complete


5.1
Clean the surface of the magnet as necessary.






5.2
Re-paint the Magnet Core as necessary, using NAL Blue Paint (MA-351184).


5.3
Re-Paint over the “HDC” and re-stencil with “HDWA” on the Magnet.




5.4
Ensure that the above steps have been completed.



Technician(s)





Date

6.0
Final Inspection
X

6.1
Perform an Electrical check of the main Coils and record results below.

Upper Coil Electrical

Electrical Test
Equipment Serial Number
Limit


Actual Measurement
Pass
Fail
Out of Tolerance

Resistance

Reference Test Only

Not Subject to Limit Values





LS @ 1 KHz

Reference Test Only

Not Subject to Limit Values





Q @ 1 KHz

Reference Test Only

Not Subject to Limit Values





LS @ 100 Hz

Reference Test Only

Not Subject to Limit Values





Q @ 100 Hz

Reference Test Only

Not Subject to Limit Values





100 Volt Ring







Hipot to Ground

< 5 µA @ 500 V





Lower Coil Electrical

Electrical Test
Equipment Serial Number
Limit


Actual Measurement
Pass
Fail
Out of Tolerance

Resistance

Reference Test Only

Not Subject to Limit Values





LS @ 1 KHz

Reference Test Only

Not Subject to Limit Values





Q @ 1 KHz

Reference Test Only

Not Subject to Limit Values





LS @ 100 Hz

Reference Test Only

Not Subject to Limit Values





Q @ 100 Hz

Reference Test Only

Not Subject to Limit Values





100 Volt Ring







Hipot to Ground

< 5 µA @ 500 V





Full Magnet (White Leads Connected Together)

Electrical Test
Equipment Serial Number
Limit


Actual Measurement
Pass
Fail
Out of Tolerance

Resistance

3.35 to 3.75 ?







LS @ 1 KHz

300 to 360 mH







Q @ 1 KHz

Reference Test Only

Not Subject to Limit Values





LS @ 100 Hz

300 to 360 mH







Q @ 100 Hz

Reference Test Only

Not Subject to Limit Values





100 Volt Ring







Hipot to Ground

< 5 µA @ 500 V







Inspector





Date

XX

6.2
Verify the previously performed steps to ensure that they were performed correctly and

that the readings are acceptable before continuing with this traveler.



Lead Inspector





Date



Crew Chief





Date

7.0
Close Out
X

7.1
Affix the completed Generic Magnet Identification Labels (MA-318490) (Qty. 1) on the

Magnet as per the Horizontal Trim Dipole Magnet Assembly (ME-388158).  Affix a completed Generic Magnet Identification Label (MA-318490) to this page or complete the facsimile below.
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Partially Completed

Generic Magnet Identification Label (MA-318490)
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Top View

Magnet Identification Label Orientation



Inspector





Date

8.0
Production Complete

8.1
Process Engineering verify that the Horizontal Trim Dipole Magnet Modification/Rework Traveler (5520-TR-333617) 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

9.0
Attach the Process Engineering O.K. to Ship Tag to the device that this production operation was performed on.



Process Engineering/Designee



Date







HDWA Modification/Rework Traveler

Serial No.  HDWA


Page 
 of 16
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