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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 as applicable.


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 High Field Dipole Yoke and Skinning 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
Coil Preparation
3.1 Determine which designation will be used to identify each Half-Coil and record the serial number of each below.

Half-Coil A: 





Half-Coil B: 






3.2
Remove the Impregnation Coils from the Impregnation Fixture.



Technician(s)





Date


3.3
Perform an Electrical Inspection for each Half-Coil.
Half Coil A
Equipment Serial Number
Limit
Actual Measurement
Pass
Fail
Out of Tolerance

Half Coil Resistance







LS @ 1 KHz







Q @ 1 KHz







Half Coil B
Equipment Serial Number
Limit
Actual Measurement
Pass
Fail
Out of Tolerance

Half Coil Resistance







LS @ 1 KHz







Q @ 1 KHz









Inspector





Date

3.4
Using a scalpel, carefully remove any remaining Epoxy along the Outer Pole pieces to ensure a snug fit.

***CAUTION***

Take care not to damage the coil.
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Technician(s)





Date

3.5
Inspect / verify that the Epoxy has been removed properly to ensure a snug fit of the Aluminum Spacers (MC-376178).  Ensure that the Half Coil was not damaged.



Technician(s)





Date



Inspector





Date


3.6
Remove the two mold released Outer Pole Pieces from the Coil Assembly.



Technician(s)





Date


3.7
Carefully install the Outer Pole Pieces with the Capacitance Gauge as shown in figure.
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Technician(s)





Date

3.8
Install Aluminum Spacers with Strain Gauges around Outer Pole Piece with Capacitance Gauge.



Technician(s)





Date


3.9
Install Aluminum Spacers the rest of the length of the Coil Assembly.



Technician(s)





Date


3.10
Perform a Hi Pot Test, by slowly increasing the voltage to a maximum of 1kV.

Note(s):
If at ANY stage of increasing the voltage, the current leakage is more than .5(A, STOP THE TEST IMMEDIATELY!

Current Leakage
Measurement(s)

Coil to Ground
< .5(A


Heater to Ground
< .5(A


Heater to Coil
< .5(A




Inspector





Date

4.0
Yoking


4.1
Install Lower Half Yoke Pack in the Bottom Tooling Platen.



Technician(s)





Date


4.2
Install Coil Assembly on Lower Half Yoke Pack.



Technician(s)





Date


4.3
Install Upper Half Yoke Pack on the Assembly.



Technician(s)





Date


4.4
Install Upper Tooling Platen on the Yoke Assembly.



Technician(s)





Date


4.5
Insert the Yoked Assembly into the press.



Technician(s)





Date


4.6
Hook up Resistance Check Test Leads.


Technician(s)





Date

4.7
Compress the Coil Assembly to 8000 lbs. in 1000 lb. increments.  Record yoke gaps at each 1000-lb. increment then release press.



Note(s):



Perform continual resistance checks throughout compression steps.
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Technician(s)





Date



Production Engineer/Designee



Date


4.8
Remove the Yoked Assembly from the press.



Technician(s)





Date


4.9
Remove the Top Tooling Platen.



Technician(s)





Date


4.10
Remove the Upper Half Yoke Pack.



Technician(s)





Date


4.11
Remove 4 Aluminum Spacers from the Coil Assembly as shown below.
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Technician(s)





Date


4.12
Install both Cernox Temperature Sensors in the Aluminum Spacers with pre-drilled holes using LakeShore VGE-7031 Varnish.


Note(s):


Install CX1 3877 at the Lead End and CX1 3880 at the Return End.
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Technician(s)





Date


4.13
Place the 4 Aluminum Spacers with Temperature Sensors, onto the Coil Assembly in place of the ones removed.
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Technician(s)





Date


4.14
Install the Upper Half Yoke.



Technician(s)





Date


4.15
Install the Top Tooling Platen.



Technician(s)





Date


4.16
Insert Yoked Assembly into press.



Technician(s)





Date

4.17
Compress the Coil Assembly to 8000 lbs. in 1000 lb. increments.  Record yoke gaps, resistance and strain gauge readings at each 1000-lb. increment.



Note(s):
Monitor resistance while increasing pressure in order to install the Aluminum Clamps (MD-376189).




Perform continual resistance checks throughout compression steps.
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Technician(s)





Date



Production Engineer/Designee



Date


4.18
Install the Aluminum Clamps (MD-376189) using a separate set of pusher blocks as shown below.
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Technician(s)





Date

4.19
Perform an Electrical Inspection for each Half-Coil.
Half Coil A
Equipment Serial Number
Limit
Actual Measurement
Pass
Fail
Out of Tolerance

Half Coil Resistance







LS @ 1 KHz







Q @ 1 KHz







Half Coil B
Equipment Serial Number
Limit
Actual Measurement
Pass
Fail
Out of Tolerance

Half Coil Resistance







LS @ 1 KHz







Q @ 1 KHz









Inspector





Date

XXX
4.20
Verify that the above readings are acceptable and approved for next Major Assembly Procedure.



Production Engineer/Designee



Date

5.0
Skinning the Yoked Coil Assembly
5.1
Thoroughly clean the Lower Mold contact areas using Alcohol (Fermi stock 1920-0300) wipe down using a Lint Free Heavy Duty Wipe (Fermi stock 1660-2600).



Technician(s)





Date


5.2
Remove the Lower Mold Side Plates (#2 and #5) from both sides of the Lower Mold.



Technician(s)





Date

XX
5.3
Inspect the Mold to ensure it has a smooth surface and no imperfections
 such as nicks, burrs, contaminants, etc., and ensure the Lower Mold Side Plates have been removed.



Crew Chief





Date



Lead Inspector





Date

5.4
Clean the skin using Ethyl Alcohol (Fermi Stock 1920-0550) and Kimwipes

 (Fermi Stock 1660-2500).



Technician(s)





Date

5.5
Install Strain Gauges on both halves of Skin.



Technician(s)





Date

5.6
Transport and place the Bottom Skin (MD-344467) in the Lower Mold Assembly
 (MD-344361) as per the Skin Lifting Procedure (0102-ES-293859).



Technician(s)





Date

5.7
Install the Yoked Coil Assembly in Lower Skin.



Note(s):



Install Skin Alignment Keys.



Technician(s)





Date


5.8
Install Top Half of Skin.



Technician(s)





Date

5.9
Roll the Skin Assembly into press as per Yoke and Skin Press Assembly Operating Procedure (0102-ES-301502).



Technician(s)





Date

5.10
Perform a Strain (Beam and Capacitor) Gauge check with the Strain Gauge Computer System and attach a copy of the results.



Technician(s)





Date

5.11
Energize the press as per the Yoke and Skin Press Assembly Operating Procedure
 (0102-ES-301502).

Technician(s)





Date

6.0
Welding the High Field Dipole
6.1
Refer to the Yoke/Skinning Welding Procedure (0102-ES-292398).  Weld the High Field Dipole as per the Skinned Yoke Assembly (ME-344863).

Note(s):

Clean the welds with a stainless steel wire brush (Fermi stock 1246-0860), vacuum, then clean with Alcohol (Fermi stock 1920-0300) and Kimwipes
 (Fermi stock 1660-2500) to remove any and all dirt and foreign materials between each pass.



Technician(s)





Date



Weldor






Date

6.2
Perform Strain (Beam and Capacitor) Gauge check with the Strain Gauge Computer System and attach a copy of the results.



Technician(s)





Date

6.3
Release Press pressure and perform an Electrical Inspection and record data in the chart below.

Half Coil A
Equipment Serial Number
Limit
Actual Measurement
Pass
Fail
Out of Tolerance

Half Coil Resistance







LS @ 1 KHz







Q @ 1 KHz







Half Coil B
Equipment Serial Number
Limit
Actual Measurement
Pass
Fail
Out of Tolerance

Half Coil Resistance







LS @ 1 KHz







Q @ 1 KHz









Inspector





Date

6.4
Perform Strain (Beam and Capacitor) Gauge check with the Strain Gauge Computer System and attach a copy of the results.



Technician(s)





Date

6.5
Verify that the above readings are acceptable and approved for next Major Assembly Procedure.



Production Engineer/Designee



Date

7.0
Cutting the High Field Dipole Skin to Length

7.1
Remove the #2 and #5 Lower Mold Side Plates.  Lift the High Field skin using approved and appropriate lifting procedures and transport to the Skin Cutting Station.



Technician(s)





Date

XX
7.2
Verify that the Lead End of the High Field Dipole has been marked and the Cutting Fixture is placed in the proper location.



Crew Chief





Date



Lead Inspector





Date

X
7.3
Cut the Lead End of the High Field Dipole to the proper length using the Wachs Cutter
 as per the Skinned Yoke Assembly.

Note(s):

While cutting or filing ensure that all exposed parts are covered and a vacuum is used during the process to collect all debris.

Make two cuts, first a rough-cut 1” away from mark, and final cut at the mark.


Lead Person





Date

XX
7.4
Verify that the Return End of the High Field Dipole has been marked and the Cutting Fixture is placed in the proper location.



Crew Chief





Date



Lead Inspector





Date

X
7.5
Cut the Lead End of the High Field Dipole to the proper length using the Wachs Cutter
 as per the Skinned Yoke Assembly.

Note(s):

While cutting or filing ensure that all exposed parts are covered and a vacuum is used during the process to collect all debris.

Make two cuts, first a rough-cut 1” away from mark, and final cut at the mark.


Lead Person





Date

8.0
Final Electrical Test

8.1
Perform a Full Electrical Inspection.

Half Coil A
Equipment Serial Number
Limit
Actual Measurement
Pass
Fail
Out of Tolerance

Half Coil Resistance







LS @ 1 KHz







Q @ 1 KHz







Half Coil B
Equipment Serial Number
Limit
Actual Measurement
Pass
Fail
Out of Tolerance

Half Coil Resistance







LS @ 1 KHz







Q @ 1 KHz









Inspector





Date

8.2
Verify that the above readings are acceptable and approved for next Major Assembly Procedure.



Production Engineer/Designee



Date
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