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A
7.1
Revise as per DR ADC-0003, Revise Full Magnet electrical to D.C.R.

33.5 mohm-34.2mohm, Ls@1KHz 6mH reference only,

Q@1KHz 2 reference only, Ls@100Hz 14mH  reference only, Q100Hz 3.5  reference only.
1149
05/01/01









































































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


Magnet Acceptance and Structure Removal
X
3.1
Record any serial numbers visible on the magnet.  Visually inspect magnet for damage.  If any out of the ordinary conditions exists notify your supervisor.
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Component
Component Serial Number
Remarks/Location

Magnet

Stamped or Stenciled on the Assembly.

Previous Magnet Serial Number

If Applicable/Known.

Stamped on the center of the core.

Previous Magnet Serial Number

If Applicable/Known.

Stamped on the center of the core.

Aisle Side Core

If Available/Known.

Non-Aisle Side Core

If Available/Known.

Aisle Side Coil

If Available/Known.



Non-Aisle Side Coil

If Available/Known.





Lead Person





Date

X
3.2
Perform an Acceptance Electrical and record results below.

Aisle Side 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





Non-Aisle Side 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



Lead Person





Date

3.3
Perform a Hydrostatic check of the coil at 1000 psi for 30 minutes.

Pass


Fail



Inspector





Date

X
3.4
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



3.6 GPM





∆P 100 PSI



4.7 GPM







Inspector





Date

4.0
Structure Removal
4.1
Remove the existing Support Bracket from the Magnet Assembly.

Completed

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Note(s):

Above diagram shows magnet with old style manifold.

No correct manifold drawing exists.


4.2
Remove the Coolant Hose Connection Assembly.

Completed

4.3
Remove the Beam Tube and Flanges as per Magnet Assembly.

Completed

Note(s):
This Magnet has Parting Plane Shims and Coil spacers, leave these in place, DO NOT REMOVE!

Beam Tube must be returned to the Beams Division.

Beam tube is the correct length per the Beam Tube Assembly (ME-299994).

Be very cautious in removing the Flanges.
4.4
Clean the Beam tube, inside and outside, using Ethyl Alcohol (Fermi stock 1920-0550) Kimwipes (Fermi stock 1660-2500) or equivalent.

Completed

X
4.5
Verify that all the steps above have been completed before proceeding.



Lead Person





Date

5.0
Preparation and Magnet Assembly
5.1
Clean the Peek Tube, and Coolant Hose Connection Assembly parts, using Ethyl Alcohol

 (Fermi stock 1920-0550) Kimwipes (Fermi stock 1660-2500) or equivalent.

Completed

5.2
Replace the Ceramic Insulators with the Peek Tube and re-assembly the Coolant Hose Connection Assembly (MC-388018).

Completed

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Note(s):

Above diagram shows magnet with old style manifold.

No correct manifold drawing exists.



Technician(s)





Date

5.3
Clean the Adapters, Bellows, and Flanges, using Ethyl Alcohol (Fermi stock 1920-0550) Kimwipes (Fermi stock 1660-2500) or equivalent.

5.4
Position Adapters, Flanges, Bellows on the Beam tube and tack weld to secure in place, once in place perform a continuous weld as per Beam Tube Assembly (ME-299487).



Technician(s)





Date



Weldor(s)





Date

X
5.5
Perform a leak check of the Beam Tube.

Note(s):

For this check an O-Ring may be used at the Downstream end.
[image: image4.wmf]PART 

NO.

DATE

 

TIME

OPERATOR'S 

LAST NAME

SCALE 

UNITS 

BEFORE 

HELIUM 

PROBE

SCALE 

UNITS 

WHILE 

ENCLOSURE 

FLOODING

DETERMINATION OF MINIMUM 

DETECTABLE LEAK

MDS ÷ ((Response - Bckgnd) ÷ Leak Value) = MDL




Inspector





Date

5.6
Clean the Leveling Lugs, using Ethyl Alcohol (Fermi stock 1920-0550) Kimwipes

 (Fermi stock 1660-2500) or equivalent.

Completed

5.7
Position the Eccentric Leveling Lugs (8 ea.) (Carr Lane MFG. CO. #CL-4-ELL) and tack weld into place.



Technician(s)





Date



Weldor(s)





Date

5.8
Clean the Support Blocks, using Ethyl Alcohol (Fermi stock 1920-0550) Kimwipes

 (Fermi stock 1660-2500) or equivalent.

Completed

Note(s):
Ensure that the Magnet is free from dirt, grease etc., before welding the Gussets and Support Blocks into place.
5.9
Position the Support Blocks (MC-299983)) (2 ea.) and weld into place.



Technician(s)





Date



Weldor(s)





Date

6.0
Painting & Stamping of the Magnet Assembly

6.1
Clean the surface of the magnet as necessary.

Completed


6.2
Paint the Support Bracket (MD-299983) using NAL Blue Paint (MA-351184).

Completed


6.3
Weigh the magnet using an under the hook scale or equivalent.  Record the magnet weight below.

Scale Model/Type
Scale Serial Number
Magnet Weight (Lbs.)






Technician(s)





Date

6.4
Stencil the serial number and weight (Lbs.) in 1" characters on the magnet on the aisle side of the assembly as per the Vertical Dipole Magnet Assembly (ME-299984) using Flat White Enamel Paint (Fermi stock 1825-1340 or equivalent).

Note(s):

The Magnet serial number is indicated at the base of this traveler.



Technician(s)





Date

6.5
Stamp the serial number on the top tie plate of the Aisle Side Core and on the Support Weldment of the Non-Aisle Side Core as per the Vertical Dipole Magnet Assembly
 (ME-299984) using 3/8" characters.



Technician(s)





Date

XX
6.6
Verify that the previously performed steps were performed correctly


 (Steps 6.1 through 6.5).



Lead Inspector




Date



Crew Chief




Date

7.0
Final Inspection
X
7.1
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



33.5m( to 34.2m(





LS @ 1 KHz



6 mH

Reference Only





Q @ 1 KHz



2

Reference Only





LS @ 100 Hz



14 mH

Reference Only





Q @ 100 Hz



3.5

Reference Only





100 Volt Ring









Hipot to Ground

< 5 µA @ 500 V







Inspector





Date

XX
7.2
Perform a Flow Check at a ∆P of 60 PSI and 100 PSI and record the results below.  Refer to the Mechanical (Flow) Inspection (5520-ES-318968).

Magnet Flow Test
Flow Cart Serial Number
Minimum Limit


Actual Measurement
Pass
Fail
Out of Tolerance

∆P 60 PSI

3.6 GPM





∆P 100 PSI

4.7 GPM





Perform a hydrostatic Check of the joint at 500 PSI for 30 minutes

Pass


Fail


Inspector





Date

XX
7.3
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

8.0
Close Out
X
8.1
Affix the completed Generic Magnet Identification Labels (MA-318490) (Qty. 1) on the Magnet as per the Vertical Dipole Magnet Assembly (ME-299996).  Affix a completed Generic Magnet Identification Label (MA-318490) to this page or complete the facsimile below.
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ME-

XXXXXX                  Serial #: _______________________

     Date Completed: ____________

Electrical Data

Weight

:_

_______________Lbs.

Resistance: _________________

m

W

100 Volt Ring:

Ls @ 1 KHz:

_______________

mH

                Ls @ 100 KHz:

____________

mH

Q @ 1 KHz: __________________

Q @ 100 KHz: ________________

Water Test Data

Hydrostatic check @ 500 PSI for 30 Minutes:

60 Psig: ____________GPM

FERMI NATIONAL ACCELERATOR LABORATORY

TECHNICAL DIVISION

Hipot @500 V

:________________

100 Psig: ____________GPM


Completed

Generic Magnet Identification Label (MA-318490)



Inspector





Date

9.0
Production Complete

9.1
Process Engineering verify that the Vertical Dipole Magnet Modification/Rework Traveler (5520-TR-333621) 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







Booster Dump Line Modification/Rework Traveler
Serial No. ADC
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Hipot @500 V:________________
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ME-XXXXXX                  Serial #: _______________________ 











     Date Completed: ____________











Electrical Data







Weight:________________Lbs.















Resistance: _________________m(











100 Volt Ring:   















Ls @ 1 KHz: 







_______________mH







                Ls @ 100 KHz: 







____________mH 







Q @ 1 KHz: __________________











Q @ 100 KHz: ________________











Water Test Data







Hydrostatic check @ 500 PSI for 30 Minutes:   











60 Psig: ____________GPM











 















100 Psig: ____________GPM







FERMI NATIONAL ACCELERATOR LABORATORY 







TECHNICAL DIVISION












