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A
Incorporated a verification and a drawing of the Orientation Notch position as per EO # 463 to Steps 5.5 and 10.1.  Incorporated a revised approval list on the cover page.  RR No. 0006
2/15/93





B
Incorporated tolerances at all measurements.  Incorporated Step 17.3 CMF QA/QC Office filing and distribution of the Traveler.  Incorporated a new step after Step 15.2 to check the .060" dimension as per the End Pack Drawings.  RR No. 0008

Incorporated the requirements of Inspection and Acceptance Testing as indicated by TSS-9 Section 8.2 utilizing committee approved 5520-TR-318907 as a reference.  RR No. 0024.
7/2/93





C
Incorporated Dipole to the footer.  Delete the time at all sign offs.  Moved the part number after the print nomenclature on the cover page.  Changed the final sign off Section 18.0 to match the current template as developed in the 160" Coil Insulation Traveler.  RR-0025
9/9/93






Ensure appropriate memos and specific instructions are placed with the Traveler before issuing 
the Sub Traveler Binder to Production.




1)
MIR 160" / 240" Left Trimmed Lamination End Pack (5520-MD-318166) / Right Trimmed





Lamination End Pack (5520-MD-318167) Drawings, ensure that the drawings are legible.


Left Trimmed Lamination End Pack 5520-MD-318166
Rev.



Right Trimmed Lamination End Pack 5520-MD-318167
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 Travelers 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
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 right side of the End Pack is defined by the following:  With the Fixed End of the Stacking Fixture 


closest to your person looking towards the Floating End of the Stacking Fixture, the Orientation Notch 


shall be located on your right hand side.  This will be called the right side of the End Pack.

2.0
Materials

2.1
Consumables



2.1.1
Consumables used in the Assembly of the End Packs shall be listed in the step that requires that 



item.  Refer to the Bill of Materials in Section 6 of the Sub Traveler Binder or obtain a copy from 



Info. Systems.


2.2
End Pack Laminations

XX

2.2.1
Perform a visual inspection of the End Pack Laminations to be used in this End Pack Assembly.  



The Laminations received should be of one type marked equal.  This inspection shall include but 



not be restricted to the following:





Damage due to shipping, material handling.





Moisture.





Ensure that the End Pack Laminations are free of any abnormalities to include but not





restricted to; flatness, twist, nicks, burrs and rust.





Record the quantity received, the RF Number, and the Lot Number below.

Qty.
Lamination Type
RF Number

Lot Number


Trimmed Lamination #P1 5520-ME-318168 (Qty. 3)





Trimmed Lamination #P2 5520-ME-318169 (Qty. 3)





Trimmed Lamination #P3 5520-ME-318170 (Qty. 3)





Trimmed Lamination #P4 5520-ME-318171 (Qty. 3)





Trimmed Lamination #P5 5520-ME-318172 (Qty. 3)





Trimmed Lamination #P6 5520-ME-318173 (Qty. 3)





Trimmed Lamination #P7 5520-ME-318174 (Qty. 5)





Trimmed Lamination #P8 5520-ME-318175 (Qty. 7)





Trimmed Lamination #P9 5520-ME-318176 (Qty. 9)





Trimmed Lamination #P10 5520-ME-318177 (Qty. 12)





MIR Laminations 5520-ME-274020 (Qty. 51)







Place all documentation or tags that accompanied the End Pack Laminations behind this page.




Comments:


















CMF Crew Chief






Date


















CMF QA/QC Inspector






Date

3.0
Set Up the Large and the Small Washer
X
3.1
Ensure the washer has been set up and in operational condition as per the Clean-O-Mat Operational 


Procedure (5525-OP-318910).


















CMF Lead Person






Date


3.2
Mix the degreasing agent as per the Clean-O-Mat Operational Procedure (5525-OP-318910).



If degreasing agent exists within the machine, insure that the degreasing agent will not exceed its shelf life / 


useful strength during the washing cycle.  Refer to the Clean-O-Mat Operational Procedure 



(5525-OP-318910) for cleaning solution mixture.




Note(s):





Small Washer:.2% Micro Solution, 3 gallons of DMI 100 per 125 






gallons of Distilled Water (Fermi Stock 1725-0550).





Large Washer:
Fill with Distilled Water Only (Fermi Stock 1725-0550).

















CMF Technician






Date

X
3.3
Witness the mixing of the degreasing agent to ensure that the proper strength is obtained as per the 


Clean-O-Mat Operational Procedure (5525-OP-318910).


















CMF Lead Person






Date

4.0
Lamination Degreasing

4.1
Degrease each Lamination separately (repeat if necessary) to remove all grease, dirt and surface 



contaminants.




Complete the washer log regarding the degreasing agent.




Note(s):





Do not mix laminations of different thicknesses or type.


















CMF Technician






Date

X
4.2
Visually inspect all the Laminations during the cleaning process to ensure that the Laminations are free




of damage, grease, dirt and surface contaminants.

.


















CMF Lead Person






Date

5.0
End Pack Dry Stacking

5.1
Indicate the type of End Pack to be dry stacked below.  Clean the End Pack Stacking Fixture Assembly 


(5525-ME-274140), this shall include but not be restricted to the removal of epoxy, Teflon or any matter 


that may affect the stacking of the Laminations.  Install the Guide Plates indicated below for the type of 


End Pack being built.




p  Left Trimmed Lamination End Pack 5520-MD-318166:




5525-MC-274145


5525-MC-274148




Inside Guide Plate


Left Outside Guide Plate




p  Right Trimmed Lamination End Pack 5520-MD-318167:





5525-MC-274145


5525-MC-274146




Inside Guide Plate


Right Outside Guide Plate


















CMF Technician






Date

X
5.2
Verify that the correct Guides Plates have been installed for construction of the indicated End Pack.  Ensure 


that the End Pack Stacking Fixture has been cleaned in accordance with the previous step.


















CMF Lead Person






Date


5.3
Stack the Laminations in the sequence indicated below and by the drawing indicated in Step 5.1.  



Intentionally over stack the standard MIR Laminations (5525-ME-274020).




Note(s):





Ensure that the Trimmed Laminations are against the Fixed End of the Stacking 



Fixture.





Do not mix Laminations with different die reference notches (orientation 



notch).

Fixed End of the Stacking Fixture

Trimmed Lamination #P1 5520-ME-318168 (Qty. 3)

Trimmed Lamination #P2 5520-ME-318169 (Qty. 3)

Trimmed Lamination #P3 5520-ME-318170 (Qty. 3)

Trimmed Lamination #P4 5520-ME-318171 (Qty. 3)

Trimmed Lamination #P5 5520-ME-318172 (Qty. 3)

Trimmed Lamination #P6 5520-ME-318173 (Qty. 3)

Trimmed Lamination #P7 5520-ME-318174 (Qty. 5)

Trimmed Lamination #P8 5520-ME-318175 (Qty. 7)

Trimmed Lamination #P9 5520-ME-318176 (Qty. 9)

Trimmed Lamination #P10 5520-ME-318177 (Qty. 12)

MIR Laminations 5520-ME-274020 (As Required)

Floating End of the Stacking Fixture


















CMF Technician






Date

















CMF Technician






Date


5.4
Install the Stacking Fixture End Plate (5520-ME-274143) with threaded rods (1" - 8 NC X 13.25" Long 


Stress Proof, Quantity 10), nuts (grade 5, 1" - 8 NC, Quantity 20) and a 1" plain washers (Quantity 20) to 


the End Pack Stacking Fixture (5520-ME-274141).  Tighten the Stacking Fixture End Plate to the Clamp 


Bars (5520-ME-274149) and the Stacking Fixture Base, the Stacking Fixture should not close.  Release the 


pressure and remove 1 Lamination (5525-ME-274020) at a time until the Stacking Fixture End Plate comes 


in contact with Clamp Bars and the Stacking Fixture Base when tightened.




Note(s):





Do not remove more Laminations than necessary.


















CMF Technician






Date

XX
5.5
Visually inspect the orientation notch location as per the diagram below.  Record the dimension of 



the dry stacked Laminations 5.875" ± .030" using a vernier, stick mike or similar device. Record 



the dimensions in the space provided below. 




Note(s):





If a Back Pack or Spacer is used, 1.5" should be added to the following 



dimension 5.875 ±.030", the acceptable reading would then be 7.375" ±.030".





The right side of the End Pack is defined by the following: With the Fixed End 



of the Stacking Fixture closest to your person looking towards the Floating 



End of the Stacking Fixture, the Orientation Notch shall be located on your 



right hand side.  This will be called the right side of the End Pack.




Is the orientation notch properly located?
p Yes




If the orientation notch is not located as per the diagram below, remove the Stacking Fixture End Plate 


(5520-ME-274143) and ensure that the Trimmed Laminations are not against the Stacking Fixture End 


Plate.  If the Trimmed Laminations are against the Stacking Fixture End Plate (5520-ME-274143) restack 


with the Trimmed Laminations against the Fixed End of the Stacking Fixture.  If the Trimmed Laminations 


are against the Fixed End of the Stacking Fixture each individual Lamination may need to be rotated and 


restacked.
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CMF Crew Chief






Date


















CMF QA/QC Inspector






Date


5.6
Disassemble Stacking Fixture (5520-ME-274141) by removing the nuts, washers and threaded rods that 


hold the Stacking Fixture End Plate (5520-ME-274143) to the Stacking Fixture.  Remove the dry stacked 


Laminations from the Stacking Fixture.  Stack the Laminations on a table with the MIR Laminations 


(5520-ME-274020) at the base of the stack and the Trimmed Laminations at the top of the stack.



Note(s):





Do not allow the Laminations to be arranged out of the Dry Stacked Sequence.

















CMF Technician






Date

















CMF Technician






Date

6.0
Set Up the Stacking Fixture

6.1
Clean the End Pack Stacking Fixture Assembly (5525-ME-274140) with Alcohol 




(Fermi Stock 1920-0550) and Scotch Brite (Fermi Stock 1202-2020), this shall include but not be restricted 


to the removal of epoxy, Teflon or any matter that may affect the stacking of the Laminations.  Coat all the 


Stacking Fixture surfaces that may come in contact with epoxy with Liquid Teflon Vydex (MA-116537).

















CMF Technician






Date
X
6.2
Verify that the Stacking Fixture has been cleaned and the Liquid Teflon Vydex (MA-116537) has been 


applied to the Stacking Fixture surfaces that may come in contact with epoxy.


















CMF Lead Person






Date

7.0
Set Up the Roller Coater
X
7.1
Ensure that the Roller Coater has been set up and is in operational condition as per the Walco Coater 


Operation Manual (5525-OP-318914).

















CMF Lead Person






Date


7.2
Mix the epoxy as per the drawing indicated on Page 3 Note 1.




Wet lay-up the End Pack in the Stacking Fixture ME-274140 (or Fermilab Approved 


Equivalent) with 1.5 inch thick spacer in place. Use the following Epoxy 



Formulation:





826

100 Parts
By Weight





NMA

90 Parts
By Weight





BDMA
1 Part

By Weight


















CMF Technician






Date

X
7.3
Witness the mixing of the epoxy to ensure that the proper formula is obtained as per the drawing indicated 


on Page 3 Note 1.


















CMF Lead Person






Date


7.4
Add the mixed epoxy to the Roller Coater in accordance with the Walco Coater Operation Manual 


(5525-OP-318914).


















CMF Technician






Date

X
7.5
Using a scrap lamination, adjust roller coater to ensure an even coating of epoxy free of voids is




dispersed on one side of the lamination.


















CMF Lead Person






Date

8.0
Coat the Laminations and Stack End Pack

8.1
Remove the Laminations from the stack in order (Trimmed Lamination first and the MIR Laminations 


last), coat the Laminations evenly and re-stack the Laminations in the Stacking Fixture as per the drawing 


indicated on Page 3 Note 1.  Record the actual quantity used below.




Note(s):





Ensure that the Trimmed Laminations are against the Fixed End of the Stacking 



Fixture.





Ensure the Dry Stacking Sequence (Step 5.3) is not compromised.

Qty.
Lamination Type


Trimmed Lamination #P1 5520-ME-318168


Trimmed Lamination #P2 5520-ME-318169


Trimmed Lamination #P3 5520-ME-318170


Trimmed Lamination #P4 5520-ME-318171


Trimmed Lamination #P5 5520-ME-318172


Trimmed Lamination #P6 5520-ME-318173


Trimmed Lamination #P7 5520-ME-318174


Trimmed Lamination #P8 5520-ME-318175


Trimmed Lamination #P9 5520-ME-318176


Trimmed Lamination #P10 5520-ME-318177


MIR Laminations 5520-ME-274020


















CMF Technician






Date

X
8.2
Ensure that the Laminations were stacked in the proper order as per the drawing indicated on Page 3 


Note 1 .  Verify the quantities used and recorded in the previous step.


















CMF Lead Person






Date

9.0
Tightening End Pack Stacking Fixture

9.1
Install the Stacking Fixture End Plate (5520-ME-274143) with threaded rods (1" - 8 NC X 13.25" Long 


Stress Proof, Quantity 10), nuts (grade 5, 1" - 8 NC, Quantity 20) and a 1" plain washers (Quantity 20) to 


the End Pack Stacking Fixture (5520-ME-274141).  Tighten the Stacking Fixture End Plate to the Clamp 


Bars (5520-ME-274149) and the Stacking Fixture Base, the Stacking Fixture should close.  If it does not 


close wait a short period of time wiping the excess epoxy from the Laminations.  Repeat the tightening 


process as many times as necessary, until the Stacking Fixture End Plate when tightened comes in contact 


with the Clamp Bars and the Stacking Fixture Base.  Once the Stacking Fixture is properly closed, tighten 


down the Clamp Bars (5520-ME-274149) with the bolts (1/2" - 13 NC X 3/4" Long Hex Head, Quantity 4 


per bar).  Tighten the bolts (7/8" - 9 NC X 2" Long Socket Head, Quantity 2 per bar).

















CMF Technician






Date


















CMF Technician






Date

10.0   Pre-Cure Inspection

XX
10.1
Visually inspect the orientation notch location as per the diagram below.  Record the dimension of the 


Laminations 5.875" ± .030" using a vernier, stick mike or similar device.  Record the dimensions in the 


space provided below.  The dimensions taken in this step should match the dimensions recorded in Step 5.5.




Note(s):





If a Back Pack or Spacer is used, 1.5" should be added to the following 



dimension 5.875 ±.030", the acceptable reading would then be 7.375" ±.030".





The right side of the End Pack is defined by the following: With the Fixed End 



of the Stacking Fixture closest to your person looking towards the Floating 



End of the Stacking Fixture, the Orientation Notch shall be located on your 



right hand side.  This will be called the right side of the End Pack.




Is the orientation notch properly located?
p Yes




If the orientation notch is not located as per the diagram below, remove the Stacking Fixture End Plate 


(5520-ME-274143) and ensure that the Trimmed Laminations are not against the Stacking Fixture End 


Plate.  If the Trimmed Laminations are against the Stacking Fixture End Plate (5520-ME-274143) restack 


with the Trimmed Laminations against the Fixed End of the Stacking Fixture.  If the Trimmed Laminations 


are against the Fixed End of the Stacking Fixture each individual Lamination may need to be rotated and 


restacked.
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CMF Crew Chief






Date


















CMF QA/QC Inspector






Date

XXX
10.2
Verify the measurements recorded in Step 10.1 are acceptable to proceed to the Heat Cure Step 11.0.

















CMF Production Manager





Date

















CMF QA/QC Manager





Date

11.0  Heat Cure End Pack


11.1
Move the Stacking Fixture into the oven using the overhead crane, chain sling and the lifting eye bolts 


(Quantity 4) provided on the Stacking Fixture.  Place the Stacking Fixture over a drip pan to ensuring run 


off does not adhere to of the any oven surfaces.  Ensure that the orientation of the Stacking Fixture is such 


that the excess epoxy will run off of the pole face.  The thermocouples are to be in intimate contact with 


the Stacking Fixture, End Pack and one thermocouple suspended in the oven cavity.


















CMF Technician






Date


11.2
Attach a curing chart to the chart recorder.  Operate the oven as per the Wisconsin Electric Top Load Oven 


Operation Manual (5525-OP-318932).  Ensure that all thermocouples are providing accurate readings to the 


chart recorder.  Monitor the chart recorder to ensure that the End Pack and the Stacking Fixture have 


stabilized at a temperature of 300° +20° -0°F.


















CMF Technician






Date

X
11.3
Once the temperature has stabilized, cure the End Pack for a minimum of three (3) hours. Verify that the 


curing chart recorder is operational and recording within thirty minutes after starting the curing cycle.  If the 


chart recorder is not functioning, stop the process and correct the problem.




Record the starting time: _____________

Record the completion time: _____________




Ensure that the Stacking Fixture has cooled to at least 100°F prior to removing it from the oven.




Record the time at temperature (300° +20° -0°F) as indicated by the chart: _____________




(This should be a minimum of 3 hours)




Attach the curing chart behind this page.


















CMF Lead Person






Date


11.4
Remove the Stacking Fixture from the oven and stage for disassembly using the overhead crane, chain 


sling and the lifting eye bolts (Quantity 4) provided on the Stacking Fixture.


















CMF Technician






Date


11.5
Stamp the part number and serial number using 1/4" high characters in the location indicated by the 


drawing indicated on Page 3 Note 1.


















CMF Technician






Date

X
11.6
Verify that the correct serial number has been stamped in the proper location as per the drawing indicated 


on Page 3 Note 1.  The serial number should match the one at the base of this Traveler.


















CMF Lead Person






Date

12.0  Post Cure Disassembly


12.1
Disassemble the Stacking Fixture (5520-ME-274141) by removing the nuts, washers and threaded rods that 


hold the Stacking Fixture End Plate (5520-ME-274143) to the Stacking Fixture.  Ensure that the End Pack 


surfaces are not damaged during the disassembly.  Remove the End Pack from the Stacking Fixture using 


the overhead crane and lifting strap(s).


















CMF Technician






Date


12.2
Remove any excess epoxy from the End Pack with a putty knife, taking great care not to damage any of the 


End Pack surfaces.


















CMF Technician






Date


12.3
Clean the End Pack Stacking Fixture Assembly (5525-ME-274140) with a putty knife, Alcohol 



(Fermi Stock 1920-0550) and Scotch Brite (Fermi Stock 1202-2020), this shall include but not be 


restricted to the removal of epoxy, Teflon or any matter that may affect the stacking of the Laminations.


















CMF Technician






Date

13.0  Grit Blast the End Pack

13.1
Place the End Pack to be Grit Blasted on a die cart using the overhead crane and lifting strap(s), move the 


cart to the Grit Blast Booth.


















CMF Technician






Date


13.2
Using large c-clamps, clamp the End Pack in six locations to prevent delaminating during the Grit Blasting




Operation.  Grit Blast the End Pack using Aluminum Oxide 80 Grit (MA-116598) on all sides to remove 


excess epoxy.




Note(s):





Grit Blasting the edges shall be held to the minimum time needed to remove





epoxy, but not so long as to wear away metal surfaces (Rounding of Corners).

















CMF Grit Blast Operator






Date

XX
13.3
Visually inspect the End Pack.  This inspection shall include but not be restricted to the following:





Excess epoxy remaining on the End Pack.





Bent or damaged laminations.





Excessive wear from the Grit Blasting Process (Rounding of Corners).





Delamination of the Laminations.


















CMF Crew Chief






Date


















CMF QA/QC Inspector






Date

XXX
13.4
CMF Production Manager and QA/QC Manager are to verify that the End Pack Assembly Traveler for the




MIR Magnet (5520-TR-318908) is accurate and complete to this point.  This shall include review of all




Steps to ensure that all Operations have been completed and signed off.  All Discrepancy




Reports/Non conformance Reports, Repair/Rework Forms, Deviation Index and dispositions are review by




the Responsible Authority for conformance before being approved.



Comments:

















CMF Production Manager





Date

















CMF QA/QC Manager





Date

-

14.0  Shipment to Inspection


14.1
Wrap the End Pack and the paperwork in Plastic Sheeting (Fermi Stock 1670-2000) and Duct Tape 


(Fermi Stock 1365-0979) for shipment to TS/Incoming Inspection.  Place the End Pack on its 



non-trimmed surface on a pallet using the overhead crane and lifting straps(s).  Inform Production 



Supervisor that the End Pack is ready for shipment.




Note(s):





Do not place more than two End Packs on a pallet.


















CMF Technician






Date

XX
14.2
Verify that the End Pack is properly packaged to protect it from the elements in transport to TS/Incoming 


Inspection.


















CMF Crew Chief






Date


















CMF QA/QC Inspector






Date

X
14.3
Record the time, date, and the drivers name that is transporting the End Pack to TS/Incoming Inspection.


















Driver








Date


















CMF Lead Person






Date

15.0  TS/Incoming Inspection - Post Cure

15.1
Inspect End Packs for compliance to the drawing indicated on Page 3 Note 1.  Using a red pen circle any 


thickness dimension which are out of the tolerance (5.875" ±.030") on the cordax report.




Note(s):

The Diagram below is for reference only, refer to the actual drawings listed in the step above.  The letter designations in the diagram below correspond to the points on the cordax report.





Datum -A- is the Trimmed Lamination Side of the End Pack.

[image: image1.wmf]^ 

  0.010"  A

G

H

I

J

K

L

A

B

C

D

E

F

M



















TS/Incoming QA/QC Inspector





Date


15.2
Inspect the End Pack for compliance to the drawing indicated on Page 3 Note 1.  Using a red pen circle any 


dimension which are out of the tolerance on the cordax report.




Note(s):

The Diagram below is for reference only, refer to the actual drawings listed in the step above.





Datum -A- is the Trimmed Lamination Side of the End Pack.
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Top View


















TS/Incoming QA/QC Inspector





Date


15.3
Inspect the distance from the corner of the Trimmed Laminations to a reference line which is 



perpendicular to Datum -A-.  This dimension is to be .060 ± .010" as per the drawing indicated on 


Page 3 Note 1.  Using a red pen circle any dimension which are out of the tolerance on the cordax report.




Note(s):





The Diagram below is for reference only, refer to the actual drawings listed on 



Page 3 Note 1.





Datum -A- is the Trimmed Lamination Side of the End Pack.
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Top View


















TS/Incoming QA/QC Inspector





Date


15.4
Attach the cordax report behind this page.


















TS/Incoming QA/QC Inspector





Date

16.0  Shipment to CMF

16.1
Wrap the End Pack and the paperwork in Plastic Sheeting (Fermi Stock 1670-2000) and Duct Tape 


(Fermi Stock 1365-0979) for shipment to CMF.  Place the End Pack on its non-trimmed surface on a 


pallet using the overhead crane and lifting straps(s).  Inform TS/Material Control Supervisor that the End 


Pack is ready for shipment.




Note(s):





Do not place more than two End Packs on a pallet.

















TS/Material Control Technicians





Date


16.2
Verify that the End Pack is properly packaged to protect it from the elements in transport to TS/Incoming 


Inspection.


















TS/Material Control Supervisor





Date


16.3
Record the time, date, and the drivers name that is transporting the End Pack to CMF.


















Driver








Date


















TS/Material Control Supervisor





Date

17.0  Review of the End Pack Inspection
XX
17.1
Review the attached cordax report from TS/Incoming Inspection.  Ensure that if any out of tolerance 


conditions exist that a Discrepancy Report Form (5520-FM-318902) if filled out and properly routed.


















CMF Crew Chief






Date


















CMF QA/QC Inspector






Date

XX
17.2
Visually inspect the End Pack.  This inspection shall include but not be restricted to the following:





Bent or damaged laminations.





Delamination of the Laminations.


















CMF Crew Chief






Date


















CMF QA/QC Inspector






Date

18.0
CMF Production Complete

XXX
18.1
CMF QA/QC Manager verify that the End Pack Assembly Traveler for the MIR Dipole Magnet 



(5520-TR-318908) 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
18.2
Production Manager verify that the End Pack Assembly Traveler for the MIR Dipole Magnet 



(5520-TR-318908) 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
18.3
CMF QA/QC Inspection Department has filed the End Pack Assembly Traveler for the MIR Dipole Magnet




(5520-TR-318908).  A copy of the End Pack Assembly Traveler for the MIR Dipole Magnet 



(5520-TR-318908) has been made and given to the Production Manager.



Comments:

















CMF QA/QC Manager





Date

End Pack Assembly Traveler for the MIR Dipole Magnet

End Pack Serial No.
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End Pack Type



_1023687262.unknown

_1023687265.unknown

_1023687266.unknown

_1023687263.unknown

_1023687261.unknown

