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Revision Description
Date





A
Changed coil orientation in Section 3.0, Incorporated Kapton Tape MA-274970 to Step 3.3, Moved Step 3.7 to after Step 3.4.  Incorporated note and modified the diagram in Steps 3.4 (Kapton Placement) and 3.6 (G-10 Placement), Incorporated application of Fiberglass Adhesive Tape MA-225104.  TRR No. 0131
8/10/94





B
Added Step 3.12 to paint tape with epoxy paint.  Deleted with associated drawings in Step 2.1.  Incorporated Budget Code and Project Code to the Cover Page.  TRR No. 0155

Changed Fermi stock 1130-2600 for 1" Kapton to MA-106778 as per ECO 3725.  

TRR No. 0158
10/17/94





C
Changed Step 3.1 to use Coil Rollover Fixture (MD-331160).  TRR No. 0229

Added Step 3.15 to clean area on manifold that will be brazed.  Changed the Herculite Fermi stock number to 1740-0100 in Steps 1.6 and 3.16.  TRR No. 0304
3/17/95





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 coil 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 240" 'A' Dipole Upper Coil Preparation 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.



Ensure that all the documentation or tags that were completed during the assembly process are in 

the Process Engineering Office.



Process Engineering/Designee



Date


2.2
Upper Coil (ME-274835)



Perform a visual inspection of the Upper Coil.  This inspection shall include but not be restricted 

to the following; damage to the insulation, corrosion on the exposed conductor, damage to the 

exposed conductor, etc.



Verify and record the Upper Coil Serial Number






Attach the Incoming Inspection Tag to this traveler.



Assembly/Designee




Date

3.0
Upper Coil Preparation

3.1
Using the overhead crane and the Caldwell Model 20S3-72 Lifting Fixture (Capacity 6000 Lbs.) 

and Lift All (Type ENI-801T) 6' long slings position the Upper Coil (ME-274835) in the Coil 

Rollover Fixture (MD-331160).  Refer to the diagrams below.


 EMBED Word.Picture.8  


Lead End View


 EMBED Word.Picture.8  


Top View



Technician(s)





Date


3.2
Vacuum the entire surface of the coil.  Clean the surfaces of the coil that the Kapton tape will be 

installed on with Isopropyl Alcohol (Fermi stock 1920-0300) and Heavy Disposable Wipers 

(Fermi stock 1660-2600 or equivalent).  Refer to the diagrams in Step 3.3



Technician(s)





Date


3.3
Apply Kapton Tape (MA-274451) along the full length except for the middle on the sides of the 

coil that will contact the core.



Apply Kapton Tape (MA-274970) long the full length except for the middle on the top of the coil 

that will contact the core.



Smooth out the Kapton Tape to ensure that no wrinkles or air pockets exist.  Refer to the 

diagrams below.



Note(s):




Do not cover the middle 36.00" ± .25" of coil with Kapton Tape.


 EMBED Word.Picture.8  


Lead End View


 EMBED Word.Picture.8  


Top View



Technician(s)





Date

X

3.4
Verify the placement of the Kapton Tape as per Step 3.3 and the 240" 'A' Dipole Magnet 


Assembly (ME-274896).



Lead Person





Date


3.5
Rotate the coil 180° using the overhead crane and the Posi-Turner Roll-Over Fixture Model 

1-192-25L, refer to 5520-ES-318930 for the operation of the fixture.  This will place the coil in 

the position it will be in when it is installed into the core.



Technician(s)





Date


3.6
Apply Rubber Cement (MA-274693) the vertical faces of the coil.  Install the G-10 Insulators 

(MB-274665) (Qty. 4) to the coil.  Refer to the diagrams below.


 EMBED Word.Picture.8  


Lead End View


 EMBED Word.Picture.8  


Top View



Technician(s)





Date

X

3.7
Verify the placement of the G-10 Insulators as per Step 3.6 and the 240" 'A' Dipole Magnet 


Assembly (ME-274896).



Lead Person





Date


3.8
Place a 1" wide Strip of Kapton Tape (MA-106778) to the top edge of the coil.  Refer to the 

diagrams below.


 EMBED Word.Picture.8  


Lead End View


 EMBED Word.Picture.8  


Top View



Technician(s)





Date

X

3.9
Verify the placement of the Kapton Tape as per Step 3.8 and the 240" 'A' Dipole Magnet 


Assembly (ME-274896).



Lead Person





Date


3.10
Wrap the exposed copper with Fiberglass Adhesive Tape (MA-225104) as shown in the diagram 

below.  Do not wrap the last 8 inches of the lead extension.


 EMBED Word.Picture.8  


Lead End View



Technician(s)





Date

X

3.11
Verify that the leads are wrapped properly as per the 240" 'A' Dipole Magnet Assembly 



(ME-274896).



Lead Person





Date


3.12
Using Epoxy Paint (MA-274444) and Epoxy Paint Catalyst (MA-274445) paint the Fiberglass 

Adhesive Tape on coil leads.



Technician(s)





Date


3.13
Using Silver Plating Powder (MA-225557) silver plate the coil leads as per the 240" 'A' Dipole 

Magnet Assembly (ME-274896).



Note(s):




Follow the manufactures application instructions on the Silver Plating 


Powder Container.



Technician(s)





Date

X

3.14
Verify the painting and silver plating of the coil leads as per the 240" 'A' Dipole Magnet 


Assembly (ME-274896).



Lead Person





Date


3.15
Clean areas on manifold that will later be brazed.



Technician(s)





Date


3.16
Using the overhead crane and the Caldwell Model 20S3-72 Lifting Fixture (Capacity 6000 Lbs.) 

and Lift All (Type ENI-801T) 6' long slings transport the prepared Upper Coil (ME-274835) to 

the staging area.



Note(s):




Cover the Upper Coil Assembly with green Herculite 




(Fermi stock 1740-0100).


Technician(s)





Date

4.0
Production Complete

XXX
4.1
Process Engineering verify that the FMI 240" 'A' Dipole Upper Coil Preparation 




(5520-TR-318885) 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

XXX
4.2
Assembly verify that the FMI 240" 'A' Dipole Upper Coil Preparation (5520-TR-318885) 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:



Assembly/Designee




Date

5.0
Attach the Process Engineering "OK to Proceed" Tag on the coil assembly.



Process Engineering/Designee



Date

6.0
Proceed to the next major assembly operation -  240" 'A' Dipole Upper Half Core Preparation











(5520-TR-318869).

Main Coil Winding Traveler for the 100" MIR Quadrupole Magnet
Coil Serial No.
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FMI 240" 'A' Dipole Upper Coil Preparation

Coil Serial No.
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_1055586078.unknown

_1055586080.unknown

_1055586082.unknown

_1055586083.unknown
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