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A
Deleted reference drawing for the MR 84" Magnet from the cover page, this magnet will use the existing flange refer to TR-333127.  Incorporated the Beam Tube Flange Locating Jig Assembly (ME-351187) to Step 4.1.  Incorporated a new Step 4.4 to remove the Beam Tube Flange Locating Jig Assembly.  Refer to E.R. 5908.  Changed Inspector in Step 4.7 to Lead Inspector (XX).  TRR No. 0583
10/24/96





B
Step 4.7 numbering is repeated, numbering adjusted.  Corrected cover page and header to reflect the organizational changes.  TRR No. 0663
10/8/97





























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 magnet assembly with green Herculite (Fermi stock 1740-0100) when not being erviced or assembled.

2.0
Parts Kit List

2.1
Attach the completed Parts Kit List for the FMI Quadrupole Magnet BPM Mounting Plate Installation Traveler 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
Magnet Serial Number Verification and Acceptance Inspection
X
3.1
Transport the magnet to the Installation Area using the overhead crane and the Quadrupole Magnet Lifting Fixture (ME-274614).  The serial number stamped on the magnet should match serial number at the bottom of this traveler.  Visually inspect magnet for damage.

Record the Magnet Serial Number  __




Lead Person





Date

X
3.2
Check the Beam Tube Size using the BPM Test Assembly (MX-XXXXXX).





Pass
 

Fail
 



Inspector





Date

4.0
BPM Mounting Plate Installation

4.1
Install the BPM Mounting Plate (MD-331849) to the existing Beam Tube in accordance with the Main Injector Quadrupole Magnet BPM Mounting Detail (ME-331906), using the Beam Tube Flange Locating Jig Assembly (ME-351187).



Note(s):




The BPM Mounting Plate is to be 2.310" ± .010" from the core face.




The BPM Mounting Plate is to be perpendicular to the existing Beam 


Tube within .020".



Technician(s)





Date

X
4.2
Verify the position of the BPM Mounting Plate (MD-331849) to the existing Beam Tube in accordance with the Main Injector Quadrupole Magnet BPM Mounting Detail (ME-331906).



Lead Person





Date


4.3
Weld the BPM Mounting Plate (MD-331849) to the existing Beam Tube in accordance with the Main Injector Quadrupole Magnet BPM Mounting Detail (ME-331906).



Weldor






Date



Technician(s)





Date


4.4
Remove the Beam Tube Flange Locating Jig Assembly (ME-351187)  from the Magnet.



Technician(s)





Date


4.5
Attach the Stand-Offs (MA-331887) to the BPM Mounting Plate Fixture (MX-XXXXXX) or equivalent approved fixture in accordance with the Main Injector Quadrupole Magnet BPM Mounting Detail (ME-331906).  Insert the BPM Mounting Plate Fixture (MX-XXXXXX) or equivalent approved fixture with the Stand-Offs into the existing Beam Tube.



Note(s):

Align the Horizontal and Vertical Centerlines of the Stand-Offs to the Centerlines of the Magnet.


Technician(s)





Date

X
4.6
Verify the position of the Stand-Offs (MA-331887) (Qty. 4) to the BPM Mounting Plate (MD-331849) in accordance with the Main Injector Quadrupole Magnet BPM Mounting Detail (ME-331906).



Lead Person





Date


4.7
Weld the Stand-Offs (MA-331887) (Qty. 4) to the BPM Mounting Plate (MD-331849) in accordance with the Main Injector Quadrupole Magnet BPM Mounting Detail (ME-331906).



Weldor






Date



Technician(s)





Date

XX
4.8
Verify that the position of the welded of the Stand-Offs (MA-331887) to the BPM Mounting Plate (MD-331849) in accordance with the Main Injector Quadrupole Magnet BPM Mounting Detail (ME-331906).



Crew Chief





Date



Lead Inspector





Date


4.9
Remove the BPM Mounting Plate Fixture (MX-XXXXXX) or equivalent approved fixture.



Technician(s)





Date

5.0
Touch Up Painting of the Potting Covers

5.1
Touch up the paint the potting covers or the ends of the coils as required using Epoxy Paint (Resin MA-274444 and Catalyst MA-274445).



Note(s):

If the potting covers or the ends of the coils where not originally painted disregard this step.




Step skipped as per the above note.
p 



Technician(s)





Date

6.0
Production Close-Out
X
6.1
Review the FMI Quadrupole Magnet BPM Mounting Plate Installation Traveler (5520-TR-333162) ensure that the document is complete and all Discrepancy Reports are attached.



Lead Person





Date

X
6.2
Attach the Process Engineering "Ready to Ship" Sticker next to the Magnet Identification Label at the lead end.  Return the Traveler to Process Engineering.



Lead Person





Date

7.0
Production Complete

XXX
7.1
Process Engineering verify that the FMI Quadrupole Magnet BPM Mounting Plate Installation Traveler (5520-TR-333162) 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
7.2
Assembly verify that the FMI Quadrupole Magnet BPM Mounting Plate Installation Traveler (5520-TR-333162) 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

8.0
Attach the Process Engineering "OK to Proceed" Tag on the magnet.



Process Engineering/Designee



Date

Main Coil Winding Traveler for the 100" MIR Quadrupole Magnet
Coil Serial No.
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FMI Quadrupole Magnet BPM Mounting Plate Installation
Magnet Serial No.




Page 
 of 9

