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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.  For handling of the laminations during the stacking operation Nitrile Rubber Gloves (MA-274981 or equivalent) may be used.

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 core assembly with green Herculite (Fermi stock 1740-0100) when not being serviced or assembled.  Completed cores are to be stored in the core staging area.

2.0
Parts Kit List
2.1
Attach the completed Parts Kit List for 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
Stacking preparation
3.1
Clean the yoke-stacking fixture (ME-388450) using Isopropyl Alcohol and Kimwipes.



Technician(s)





Date

3.2
Lightly sand all of the G-10 laminations (MD-388455).



Technician(s)





Date

3.3
Clean all the laminations using the Clean O Mat as per the Operating Procedure (OP-318910) or using an equivalent acceptable method.



Technician(s)





Date

4.0
Dry Stacking


4.1
Dry Stacking Required?




Required

Continue




Not Required

Skip to Step 5.1



Crew Chief





Date

4.2
Assemble the laminations (MD-3883443 and MD-388455) in the yoke-stacking fixture

 (ME-388450) for a dry stack as per the Assembly Drawing (MD-388456).



Note(s):




Alternate iron laminations (MD-388443) and G-10 laminations (MD-388455).




Begin with a G-10 lamination, and end with a G-10 lamination.

After stacking the first 97 laminations, insert a .010” piece of mylar, and stack the remaining 97 laminations.



Technician(s)





Date

4.3
Compress the pack by inserting the side pusher bar, and alternate tightening the three side swivel screws and the end pusher plate swivel screw on the yoke-stacking fixture (ME-388450).



Technician(s)





Date

4.4
Verify the laminations have been pushed up against the side plate and that the end pusher plate is up against the hard stop on the yoke-stacking fixture (ME-388450).


Inspector(s)





Date

[image: image1.wmf]STOP

STOP



4.5
Verify the dry stack results are acceptable.



Responsible Authority/Physicist



Date

4.6
Remove the laminations from the yoke-stacking fixture (ME-388450) after the dry stack.


Note(s):

Maintain the cleanliness of the laminations and keep them separate from the remaining stock.

Maintain the laminations in this order.



Technician(s)





Date

5.0
Wet Stack

5.1
Apply Red Mold Release to the yoke-stacking fixture (ME-388450).



Technician(s)





Date

5.2
Prepare the epoxy.

	Item
	Part
	Projected
	Actual
	Lot #

	Epon 828
	100
	100 g
	
	

	NEMA
	90
	90 g
	
	

	BDMA
	1
	1 g
	
	




Technician(s)





Date

5.3
Apply epoxy to one side of the G-10 and Steel laminations using the Roller Coater per the Operating Procedure (OP-318914) and install them in the yoke-stacking fixture (ME-388450) in the order removed from the dry stack.


Note(s):



Ensure there is a layer of epoxy between each lamination surface.




Install the laminations in the same order as the dry stack.

Alternate inserting iron laminations and G-10 laminations during the stacking procedure.




Begin with a G-10 lamination, and end with a G-10 lamination.

After stacking the first 97 laminations, insert a .010” piece of mylar coated with red mold release on both sides, and stack the remaining 97 laminations.



Technician(s)





Date

5.4
Compress the pack by inserting the side pusher bar, and alternate tightening the three side swivel screws and the end pusher plate swivel screw on the yoke-stacking fixture (ME-388450).



Technician(s)





Date

5.5
Verify the laminations have been pushed up against the side plate and that the end pusher plate is up against the hard stop of the yoke-stacking fixture (ME-388450).



Note(s):




This can be verified by checking under the fixture through the view slots.



Inspector(s)





Date

5.6
Apply Red Mold Release to 0.500” of the roll pins and then insert them so that the 0.500” that has Red Mold Release applied is sticking out from the pack face as per the Assembly Drawing
 (MD-388456).



Technician(s)





Date



5.7
Verify the wet stack results are acceptable.



Responsible Authority/Physicist



Date

6.0
Curing


6.1
Transport the entire assembly to the Wisconsin Oven.



Note(s):




Place the Assembly on end to facilitate the epoxy runoff.



Technician(s)





Date

6.2
Attach a temperature recorder to the curing fixture and cure the stack at 300 degrees F for 3 hours.



Start Time



End Time




	Attach Chart here




Technician(s)





Date


6.3
Remove the Assembly from the Wisconsin Oven.



Technician(s)





Date


6.4
Remove the stack from the yoke-stacking fixture (ME-388450) and separate the two stacks.



Technician(s)





Date

6.5
Remove the Mylar sheet, and clean all epoxy residue from the pack surfaces, inside the holes and around the pins.



Technician(s)





Date

6.6
Use a permanat marker to mark the serial number on the pin free face of the Core.  Cover the Serial Number with Krylon Paint to protect it.



Technician(s)





Date

7.0
Inspection
7.1
Measure the overall length of the cores.

	
	Equipment Serial Number
	Nominal


	Actual Dimension
	Pass
	Fail
	Out of Tolerance

	Lead End Pack
	
	3.85”
	
	
	
	

	Return End Pack
	
	3.85”
	
	
	
	




Inspector(s)





Date


7.2
Inspect the two stacks for Perpendicularity as per the Assembly Drawing (MD-388456).



Pass




Fail




Inspector





Date


7.3
Inspect the two stacks for Parallelism as per the Assembly Drawing (MD-388456).


Pass




Fail




Inspector





Date



7.4
Verify the final inspection results are acceptable.



Responsible Authority/Physicist



Date

8.0
Production Complete
8.1
Process Engineering verify that the traveler 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

Main Coil Winding Traveler for the 100" MIR Quadrupole Magnet
Coil Serial No.
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DC Lambertson Pole Piece Extension Core Stacking
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