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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.


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

3.0
Install the Reservoir.

3.1
Modify the Detector Cable Flange/Tube (MB-124520) from the original Vacuum Can (MB-124345) to fit the radius of the new (19) Up Stream Bellows Extension

 (MD-388101).
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Technician(s)





Date

3.2
Weld the Detector Cable Tube/Flange (MB-124520) to the (19) Up Stream Bellows Extension (MD-388101) as per ES-107230.



Weldor(s)





Date

3.3 Weld the (22) Reservoir Mounting Gusset (MB-351816) and the (21) Reservoir Mounting Plate (MB-388109) to the side of Spool Box as per ES-107230 as shown on ME-351829 SHT.2.

[image: image18.wmf]MB

-

351988

MB

-

351989

MB

-

351990

MA

-

103085

MB

-

388004

MB

-

388003

ME

-

388026

MB

-

351988

MB

-

351989

MB

-

351990

MA

-

103085

MB

-

388004

MB

-

388003

ME

-

388026




Weldor(s)





Date

3.4 Bolt the (1) LN2 Reservoir (ME-351765) to the (21) Reservoir Mounting Plate

 (MB-388109) using 5/16 Screw (MA-388126) Flat Washer (MA-388127) and Lock Washer (MA-388128), as shown on ME-351829 SHT.6.



Technician(s)





Date

3.5
Set Up LN2 Out Tubes ((2) MB-351787, (3) MA-351788, (24) MD-351873,

 (27) MD-388111) between the (1) LN2 Reservoir (ME-351765) and the Magnet LN2 Tube.



Technician(s)





Date

3.6
Tack weld the (27) Reservoir Out Tube A-1 (MD-388111) to the Magnet LN2 Tube.

Weldor(s)





Date

3.7
Remove the remaining LN2 Out Tubes ((2) MB-351787, (3) MA-351788,                    (24) MD-351873) and the (1) LN2 Reservoir (ME-351765).
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Technician(s)





Date

3.8
Finish welding the (27) Reservoir Out Tube A-1 (MD-388111) to the Magnet LN2 Tube. 

Weldor(s)





Date

3.9
Clean the weld area using a stainless steel brush.



Technician(s)





Date

3.10
Leak Check the LN2 Line as per ES-107230.
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Inspector(s)





Date

3.11 Re-Install the (1) LN2 Reservoir (ME-351765) and the LN2 Out Tubes


 ((2) MB-351787, (3) MA-351788, (24) MD-351873).



Technician(s)





Date

3.12
Tack weld the (1) LN2 Reservoir (ME-351765) to the (22) Reservoir Mounting Bracket
 (MB-351816).



Weldor(s)





Date

4.0
Up Stream LN2 Tube Assembly.
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4.1
Tack weld the (24) Reservoir In/Out Tube A-2 (MD-351873) to the (27) Reservoir Out Tube A-1 (MD- 3888111) and the (3) 45( 1”Elbow (MA-351788).



Weldor(s)





Date

4.2 Remove the (2) remaining Reservoir Out Tube B (MB-351787).



Technician(s)





Date

4.3
Finish welding the (24) Reservoir In/Out Tube A-2 (MD-351873) to the (27) Reservoir Out Tube A-1 (MD- 3888111) and the (3) 45( 1”Elbow (MA-351788) to Out Tube.



Weldor(s)





Date

4.5
Clean the weld area using a stainless steel brush.



Technician(s)





Date

4.6
Leak Check the LN2 Line as per ES-107230.

[image: image2.wmf]DETERMINATION OF MINIMUM  DETECTABLE LEAK

M.D.S./((RESPONSE - BACKGROUND)/LEAK VALUE)=MDL

MDS

Response

Background

Leak Value

MDL

PART NO.

SCALE

UNITS

BEFORE

HELIUM

PROBE

SCALE

UNITS

WHILE

ENCLOSURE

FLOODING

OPERATOR’S

LAST NAME

DATE

TIME




Inspector(s)





Date

4.7
Install MLI Super-Insulation on the Magnet LN2 Out Tubes



 ((3) MA-351788, (24) MD-351873, (27) MD-388111).



Technician(s)





Date

4.8
Slide the (20) Patch Plate (MC-388102) and the (4) Reservoir Jacket A (MC-351789) over the Magnet LN2 Out Tubes ((3) MA-351788, (24) MD-351873, (27) MD-388111). 
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Technician(s)





Date

4.9
Slide the (9) Reservoir Jacket D (MC-351794) over the (3) 45( 1” Elbow (MA-351788) to Out Tube.


Technician(s)





Date

4.10
Install the (2) Reservoir Out Tube B (MB-351787) between the (1) LN2 Reservoir
 (ME-351765) and the (3) 45( 1” Elbow to Out Tube (MA-351788).


Technician(s)





Date

4.11
Weld the (2) Reservoir Out Tube B (MB-351787) to the (1) LN2 Reservoir (ME-351765) and the (3) 45( 1” Elbow to Out Tube (MA-351788).



Weldor(s)





Date

4.12
Using the System Alignment Fixture (ME-160112), position the LN2 In-Tubes

 ((26) MC-351875, (23) MD-388110, (25) MD-351874, (3) MA-351788,

 (24) MD-351873) and the Flange Assembly (MB-124592) between the (1) LN2 Reservoir (ME-351765) and the Alignment Fixture (ME-160112).

[image: image22.wmf]STOP
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Technician(s)





Date

4.13
Tack weld the (23) Reservoir In Tube A-1 (MD-388110) to the Flange Assembly
 (MB-124592).
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Weldor(s)






Date

4.14
Finish weld the (23) Reservoir In Tube A-1 (MD-388110) to the Flange Assembly
 (MB-124592).

Weldor(s)






Date
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17

15 16

14

1

12

3  23 24 25 26 

4 5  6  7 

8 9 

2  3 

24 27 

4  9   10 11 

4.15
Tack weld the LN2 In Tubes ((24) MD-351873, (23) MD-388110, (3) MA-351788).

Weldor(s)






Date

4.16
Weld the LN2 In Tubes ((24) MD-351873, (23) MD-388110, (3) MA-351788).

Weldor(s)






Date

4.17
Clean the weld area using a stainless steel brush.



Technician(s)





Date

4.18
Leak Check the LN2 Line as per ES-107230.
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Inspector(s)





Date

4.19
Solder the (76) Thermal Braid (C-97670) to the (24) Reservoir In/Out Tube A-2

 (MD-351873).



Technician(s)





Date

4.20
Install MLI Super-Insulation on the LN2 In Tube Sub-Assembly that will be covered by the (4) Reservoir Jacket A (MC-351789).  Install the Vacuum Jacket


 ((9) MC-351794, (4) MC-351789) over the LN2 In-Tubes



 ((26) MC-351875, (25) MD-351874).
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Technician(s)





Date

4.21
Reposition the System Alignment Fixture (ME-160112) and the LN2 In-Tubes

 ((26) MC-351875, (25) MD-351874) between the (1) LN2 Reservoir (ME-351765) and the (24) Reservoir In/Out Tube A-2 (MD-351873).


Technician(s)





Date

4.22
Weld the (26) Reservoir In Tube B-2 (MC-351875) to the (1) LN2 Reservoir

 (ME-351765).

[image: image26.wmf] 




Weldor(s)





Date

4.23
Weld the (25) Reservoir In Tube B-1 (MD-351874) to the (26) Reservoir In Tube B-2 (MC-351875) and the (3) 45( 1” Elbow (MA-351788).



Weldor(s)





Date

4.24
Clean the weld area using a stainless steel brush.



Technician(s)





Date

4.25
Leak Check the LN2 Line as per ES-107230.
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Inspector(s)





Date

4.26
Verify that the LN2 Flange is properly installed.



Inspector(s)





Date

4.27
Remove the System Alignment Fixture (ME-160112).
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Technician(s)





Date

4.28
Weld both the LN2 Lead In Tubes ((23) MD-388110, (24) MD-351873) to the (1) LN2 Reservoir (ME-351765).



Weldor(s)





Date

4.29
Clean the weld area using a stainless steel brush.



Technician(s)





Date

4.30
Leak Check the LN2 Line as per ES-107230.
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Inspector(s)





Date

4.31
Install MLI Super-Insulation on all uninsulated LN2 Lines.



Technician(s)





Date

5.0
Installation of the Up Stream Shield Extension
5.1
Modify the Up Stream LN2 Shield (MD-124392) to fit around the Up Stream LN2 Tubes.



Technician(s)





Date

5.2
Attach the LN2 Shield Extension (MB-125977) to the Magnet.



Technician(s)





Date

5.3
Install the (76) Thermal Braids (C-97670) and Heat Intercept Strips (MA-125099) between the Up Stream LN2 Tubes and the Up Stream Shield Extension (MD-125977).



Technician(s)





Date

5.4 Install 40 to 60 layers of MLI Super-Insulation on the Up Stream Shield End Tube 

(MD-125976, MB-125977).



Technician(s)





Date

6.0
Installation of the Vacuum Can and the Vacuum Bellows
[image: image28.wmf]6.1
Weld the Vacuum Can Bellows (MB-96822) to the (19) Modified Up Stream Bellows Extension (MD-388101) as per ES-107230.



Weldor(s)





Date

6.2 Install the (19) Modified Up Stream Bellows Extension (MD-388101).

Note(s):

Ensure that the (20) Patch Plate (MC-388102) is outside the (19) Modified Up Stream Bellows Extension (MD-388101).



Technician(s)





Date

6.3
Weld the (19) Modified Up Stream Bellows Extension (MD-388101) to the Spool Box as per ES-107230.



Weldor(s)





Date

7.0
Installation of the Vacuum Jackets.
7.1
Install E-felt around the LN2 In/Out Tube Assembly MLI Super-Insulation to prevent burning when welding the Vacuum Jackets.
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Technician(s)





Date

7.2
Hose Clamp the Vacuum Jackets Clam Shells ((11) MC-351796, (10) MC-351795) together around the LN2 Out Tubes.



Technician(s)





Date

7.3
Hose Clamp the (9) Reservoir Jacket D (MC-351794) on the (2) Reservoir Out Tube B (MB-351787) to the (1) LN2 Reservoir (ME-351765).



Technician(s)





Date

7.4
Lightly tack the (9) Reservoir Jacket D (MC-351794) to the (1) LN2 Reservoir

 (ME-351765) and the (20) Patch Plate (MC-388102).
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Technician(s)





Date

7.5
Hose Clamp the Vacuum Jackets Clam Shells ((8) MC-351793, (7) MC-351792) around the LN2 In Tube.
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Technician(s)





Date

7.6
Hose Clamp the Vacuum Jackets Clam Shells ((6) MC-351791, (5) MC-351790) together around the LN2 In Tubes.
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Technician(s)





Date

7.7
Hose Clamp the (9) Reservoir Jacket D (MC-351794) to the (1) LN2 Reservoir

 (ME-351765).



Technician(s)





Date

7.8
Tack weld the Vacuum Jackets to the (1) LN2 Reservoir (ME-351765) and the (20) Patch Plate (MC-388102).


Weldor(s)





Date
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7.9
Position the (20) Patch Plate (MC-388102) on the (19) Modified Up Stream Bellows Extension (MD-388101) around both the (9) Reservoir Jacket D (MC-351794).


Technician(s)





Date

7.10
Tack weld the (20) Patch Plate (MC-388102) to the (19) Modified Up Stream Bellows Extension (MD-388101) and both of the (9) Reservoir Jacket D (MC-351794).


Weldor






Date

7.11
Finish weld both of the (9) Reservoir Jacket D (MC-351794), the (1) LN2 Reservoir
 (ME-351765), the (20) Patch Plate (MC-388102) and the (19) Modified Up Stream Bellows Extension (MD-388101).
[image: image34.wmf] 
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Weldor(s)





Date

7.12
Hose Clamp the Vacuum Jacket Clam Shells ((16) MC-388108, (15) MC-388107).

[image: image35.wmf] 
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Technician(s)





Date

7.13
Hose Clamp (QTY2) the (14) Lead Jacket A (MC-351799) to the (1) LN2 Reservoir
 (ME-351765).



Technician(s)





Date

7.14
Slide both of the (17) Lead Jackets F (MC-388113) over the LN2 Lead In Tubes.

[image: image36.wmf]


Technician(s)





Date

7.15
Tack weld the (14) Lead Jackets A (MC-351799) in place.


Weldor(s)





Date

7.16
Verify the position of the (17) Lead Jackets F (MC-388113).


Inspector(s)





Date

7.17
Finish weld the (17) Lead Jackets F (MC-388113) and to the (1) LN2 Reservoir

 (ME-351765) joints.


Weldor(s)





Date

8.0
Installation of the Power Lead Jackets

8.1
Weld the (14) Lead Jacket A (MC-351799) to the (1) LN2 Reservoir for the RH Power Lead and the LH Power Lead per ES-107230. Refer to ME-351829 SHT.7.
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Weldor(s)





Date

8.2
Install the (15) Lead Jacket B-RH (MC-388107) and the (16) Lead Jacket B-LH 

(MC-388108) on the LN2 Line for the RH Power Lead and the LH Power Lead. Refer to ME-351829 SHT.7.



Technician(s)





Date

8.3
Tack weld the (15) Lead Jacket B-RH (MC-388107) to the (16) Lead Jacket B-LH 

(MC-388108) for the RH Power Lead and the LH Power Lead as per ES-107230.



Weldor(s)





Date

8.4
Weld the (15) Lead Jacket B-RH (MC-388107) to the (16) Lead Jacket B-LH 

(MC-388108) for the RH Power Lead and the LH Power Lead as per ES-107230.



Weldor(s)





Date

[image: image38.wmf]8.5
Weld the (15) Lead Jacket B-RH (MC-388107) onto the (14) Lead Jacket A

 (MC-351799) for the RH Power Lead and the LH Power Lead as per ES-107230.



Weldor(s)





Date

8.6
Clean the weld areas using a stainless steel brush.



Technician(s)





Date

9.0
The Shield Extension, the 1( Box, and the Bellows Preparation.

9.1
Set up for grinding the Nitrogen Shield around the Power Leads 3/8” from the Vacuum Box. 

[image: image39.wmf] 

 

 

 




Note(s):

Grinding dust and metal chips must be prevented from entering 1( System.



Technician(s)





Date

9.2
Cut the Nitrogen Shield Extension Box (MB-125898 and MB-125899) 3/8” from back of the Vacuum Box.



Note(s):




Cut should be square as shown on ME-351829 SHT. 2.



Technician(s)





Date

9.3
Grind the 1( Box Assembly 5/8” from back of the Vacuum Box. 



Note(s):




Cut should be square as shown on ME-351829 SHT. 2.



Technician(s)





Date

9.4
Grind the 1( Extension Back Plate (MB-126687) with Bellows (MB-126696).



Technician(s)





Date

9.5
Grind the Contoured Flange (MA-126696) on the (31) 1( Box Front Plate (MC-351906) per ES-107230 and as shown on ME-351829 SHT.3.



Note(s):

[image: image40.wmf]Grinding dust and metal chips must be prevented from entering Entering Bellows.



Technician(s)





Date

9.6
Weld the 1( Extension Back Plate (MB-126687) with Bellows (MB-126696) to the (31) 1( Box Front Plate (MC-351906) per ES-107230 and as shown on ME-351829 SHT.3.



Weldor(s)





Date

9.7
Clean the weld areas using a stainless steel brush.



Technician(s)





Date

9.8
Leak Check the Bellows Sub-Assembly as per ES-107230.
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Inspector(s)





Date

10.0
Construction of the Instrumentation Tube Sub-Assembly.

10.1
Cut the Formed Tube (ME-388026) to length 110.23 inches, bend 90 degrees in each tube-end, as shown on ME-388005.



Technician(s)





Date

10.2
Weld the Flange Parts (MB-351988, MB-351989, MB-351990) to the Bottom Tube bend as shown on ME-388005.



Note(s):




Use the manufactured block to bend the Bottom Tube.
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Weldor(s)





Date

10.3
Weld the Flange Parts (MB-388003, MB-388004, MA-103085) to the Top Tube Bent and as shown on ME-388005.



Weldor(s)





Date

10.4
Solder the Thermal Braid (MA-125075) to the Instrumentation Tube as shown on 
ME-388005.



Note(s):




Thoroughly clean all Flux Residue after solding.



Technician(s)





Date

10.5
Leak Check the Instrumentation Tube (ME-388005) as per ES-107230.
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Inspector(s)





Date

10.6
Cut (QTY3) 12 foot lengths of 4(36 GA. RTD wire.



Technician(s)





Date

10.7
Cover the RTD wire with two layers of 1/8” DIA Mylar shrink tubing. Make sure wires lay straight, uncrossed and unkinked while covering.



Technician(s)





Date

10.8
Pull the Covered RTD wire through the Instrumentation Tube (ME-388005), leaving lead lengths as shown on ME-388005.



Technician(s)





Date

10.9
RTD Resistance Check

	RTD #1
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(

	RTD #2
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(

	RTD #3
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(




Inspector(s)





Date

10.10
Hipot RTD to GND @ 200 volts (Leakage limited to <5(A).

	RTD #1
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #2
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #3
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	




Inspector(s)





Date

10.11
Hipot RTD to RTD @ 200 volts (Leakage limited to <5(A).


Note(s):



Short all leads for a single RTD together during this test.

	
	Equipment Serial Number
	Reading

	RTD#1 to RTD#2
	
	

	RTD#1 to RTD#3
	
	

	RTD#2 to RTD#3
	
	




Inspector(s)





Date

10.12
Form the Instrumentation Tube as shown on ME-388005 and on ME-388026. Use the 1/4” Tube Bender and wooden forming Template as necessary. 



Note(s):




Take care to straighten out twist that may develop while forming.



Technician(s)





Date

10.13
RTD Resistance Check

	RTD #1
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(

	RTD #2
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(

	RTD #3
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(




Inspector(s)





Date

10.14
Hipot RTD to GND @ 200 volts (Leakage limited to <5(A).

	RTD #1
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #2
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #3
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	




Inspector(s)





Date

10.15
Hipot RTD to RTD @ 200 volts (Leakage limited to <5(A).


Note(s):



Short all leads for a single RTD together during this test.

	
	Equipment Serial Number
	Reading

	RTD#1 to RTD#2
	
	

	RTD#1 to RTD#3
	
	

	RTD#2 to RTD#3
	
	




Inspector(s)





Date

10.16
Wrap lower portion of the Instrumentation Tube Assembly (up to the (76) Thermal Braid (C-97670)) with 15 to 20 layers of MLI Super-Insulation.



Technician(s)





Date

11.0
Acceptance of the Vertical Tube Sub-Assembly

11.1
Hipot the Power Lead /Seal/Vertical Tube Assembly

	Electrical Test
	Eq Serial Number
	Limit
	Reading
	Pass
	Fail
	Out of tolerance

	Left Bus to Ground
	
	< 5 µA @ 2000 V
	µA
	
	
	

	Right Bus to Ground
	
	< 5 µA @ 2000 V
	µA
	
	
	

	Left Bus To right Bus
	
	< 5 µA @ 2000 V
	µA
	
	
	




Inspector(s)





Date

11.2
Leak Check the Power Lead /Seal/Vertical Tube Assembly as per ES-107230.
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Inspector(s)





Date

12.0
Preparation for Power Lead Insulation

12.1
Leak Check the 1( System as per ES-107230.
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Inspector(s)





Date

12.2
Install the two Spirol Pins (MA-125917) into the Spool-Side Holes of the Copper Bus Bars and through the Power Lead Tabs. Install two (65) # 6-32 UNC SHCS(1.00 LG

(MA-388129), four (66) # 6 Flat Washer (MA-388130), two (67) # 6 Lock Washer

(MA-388131), and two (68) # 6-32 UNT Hex Nut (MA-388132) into the Far-Side Holes of the Copper Bus Bars and through the Power Lead Tabs. 

[image: image42.wmf] 




Technician(s)





Date

12.3
Insert the (52) ASC Outer Insulation Tubes (MC-388020) into the Vertical Tube Sub-Assembly. Orient the notched ends at the bottom of the Vertical Tube Sub-Assembly. 



Technician(s)





Date

12.4
Cut the Up Stream Insulator (MB-126701) and the Down Stream Insulator (MB-126702) 5” from the Power Lead Ends as shown on ME-351829 SHT.3. 

Note(s):

Modified U.S. Insulator (MB-126701) and D.S. Insulator (MB-126702) cut off 5” from P.L. End, both parts, save Cut-Offs for later use. Add (3/8” Hole in D.S. Insulator (MB126702), Top of Tube, 9.672” from spool end, for Instrumentation Wires.



Technician(s)





Date

12.5
Vertical Cut Clamshell the 5” Cut-off Up Stream and Down Stream Insulators as described on ME-351829 SHT.3 and SHT.4.



Technician(s)





Date

12.6
Add 3/8” DIA Hole at the Top of the Down Stream Insulator (MB-126702), 9.67” from the Spool End, for the Instrumentation Wires, as shown on ME-351829 SHT.3.

[image: image10.wmf] 

 




Technician(s)





Date

12.7
Slide the Up Stream and the Down Stream Insulators (MB-126701 and MB-126702) over the Copper Bus Bars (MB-129879) and into the Spool.



Technician(s)





Date

12.8
Slide the (34) 1( Box Vertical Tubes (MC-351909) through the (47) ASC Formed Tube Assembly (ME-388005), orient the Braids as shown on ME-351829 SHT.3.



Technician(s)





Date

12.9
Slide the Sub-Assembly consisting of the (31) 1( Box Front Plate (MC-351906), the 2 Bellows (MA-126723) and the 1( Box Back Plate (MB-126687) over the Copper Bus Bars (MB-129879).

[image: image11.wmf] 

 




Technician(s)





Date

12.10
Tack weld the Support Fixture to the Top of the Spool as shown on ME-351829 SHT.3.



Weldor(s)





Date

12.11
Clamp the Vertical Tube Sub-Assembled in step 12.0 to the ASC Power Lead Support Fixture.



Technician(s)





Date

13.0
Soldering of Power Leads.

13.1
Thoroughly clean the Power Lead LTS Cables using Isopropyl Alcohol


 (Fermi Stock # 1920-0300) and a Scotch-Brite Pad (Fermi Stock # 1202-2020) or a Stainless Steel Wire Brush.



Technician(s)





Date

13.2
If the sides of the Copper Bus Bars (MB-129879) are devoid of solder, Re-Tin using the Flat sides of the Heater Clamp Bars, and the 60/40 Rosin Core solder, and the Rosin Flux (C-106761). Limit temperature to 2000C maximum, and monitor the lower end of the Power Leads to ensure the temperature of the leads do not exceed 1300C. 20 minutes soak time, cool down 600C.



Technician(s)





Date

13.3
Thoroughly clean the Copper Bus Bars (MB-129879) using Isopropyl Alcohol

 (Fermi Stock # 1920-0300) and a Scotch-Brite Pad (Fermi Stock # 1202-2020) or a Stainless Steel Wire Brush.



Technician(s)





Date

13.4
Use the Grooved sides of the Heater Clamp Bars to mark the LTS Cables for solder tinning. Cut-off excess Cable.



Technician(s)





Date

13.5
Apply Rosin Flux (C-106761) to the LTS Cable #1 to be tinned. Spiral Wrap a Flat Ribbon of indalloy 1E solder around the marked area of LTS Cable #1.



Technician(s)





Date

13.6
Clamp the LTS Cable #1 into the Rosin Fluxed Grooves of the Heater Clamp Bars. Make sure the LTS Cable #1 is oriented as determined in step 13.4, and that it is fully seated into the Heater Clamp Bar Grooves.



Technician(s)





Date

13.7
Heat the LTS Cable #1/Clamp Bars to a maximum of 1450C, and monitor the lower end of the Power Lead near the LTS Cable #1 to ensure that the temperature does not exceed 1300C. 10 minutes soak time cool down to 480C before handling. 



Technician(s)





Date

13.8
Dis-Assemble and clean the preform using Isopropyl Alcohol



 (Fermi Stock # 1920-0300) and a Scotch-Brite Pad (Fermi Stock # 1202-2020). 



Technician(s)





Date

13.9
Verify solder coverage on the preform is adequate.



Inspector(s)





Date

13.10
Apply Rosin Flux (C-106761) to the LTS Cable #2 to be tinned. Spiral Wrap a Flat Ribbon of indalloy 1E solder around the marked area of LTS Cable #2.



Technician(s)





Date

13.11
Clamp the LTS Cable #2 into the Rosin Fluxed Grooves of the Heater Clamp Bars. Make sure the LTS Cable #2 is oriented as determined in step 13.4, and that it is fully seated into the Heater Clamp Bar Grooves.



Technician(s)





Date

13.12
Heat the LTS Cable #2/Clamp Bars to a maximum of 1450C, and monitor the lower end of the Power Lead near the LTS Cable #2 to ensure that the temperature does not exceed 1300C. 10 minutes soak time, cool down to 480C before handling. 



Technician(s)





Date

13.13
Dis-Assemble and clean the preform using Isopropyl Alcohol



 (Fermi Stock # 1920-0300) and a Scotch-Brite Pad (Fermi Stock # 1202-2020).


Technician(s)





Date

13.14
Verify solder coverage on the preform is adequate.



Inspector(s)





Date

13.15
Apply Rosin Flux (C-106761) to the LTS Cable #3 to be tinned. Spiral Wrap a Flat Ribbon of indalloy 1E solder around the marked area of LTS Cable #3.



Technician(s)





Date

13.16
Clamp the LTS Cable #3 into the Rosin Fluxed Grooves of the Heater Clamp Bars. Make sure the LTS Cable #3 is oriented as determined in step 13.4, and that it is fully seated into the Heater Clamp Bar Grooves.



Technician(s)





Date

13.17
Heat the LTS Cable #3/Clamp Bars to a maximum of 1450C, and monitor the lower end of the Power Lead near the LTS Cable #3 to ensure that the temperature does not exceed 1300C. 10 minutes soak time cool down to 480C before handling. 



Technician(s)





Date

13.18
Dis-Assemble and clean the preform using Isopropyl Alcohol



 (Fermi Stock # 1920-0300) and a Scotch-Brite Pad (Fermi Stock # 1202-2020).


Technician(s)





Date

13.19
Verify solder coverage on the preform is adequate.



Inspector(s)





Date

13.20
Apply Rosin Flux (C-106761) to the LTS Cable #4 to be tinned. Spiral Wrap a Flat Ribbon of indalloy 1E solder around marked area of LTS Cable #4.



Technician(s)





Date

13.21
Clamp the LTS Cable #4 into the Rosin Fluxed Grooves of the Heater Clamp Bars. Make sure the LTS Cable #4 is oriented as determined in step 13.4, and that it is fully seated into the Heater Clamp Bar Grooves.



Technician(s)





Date

13.22
Heat the LTS Cable #4/Clamp Bars to a maximum of 1450C, and monitor the lower end of the Power Lead near the LTS Cable #4 to ensure that the temperature does not exceed 1300C. 10 minutes soak time cool down to 480C before handling. 



Technician(s)





Date

13.23
Dis-Assemble and clean the preform using Isopropyl Alcohol



 (Fermi Stock # 1920-0300) and a Scotch-Brite Pad (Fermi Stock # 1202-2020).


Technician(s)





Date

13.24
Verify solder coverage on the preform is adequate.



Inspector(s)





Date

13.25
Thoroughly Flux the LTS Cables on each side of the Copper Bus Bar #1, and the sides of the Copper Bus Bar (MB-129879), using Rosin Flux (C-106761). 



Technician(s)





Date

13.26
Spiral Wrap a Flat Ribbon of indalloy 1E solder around the splice area of each LTS Cable. Apply Rosin Flux (C-106761) around the solder.



Technician(s)





Date

13.27
Wrap the LTS Cables in a helix around the underside of the Copper Bus Bars

 (MB-129879). Make sure that the LTS Cable with the most strand displacement is wrapped first. 



Technician(s)





Date

13.28
Verify the LTS Cables are tightly wrapped around the Copper Bus Bars (MB-129879).



Inspector(s)





Date

13.29
Ensure the Clamp the LTS Cable into the Rosin Fluxed Grooves of the Heater Clamp Bars. Make sure the LTS Cables are oriented as determined in step 13.4, and are fully seated in the Heater Clamp Bar Grooves.



Technician(s)





Date

13.30
Heat the Clamp Bars to a maximum of 1450C, and monitor the lower end of the Power Lead to ensure that Power Lead temperature does not exceed 1300C. 20 minutes soak time cool down to 480C before handling. 



Technician(s)





Date

13.31
Dis-Assemble and clean the splice using Isopropyl Alcohol (Fermi Stock # 1920-0300) and a Scotch-Brite Pad (Fermi Stock # 1202-2020).


Technician(s)





Date

13.32
Verify the solder joint is adequate.



Inspector(s)





Date

13.33
Thoroughly Flux the LTS Cable on each side of the Copper Bus Bar #2, and the sides of the Copper Bus Bar, using Rosin Flux (C-106761). 



Technician(s)





Date

13.34
Spiral Wrap a Flat Ribbon of indalloy 1E solder around the splice area of each LTS Cable. Rosin Flux around the alloy.



Technician(s)





Date

13.35
Verify the LTS Cables are tightly wound around the Copper Bus Bar (MB129879).



Inspector(s)





Date

13.36
Clamp the LTS Cable into the Rosin Fluxed Grooves of the Heater Clamp Bars. Make sure the LTS Cables are oriented as determined in step 13.4, and are fully seated in the Heater Clamp Bar Grooves.



Technician(s)





Date

13.37
Heat the Clamp Bars to a maximum of 1450C, and monitor the lower end of the Power Lead to ensure that Power Lead temperature does not exceed 1300C. 20 minutes soak time cool down to 480C before handling. 



Technician(s)





Date

13.38
Dis-Assemble and clean splice using Isopropyl Alcohol (Fermi Stock # 1920-0300) and a Scotch-Brite Pad (Fermi Stock # 1202-2020)..



Technician(s)





Date

13.39
Verify the solder joint is adequate.
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Inspector(s)





Date

13.40
Verify all the splices are adequate.



Responsible Authority/Physics



Date
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13.41
Tightly wrap each Splice/Copper Bus Bar using 0.0075” x 0.5” Adhesive-backed Fiberglass Tape (MA-225104) and heat seal as necessary.



Technician(s)





Date

14.0
G-10 Clamshells and RTD Assembly.
14.1
File areas on the Power Lead G-10 Clamshells (MB-126701 and MB-126702) from step 13.3 to avoid interference with the Power Leads ((77) ME-388155 and (78) ME-388156).



Technician(s)





Date

14.2
Glue in G-10 Dowel Pins using (71) Devcon 14250 5 minute Epoxy


 (Fermi Stock # 1930-0410).




Technician(s)





Date

14.3
Install and glue the G-10 Clamshells (MB-126701 and MB-126702) to the Insulators inside the Spool using (71) Devcon 14250 5 minute Epoxy (Fermi Stock # 1930-041000).



Technician(s)





Date

14.4
Wrap the Up and Down Stream Insulators (MB-126701 and MB-126702) using 0.0075” x 0.5” Adhesive-backed Fiberglass Tape (MA-225104). Heat seal as necessary and paint with (71) Devcon 14250 5 minute Epoxy (Fermi Stock # 1930-041000).



Technician(s)





Date

14.5
Route the RTD Pull Wire through the Down Stream Insulator (MB-126702) and out the Clamshell portion of the Down Stream Insulator. Refer to ME-351829 SHT.4.



Technician(s)





Date

15.0
Assembly of 1( extension and RTD Installation.

15.1
Position the (55) 1( Top Extension Plate (MC-388023), the (54) 1( Side Extension Plates (MC-388022) and the (53) 1( Bottom Extension Plate (MC-388021) between the Magnet 1( System and the Bellows Plate Sub-Assembly that is on the Bus Bars.

Note(s):

Ensure the RTD pull wire is thru hole in Top Plate.




Technician(s)





Date

15.2
Tack weld the (55) 1( Extension Top Plate (MC-388023), the (54) 1( Side Extension Plates (MC-388022) and the (53) 1( Bottom Extension Plate (MC-388021) together and to the Magnet 1( and the bellows/Plate Sub-Assembly. Tack Bellows Sub-assembly to Bottom Power Plate.



Weldor(s)






Date

15.3
Attach the Pull wire to the RTD Wires and Pull thru Top into G-10 Sleeve and out of
 G-10 Sleeve.



Technician(s)






Date

15.4
Tack weld the Instrumentation Tube Flange to the (55) 1( Extension Top Plate

 (MC-388023).



Weldor(s)





Date

15.5
RTD Resistance Check

	RTD #1
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(

	RTD #2
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(

	RTD #3
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(




Inspector(s)





Date

15.6
Hipot RTD to GND @ 200 volts (Leakage limited to <5(A).

	RTD #1
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #2
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #3
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	




Inspector(s)





Date

15.7
Hipot RTD to RTD @ 200 volts (Leakage limited to <5(A).


Note(s):



Short all leads for a single RTD together during this test.

	
	Equipment Serial Number
	Reading

	RTD#1 to RTD#2
	
	

	RTD#1 to RTD#3
	
	

	RTD#2 to RTD#3
	
	




Inspector(s)





Date


15.8
Splice the RTD wires.



Technician(s)





Date

15.9
Hipot the Buss Leads.

	HiPot @ 2KV
	Equipment Serial Number
	Limits
	Measurement
	Pass
	Fail
	Out of Tolerance

	Upper / Ground
	
	< 5(A
	
	
	
	

	Lower / Ground
	
	< 5(A
	
	
	
	

	Upper / Lower
	
	< 5(A
	
	
	
	




Inspector(s)





Date

15.10
Bolt the (48) ASC Instrumentation Tree (MB-388006) and the (51) RTD Mounting Blocks (MB-388014) to the (59) ASC Power Lead Insulator (MC-388117).



Technician(s)





Date

15.11
Bolt RTD’s to the (48) ASC Instrumentation Tree (MB-388006) and the (51) RTD Mounting Blocks (MB-388014).



Technician(s)





Date

15.12
Using the 0.0075” x 0.5” Adhesive-backed Fiberglass Tape (MA-225104), anchor the excess RTD Wire to the G-10 Insulators 



Technician(s)





Date

15.13
Set the (49) se Plate (MB-388010) onto the (29) 1( Box Bottom Plate

 (MC-351904). Set the (50) Lower Spacer Plate (MC-388011) onto the (49) Base Plate (MB-388010).




Technician(s)





Date

15.14
Set the (58) Modified Power Lead Insulator (MC-388116) into the Lead End Hole of the (50) Lower Spacer Plate (MC-388011).



Technician(s)





Date

15.15
Tack weld the (29) 1( Box Bottom Plate (MC-351904) to the (31) 1( Box Front Plate
 (MC-351906) ensuring that both Insulator Cups are properly positioned in the (50) Lower Spacer Plate (MC-388011) and around the Power Lead /Bus joints.



Weldor(s)





Date

15.16
Tack weld the (30) 1( Box End Plate (MC-351905) and the (28) 1( Box Back Plate
 (MC-351903) into position around the Power Lead /Bus joints.



Weldor(s)





Date

15.17
The RTD Electrical.

	RTD #1
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #2
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #3
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	




Inspector(s)





Date

15.18
Weld all the 1( Extension Box ((28) MC-351903, (29) MC-351904, (30) MC-351905, (31) MC-351906) joints.



Weldor






Date

15.19
Weld the (47) ASC Formed Tube Assembly (ME-388005) to the 1( Extension Box
 ((28) MC-351903, (29) MC-351904, (30) MC-351905, (31) MC-351906).



Weldor






Date

15.20
Make the 1( Restrainer Sub-Assembly ((32) MC-351907, (35) MC-351910,

 (46) MA-351921).




Technician(s)





Date

15.21
Weld the 1( Restrainer Sub-Assembly ((32) MC-351907, (35) MC-351910,

 (46) MA-351921) to the 1( Extension Bellow Plates.



Weldor(s)





Date

15.22
Install the Restrainer Bolts (MA-351921). Once the Restrainer Bolts Bottom out Loose the Bolts ½ Turn.



Technician(s)





Date

15.23
Tack weld the Threaded End of the Bolts to the Restrainer Block.



Weldor(s)





Date

15.24
Leak Check the 1( System as per ES-107230.
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Inspector(s)





Date

15.25
Clean the weld area using a stainless steel brush.



Technician(s)





Date

15.26
The RTD Electrical.

	RTD #1
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #2
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #3
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	




Inspector(s)





Date

16.0
Nitrogen Shield Assembly

16.1
Prepare 1.625” wide Copper Strips ( .063 thick to extend the Cut-off Nitrogen Shield. Cut pieces to length to match Existing Shield pieces. Refer to ME-351829 SHT. 2 and 

SHT. 5.



Technician(s)





Date

16.2
Weld 1.625” wide Copper Strips to Cut-off Nitrogen Shield as per ES-107230 and as shown on ME-351829 SHT. 5.



Weldor(s)





Date

16.3
Clean all the weld areas using a stainless steel brush.



Technician(s)





Date

16.4
Pre-Assemble the Nitrogen Shield pieces the (42) Shield Back Plate (ME-351917), the (43) Shield Bottom Plate (MD-351918), the (44) Shield Front Plate (ME-351919) as shown on ME-351829 SHT.5. Mark rivets hole locations on the Copper Strips from step 16.2.



Technician(s)





Date

16.5
Notch the (45) Shield Top Plate (MC-351920) and split into two pieces as necessary to clear the (47) ASC Formed Tube Assembly (ME-388005) and allow Assembly around the (34) 1( Box Vertical Tubes (MC-351909). Refer to ME-351829 SHT. 5.



Technician(s)





Date

16.6
Remove the Nitrogen Shield.



Technician(s)





Date

16.7
Drill .156 DIA rivet holes in the Copper Strips as marked in step 16.4. Take care prevent metal chips from entering into the Spool cavity.



Technician(s)





Date

16.8
Pre-tin all joint surfaces of the Nitrogen Shield components, and of 1.625” wide Copper Strips. Pre-tin the (42) Shield Back Plate (ME-351917), where the (47) ASC Formed Tube Assembly (ME-388005) the (76) Thermal Braid (C-97670) will solder and the (44) Shield Front Plate (ME-351919) where the (34) 1( Box Vertical Tubes (MC-351909) braids will solder. Use 60/40 Rosin-core solder.



Technician(s)





Date

16.9
Assemble the Shield pieces the (42) Shield Back Plate (ME-351917), the (43) Shield Bottom Plate (MD-351918), the (44) Shield Front Plate (ME-351919) and the (45) Shield Top Plate (MC-351920) and pop rivet all components in place using the (74) Pop Rivets (MA-125071).



Technician(s)





Date

16.10
Solder all pre-tinned joints using large soldering iron and Rosin-Core Flux (C-106761) and 60/40 Rosin-Core solder as necessary.



Technician(s)





Date

16.11
Solder a 1.50 Inch long joint of the (47) ASC Instrumentation Tube Assembly

(ME-388005) braid to the pre-tinned area of the (42) Shield Back Plate (ME-351917). Solder two 2.50 Inch long joints of the (34) 1( Box Vertical Tubes (MC-351909) the (76) Thermal Braids (C-97670) to the pre-tinned areas of the (44) Shield Front Plate (ME-351919) use large soldering iron and Rosin-Core Flux (C-106761) and 60/40 Rosin-Core solder as necessary.



Technician(s)





Date

16.12
Thoroughly clean all Accessible Flux Residue from Shield pieces, the Copper Strips, and the (76) Thermal Braids (C-97670).



Technician(s)





Date

16.13
Cover assembled Shield pieces with 40 to 60 layers of MLI Super-Insulation as space allows.



Technician(s)





Date

17.0
The Vacuum Box Assembly.

17.1
Assemble the (36) Vacuum Box Back Plate (MD-388002), the (37) Vacuum Box Bottom Plate (MC-351912), the (38) Vacuum Box Front Plate (MC-351913), the (39) Vacuum Box Middle Plate (MC-351914), and two the (40) Vacuum Box Side Plates

(MD-351915) as shown on ME-351829 SHT.5.



Note(s):

Parts must fit up tight against the (41) Vacuum Box Top Plate (MD-388112) of the Vertical Tube Assembly. The (47) ASC Formed Tube Assembly
 (ME-388005) must be guided through hole in the (36) Vacuum Box Back Plate (MD-388002) as shown on ME-351829 SHT. 5.



Technician(s)





Date

17.2
Weld Vacuum Box pieces the (36) Vacuum Box Back Plate (MD-388002), the (37) Vacuum Box Bottom Plate (MC-351912), the (38) Vacuum Box Front Plate

 (MC-351913), the (39) Vacuum Box Middle Plate (MC-351914), and the (40) Vacuum Box Side Plates (MD-351915) together and to the (41) Vacuum Box Top Plate

 (MD-388112) and Spool Box as per ES-107230, and as shown on ME-351829 SHT .5.



Weldor





Date

17.3
Weld Receptacle adapter (MA-103085) from the (47) ASC Formed Tube Assembly
 (ME-388005) to the (36) Vacuum Box Back Plate (MD-388002) as shown on ME-351829 SHT. 5.

Note(s):

Take care while welding to avoid heat damage to RTD wires. Weld slowly while taking time to cool metal.



Weldor





Date

17.4
Clean all the weld areas using a stainless steel brush.



Technician(s)





Date

17.5
Wire the RTD Pin Connector.



Technician(s)





Date

17.6
Apply a light coat of Vacuum Grease to the O-Ring of the 19 Pin Connector

 (MB-364081) from the (47) ASC Formed Tube Assembly (ME-388005) and Screw 19 Pin Connector (MB-364081) back into place.



Technician(s)





Date

18.0
Installation of Flex Hose Assembly to the Power Leads and the Reservoir.

18.1
Loosely install the (56) Flex Hose Clamp Assembly (MD-388049) onto the (41) Vacuum Box Top Plate (MD-388112).



Technician(s)





Date

18.2
Weld the (13) Lead In Tube B (MB-388106) to the (57) 90o Elbow 3/8” Tube
 (MA-388114).



Note(s):




2 Assemblies required.



Weldor(s)





Date

18.3
Position both the Tube/Elbow Sub-Assemblies onto both the Lead Tubes.



Technician(s)





Date

18.4
Form both the (18) ASC Flex Hose Assemblies (MD-351811).



Technician(s)





Date

18.5
Rotate the Elbow/Tube Sub-Assembly on the LN2 Lead In Lines to the Fit with the Flex Hose LN2 Lines. Tack Elbow/Tube Sub-Assembly to the LN2 Lead In Lines.



Technician(s)





Date

18.6
Tack weld the Elbow/Tube Sub-Assembly to the LN2 Lead In Lines.



Weldor(s)





Date

18.7
Remove the (18) ASC Flex Hose Assembly (MD-351811).



Technician(s)





Date

18.8
Finish weld the Elbow/Tube/LN2 Lead In Tube joints.



Weldor(s)





Date

18.9
Clean the weld area using a stainless steel brush.



Technician(s)





Date

18.10
Leak Check the Elbow/Tube/LN2 Lead In Tube joints as per ES-107230.
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Inspector(s)





Date

18.11
Install MLI Super-Insulation on the Elbow/Tube/LN2 Lead In Tube.



Technician(s)





Date

18.12
Position the Power Lead/Flex Hose Seals (MD-388049 item 5) on the (56) Flex Hose Clamp Assembly (MD-388049).



Technician(s)





Date

18.13
Insert the (18) ASC Flex Hose Assembly (MD-351811) into the (56) Flex Hose Clamp Assembly (MD-388049) on to the Power Leads and Clamp together.



Note(s):




Verify the Seals are seating properly.



Technician(s)





Date

18.14
Position the (18) ASC Flex Hose Assembly (MD-351811) on the (56) Flex Hose Clamp Assembly (MD-388049). Tighten the (56) Flex Hose Clamp Assembly around the (41) Vacuum Box Top Plate (MD-388112).



Technician(s)





Date

18.15
Ensure the Flex Hose Vacuum Sleeves are properly installed on the (18) ASC Flex Hose Assembly (MD-351811).



Lead Person





Date

18.16
Slide a (14) Lead Jacket A (MC-351799) onto the each of the LN2 Lead In Lines.



Technician(s)





Date

18.17
Position the (18) ASC Flex Hose Assembly (MD-351811) with the LN2 Lead In Lines.



Technician(s)





Date

18.18
Weld together the (18) ASC Flex Hose Assembly (MD-351811) and the LN2 In Lines.



Weldor(s)





Date

18.19
Clean the weld area using a stainless steel brush.



Technician(s)





Date

18.20
Leak Check the LN2 Lines as per ES-107230.
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Inspector(s)





Date

18.21
Install MLI Super-Insulation on the LN2 Lines.



Technician(s)





Date

18.22
Weld the (14) Lead Jacket A (MC-351799) to each other and to the (1) LN2 Reservoir (ME-351765).



Weldor(s)





Date

18.23
Slide the Flex Hose Sleeves on to the (1) LN2 Reservoir (ME-351765).



Technician(s)





Date

18.24
Weld the Flex Hose Sleeves to the (56) Flex Hose Clamp Assembly (MD-388049) and the (1) LN2 Reservoir (ME-351765).



Weldor(s)





Date

18.25
Clean the weld area using a stainless steel brush.



Technician(s)





Date

18.26
Leak Check the Flex Hose as per ES-107230.
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Inspector(s)





Date

19.0
Completion of the Spool

19.1
RTD Resistance Check

	RTD #1
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(

	RTD #2
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(

	RTD #3
	Equipment Serial Number
	Reading

	Green to Black
	
	(

	Green to Red
	
	(

	Green to Yellow
	
	(

	Black to Red
	
	(

	Black to Yellow
	
	(

	Red to Yellow
	
	(




Inspector(s)





Date

19.2
Hipot RTD to GND @ 200 volts (Leakage limited to <5(A).

	RTD #1
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #2
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	


	RTD #3
	Equipment Serial Number
	Reading

	Green to GND
	
	

	Yellow to GND
	
	

	Black to GND
	
	

	Red to GND
	
	




Inspector(s)





Date

19.3
Hipot RTD to RTD @ 200 volts (Leakage limited to <5(A).


Note(s):



Short all leads for a single RTD together during this test.

	
	Equipment Serial Number
	Reading

	RTD#1 to RTD#2
	
	

	RTD#1 to RTD#3
	
	

	RTD#2 to RTD#3
	
	




Inspector(s)





Date


19.4
HiPot Spool as per ES-318967.

	HiPot @ 2KV
	Equipment Serial Number
	Limits
	Measurement
	Pass
	Fail
	Out of Tolerance

	Upper / Ground
	
	< 5(A
	
	
	
	

	Lower / Ground
	
	< 5(A
	
	
	
	

	Upper / Lower
	
	< 5(A
	
	
	
	




Inspector(s)





Date

19.5
Install new spool name plate.



Technician(s)





Date

19.6
Ship to MTF.



Technician(s)





Date

20.0
Production Complete
20.1
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

Cut the edges of the Detector Cable Flange / Tube to conform to the curvature of the Bellows Extension























































































































Tevatron H Spool (TSHH)

Magnet Serial No.



High Temperature Lead Assembly
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