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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
No Part Kit Required.

3.0
Welding
3.1
Clamp the Half Core together using the tooling end plates

and 1/4” treaded rods torqued to 20 ft lbs.







3.2
Insert a plywood spacer over the coil cavity and pole area to

protect during grit blasting.







3.3
Grit blast the half cores completely in all weld areas, also lightly grit blast 

the entire top surface.  Ensure to Grit Blast from the end of the core towards center.

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3.4
Remove the Plywood spacer.



Technician(s)





Date

3.5
Stamp a Tie Bar with the serial number as per below and

install the tie bar in the core as per below, R towards the Stamped end.



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3.6
Install the non stamped tie bar as per below, R at the stamped end.
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Technician(s)





Date

3.7
Verify the Tie Bars (MB-331529) are in the correct position per the Assembly Drawing

 (MD-331516 / MD-331541).



Lead Person





Date

3.8
Weld the Tie Bars to the Half Cores as per the Assembly Drawing

(MD-331516 / MD-331541).







3.9
Weld the fusion passes on the Half Cores as per the Assembly 

Drawing (MD-331516 / MD-331541).






3.10
Weld the support feet on to the half core as per the Assembly Drawing (ME-388513)

3.11
Weld the bolts (MA-388597) to the Half Cores using location tooling (MA-388609) 

and a TIG Weld as per the Assembly Drawing (MD-331516 / MD-331541).


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4.0
Core Painting and final preparation

4.1
Remove the tooling plates and threaded rods.







4.2
Paint the parting plane and the cooling plate attachment location with Krylon.


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4.3
Paint the remaining external surfaces with black paint (MA-331701).


Technician(s)





Date

4.4
Perform a final visual inspection of the half core.



Lead Person





Date

5.0
Production Complete
5.1
Process Engineering verifies 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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Coil Type 


IDH Core Welding

Core Serial No.

«SerialNo»-«ReworkID»


Note(s):

«Notes»
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