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

1.8
All Room Cure Epoxy to be applied at an ambient temperature of 65° F.

2.0
Parts Kit List
2.1
Attach the completed Parts Kit List for the Booster Dog-Leg Magnet Stand Retro-Fit Assembly 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
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3.0
Module Dis-Assembly

Completed


3.1
Dis-Assemble a Dog-Leg Magnet Module as follows:



3.1.1.
Remove electrical bus connectors for both magnets



3.1.2
Remove electrical bus jumper between magnets.




3.1.3
Remove water manifold as necessary.




Note:
Be sure not to damage the water insulators (ceramic or peek)





during removal.



3.1.4
Remove the magnet top bars.



Technician(s)





Date


3.2
Module Magnet #1 Dis-Assembly/Removal



3.2.1
Install approved lifting devices in top of the First Magnet’s first half magnet




to be removed and attached to lifting device.



3.2.2
Remove the bolts which join the the two magnet halves. Remove bolts




which secure the magnet to stand base.



3.2.3
Remove first half magnet from base stand and transport to assembly area.



3.2.4
Remove the Beam Tube if possible.  Beam Tube still may be captive




within Module Magnet #2.



3.2.5
Install approved lifting devices in top of First Magnet’s second half magnet




to be removed and attached to lifting device.



3.2.6
Remove bolts which secure the magnet to stand base.



3.2.7
Remove second half magnet from base stand and transport to assembly area.



Technician(s)





Date


3.3
Module Magnet #2 Dis-Assembly/Removal



3.3.1
Install approved lifting devices in top of Second Magnet’s first half magnet




to be removed and attached to lifting device.



3.3.2
Remove the bolts which join the two magnet halves. Remove bolts




which secure the magnet to stand base.



3.3.3
Remove second magnet half from base stand and transport to assembly area.



3.3.4
Remove the Beam Tube



3.3.5
Install approved lifting devices in top of Second Magnets second half magnet




to be removed and attached to lifting device.



3.3.6
Remove the bolts which secure the magnet to stand base.



3.3.7
Remove second magnet half from base stand and transport to assembly area.



Technician(s)





Date
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4.0
Stand Assembly

4.1
Dis-Assemble the Upper, Middle and Lower Base Weldments.


Remove all screws, bearing wheels, jack screws, adjustment screws/hardware,


4.2
Prepare the Upper, Middle and Lower Base Weldments for grit blasting. Slide Pads



screw holes, jack screw holes, etc., must be protected from grit blasting.



Technician(s)





Date


4.3
Grit Blast the Upper, Middle and Lower Base Weldments.




Note:
Do not Grit Blast Slide Pads, Slide Bars, screw holes, Adjustment 



Screw cap holes, Jack Screw holes, etc.



Technician(s)





Date


4.4
Prime all areas of the magnet stand with Paint Primer (MA-388153) 



as listed below.



4.4.1
Lower Base Weldment (ME-412159).



Note:
Do not paint Slide Pads, Slide Bars, screw holes, Adjustment Screw 




cap holes, Jack Screw holes, etc.
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Technician(s)





Date



4.4.2
Middle Base Weldment (ME-412168).



Note:
Do not paint Slide Pads, Slide Bars, screw holes, Adjustment Screw cap holes,



Jack Screw holes, etc.
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Technician(s)





Date



4.4.3
Upper Base Weldment (ME-412172).



Note:
Do not paint Slide Pads, Slide Bars, screw holes, Adjustment Screw cap holes,




Jack Screw holes, etc.
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Note:
Do not paint Slide Pads, Slide Bars, screw holes, Adjustment Screw cap holes,




Jack Screw holes, etc.



Technician(s)





Date


4.5
Paint all primed areas of the magnet stand using Paint FNAL Blue (MA-351184)


as listed below.



Lower Base Weldment (ME-412159).



Middle Base Weldment (ME-412168).



Upper Base Weldment (ME-412172).



Note:
Do not paint Slide Pads, Slide Bars, screw holes, Adjustment Screw cap holes,




Jack Screw holes, etc.



Technician(s)





Date

5.0
Magnet Assembly (Upstream Beam Tube)
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VERIFY THE SERIAL NUMBER OF THE MAGNET AT THE BOTTOM


OF THIS TRAVELER FOR THE MAGNET TO BE PROCESSED!!!!!


5.1
Magnet Serial #006



5.1.1
Re-Assemble the Magnet Half Magnets with Beam Tube (ME-412233)






 into Magnet Serial #006. Refer to Dwg ME-412257.




Note: 
The Vacuum Valve (Item #7 per ME-412233) shall be installed 





and clamped to Magnet Serial #006 side only (connection





between the two magnets to be done in the tunnel).  The flanges





to be covered with plastic covers.



5.1.2
Install Vacuum Valve Support (MD-412241) onto the Upper Base Weldment.



Technician(s)





Date


5.2
Magnet Serial #008



5.2.1
Re-Assemble the Magnet Half Magnets with the Beam Tube (ME-412223)




into Magnet Serial #008. Refer to Dwg ME-412257.




Note:
Ensure Beam Tube has a 6” flange.



5.2.2
Install the BEXBMP Magnet Support Assembly (MD-412238)




onto the Dog-Leg Stand.


Technician(s)





Date
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6.0
Magnet Assembly (Downstream Beam Tube)

6.1
Magnet Serial #007



6.1.1
Re-Assemble the Magnet Half Magnets with the Beam




Tube (ME-412229) into Magnet Serial  #007. Refer to Dwg ME-412257.




Note: The Vacuum Valve (Item #7 per ME-412233) shall be installed 





and clamped to Magnet Serial #006 side only (connection





between the two magnets to be done in the tunnel).  The flanges





to be covered with plastic covers.



6.1.2
Install Vacuum Valve Support (MD-412241) onto the Upper Base Weldment.



Technician(s)





Date


6.2
Magnet Serial #003



6.2.1
Re-Assemble the Magnet Half Magnets with the Beam




Tube (ME-412229) into Magnet Serial #003. Refer to Dwg ME-412257.




Note:
Ensure Beam Tube has a 4” flange.



6.2.2
Install the BEXBMP Magnet Support Assembly (MD-412238)




onto the Dog-Leg Stand.



Technician(s)





Date

7.0
Magnet Stand Assembly


7.1
Assemble Dog-Leg Lower Base Weldment (ME-412159) per ME-412158 by.



installing jack screws, alignment screws, track rollers, etc.



Note:
Use Chesterton 622 (supplied by Beams) to coat threads of adjustment/alignment




screws/hardware.


7.2
Assemble Dog-Leg Middle Base Weldment (ME-412168) onto Lower Base Weldment



per ME-412158. Install adjustment/alignment screws/hardware as necessary



Note:
Use Chesterton 622 (supplied by Beams) to coat threads of adjustment/alignment




screws.


7.3
Assemble the Upper Base Weldment (ME-412172) to the Booster Dog-Leg 



Magnet using Hex Head Cap Screw ½”-13 X 4.5” MA-412182) and Washer, ½” Flat



(MA-318668).



Note:
Ensure that the manifold and electrical connectors are not damaged
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when assembling the magnet to the Upper Base Weldment.


7.4
Transport Magnet with Upper Base Weldment (ME-412172) and assemble onto



the Middle Base Weldment (ME-412168) as per ME-412158.



Note:
Ensure that the magnet to stand orientation is correct by Magnet




Serial Number and Dwg ME-412257.


7.5
Primer/Paint those areas which were missed or damaged during assembly.



Technician(s)





Date


7.6
Install Vacuum Valve (Beams Supplied) on the magnets.  Verify the Magnet



serial number at the bottom of this traveler, then Install and check appropriate



box.



Magnet Serial #006



Magnet Seial #007




Technician(s)





Date

8.0
Magnet Manifold/Electrical Bus Work

8.1
Connect the water manifold to the magnet as per ME-412158 & ME-412257.



Note:
External Water Cooling is not used.  The manifold and the External Water




Cooling is to be plugged to prevent internal contamination.



Technician(s)





Date


8.2
Connect the electrical bus to the magnet as per ME-412158 & ME-412257.




Technician(s)





Date


8.3
Install Klixons as per Project Engineer sketch.  Attach sketch to this traveler.



Technician(s)





Date

9.0
Magnet Final Inspection

9.1
Perform a Post Manifold electrical check of the Magnet and record results below.

	Electrical Test
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Magnet Resistance
	
	XXX to XXX
	m(
	
	
	

	LS @ 1 KHz
	
	Reference Test Only

Not Subject to Limit Values
	µA


	
	
	

	Q @ 1 KHz
	
	Reference Test Only

Not Subject to Limit Values
	μA


	
	
	

	LS @ 100 Hz
	
	Reference Test Only

Not Subject to Limit Values
	
	
	
	

	Q @ 100 Hz
	
	Reference Test Only

Not Subject to Limit Values
	
	
	
	

	100 Volt Ring
	
	
	
	
	
	

	Hipot Coil to Core
	
	500 V @ < 5 µA
	
	
	
	



9.2
Leak check the joints. Perform a 30-PSI pressure test using house air and snoop (Fermi stock 1070-2200) on the manifold joints prior to performing the flow tests.

	Coil Location
	Pass
	Fail

	Front Coil
	
	

	Rear Coil
	
	




Inspector





Date


9.3
Perform a Flow Check at a ∆P of 60 PSI and 100 PSI and record the results below.  Refer to the Mechanical (Flow) Inspection (5520-ES-318968).

Front Coil Assembly

	Flow Test
	Flow Cart Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	∆P 60 PSI
	
	≥ XX GPM
	
	
	
	

	∆P 100 PSI
	
	≥ XXGPM
	
	
	
	



Rear Coil Assembly

	Flow Test
	Flow Cart Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	∆P 60 PSI
	
	≥ XX GPM
	
	
	
	

	∆P 100 PSI
	
	≥ XX GPM
	
	
	
	


9.4

	Coil Location
	Pass
	Fail

	Front Coil
	
	

	Rear Coil
	
	



9.5
Purge the Upper Half Magnet water passage using house air, until no water is present



in the manifold


9.6
Purge the Lower Half Magnet water passage using house air, until no water is present


in the manifold.


9.7
Label the water manifold with ‘SUPPLY’ and ‘RETURN’.


9.8
Cap all Water Fittings to prevent damage during shipping.



Inspector





Date


9.9
Perform a Vacuum Leak Check of the Beam Tube Assembly and record results



below.
	PART

NO.
	SCALE UNITS BEFORE HELIUM PROBE
	SCALE UNITS WHILE ENCLOSURE FLOODING
	DETERMINATION OF MINIMUM

DETECTABLE LEAK

	DATE

TIME
	OPERATOR'S LAST NAME
	
	
	MDS ( ((Response -Bckgnd) ( Leak Value) = MDL

	
	
	
	
	

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	




Inspector





Date


9.10
Cover both ends of the beam/valve to prevent contamination during shipment.



Inspector





Date


9.11
Affix the completed Generic Magnet Identification Labels (MA-318490) (Qty. 2) on the magnet.  Place one label on the Lead End, Non-Manifold Side, approximately 6” from magnet end.  Place the other label on the magnet on the Return End, Manifold Side, approximately 6” from magnet end. Affix a completed Generic Magnet Identification Label (MA-318490) to this page or complete the facsimile below.


Partially Completed

Generic Magnet Identification Label (MA-318490)



Inspector





Date

10.0
Documentation Update
10.1
Perform the following:



Update DSR Keywords









Location











Location Verified Date









Status











Make entry regarding work performed.





TD/E&F Process Engineering



Date

11.0
Production Complete


11.1
Process Engineering verify that the Booster Dog-Leg Stand Retro-Fit Traveler (5520-TR-333753) 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





































Booster Dog-Leg Magnet Stand Retro-Fit

Magnet Serial Number___ MERGEFIELD SerialNo - MERGEFIELD ReworkID __










Note:   MERGEFIELD Notes 
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