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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 ‘C’ Extraction Magnet 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

3.0 Magnet Assembly (Dry Fit)


Completed


3.1
Install Dowel Pin 0.250” X 1” long  (Comm’l)(4 ea) in the Coil Center Block.



Apply a light film of Molykote 44 Grease (MA-116544) to the Dowel Pins.


3.2
Assemble Left Hand Outer Plate (MD-412202) onto Coil Center Block (MD-412194)



using Socket Head Cap Screw ¾”-10 X 4” long (3 ea). Refer to Dwg ME-412191.


3.3
Assemble Right Hand Outer Plate (MD-412195) onto Coil Center Block (MD-412194)



using Socket Head Cap Screw ¾” –10 x 4” long (3 ea). Refer to Dwg ME-412191.


3.4
Install the Coil Insulator Small (MB-412199) (2 ea) in Coil Cavity area.  



Ensure proper fit of Insulators within the coil cavity.  Custom trim to fit.


3.5
Install Coil Insulator Large (MB-412198) (1 ea) in the Coil Cavity area.



Ensure proper fit of Insulators within the coil cavity.  Custom trim to fit.
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3.6
Assemble Pole Tip (MD-412198) onto Left Hand Outer Plate (MD-412202)



using Socket Head Cap Screw ¾” –10 x 4” long (3 ea).


3.7
Assemble Pole Tip (MD-412198) onto Right Hand Outer Plate (MD-412195).



using Socket Head Cap Screw ¾” –10 x 4” long (3 ea).



Technician(s)





Date





Completed


3.8
Install Power Flag Support (MA-412201)(1 ea) onto the Right Hand Outer



plate and secure with Socket Head Cap Screw 3/8”-16 x 2” long (3 ea) and



Flat Washer (MA-176440). 


3.9
Secure Power Flags to Power Flag Support with Socket Head Cap Screw



3/8”-16 x 1” long ((MA-197097)(4 ea) and Flat Washer (MA-176440)(4 ea).


3.10
Align the Power Flags to the coil conductor and mark for brazing.

X
3.11
Verify the Magnet has been properly assembled and the Coil Insulator Large




and Coil Insulator Small (2 ea) are properly fitted with the Outer Plates and



Pole Tips and the power flags are properly positioned.



Lead Person





Date


3.12
Remove Pole Tips (MD-412198) from Right Hand and Left Hand Outer Plates.


3.13
Remove Right Hand Outer Plate and Left Hand Outer Plates from Center Block.


3.14
Remove Small Insulator (2 ea) and Large Insulator.



Technician(s)





Date

4.0
Magnet Assembly

4.1
Clean all plates, Insulators, pole tips with using KPC820 (Fermi stock 1920-0700) 
 

and Heavy Disposable Wipers (Fermi Stock 1660-2600) or  equivalent) and/or 

other approved methods


4.2
Use Krylon Protective Spray )(MA-388598), coat all internal plate mating



surfaces, this includes Coil Center Block, Right Hand Outer Plate, Left Hand Outer



Plate, and Pole Tips.
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4.5
Apply Room Cure Epoxy to one Small Insulator and place on the coil in



the area with matches the Right Hand Outer Plate.


4.6
Assemble the Right Hand Outer Plate to the Coil Center Block and hand tighten.



the bolts. Apply a light film of Molykote 44 Grease (MA-116544) to the threads.


4.7
Apply Room Cure Epoxy to one Small Insulator and place on the coil in



the area with matches the Left Hand Outer Plate.


4.8
Assemble the Left Hand Outer Plate to the Coil Center Block and hand tighten.



the bolts. Apply a light film of Molykote 44 Grease (MA-116544) to the threads.


4.9
Apply Room Cure Epoxy to the Coil Insulator Large and install onto the Coil.




Technician(s)





Date


4.10
Install Pole Tip on the Right Hand Outer Plate and hand tighten.


4.11
Install Pole Tip on the Left Hand Outer Plate and hand tighten.



Technician(s)





Date

X
4.12
Verify that the Coil Insulators are in proper position.



Lead Person





Date


4.13
Using a stagger pattern, tight all bolts to 200 ft/lbs.




Technician(s)





Date
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5.0
Magnet Manifolding


5.1
Install Power Flag Support (MA-412201)(1 ea) onto the Right Hand Outer



plate and secure with Socket Head Cap Screw 3/8”-16 x 2” long (3 ea) and



Flat Washer (MA-176440).


5.2
Secure Power Flags to Power Flag Support with Socket Head Cap Screw



3/8”-16 x 1” long ((MA-197097)(4 ea) and Flat Washer (MA-176440)(4 ea).


5.3
Mark the location of the power flags on the coil conductor for brazing.


5.4
Install the Short Water Tube (MB-412211). Trim Water Tube as necessary to fit.


5.5
Install the Long Water Tube (MB-412220). Trim Water Tube as necessary to fit.


5.6
Install Reducing Union (MA-412209) (2 ea) on to the end of the Long and



Short Water Tubes.  Do Not Tighten, loose fit only!!


5.7
Install Peek Insulator (MA-412118)(2 ea) into the Reducing Union.


5.8
Install Reducing Union (MA-412209) (2 ea) on to the end to the Peek Insulators.




Technician(s)





Date


5.9
Install Lead Support (MC-412219)(2 ea) and Lead Support Cap (MA-412240)



using Socket Head Cap Screw 3/8”-16 x 2.50” long (6 ea) and Flat Washers (MA-176440)



(6 ea).  Apply a light film of Molykote 44 Grease (MA-116544) to the threads.



Technician(s)





Date

X
5.10
Verify Manifold it installed correctly.



Lead Person





Date


5.11
Remove the  Power Flag Support (MA-412201)(1 ea) from the Right Hand Outer



plate.


5.12
Remove the Power Flags and prepare for brazing.


5.13
Remove, clean, and prepare the Long Water Tube and Short Water Tube for brazing



to the coil leads.



Technician(s)





Date


5.14
Re-Install the Long Water Tube and Short Water Tube and Power Flags.



Technician(s)





Date

X
5.15
Verify Long Water Tube,  Short Water Tube, and Power Flags are properly prepared 



and position and may be brazed.



Lead Person





Date


5.16
Braze the Long Water Tube,  Short Water Tube to the Coil Conductor Leads. Braze the



Power Flags to the Coil Conductor.  Clean the braze joint area.

5.17
Prepare the Coil Assembly by Silver Plating both Power Flags with


Cool Amp Silver Plating Powder (MA-225557).



Technician(s)





Date


5.18
Install Power Flag Support (MA-412201)(1 ea) onto the Right Hand Outer



plate and secure with Socket Head Cap Screw 3/8”-16 x 2” long (3 ea) and



Flat Washer (MA-176440). Apply a light film of Molykote 44 Grease (MA-116544) 



to the threads.


5.19
Secure Power Flags to Power Flag Support with Socket Head Cap Screw



3/8”-16 x 1” long ((MA-197097)(4 ea) and Flat Washer (MA-176440)(4 ea).


5.20
Re-assemble the water manifold.


5.21
Tighten the bolts in Lead Support/Lead Support Cap to 25 ft/lbs.


5.22
Tighten the Reducing Unions.



Technician(s)





Date

6.0
Electrical Inspection

6.1
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
	
	0.050 to 0.060
	(
	
	
	

	LS @ 1 KHz
	
	Reference Test Only

Not Subject to Limit Values
	
	
	
	

	Q @ 1 KHz
	
	Reference Test Only

Not Subject to Limit Values
	
	
	
	

	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
	
	
	
	




Inspector





Date

7.0
Manifold Inspection

7.1
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

	Coil
	
	




Technician(s)





Date


7.2
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).

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

	∆P 60 PSI
	
	≥ 2.5 GPM
	
	
	
	

	∆P 100 PSI
	
	≥ 3.2 GPM
	
	
	
	


7.3
Perform a hydrostatic check of the joint at 500 PSI for 30 minutes.

	Coil Location
	Pass
	Fail

	Coil
	
	



7.4
Purge the Coil water passage using house air, until no water is present


in the manifold.



Inspector





Date

8.0
Painting the Magnet
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8.1
Prime the magnet using Paint Primer (MA-388153).



Note:
Do Not Prime/Paint the Pole Tip Region.


8.2
Paint the magnet using NAL Blue Paint (MA-351184).



Note:
Do Not Prime/Paint the Pole Tip Region.

8.3
Weigh the magnet using a under a hook scale or equivalent.  Record the magnet weight below.

	Scale Model/Type
	Scale Serial Number
	Magnet Weight (Lbs.)

	
	
	




Technician(s)





Date

8.4
Stencil the magnet serial number and weight (Lbs.) in 1" characters centered on both sides of the magnet as per Magnet Assembly (ME-412191) using Flat White Enamel Paint 

(Fermi stock 1825-1340 or equivalent).

Note(s):

The magnet serial number is indicated at the base of this traveler.

EXAMPLE

"Booster ‘C’ Extraction"

BCEXXX-0

Magnet Weight  XXX LBS



Technician(s)





Date

8.5
Stencil the magnet serial number in ½” characters in the upper left hand corner on the Magnet Lead End and Return End using Flat White Enamel Paint (Fermi stock 1825-1340 or equivalent).



Technician(s)





Date


8.6
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.
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Partially Completed

Generic Magnet Identification Label (MA-318490)



Inspector





Date

9.0
Documentation Update
9.1
Perform the following:



Update DSR Keywords









Location











Location Verified Date









Status











Make entry regarding work performed.





TD/E&F Process Engineering



Date

10.0
Production Complete


10.1
Process Engineering verify that the Booster ‘C’ Extraction Magnet Assembly Traveler (5520-TR-333752) 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 ‘C’ Extraction Magnet Assembly
Magnet Serial No.
 MERGEFIELD SerialNo  -  MERGEFIELD ReworkID 












Notes:      MERGEFIELD Notes 
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