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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
Personnel shall perform all tasks in accordance with current applicable ES&H guidelines and those specified within the step.

1.6
Cover the magnet assembly with green Herculite (Fermi stock 1740-0100) when not being serviced or assembled.

1.7
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 to this traveler.



Process Engineering/Designee



Date

2.2
List all component serial numbers below.

Upper Half Core  




Lower Half Core  




Upper Coil
  




Lower Coil
  






Assembly/Designee




Date

3.0
Installing the G-10
3.1
Insulate the inside of the Half Core as shown below.  Using Industrial Adhesive (MA-274442), position the Coil Top Spacers (MA-388212) in the Half Core – Lower Assembly (MD-388205) and 2” x 5mil self adhesive Kapton as per the Final Assembly (ME-388203).



Note(s):

Ensure that the Half Core – Lower Assembly (MD-388205) is clean and free of any dust, dirt or debris.  Vacuum the Lower Half Core, if necessary.
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Technician(s)





Date

3.2
Using Industrial Adhesive (MA-274442), Place the Coil Side Spacers (Qty 20) (MA-388213) in the Half Core – Lower Assembly (MD-388205) as per Final Assembly (ME-388203).
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Technician(s)





Date

3.3
Using Industrial Adhesive (MA-274442), position the Coil Top Spacers (MA-388212) in the Half Core – Upper Assembly (MD-388204) and 2” x 5mil self adhesive Kapton as per the Final Assembly (ME-388203).

Note(s):

Ensure that the Half Core – Upper Assembly (MD-388204) is clean and free of any dust, dirt or debris.  Vacuum the Upper Half Core, if necessary.
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Technician(s)





Date

3.4
Using Industrial Adhesive (MA-274442), position the Coil Side Spacers (Qty. 20)
 (MA-388213) in the Half Core – Upper Assembly (MD-388204) as per Final Assembly (ME-388203).
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Technician(s)





Date

4.0
Core Dry Stack
4.1
Using the overhead crane and appropriate lifting equipment, position the Lower Coil Assembly (ME-388199) into the Half Core – Lower Assembly (MD-388205) as per
 Final Assembly (ME-388203).  Measure the distance from the Half Core to Coil Face.
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Technician(s)





Date

4.2
Glue spacers to the out sides of the Coil Spacers to ensure correct positioning.  Position the Coil Spacers (Qty. 10) (MA-388214) on the Lower Coil Assembly (ME-388199) as per Final Assembly (ME-388203).
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Technician(s)





Date

4.3
Using the overhead crane and appropriate lifting equipment, position the Upper Coil Assembly (ME-388195) onto the Coil Spacers (Qty. 10) (MA-388214) in the Lower Half Core as per Final Assembly (ME-388203).
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Technician(s)





Date

5.0 Dry Stack Inspection


5.1
Measure the Depth of the Upper Half Core and the Height of the Coil packages.
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	Inches from the Lead End
	Left Side

Core
	Right Side

Core
	Left Side

Coil Package
	Right Side

Coil Package

	2”
	
	
	
	

	9.4”
	
	
	
	

	16.7”
	
	
	
	

	24.1”
	
	
	
	

	31.5”
	
	
	
	




Inspector





Date

5.2 Check the readings from step 5.1 for Clearance or interference.

Responsible Authority / Physicist



Date

5.3
Install the Parting Plane Rods/Alignment Keys (#17 on Final Assembly ME-388203)
 into the Half Core.



Technician(s)





Date

5.4
Using the overhead crane and the Dipole Half Core Lifting Fixture (ME-274106) or the Dipole Full Core Lifting Fixture (ME-318060) position the Upper Core/Coil Assembly (ME-388195) onto the Lower Core/Coil Assembly (ME-388199).

Note(s):
Verify both the Upper and Lower Cores are aligned and the Coil Spacers (MA-388214) is in the correct positions per Final Assembly (ME-388203).


Technician(s)





Date

5.5
Vertically Compress the DC Lambertson Magnet Assembly to achieve the 21.00” dimension as per Final Assembly (ME-388203).

[image: image17.wmf]


Technician(s)





Date


5.6
Measure and record the parting plane gap at 3" intervals starting at the lead end on both sides of the magnet.

	Inches from the Lead End
	Limit
	Left Side
	Right Side

	0”
	< .005”
	
	

	3”
	< .005”
	
	

	6”
	< .005”
	
	

	9”
	< .005”
	
	

	12”
	< .005”
	
	

	15”
	< .005”
	
	

	18”
	< .005”
	
	

	21”
	< .005”
	
	

	24”
	< .005”
	
	

	27”
	< .005”
	
	

	30”
	< .005”
	
	

	Return End
	< .005”
	
	




Inspector





Date


5.7
Perform a Dry stack electrical check of the Upper and Lower Coil and record results below.

Upper 

	Coil

(Layer #1)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.3 - 9.0m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.21 – 1.25 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

4.3-5
	
	
	
	

	LS @ 100 Hz
	
	1.30 – 1.60 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

7-15
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot Layer 1 to

Layer 2 @ 100 V
	
	< 5 (A
	(A
	
	
	

	Hi Pot

Coil to Core @ 100 V
	
	< 5 (A
	(A
	
	
	


Upper 

	Coil

(Layer #2)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.0 - 8.75 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.21 – 1.25 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

4.3-5
	
	
	
	

	LS @ 100 Hz
	
	1.30 – 1.60 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

7-15
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to Core @ 100 V
	
	< 5 (A
	(A
	
	
	


Lower 

	Coil

(Layer 1)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.3 - 9.0m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.21 – 1.25 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

4.3-5
	
	
	
	

	LS @ 100 Hz
	
	1.30 – 1.60 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

7-15
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot Layer 1 to

Layer 2 @ 100 V
	
	< 5 (A
	(A
	
	
	

	Hi Pot

Coil to Core @ 100 V
	
	< 5 (A
	(A
	
	
	


Lower 

	Coil

(Layer 2)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.0 - 8.75 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.21 – 1.25 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

4.3-5
	
	
	
	

	LS @ 100 Hz
	
	1.30 – 1.60 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

7-15
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to Core @ 100 V
	
	< 5 (A
	(A
	
	
	




Inspector





Date

6.0
Manifold and Power Bus
6.1
Weld the Bracket Bottom Half (MA-388224 item #2) to the Core as per the final Assembly (ME-388203).



Weldor(s)





Date



Technician(s)





Date

6.2
Weld the Spacer Upper (MB-388220) to the Core as per the final Assembly

 (ME-388203).


Weldor(s)





Date



Technician(s)





Date

6.3
Weld the Spacer Lower (MB-388230) to the Core as per the final Assembly

 (ME-388203).


Weldor(s)





Date



Technician(s)





Date

6.4
Braze the Jumpers (MA-388221) and the Bridge (MB-388222) to both Coil Assembly manifolds as per the Final Assembly (MD-388203).



Note(s):




Ensure the Bus is at least 1.5” away from the magnetic shield.



Technician(s)





Date

6.5
Braze the Connector Plate Bottom (MD-388217) to the Lower Coil Assembly manifold and install the Insulator Plate (MD-388219) as per the Final Assembly (MD-388203).



Technician(s)





Date

6.6
Braze the Connector Plate Top (MD-388218) to the Upper Coil Assembly manifold and install the Insulator Plate (MD-388219) as per the Final Assembly (MD-388203).



Technician(s)





Date


6.7
Apply Silver Plating Powder (MA-225557) to the Power Flags.



Technician(s)





Date
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6.8
Following appropriate and approved brazing procedures, braze the Copper Tube

 (MA-388084) to the Socket Weld Connector (PARKER #8-8 ZHBW-SS) as per DC Lambertson Final Assembly (ME-388203). (If Necessary.  See Check Box below).


Technician(s)





Date

6.9
Following appropriate and approved brazing procedures, braze the Long Tube

 (MA-388216) to the Copper Tube (MA-388084) as per DC Lambertson Final Assembly (ME-388203).


Technician(s)





Date

6.10
Following appropriate and approved brazing procedures, braze the Long Tube

 (MA-388216) to the Coil Lead as per DC Lambertson Final Assembly (ME-388203).


Technician(s)





Date


6.11
Install the Bracket Top Half as per (MA-388224).



Technician(s)





Date

7.0
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.

Pass


Fail



Technician(s)





Date


7.2
Perform a Flow Check at a ∆P of 60 PSI and 100 PSI.

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

	∆P 60 PSI
	
	> 3.6 gpm
	gpm
	
	
	

	∆P 100 PSI
	
	> 4.6 gpm
	gpm
	
	
	


Perform a hydrostatic check of the joint at 600 PSI for 30 minutes.

Pass


Fail



Inspector





Date


7.3
Purge the water passage using house air.  Install 1" Caplugs (MA-125284) on the 3/4" Elbow Unions and a 1 3/8" Caplug on the 1" Union Elbow.



Inspector





Date


7.4
Perform a Post Manifold electrical check of the Magnet.

	Magnet
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Resistance
	
	32.0 – 35.0 m(
	m(
	
	
	

	LS @ 1 KHz
	
	15.5 to 16 mH
	mH
	
	
	

	Q @ 1 KHz
	
	Reference Test Only

4-4.4
	
	
	
	

	LS @ 100 Hz
	
	18.6-19.4 mH
	mH
	
	
	

	Q @ 100 Hz
	
	Reference Test Only

10-12
	
	
	
	

	100 Volt Ring
	
	
	
	
	
	

	Hipot Magnet to Core
	
	1 KV @ < 5 µA
	(A
	
	
	




Inspector





Date

8.0
Magnetic Testing the Magnet
8.1
Install the End Piece Core Extension (MD-388456).



Technician(s)





Date

8.2
Apply 5 mil self adhesive Kapton to both Shields (MC-388225) on the Magnet Side of the Shields.



Technician(s)





Date

8.3
Install both Shields (MC-388447/8) and the Shield Spacers (MA-388226) using the Screws (MA-388284) and Split Lock Washers (388285) as per the Final Assembly
 (MD-388203).  Torque the Screws to 50 ft-lbs.



Technician(s)





Date

8.4
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

8.5
Stencil the serial number and weight (Lbs.) in 1" characters centered on both sides of the magnet as per Magnet Assembly (ME-388203) using Flat White Enamel Paint 

(Fermi stock 1825-1340 or equivalent).

Note(s):

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

EXAMPLE

"DC LAMBERTSON"

TLLXXX

MAGNET WEIGHT



Technician(s)





Date


8.6
Affix the completed Generic Magnet Identification Labels (MA-318490) (Qty. 1) on the magnet.  Affix a completed Generic Magnet Identification Label (MA-318490) to this page or complete the facsimile below.
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Inspector





Date


8.7
Ship the magnet to IB1 for testing.



Technician(s)





Date

9.0
Wet Assembly

9.1
Remove the Shield (MC-388447/8) and Shield Spacers (MA-388226) ans screws (MA-388227).



Technician(s)





Date

9.2
Remove the Bridge (MB-388222).



Technician(s)





Date

9.3
Disconnect the top pressure fittings from the water manifold.



Technician(s)





Date

9.4
Remove the Upper Core Assembly and disassemble the magnet.



Technician(s)





Date

9.5
Apply Red Mold Release to the Top Spacers (MA-388212) (Qty 4), the Coil Side Spacer (MA-388213) (Qty 16), the Coil Spacers (MA-3888214) (Qty 8) and the Upper and Lower Coil Assemblies.  Only apply red mold release to the non-center areas as drawn below.
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Technician(s)





Date

9.6
Using Epoxy with Cab-O-Sil (MA-116557) in the region of the Coil Side Spacers
 (MA-388213), position the Lower Coil Assembly (ME-388199) into the Half Core – Lower Assembly (MD-388205) as per Final Assembly (ME-388203).  Measure the distance from the Half Core to Coil Face.

[image: image11.wmf]



Half Core to Coil Face: 








Technician(s)





Date

9.7
Using Epoxy with Cab-O-Sil (MA-116557) ) in the region of the Coil Side Spacers
 (MA-388213), position the Upper Coil Assembly (ME-388195) in the Upper Half Core as per Final Assembly (ME-388203).

[image: image12.wmf] 





Half Core to Coil Face: 








Technician(s)





Date

9.8
Clean the Beam Tube (MD-225980), Vacuum Coupling Assembly (MB-225990) and the Vacuum Coupling Assembly (MB-25991) using Isopropyl Alcohol


 (Fermi stock 1920-0300).


Technician(s)





Date

9.9
Install the Beam Tube (MD-225980) into the Lower Core Assembly as per the Vacuum Tube Assembly (MD-225979).



Technician(s)





Date

9.10
Weld the Vacuum Coupling Assembly (MB-225990) on to the Beam Tube (MD-225980) as per the Vacuum Tube Assembly (MD-225979).



Weldor(s)





Date



Technician(s)





Date

9.11
Weld the Vacuum Coupling Assembly (MB-225991) on to the Beam Tube (MD-225980) as per the Vacuum Tube Assembly (MD-225979).



Weldor(s)





Date



Technician(s)





Date

9.12
Vacuum check the Vacuum Tube Assembly (MD-225979) per ES-107240 and record results in table below.
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Inspector





Date

9.13
Using Epoxy with Cab-O-Sil (MA-116557) on the top and bottom of the Coil Spacers, and between the Side block and the Core, install the Coil Spacers (MA-388214) on the Lower Coil Assembly (ME-388199) as per the Final Assembly (ME-388203).
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Technician(s)





Date

9.14
Install the Parting Plane Rods/Alignment Keys (#17 on Final Assembly ME-388203) into the Lower Half Core as per the Final Assembly (ME-388203).


Technician(s)





Date

9.15
Using the overhead crane and the Dipole Half Core Lifting Fixture (ME-274106) or the Dipole Full Core Lifting Fixture (ME-318060) position the Upper Core/Coil Assembly (ME-388195) onto the Lower Core/Coil Assembly (ME-388199) as per Final Assembly (ME-388203).

Note(s):
Verify both the Upper and Lower Cores are aligned and the Coil Spacers (MA-388214) is in the correct positions per Final Assembly (ME-388203).


Technician(s)





Date

9.16
Braze the Bridge (MB-388222) to both Coil Assembly manifolds as per the Final Assembly (MD-388203).



Note(s):




Ensure the Bus is at least 1.5” away from the magnetic shield.



Technician(s)





Date

10.0
Clamped Inspections
10.1
Vertically Compress the DC Lambertson Magnet Assembly to achieve the 21.00” dimension as per Final Assembly (ME-388203).




Technician(s)





Date


10.2
Measure and record the parting plane gap at 3" intervals starting at the lead end on both sides of the magnet.

	Inches from the Lead End
	Limit
	Left Side
	Right Side

	0”
	< .005”
	
	

	3”
	< .005”
	
	

	6”
	< .005”
	
	

	9”
	< .005”
	
	

	12”
	< .005”
	
	

	15”
	< .005”
	
	

	18”
	< .005”
	
	

	21”
	< .005”
	
	

	24”
	< .005”
	
	

	27”
	< .005”
	
	

	30”
	< .005”
	
	

	Return End
	< .005”
	
	




Inspector





Date


10.3
Perform a electrical check of the Magnet, Upper and Lower Coil and record results below.

Upper 

	Coil (Layer 1)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.3 - 9.0 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.00 – 1.05 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

2.8-3.1
	
	
	
	

	LS @ 100 Hz
	
	1.3 – 1.6 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

6-9
	
	
	
	


Upper 

	Coil (Layer 2)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.0 - 8.75 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.00 – 1.05 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

2.8-3.1
	
	
	
	

	LS @ 100 Hz
	
	1.3 – 1.6 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

6-9
	
	
	
	


Lower 

	Coil (L:ayer 1)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.3 - 9.0 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.00 – 1.05 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

2.8-3.1
	
	
	
	

	LS @ 100 Hz
	
	1.3 – 1.6 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

6-9
	
	
	
	


Lower 

	Coil (Layer 2)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.0 - 8.75 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.00 – 1.05 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

2.8-3.1
	
	
	
	

	LS @ 100 Hz
	
	1.3 – 1.6 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

6-9
	
	
	
	


	Magnet
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Resistance
	
	32.0 – 35.0 m(
	m(
	
	
	

	LS @ 1 KHz
	
	12.8 - 13.1 mH
	mH
	
	
	

	Q @ 1 KHz
	
	Reference Test Only

2.5 - 2.7
	
	
	
	

	LS @ 100 Hz
	
	18.6 - 19.4 mH
	mH
	
	
	

	Q @ 100 Hz
	
	Reference Test Only

8.3 - 8.8
	
	
	
	

	100 Volt Ring
	
	
	
	
	
	

	Hipot Magnet to Core
	
	1 KV @ < 5 µA
	(A
	
	
	




Inspector





Date

11.0
Welding
11.1
Protect the ends of the magnet from weld spatter.



Technician(s)





Date

11.2
Weld the tie plates from the center of the magnet towards the ends of the magnet as per Final Assembly (ME-388203) and Welding Procedure (5520-ES-318552).



Technician(s)





Date



Weldor






Date


11.3
Release the pressure on the magnet assembly and disassemble the Assembly Table
 (ME-318532) as per the FMI Dipole Hydraulic Clamping Table Operation Procedure (5525-OP-318982).  Remove the Dipole Welding Cover Assemblies (SK-318345) from the ends of the magnet.

Note(s):

Before removing the Dipole Cross Member Transport Fixture (MD-331174) remove the nuts to the clamping rods before attaching the overhead crane.

Remove the Dipole Cross Member Transport Fixture (MD-331174) using the overhead crane.



Technician(s)





Date

11.4
Clean the welds with a steel wire brush (Fermi stock 1246-0850) or equivalent.



Technician(s)





Date


11.5
Measure and record the parting plane gap at 3" intervals where possible between tie plates starting at the lead end on both sides of the magnet.

	Inches from the Lead End
	Limit
	Left Side
	Right Side

	0”
	< .005”
	
	

	3”
	< .005”
	
	

	6”
	< .005”
	
	

	9”
	< .005”
	
	

	12”
	< .005”
	
	

	15”
	< .005”
	
	

	18”
	< .005”
	
	

	21”
	< .005”
	
	

	24”
	< .005”
	
	

	27”
	< .005”
	
	

	30”
	< .005”
	
	

	Return End
	< .005”
	
	


Note(s):

The Parting Plane average distance is not to exceed .0025" per side and it is not to exceed 0.012" in any one location.


Inspector





Date

12.0
Post Weld (Un-Clamped) Inspection
12.1
Using the overhead crane and the Half Core Lifting Fixture (ME-274106) or the Full Core Lifting Fixture (ME-318060), transport the magnet to the final assembly area.



Technician(s)





Date


12.2
Perform a Flow Check at a ∆P of 60 PSI and 100 PSI and a Hydro static check.

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

	∆P 60 PSI
	
	> 3.6 gpm
	gpm
	
	
	

	∆P 100 PSI
	
	> 4.6 gpm
	gpm
	
	
	


Perform a hydrostatic check of the manifold at 600 PSI for 30 minutes.

Pass


Fail



Inspector





Date


12.2
Perform a Post Weld (Un-Clamped) electrical check of the Upper and Lower Coil and record results below.

Upper 

	Coil (Layer 1)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.3 - 9.0 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.00 – 1.05 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

2.8-3.1
	
	
	
	

	LS @ 100 Hz
	
	1.3 – 1.6 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

6-9
	
	
	
	


Upper 

	Coil (Layer 2)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.0 - 8.75 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.00 – 1.05 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

2.8-3.1
	
	
	
	

	LS @ 100 Hz
	
	1.3 – 1.6 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

6-9
	
	
	
	


Lower 

	Coil (L:ayer 1)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.3 - 9.0 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.00 – 1.05 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

2.8-3.1
	
	
	
	

	LS @ 100 Hz
	
	1.3 – 1.6 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

6-9
	
	
	
	


Lower 

	Coil (Layer 2)
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	8.0 - 8.75 m (
	m(
	
	
	

	LS @ 1 KHz
	
	1.00 – 1.05 mH
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only

2.8-3.1
	
	
	
	

	LS @ 100 Hz
	
	1.3 – 1.6 mH
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only

6-9
	
	
	
	


	Magnet
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Resistance
	
	32.0 – 35.0 m(
	m(
	
	
	

	LS @ 1 KHz
	
	12.8 - 13.1 mH
	mH
	
	
	

	Q @ 1 KHz
	
	Reference Test Only

2.5 - 2.7
	
	
	
	

	LS @ 100 Hz
	
	18.6 - 19.4 mH
	mH
	
	
	

	Q @ 100 Hz
	
	Reference Test Only

8.3 - 8.8
	
	
	
	

	100 Volt Ring
	
	
	
	
	
	

	Hipot Magnet to Core
	
	1 KV @ < 5 µA
	(A
	
	
	




Inspector





Date

13.0
Manifold Insulation and Painting the Magnet
13.1
Wrap the exposed copper with Fiberglass Adhesive Tape (MA-274991).  Paint the wrapped leads with White Epoxy Paint (MA-274444) and Epoxy Paint Catalyst

 (MA-274445).



Technician(s)





Date


13.2
Paint the body of the magnet using NAL Aqua Blue Paint (MA-351184).



Technician(s)





Date

13.3
Install both Shields (MC-388447/8) and the Shield Spacers (MA-388226) using the Screws (MA-388284) and Split Lock Washers (388285) as per the Final Assembly
 (MD-388203).  Torque the Screws to 50 ft-lbs.



Technician(s)





Date

13.4
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

13.5
Stencil the serial number and weight (Lbs.) in 1" characters centered on both sides of the magnet as per Magnet Assembly (ME-388203) using Flat White Enamel Paint 

(Fermi stock 1825-1340 or equivalent).

Note(s):

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

EXAMPLE

"DC LAMBERTSON"

TLLXXX

MAGNET WEIGHT



Technician(s)





Date


13.6
Remove the old Generic Magnet Identification Stickers, and affix the new completed Generic Magnet Identification Labels (MA-318490) (Qty. 1) on the magnet.  Affix a completed Generic Magnet Identification Label (MA-318490) to this page or complete the facsimile below.
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Inspector





Date


13.7
Update the DSR.



Lead Person





Date


13.8
Photograph the magnet and store in OnBase.



Inspector





Date

14.0
Production Complete


14.1
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
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