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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 for the Booster Dog-Leg Magnet to Stand 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 to Stand Installation

3.1
Position the Booster  Dog-Leg Magnet in proper orientation for magnet



to Upper Base Weldment installation as per below.
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3.2
Prepare the Upper Base Weldment for installation to the magnet by orientating the



Upper Base Weldment as shown above.



Note:
All magnet to stand assemblies will be assembled as a Right Hand




Magnet (Dwg ME-412278) before MTF Testing.  After MTF Testing it 




will be decided the magnet proper Right Hand or Left Hand orientation


3.3
Attach the Upper Base Weldment to the magnet with Locking Bolts & Washer 



(Items #13 & #14) per Dwg ME-412278.

3.4 Using approved lifting equipment/methods, stand the magnet with base upright.



Note:
During lifting and transport, do not damage the horizontal jack screw plate.
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3.5
Transport the magnet using approved lifting methods to the magnet assembly area.



Note:
Ensure magnet/weldment are secure to each other.


Technician(s)





Date

4.0
Water Manifold Installation

4.1
Install Manifold Assembly (MC-412273) to the Upper Base Weldment using 



Hex Head Cap Screw (MA-176446)(2 ea) and Washer (MA-176458)(2 ea) as 



per Dwg ME-412278.
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4.2
Install Peek Insulator (MA-137024)(4 ea) into magnet coil leads and finger tighten.


4.3
Install Tube Assembly-Cooling (MB-412277)(4 ea) between Peek Insulator 



and Manifold Assembly and finger tighten.



Technician(s)





Date

X
4.4
Verify installation of Peek Insulator, Tube Assembly-Cooling to magnet coil and Manifold



Assembly has been completed and in proper alignment.



Lead Person





Date


4.5
Tighten all fittings (Peek Insulator, Tube Assembly-Cooling, Manifold Assembly) while



maintaining proper alignment.



Technician(s)





Date


4.6
Label the lower water manifold tube with ‘SUPPLY’ and upper water manifold 



tube with ‘RETURN’.  See ProEng for labels.



Inspector





Date


4.7
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


4.8
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
	
	≥1.75  GPM
	
	
	
	

	∆P 100 PSI
	
	≥2.25  GPM
	
	
	
	


4.9
Perform a hydrostatic check of the joint at 500 PSI for 30 minutes.

	Pass
	Fail

	
	




Inspector





Date


4.10
Cap all Water Fittings to prevent damage during shipping.



Inspector





Date


4.11
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
	
	19.6 to 21.0 m(
	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
	
	
	
	



Inspector





Date


4.12
Affix the completed Generic Magnet Identification Labels (MA-318490) (Qty. 2) on the magnet. 



Affix a completed Generic Magnet Identification Label (MA-318490) to this page or complete the facsimile below.



Note:
If magnet is previously silver stickered, this step may be omitted if magnet sticker and 
previous readings are within +/- 1% of applied sticker.

	Sticker Required
	Sticker not Required

	
	


[image: image4.wmf]S

e

r

i

a

l

N

o

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

D

r

a

w

i

n

g

N

o

:

_

_

_

_

_

_

_

_

_

_

_

_

_

M

a

g

n

e

t

W

e

i

g

h

t

:

_

_

_

_

_

_

_

_

_

_

_

_

L

b

s

.

D

C

R

e

s

i

s

t

a

n

c

e

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

L

s

@

1

k

H

z

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

Q

@

1

k

H

z

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

L

s

@

1

0

0

H

z

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

Q

@

1

0

0

H

z

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

P

r

e

v

i

o

u

s

S

e

r

i

a

l

N

o

(

s

)

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

?

H

H

H

i

P

o

t

C

o

i

l

T

o

C

o

r

e

@

5

0

0

V

D

C

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

?

A

D

a

t

e

C

o

m

p

l

e

t

e

d

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

R

e

m

a

r

k

s

:

M

E

-

3

8

8

2

0

3

S

e

r

i

a

l

N

o

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

D

r

a

w

i

n

g

N

o

:

_

_

_

_

_

_

_

_

_

_

_

_

_

M

a

g

n

e

t

W

e

i

g

h

t

:

_

_

_

_

_

_

_

_

_

_

_

_

L

b

s

.

D

C

R

e

s

i

s

t

a

n

c

e

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

L

s

@

1

k

H

z

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

Q

@

1

k

H

z

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

L

s

@

1

0

0

H

z

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

Q

@

1

0

0

H

z

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

P

r

e

v

i

o

u

s

S

e

r

i

a

l

N

o

(

s

)

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

?

H

H

H

i

P

o

t

C

o

i

l

T

o

C

o

r

e

@

5

0

0

V

D

C

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

?

A

D

a

t

e

C

o

m

p

l

e

t

e

d

:

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

_

R

e

m

a

r

k

s

:

M

E

-

3

8

8

2

0

3

S

e

r

i

a

l

N

u

m

b

e

r

D

w

g

N

u

m

b

e

r

M

a

g

n

e

t

W

e

i

g

h

t


Partially Completed

Generic Magnet Identification Label (MA-318490)



Inspector





Date

5.0
MTF Testing

5.1
Verify magnet is properly labeled, has magnet name, magnet serial number, and magnet weight, 


silver sticker, and ProEng bar code stickers.



Inspector





Date


5.2
Ship to MTF for testing.



Technician(s)





Date

6.0
Documentation Update
6.1
Perform the following:



Update DSR Keywords









Location











Location Verified Date









Status











Make entry regarding work performed.





TD/E&F Production Supervisor/designee


Date

7.0
Production Complete


7.1
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





































Booster Dog-Leg Magnet to Stand Assembly

Magnet Serial Number     Test-0



Note:  
 MERGEFIELD Notes 
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