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	N/A
	Initial Release
	N/A
	10/16/00

	
	
	
	
	

	A
	3.0
	Modified the Lamination Packs and added Kapton.
	1183
	6/13/01

	
	4.0
	Removed Strain Gauges
	
	

	
	5.0
	Added Electrical Limits
	
	

	
	
	
	
	

	B
	5.0
	Removed electrical limits, added engineer sign off.
	1192
	9/11/01

	
	5.0
	Broke into three steps (5.0, 6.0, 7.0)
	
	

	
	
	
	
	

	C
	3.1
	Added Step.  Inspect Coil for any Weld Slag.  DR No. HGQ-0259.
	1258
	11/29/01

	
	3.2
	Modified Step.  Added Drawing Number.
	
	

	
	3.3
	Modified Step.  Added more detail to step for upending.
	
	

	
	3.4
	Added Step.  "Install Non-Lead End Hardware."
	
	

	
	3.5
	Modified Step.  Specified Drawing Number.
	
	

	
	3.6
	Modified Step.  Changed Drawing name and Number.
	
	

	
	4.3
	Modified Step.  Included Detailed Keying Procedures.  DR No. HGQ-0260.
	
	

	
	4.4
	Modified Step.  Included Detailed Keying Procedures.  DR No. HGQ-0260.
	
	

	
	4.5
	Added Step.  Included Detailed Keying Procedures.  DR No. HGQ-0260.
	
	

	
	4.6
	Added Step.  Included Detailed Keying Procedures.  DR No. HGQ-0260.
	
	

	
	4.7
	Added Step.  Included Detailed Keying Procedures.  DR No. HGQ-0260.
	
	

	
	4.8
	Added Step.  Included Detailed Keying Procedures.  DR No. HGQ-0260.
	
	

	
	6.3
	Modified Step.  Changed HiPot Table.  Heaters grounded for Coil to Ground check.  Coil grounded for Heaters to Ground check.  Added Pictures.
	
	

	
	
	
	
	

	D
	3.0 – 8.0
	1/8 coil taps will be eliminated beginning with Coldmass MQXB03.  MQXB02 1/8 coil taps have already been installed successfully.
	1246
	3/20/02

	
	
	
	
	

	
	3.7
	Added Step.  “Verify that the Return End Sleeve (ME-369478) is co-planar with the Outer Coil’s Non-Lead End Winding Keys (4).”  DR No. HGQ-0299.
	1319
	

	
	3.8
	Modified Step.  No Kapton is necessary in this particular step. (Old Step 3.7)
	
	

	
	4.11
	Modified Step.  Deleted Sub-steps 1, 2, & 3 as they are not part of this step.
	
	

	
	4.12
	Added Step.  “Remove all Collaring Tooling except the Coil Retainer      (MC-369478).”
	
	

	
	6.1
	Modified Step.  Removed all Inner and Outer Columns from R, Ls & Q tables.
	
	

	
	6.2
	Deleted Step.  No Voltage Taps.
	
	

	
	7.5
	Deleted Step.  No Computer Printout.
	
	

	
	
	
	
	

	
	4.3
	Modified Step.  Changed Note to “Ensure the final key is inserted into the collars more than four inches.”
	1413
	

	
	4.4
	Modified Step.  For sub-step 2) changed “drop” to “raise”.
	
	

	
	4.5
	Modified Step.  Added Note: “Loosen Nut after each complete pass.”
	
	

	
	4.6
	Modified Step.  For sub-step 1) changed “drop” to “raise”.  Deleted Note: “Loosen Nut after each complete pass.”
	
	

	
	4.7
	Modified Step.  Deleted Note: “Loosen Nut after each complete pass.”
	
	

	
	5.6
	Added Step.  “Stage Coil for Electrical Inspection.”
	
	

	
	5.7
	Added Step.  “Remove Coil Retainer (MC-369478).”
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	


Revision Page (2 of 4)
	Revision
	Step No.
	Revision Description
	TRR No.
	Date

	D
	5.8
	Added Step.  Measure the distance from the Outer Lead End Key flat surface to the Outer Non-Lead End Key flat surface.  (Dimension “A” as shown in Figure 1).  Divide “A” by 2 and add 9/16”.  Measure this distance from the back of the Lead End Key and mark this location on the Collar Laminations.  Record measurements below.
	1416
	3/20/02

	
	6.2
	Modified Step.  Added Note “Note(s): Ensure Assembly is isolated from ANY Ground.”
	
	

	
	6.4
	Added Step.  “Cut the Phosphor Bronze Keys flush with the collars at the Lead End and Non-Lead End.

Note(s): Protect the Coil from being cut during this procedure.”
	
	

	
	
	
	
	

	E
	3.6
	Modified Step.  “Modify the End Collar Lamination Packs (8) as per Modified End Collar Pack (MD-369830).  (On 4-packs remove one large lamination.)  On the outer face of the lamination that will contact the filler cone, soften sharp corners and edges as to prevent laminations from cutting into Kapton.”  DR No. HGQ-0323.
	1434
	5/7/02

	
	3.9
	Modified Step.  Added “(Make / Add the “Short” lamination Pack).”  Added picture before step.  DR No. HGQ-0323.
	
	

	
	5.0
	Modified Step.  Changed Steps for Pulling the Mandrel.  Modified Picture.
	
	

	
	6.1
	Modified Step.  Changed Heater Strip Resistance Limits. DR No. HGQ-0306.
	
	

	
	7.0
	Removed Step.  Moved Step to New Step 12.0 of End Clamp Installation Traveler.
	
	

	
	
	
	
	

	F
	3.6
	Modified Step.  Changed number of Modified Collar Packs to 16.
	1469
	7/11/02

	
	3.10
	Modified Step.  Changed 5 mil Kapton to 3 mil Kapton.
	
	

	
	
	
	
	

	G
	3.4
	Added Step.  Moved from 333494, Coil Insulation Assembly.  “Using Green Putty, shim the Return End Saddles coplanar with respect to the Inner Return End Saddles ( 1/32".”
	1483
	10/30/02

	
	4.4
	Modified Step.  Step reads: “4000 psi Main pusher pressure & 2700 psi Key pusher pressure.”
	
	

	
	
	
	
	

	H
	3.9
	Added Step.  “Connect the Valhalla to the Coils during Collaring to monitor resistance.” per MQXBC-007.
	1516
	2/27/03

	
	4.0
	Modified Note.  Changed “collaring” to “keying”.
	
	

	
	4.3
	Modified Step.  Added “If keys fail to remain seated, inform Crew Chief and record actual pump pressure recommended by Crew Chief and obtain signature below.”
	
	

	
	4.5
	Modified Step.  Changed “drop” to “raise” in sub-step 2).
	
	

	
	4.6
	Modified Step.  Changed “drop” to “raise” in sub-step 2).
	
	

	
	4.8
	Modified Step.  Changed “drop” to “raise” in sub-steps 1) and 2).
	
	

	
	4.9
	Modified Step.  “If keys are not fully inserted, increase Main and/or Key pusher pressure and record below.”
	
	

	
	6.1
	Modified Step.  Changed “Full Scale Voltage” setting from 20 mV to 2V per MQXBC-002.  Changed Nominal value for Inductance from 2.880 to 2.935mH to 2.28 to 2.35 mH.
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	I
	4.4
	Modified Step.  Added after sub-step 1) “If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, record the pressures used and obtain signature from Responsible Authority/Physicist.” per DR No. HGQ-0404.
	1579
	11/18/03

	
	4.5
	Modified Step.  Added after sub-step 1) “If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, record the pressures used and obtain signature from Responsible Authority/Physicist.” per DR No. HGQ-0404.
	
	

	
	4.6
	Modified Step.  Added after sub-step 1) “If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, record the pressures used and obtain signature from Responsible Authority/Physicist.” per DR No. HGQ-0404.
	
	

	
	4.7
	Modified Step.  Added after sub-step 1) “If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, record the pressures used and obtain signature from Responsible Authority/Physicist.” per DR No. HGQ-0404.
	
	

	
	4.8
	Modified Step.  Added after sub-step 1) “If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, record the pressures used and obtain signature from Responsible Authority/Physicist.” per DR No. HGQ-0404.
	
	

	
	
	
	
	

	J
	1.5
	Removed Step.  “All personnel performing steps in this traveler must have documented training for this traveler and associated operating procedures.”
	1640
	8/16/04

	
	4.3
	Modified Step. Changed to “If keys fail to remain seated, inform Responsible Authority and record actual pump pressure recommended by Responsible Authority and obtain signature below.”
	
	

	
	4.4 – 4.8
	Modified Steps.  Changed to “If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, inform Responsible Authority and record actual pump pressure recommended by Responsible Authority and obtain signature below.”
	
	

	
	6.0
	Modified Step.  Changed step to reflect new electrical procedures per Rodger Bossert.
	
	

	
	
	
	
	

	K
	3.1
	Removed Step.  “Inspect the Collar Packs (ME-369576) to ensure there is no Weld Slag present.” Per Fred Nobrega.
	1670
	11/12/04

	
	3.2
	Removed Step.  “Clean all Mandrel hardware with Isopropyl Alcohol (Fermi stock 1920-0300) and Heavy Disposable Wipes (Fermi stock 1660-2600) or equivalent.” Per Fred Nobrega.
	
	

	
	3.4
	Removed Step.  “Using Green Putty, shim the Return End Saddles coplanar with respect to the Inner Return End Saddles ( 1/32".” Per Fred Nobrega.
	
	

	
	3.7
	Removed Step.  “Modify the Modified End Collar Lamination Packs (16) as per Modified End Collar Pack (MD-369830).  (On 4-packs remove one large lamination.)  Perform the following on 8 of the 16 Modified End Collar Lamination Packs.  On the outer face of the lamination that will contact the filler cone, soften sharp corners and edges as to prevent laminations from cutting into Kapton.” Per Fred Nobrega.
	
	

	
	3.8
	Removed Step.  “Verify that the Return End Sleeve (ME-369478) is co-planar with the Outer Coil’s Non-Lead End Winding Keys (4).” Per Fred Nobrega.
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	K

(Continued)
	3.10
	Removed Step.  “Install the Return End Collar Lamination Packs in accordance with the Collared Coil W/O Ends Assembly (ME-369581).

Note(s):Remove shrink-wrap Mylar in 3" sections to prevent the ground wrap from loosening during collaring.” Per Fred Nobrega.
	1670

(Continued)
	11/12/04

	
	3.11
	Removed Step.  “Install the Collar Lamination Packs in accordance with the Collared Coil W/O Ends Assembly (ME-369581).  (Make / Add the “Short” lamination Pack).

Note(s): Remove shrink-wrap Mylar in 3" sections to prevent the ground wrap from loosening during collaring.” Per Fred Nobrega.
	
	

	
	3.12
	Removed Step.  “Install the Modified Lead End Collar Lamination Packs with 3 mil self-adhesive Kapton on the Pole Piece side in accordance with the Collared Coil W/O Ends Assembly (ME-369581).

(Refers to “Top” Lam. Pack that will have edges / corners removed.)” Per Fred Nobrega.
	
	

	
	3.13
	Removed Step.  “Verify the Lamination Packs are tight and in accordance with the Collared Coil W/O Ends Assembly (ME-369581).”  Per Fred Nobrega.
	
	

	
	4.1
	Modified Step.  Added “Massage the Collared Coil Assembly at 900-pump psi. from Lead End to Return End.  At the partially inserted key locations, pressure may be increased up to a maximum 2500 psi to remove keys.  Do not reuse keys.”  Per Fred Nobrega.
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	


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 as applicable.


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 product/assembly with Green Herculite (Fermi stock 1740-0100) when not being serviced or assembled.

2.0
Parts Kit List
No Parts Kit Required

3.0
Collaring

3.1
Install the Mandrel Nut (MB-271556), the Lifting Eye (MD-369138), the End Ring-Lead End (MC-344274), the Split Holding Ring Assembly (MC-369137), and the Spacer Ring – Lead End (MC-369052) onto the Lead End of the Mandrel as per Long Model Coil and Collaring Assembly (ME-369017).



Technician(s)





Date

[image: image9.wmf]Finding Magnetic Center

Finding Magnetic Center


3.2
Install the Sleeve – Return End (Version 3) (MC-369478), the Extension End Ring

 (MC-369136), the Spacer Ring Return End (Version 3) (MC-369476) and the End Ring - Return End (MC-369127) onto the Return End of the Mandrel as per Long Model Coil and Collaring Assembly (ME-369017).



Technician(s)





Date

3.3
Using appropriate and approved procedures, lift the Collared Coil Assembly vertically using a crane or equivalent lifting device and transport it to the Keying Press and insert the Collared Coil Assembly into the Keying Press.



Technician(s)





Date


3.4
Connect the Valhalla to the Coils during Collaring to monitor resistance.



Technician(s)





Date

4.0
Keying Procedure
Note(s):


Operate the Press in accordance with the Operating Procedure (OP-333503)


Monitor resistance of the magnet during the entire Keying Procedure.


Resistance change of no more than 3 m( is allowed.

4.1
Massage the Collared Coil Assembly at 900-pump psi. from Lead End to Return End.  At the partially inserted key locations, pressure may be increased up to a maximum 2500 psi to remove keys.  Do not reuse keys.
Note(s):
Ensure that more than half of the jaw is over the collar body during a push.



Technician(s)





Date


4.2
Massage the Collared Coil Assembly at 1800 pump psi from Return End to Lead End.

Note(s):
Ensure that more than half of the jaw is over the collar body during a push.



Technician(s)





Date

4.3
Partially insert Keys from the Lead End to Return End.  Use 3000 pump psi main pusher pressure and 700-pump psi Key pusher pressure for this step.

If keys fail to remain seated, inform Responsible Authority and record actual pump pressure recommended by Responsible Authority and obtain signature below.

	
	Pressure
	Responsible Authority Signoff

	Main Pusher:
	
	

	Key Pusher:
	
	


Note(s):
Ensure that more than half of the jaw is over the collar body during a push.

Note(s):

The First set of Keys should stick above the Collar Pack approximately ½”.

Loosen Nut after each complete pass.

Ensure the final key is inserted into the collars more than four inches.

Engage the Main Pushers, and then the Key Pushers, release the Main Pushers, and then the Key Pushers.



Technician(s)





Date


4.4
Fully insert Keys from the Lead End to Return End.

1) 4000 psi Main pusher pressure & 2700 psi Key pusher pressure.

If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, inform Responsible Authority and record actual pump pressure recommended by Responsible Authority and obtain signature below.
	
	Pressure
	Responsible Authority Signoff

	Main Pusher:
	
	

	Key Pusher:
	
	


2) Push and then raise in 6” increments Lead End to Return End, NOT staggered over Key Splits.

Note(s):
Ensure that more than half of the jaw is over the collar body during a push.

Note(s):

Loosen Nut after each complete pass.

Engage the Main Pushers, and then the Key Pushers, release the Main Pushers, and then the Key Pushers.



Technician(s)





Date


4.5
Fully insert Keys from the Lead End to Return End.  Use 4400 pump psi main pusher pressure and 3300-pump psi Key pusher pressure.

1) 4400 psi Main pusher pressure & 3300 psi Key pusher pressure.

If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, inform Responsible Authority and record actual pump pressure recommended by Responsible Authority and obtain signature below.
	
	Pressure
	Responsible Authority Signoff

	Main Pusher:
	
	

	Key Pusher:
	
	


2) Push and then raise in 6” increments Lead End to Return End.

Note(s):
Ensure that more than half of the jaw is over the collar body during a push.

Note(s):

Loosen Nut after each complete pass.

Engage the Main Pushers, and then the Key Pushers, release the Main Pushers, and then the Key Pushers.



Technician(s)





Date


4.6
Fully insert Keys from the Lead End to Return End.  Use 5000 pump psi main pusher pressure and 3600-pump psi Key pusher pressure.

1) 5000 psi Main & 3600 psi Key.  Push in 1st key, then raise 3”.

If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, inform Responsible Authority and record actual pump pressure recommended by Responsible Authority and obtain signature below.
	
	Pressure
	Responsible Authority Signoff

	Main Pusher:
	
	

	Key Pusher:
	
	


2) Push and then raise in 3” increments, Lead End to Return End.
3) Repeat Step 2 until the End of the Collar is reached.

Note(s):
Ensure that more than half of the jaw is over the collar body during a push.

Note(s):

Engage the Main Pushers, and then the Key Pushers, release the Main Pushers, and then the Key Pushers.



Technician(s)





Date


4.7
Fully insert Keys from the Return End to Lead End.  Use 5000 pump psi main pusher pressure and 4000-pump psi Key pusher pressure.

1) 5000 psi Main & 4000 psi Key.  Push in 1st key, then drop 3”.

If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, inform Responsible Authority and record actual pump pressure recommended by Responsible Authority and obtain signature below.
	
	Pressure
	Responsible Authority Signoff

	Main Pusher:
	
	

	Key Pusher:
	
	


2) Push and then drop in 3” increments, Return End to Lead End.
3) Repeat Step 2 until the End of the Collar is reached.

Note(s):
Ensure that more than half of the jaw is over the collar body during a push.

Note(s):

Engage the Main Pushers, and then the Key Pushers, release the Main Pushers, and then the Key Pushers.



Technician(s)





Date


4.8
Fully insert Keys from the Lead End to Return End.  Use 5000 pump psi main pusher pressure and 4000-pump psi Key pusher pressure.

1) 5000 psi Main & 4000 psi Key.  Push in 1st key, then raise 3”.

If there are any deviations from the Main Pusher Pressure and Key Pusher Pressure specified, inform Responsible Authority and record actual pump pressure recommended by Responsible Authority and obtain signature below.
	
	Pressure
	Responsible Authority Signoff

	Main Pusher:
	
	

	Key Pusher:
	
	


2) Push and then raise in 6” increments, Lead End to Return End.  Stagger to press on Key Splits.

3) Repeat Step 2 until the End of the Collar is reached.

Note(s):
Ensure that more than half of the jaw is over the collar body during a push.

Note(s):

Engage the Main Pushers, and then the Key Pushers, release the Main Pushers, and then the Key Pushers.



Technician(s)





Date

X
4.9
While Lowering and Raising the Coil Assembly, visually inspect Keys to verify they are fully inserted.



If keys are not full inserted, inform Responsible Authority and record actual pump pressure recommended by Responsible Authority and obtain signature below.
	
	Pressure
	Responsible Authority Signoff

	Main Pusher:
	
	

	Key Pusher:
	
	




Technician(s)





Date

XXX
4.10
Verify that the Collar Keys are installed as per Collard Coil W/O Ends Assembly
 (ME-369658).



Responsible Authority/Physicist



Date

4.11
Bring the Collared Coil Assembly horizontal using Approved and Appropriate procedures.



Technician(s)





Date

4.12
Remove all Collaring Tooling except for the Coil Retainer (MC-369478).



Technician(s)





Date

5.0
Pulling the Mandrel
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Note(s):

Mandrel should be pulled out from Non-Lead End of Collared Coil Assembly.  Ensure that the Mandrel is kept in the correct radial position with respect to coils during extraction by inserting Mandrel into End Tooling and Collar Laminations into Cradles.

5.1
The Mandrel pulling rods are pushed into the Mandrel Puller until they click into the groove.

5.2
The Collared Coil Assembly shall then be picked up with the crane using Lifting Fixture (ME-344634).  It is then placed on the support blocks so that the End Tooling is flush against the face plate.

5.3
The knurled reducer is then screwed into the Mandrel so the threaded adapter can be screwed from the rods to the reducer.

5.4
Leads shall be secured (cable tied) so they are out of the way during the process.

5.5
Stage Coil for Electrical Inspection.

5.6
Remove the Coil Retainer (MC-369478).



Technician(s)





Date


5.7
Measure the distance from the Outer Lead End Key flat surface to the Outer Non-Lead End Key flat surface.  (Dimension “A” as shown in Figure 1).  Divide “A” by 2 and add 9/16”.  Measure this distance from the back of the Lead End Key and mark this location on the Collar Laminations.  Record measurements below.
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Technician(s)





Date



Responsible Authority/Physicist



Date

6.0
Final Inspection

X
6.1
Perform an electrical inspection on each of the individual Inner and Outer Coils, Quadrants and Heaters. Refer to the Valhalla and Leader Free Standing Coil Measurement Procedure (ES-292306).

To measure the resistance of a Cold Mass without voltage taps:

1. Use Valhalla Scientific 4300B digital micro-ohmmeter.

2. Set Test Current to 1 amp.

3. Set Scale to 2V full scale.

4. Turn temperature compensation on.

5. Turn test current off.

6. Connect IHI to Q3 inner power lead as shown in figure.

7. Connect ILO to Q4 inner power lead as shown in figure.

8. Turn test current on. 

9. Connect VHI and VLO buttons to voltage taps as shown below.

10. To measure Q1, connect VHI to Q1 inner lead and to VLO to Q1 outer lead.

11. To measure Q2, connect VHI to Q2 outer lead, and VLO Q2 inner lead.

12. To measure Q3, connect VHI to Q3 inner lead and VLO to Q3 outer lead.

13. To measure Q4, connect VHI o Q4 outer lead and VLO to Q4 inner lead.

14. To measure Total, connect VHI to Q3 inner lead, and VLO to Q4 inner lead.

15. Read resistance and record in traveler.
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	Resistance
	Total

	Nominal
	560 m( to 585 m(

	Quadrant 1
	(

	Quadrant 2
	(

	Quadrant 3
	(

	Quadrant 4
	(

	Total Magnet
	Nominal
	2.3(
	(


To measure Ls and Q of a Q2 Cold Mass without voltage taps:

1. Use Agilent 4263B LCR Meter.

2. Turn power on by pushing line button.  Wait 30 seconds until display screen is lit.

3. Recall program #1.  To do this, push recall (Rcl), then push #1, then push Enter.

4. Push Auto/Hold button to release hold.

5. Verify that the frequency displayed in the upper right corner of the display screen is 1000 Hz and the level recorded in the lower right corner of the display screen is 1V or 1000 mV.

6. Connect Hcur to Q3 inner power lead as shown in figure.

7. Connect Lcur to Q4 inner power lead as shown in figure.

8. Connect Hpot and Lpot buttons to leads as shown below.

· To measure Q1, connect Hpot to Q1 inner lead, and Lpot to Q1 outer lead.

· To measure Q2, connect Hpot Q2 outer lead, and Lpot to Q2 inner lead.

· To measure Q3, connect Hpot to Q3 inner lead, and Lpot to Q3 outer lead. 

· To measure Q4, connect Hpot to Q4 outer lead and Lpot to Q4 inner lead.

· To measure total, connect Hpot to Q3 inner lead, and Lpot to Q4 inner lead. 

9. Read Ls and Q from display and record in traveler.
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	Inductance @ 1Khz
	Total

	Nominal
	2.28 to 2.35 mH

	Quadrant 1
	mH

	Quadrant 2
	mH

	Quadrant 3
	mH

	Quadrant 4
	mH

	Total Magnet
	Nominal
	17 mH
	H


	(Q) Factor@ 1Khz
	Total

	Nominal
	4.5 to 5.2

	Quadrant 1
	

	Quadrant 2
	

	Quadrant 3
	

	Quadrant 4
	

	Total Magnet
	Nominal
	4.3
	


	Electrical Test
	Nominal
	Resistance Measurement

	Heater Strips 1/2

Resistance
	9.20 to 9.70 (
	(

	Heater Strips 2/3

Resistance
	9.20 to 9.70 (
	(

	Heater Strips 3/4

Resistance
	9.20 to 9.70 (
	(

	Heater Strips 4/1

Resistance
	9.20 to 9.70 (
	(




Technician(s)





Date

X
6.2
Perform a Hipot on the Collared Coil Assembly (Maximum Leakage 3 (A).


Note(s):




Ensure Assembly is isolated from ANY Ground.
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Note(s):




Ensure Assembly is isolated from ANY Ground.
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Note(s):




Ensure Assembly is isolated from ANY Ground.
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	Coil to Coil @ 3.0 KV
	Measurement(s)

	Quadrant 1 to Quadrant 2
	

	Quadrant 2 to Quadrant 3
	

	Quadrant 3 to Quadrant 4
	

	Quadrant 4 to Quadrant 1
	




Technician(s)





Date
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6.3
Verify that the readings in Step 6.0 are acceptable.



Approved for next Major Assembly Procedure.



Responsible Authority/Physicist



Date
6.4 Cut the Phosphor Bronze Keys flush with the collars at the Lead End and Non-Lead End.

Note(s):


Protect the Coil from being cut during this procedure.



Technician(s)





Date

7.0
Production Complete
7.1
Process Engineering verify that the LHC Collaring & Keying Traveler (5520-TR-333495) 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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