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	Initial Release
	
	5/19/05

	
	
	
	
	

	A
	3.0
	Deleted, Combined, and moved steps in Section 3.0 & 4.0 due to assy changes. Split section into two to build components for a half magnet.
	1756
	8/1/05

	
	4.0
	Deleted, Combined, and moved steps in Section 3.0 & 4.0 due to assy changes. . Split section into two to build components for a half magnet.
	
	

	
	5.0
	Update:  All steps reviewed/updated to reflect current assembly procedure.
	
	

	
	5.13
	Changed:  Measurement of parting plane gap per DR 4261. 
	
	

	
	6.13
	Changed:  Measurement of parting plane gap per DR 4261.
	
	

	
	7.12
	Added:   Column with limit of <0.001” to the table.
	
	

	
	7.14
	New Step:  Record both core serial number and coil serial numbers below….
	
	

	
	8.12
	Added:   Column with limit of <0.001” to the table.
	
	

	
	8.14
	New Step:  Record both core serial number and coil serial numbers below….
	
	

	
	
	
	
	

	
	
	
	
	

	B
	7.12
	New Step:  Install Pole Tip Insert (MC-388984) with Pole Tip Shim Insert.
	1767
	08/16/05

	
	7.13
	New Step:  Torque the screws to 35 - 40 ft/lbs.
	
	

	
	7.18
	New Step:  Label the magnet lead end with Quadrant #4 and Quadrant #3.
	
	

	
	
	
	
	

	
	8.12
	New Step:  Install Pole Tip Insert (MC-388984) with Pole Tip Shim Insert.
	
	

	
	8.13
	New Step:  Torque the screws to 35 - 40 ft/lbs.
	
	

	
	8.18
	New Step:  Label the magnet lead end with Quadrant #2 and Quadrant #1.
	
	

	
	
	
	
	

	C
	4.13
	New Step:  Install Polyurethane Pads on the Pole Tip as shown below.
	1773
	9/14/05

	
	4.14
	Changed:  Hipot values from 500 V to 1500 V
	
	

	
	4.14
	Changed:  Trim Coil Inductance from uH to mH.
	
	

	
	4.15
	Changed:  Hipot values from 500 V to 1500 V
	
	

	
	4.15
	Changed:  Trim Coil Inductance from uH to mH.
	
	

	
	6.13
	New Step:  Install Polyurethane Pads on the Pole Tip as shown below.
	
	

	
	6.14
	Changed:  Hipot values from 500 V to 1500 V
	
	

	
	6.15
	Changed:  Trim Coil Inductance from uH to mH.
	
	

	
	7.19
	Changed:  Hipot values from 500 V to 1500 V
	
	

	
	7.19
	Changed:  Trim Coil Inductance from uH to mH.
	
	

	
	8.19
	Changed:  Hipot values from 500 V to 1500 V
	
	

	
	8.19
	Changed:  Trim Coil Inductance from uH to mH.
	
	

	
	
	
	
	

	D
	4.13
	Changed: Poly Beam Tube Supports (1/16” x 1” x 2”) to (1/16”x 1/2” x 1”). 
	1781
	10/6/05

	
	4.13
	Changed:  ‘room cure epoxy’ to ‘sicomet’.
	
	

	
	4.13
	Note:  Ensure long portion of Polyurethane is positioned lengthways along the pole tip.
	
	

	
	6.13
	Changed: Poly Beam Tube Supports (1/16” x 1” x 2”) to (1/16”x 1/2” x 1”).
	
	

	
	6.13
	Changed:  ‘room cure epoxy’ to ‘sicomet’.
	
	

	
	6.13
	Note:  Ensure long portion of Polyurethane is positioned lengthways along the pole tip
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	E
	7.12
	New Step:  Clean the Pole Tip Insert and Pole Tip Insert Shim as necessary…
	1788
	11/1/05

	
	7.13
	New Step:  Clean the Pole Tip Insert and Pole Tip Insert Shim w/KPC820…
	
	

	
	7.14
	New Step:  Spray the Pole Tip Insert and Pole Tip Insert Shim w/Krylon
	
	

	
	8.12
	New Step:  Clean the Pole Tip Insert and Pole Tip Insert Shim as necessary…
	
	

	
	8.13
	New Step:  Clean the Pole Tip Insert and Pole Tip Insert Shim w/KPC820…
	
	

	
	8.14
	New Step:  Spray the Pole Tip Insert and Pole Tip Insert Shim w/Krylon
	
	

	
	
	
	
	


Note(s):
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) 


or approved equivalent 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
Cover the Magnet Assembly with green Herculite (Fermi stock 1740-0100) or approved equivalent


when not being serviced or assembled.

2.0
Parts Kit List
2.1
Attach the completed Parts Kit List 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
Lower Half Magnet Quarter Core Preparation
3.1
Acquire two WQB Quarter Cores and record their serial number below.
	Qtr Core #1
	Qtr Core #2

	
	




Technician(s)





Date

3.2
Align two Quarter Cores so the Core serial number is on the same end.
[image: image1.emf]


Technician(s)





Date

3.3
Use a straight edge or approved equivalent, ensure the Tie Bar Weld is flush with the laminations.


Areas which are high must be removed using approved methods.

[image: image2.emf]EnsuretheTieBarWeldisflush

withthelaminations.



Core #1



Core #2




Technician(s)





Date

3.4
Prepare each Quarter core by cleaning the core with KPC 820N (Fermi stock 1920-0700) 


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


Core #1



Core #2




Technician(s)





Date

3.5
Coat the core pole tip area as shown below with Room Cure Epoxy.  Wipe off any

excess epoxy to ensure a smooth surface.

[image: image3.emf]

Core #1



Core #2




Technician(s)





Date

3.6
Spray both End Plates with Krylon Protective Spray (MA-388598)

Core #1



Core #2




Technician(s)





Date

[image: image4.emf]Kaptonw/adhesive

MA-393432

Insulator-CoreWide

MA-388989

Insulator-CoreNarrow

MA-388988

KrylonSpray

MA-388598

KrylonSpray

MA-388598



3.7
 Spray Krylon Protective Spray (MA-388598) onto both parting planes.


Core #1



Core #2




Technician(s)





Date

3.8
Apply Kapton Tape (MA-274970) along the Pole Tip area along the entire length of the core.  


Center the tape so as to avoid the coil areas.


Core #1



Core #2




Technician(s)





Date

3.9
Lightly Grit blast or roughen the G-10 Insulators using approved methods to 


prepare the surface to ensure proper bonding to the core.


Core #1



Core #2




Technician(s)





Date

3.10
Spray the Insulator Core (MC-445038) with Krylon Protective Spray (MA-388598) and allow


to dry.



Technician(s)





Date

3.11
Install Insulator-Core (MC-445038) (2 ea) onto each end of the Quarter Core using Flat Head

Cap Screw ¼-20 X 1.00 lg SS (MA-393487).


Core #1



Core #2




Technician(s)





Date

3.12
Apply Gray RTV-157 (MA-318765) to the Insulator-Core screw heads and smooth flush to


the surface of the Insulator-Core.



Technician(s)





Date

4.0
Lower Half Magnet Quadrant Assembly
4.1
Acquire two WQB Potted Coil w/Trim Coil Assemblies (ME-388866).



Technician(s)





Date


4.2
Apply Krylon Protective Spray (MA-388598) to all sides of the straight section of the coils.


Coil #1



Coil #2




Technician(s)





Date

4.3
Apply room cure epoxy along the length of the core. Keep epoxy layer to a minimum.


Note:
Ensure to put epoxy on one core, then load the coil and clamp before proceeding 



to the next  core/coil assembly.

[image: image5.emf]Applyroomcureepoxyhere



Core #1



Core #2




Technician(s)





Date

4.4
Locate and secure the G-10 insulators (Items #5 & #6) onto the Quarter Core as shown 


with Room Cure Epoxy.


Caution:
Ensure G-10 Insulator (Item #5) does not stick above the parting plane after installation.


Core #1



Core #2




Technician(s)





Date

4.5
Apply Room Cure Epoxy-Filled onto the top of the G-10 Core Insulators. Keep epoxy layer 


to a minimum.

[image: image6.emf]Applyroomcure-filledepoxyhere




Technician(s)





Date

4.6
Install Coil into core. Ensure Coil Lead End is on the same end as the Core Serial Number. 


 Record Coil and Core Serial Number.

[image: image7.emf]
	

	Qtr #1
	Qtr #2

	Core Serial #
	
	

	Coil Serial #
	
	




Technician(s)





Date


4.7
Install Tie Bar Coil Clamps onto the coil and core as shown below and tighten.  Tie Bars are to be 



placed on both sides.  Tighten clamps starting on the lead end and work to the return end.



Note:
Ensure to place a protective material between the clamp and the coil to prevent damaging the coil.

[image: image8.emf]TieBarClampingRod

MD-388959

CoilProtectiveSpacer

QtrCorew/Coil

LeadEnd




Technician(s)





Date


4.8
Wipe off any excess epoxy which has squeezed from the core/coil assembly.



Technician(s)





Date


4.9
Install Wooden Clamp Blocks (4 ea) and secure using Tie-Down Straps.

[image: image9.emf]


Technician(s)





Date


4.10
Measure the height of the coil from the core parting plane on the right side of the 



Core/Coil Assembly every 16” (at the Urethane Pad (MA-445020) location) along 



the length of the core/coil assembly starting at approximately 1” from the end of the 



magnet. Height should be 0.110” +0.015”/-0.000” as per Dwg ME-388981

[image: image10.emf]0.110"+0.015"/-0.000"

CorePartingPlane

TopofCoil

Top

Left

Right

CoilLeadEnd

[image: image11.emf]PerformCoiltoPartingPlaneHeight

approximately16"apartstarting

laminationendonleadend.


	Core Serial No
	WQB-CS-
	
	Coil Serial No.
	WQB-CW-


	Lead End
	Left Side
	Pad #1
	Pad #2
	Pad #3
	Pad #4
	Pad #5
	Pad #6

	
	
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”

	
	Right Side
	Pad #1
	Pad #2
	Pad #3
	Pad #4
	Pad #5
	Pad #6

	
	
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”


	Core Serial No
	WQB-CS-
	
	Coil Serial No.
	WQB-CW-


	Lead End
	Left Side
	Pad #1
	Pad #2
	Pad #3
	Pad #4
	Pad #5
	Pad #6

	
	
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”

	
	Right Side
	Pad #1
	Pad #2
	Pad #3
	Pad #4
	Pad #5
	Pad #6

	
	
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”




Inspector





Date

4.11
Record the start cure time and finish cure time below.  Cure time should be a minimum


of 24 hours.

	
	Date
	Time

	Start
	
	

	Finish
	
	




Technician(s)





Date

4.12
After a minimum of 24 hours of cure time, remove Tie Bar Coil Clamps, Wooden Clamp 


Blocks (4 ea) and Tie-Down Straps.



Technician(s)





Date

4.13
Install Polyurethane Beam Tube Supports (1/16” X 1/2” X 1”)(MX-XXXXXX) (3 ea/Quadrant).  

Install one at the center of the core, the other two are 9.750” from the end of the core.

[image: image12.emf]QtrCorew/Coil

LeadEnd

PlacePolyurethane

Supportshere!!

Polyurethane

WQBQtrCore

TopView

9.750" 9.750"

C



4.13.1
Clean the Polyurethane Supports using approved methods/materials.


4.13.2
Glue the Polyurethane Supports onto the Pole Tip Kapton using sicomet.



Note:  Ensure long portion of Polyurethane is positioned lengthways along the pole tip.


4.13.3
Cover the Polyurethane Supports with Pole Tip Kapton Tape (MA-274970).

	
	Qtr Core #1
	Qtr Core #2

	Clean Polyurethane
	
	

	Glue to Pole Tip
	
	

	Cover with Kapton
	
	




Technician(s)





Date


4.14
Perform an Electrical Inspection of the Main Coil/Trim Coil Assembly in Qtr Core/Coil Assy #1. 



Record the Coil Assembly Serial Number in the upper left hand box below.

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	(H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	(H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	

	Hi Pot

Coil to Coil @ 1500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	




Inspector





Date


4.15
Perform an Electrical Inspection of the Main Coil/Trim Coil Assembly in Qtr Core/Coil Assy #2. 



Record the Coil Assembly Serial Number in the upper left hand box below.

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	(H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	(H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	

	Hi Pot

Coil to Coil @ 1500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	




Inspector





Date

5.0
Upper Half Magnet Quarter Core Preparation
5.1
Acquire two WQB Quarter Cores and record their serial number below.

	Qtr Core #3
	Qtr Core #4

	
	




Technician(s)





Date

5.2
Align two Quarter Cores so the Core serial number is on the same end.

[image: image13.emf]


Technician(s)





Date

5.3
Use a straight edge or approved equivalent, ensure the Tie Bar Weld is flush with the laminations.


Areas which are high must be removed using approved methods.

[image: image14.emf]EnsuretheTieBarWeldisflush

withthelaminations.



Core #3



Core #4




Technician(s)





Date

5.4
Prepare each Quarter core by cleaning the core with KPC 820N (Fermi stock 1920-0700) 


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


Core #3



Core #4




Technician(s)





Date

5.5
Coat the core pole tip area as shown below with Room Cure Epoxy.  Wipe off any


excess epoxy to ensure a smooth surface.

[image: image15.emf]

Core #3



Core #4




Technician(s)





Date

5.6
Spray both End Plates with Krylon Protective Spray (MA-388598)

Core #3



Core #4




Technician(s)





Date

[image: image16.emf]Kaptonw/adhesive

MA-393432

Insulator-CoreWide

MA-388989

Insulator-CoreNarrow

MA-388988

KrylonSpray

MA-388598

KrylonSpray

MA-388598



5.7
 Spray Krylon Protective Spray (MA-388598) onto both parting planes.


Core #3



Core #4




Technician(s)





Date

5.8
Apply Kapton Tape (MA-274970) along the Pole Tip area along the entire length of the core.  


Center the tape so as to avoid the coil areas.


Core #3



Core #4




Technician(s)





Date

5.9
Lightly Grit blast or roughen the G-10 Insulators using approved methods to 


prepare the surface to ensure proper bonding to the core.


Core #3



Core #4




Technician(s)





Date

5.10
Spray the Insulator Core (MC-445038) with Krylon Protective Spray (MA-388598) and allow


to dry.



Technician(s)





Date

5.11
Install Insulator-Core (MC-445038) (2 ea) onto each end of the Quarter Core using Flat Head


Cap Screw ¼-20 X 1.00 lg SS (MA-393487).


Core #3



Core #4




Technician(s)





Date

5.12
Apply Gray RTV-157 (MA-318765) to the Insulator-Core screw heads and smooth flush to


the surface of the Insulator-Core.



Technician(s)





Date

6.0
Upper Half Magnet Quadrant Assembly
6.1
Acquire two WQB Potted Coil w/Trim Coil Assemblies (ME-388866).



Technician(s)





Date


6.2
Apply Krylon Protective Spray (MA-388598) to all sides of the straight section of the coils.


Coil #3



Coil #4




Technician(s)





Date

6.3
Apply room cure epoxy along the length of the core. Keep epoxy layer to a minimum.

Note:
Ensure to put epoxy on one core, then load the coil and clamp before proceeding 


to the next  core/coil assembly.
[image: image17.emf]Applyroomcureepoxyhere



Core #3



Core #4




Technician(s)





Date

6.4
Locate and secure the G-10 insulators (Items #5 & #6) onto the Quarter Core as shown 


with Room Cure Epoxy.


Caution:
Ensure G-10 Insulator (Item #5) does not stick above the parting plane after installation.


Core #3



Core #4




Technician(s)





Date

6.5
Apply Room Cure Epoxy-Filled onto the top of the G-10 Core Insulators. Keep epoxy layer 


to a minimum.
[image: image18.emf]Applyroomcure-filledepoxyhere




Technician(s)





Date

6.6
Install Coil into core. Ensure Coil Lead End is on the same end as the Core Serial Number. 


 Record Coil and Core Serial Number.
[image: image19.emf]
	

	Qtr #3
	Qtr #4

	Core Serial #
	
	

	Coil Serial #
	
	




Technician(s)





Date


6.7
Install Tie Bar Coil Clamps onto the coil and core as shown below and tighten.  Tie Bars are to be 



placed on both sides.  Tighten clamps starting on the lead end and work to the return end.



Note:
Ensure to place a protective material between the clamp and the coil to prevent damaging the coil.
[image: image20.emf]TieBarClampingRod

MD-388959

CoilProtectiveSpacer

QtrCorew/Coil

LeadEnd




Technician(s)





Date


6.8
Wipe off any excess epoxy which has squeezed from the core/coil assembly.



Technician(s)





Date


6.9
Install Wooden Clamp Blocks (4 ea) and secure using Tie-Down Straps.

[image: image21.emf]


Technician(s)





Date


6.10
Measure the height of the coil from the core parting plane on the right side of the 



Core/Coil Assembly every 16” (at the Urethane Pad (MA-445020) location) along 



the length of the core/coil assembly starting at approximately 1” from the end of the 



magnet. Height should be 0.110” +0.015”/-0.000” as per Dwg ME-388981

[image: image22.emf]0.110"+0.015"/-0.000"

CorePartingPlane

TopofCoil

Top

Left

Right

CoilLeadEnd

[image: image23.emf]PerformCoiltoPartingPlaneHeight

approximately16"apartstarting

laminationendonleadend.


	Core Serial No
	WQB-CS-
	
	Coil Serial No.
	WQB-CW-


	Lead End
	Left Side
	Pad #1
	Pad #2
	Pad #3
	Pad #4
	Pad #5
	Pad #6

	
	
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”

	
	Right Side
	Pad #1
	Pad #2
	Pad #3
	Pad #4
	Pad #5
	Pad #6

	
	
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”


	Core Serial No
	WQB-CS-
	
	Coil Serial No.
	WQB-CW-


	Lead End
	Left Side
	Pad #1
	Pad #2
	Pad #3
	Pad #4
	Pad #5
	Pad #6

	
	
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”

	
	Right Side
	Pad #1
	Pad #2
	Pad #3
	Pad #4
	Pad #5
	Pad #6

	
	
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”
	0.            ”




Inspector





Date

6.11
Record the start cure time and finish cure time below.  Cure time should be a minimum


of 24 hours.

	
	Date
	Time

	Start
	
	

	Finish
	
	




Technician(s)





Date

6.12
After a minimum of 24 hours of cure time, remove Tie Bar Coil Clamps, Wooden Clamp 


Blocks (4 ea) and Tie-Down Straps.



Technician(s)





Date

6.13
Install Polyurethane Beam Tube Supports (1/16” X 1/2” X 1”)(MX-XXXXXX) (3 ea/Quadrant).  


Install one at the center of the core, the other two are 9.750” from the end of the core.


[image: image24.emf]QtrCorew/Coil

LeadEnd

PlacePolyurethane

Supportshere!!

Polyurethane

WQBQtrCore

TopView

9.750" 9.750"

C



6.13.1
Clean the Polyurethane Supports using approved methods/materials.


6.13.2
Glue the Polyurethane Supports onto the Pole Tip Kapton using sicomet.



Note:  Ensure long portion of Polyurethane is positioned lengthways along the pole tip.


6.13.3
Cover the Polyurethane Supports with Pole Tip Kapton Tape (MA-274970).

	
	Qtr Core #3
	Qtr Core #4

	Clean Polyurethane
	
	

	Glue to Pole Tip
	
	

	Cover with Kapton
	
	




Technician(s)





Date


6.14
Perform an Electrical Inspection of the Main Coil/Trim Coil Assembly in Qtr Core/Coil Assy #3. 



Record the Coil Assembly Serial Number in the upper left hand box below.

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	(H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	(H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	

	Hi Pot

Coil to Coil @ 1500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	




Inspector





Date


6.15
Perform an Electrical Inspection of the Main Coil/Trim Coil Assembly in Qtr Core/Coil Assy #4. 



Record the Coil Assembly Serial Number in the upper left hand box below.

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	(H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	(H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	

	Hi Pot

Coil to Coil @ 1500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	




Inspector





Date

7.0
Lower Half Magnet Assembly
7.1
Prepare the Half Magnet Assembly area by placing Half Core Clamp Assy (MB-445027) (3 ea)


with one clamp on center and the other two approximately 27” from center clamp.

[image: image25.emf]


Technician(s)





Date

7.2
Install the Qtr Core/Coil Assembly onto the Half Core Clamp Assembly.

[image: image26.emf]


Technician(s)





Date

7.3
Install Core Alignment Key (MA-388992)(7 ea) into the Qtr Core Keyway. If necessary, cut

the last Core Alignment Key  to be flush with the end of the end plate.

[image: image27.emf]CoreAlignmentKey

(MA-388992)(7ea)




Technician(s)





Date

[image: image28.emf]ApplyCoilSpring-Urethane

andRoomCureEpoxy

tothiscoilsideOnly!


7.4
Install Coil Spring-Urethane (MA-445020)(6 ea) using Henkel Sicmet 77 (MA-274442) 


at 16” intervals on the coil.  Refer to Dwg ME-388981 for correct placement.

[image: image29.emf]CoilSpring-Urethane

(6places)




Technician(s)





Date

7.5
Apply RTV157 Grey on top of each of the  6 ea Coil Spring-Urethane.

[image: image30.emf]ApplyRTV157ontopof

CoilSpring-Urethane

(6places)




Technician(s)





Date

7.6
Install second Qtr Core/Coil Assembly onto the Half Core Clamp Assembly.


Note:
Uprights on Half Core Clamp Assembly may be loosened/removed on one



side only to assist in assembly.

[image: image31.emf]Install2ndQtr

Core/CoilAssy

Uprightsmaybe

loosenedorremoved

toassistinassembly




Technician(s)





Date

7.7
Ensure Uprights on Half Core Clamp Assembly are tight.



Technician(s)





Date

7.8
Install the Outer Tie Plate (MD-388961) at the Parting Plane on top of the two


Quarter Core/Coil Assemblies.

[image: image32.emf]OuterTiePlate

(MD-388961)




Technician(s)





Date

7.9
Ensure the Outer Tie Bar is flat to the core within 0.010”.  If not, remove high spots

using approved methods, then recheck.



Technician(s)





Date

7.10
Install Tie Bar Clamping Rod Assembly (MD-388959) (9 ea) at approximately 10” intervals 


along the length of the core. Clamp the top of the two Qtr Core/Coil Assemblies using the


Tie Bar Clamping Rod Assembly


Note:
Do not install a Tie Bar Clamp Rod Assembly onto a weld from the Tie Bars.


[image: image33.emf]TieBarClampingRod

(MD-388959)(9ea)




Technician(s)





Date


7.11
Install clamping bars as shown below on each end of the Half Magnet assy.  Use this to close the



magnet end gap.

[image: image34.emf]


Technician(s)





Date

7.12
Visually Inspect the Pole Tip Inserts and the Pole Tip Shim Insert for surface oxidation.


Using approved methods, clean the oxidation from the Pole Tip Inserts and Pole Tip Shim


Inserts. 



Technician(s)





Date

7.13
Clean the Pole Tip Shim/Pole Tip Shim Inserts  with KPC 820N (Fermi stock 1920-0700) 


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


materials/methods.



Technician(s)





Date

7.14
Spray all the Pole Tip Shims and Pole Tip Shim Inserts with Krylon Protective Spray (MA-388598).


Ensure all surfaces including edges are properly coated.



Technician(s)





Date

7.15
Install Pole Tip Insert (MC-388984)(2 ea) with Pole Tip Shim Insert (MC-388990)(16 ea)



onto the ends of the Qtr Cores using Screw 5/16/"-18 X 1.5" SCHS 18-8 SS (MA-338262)(2 ea).

Note:
Apply a small amount of Loc-tite Thread loc onto the screw thread prior to installing.



Technician(s)





Date

7.16
Torque the screws to 35 - 40 ft/lbs.



Technician(s)





Date

7.17
Measure the parting plane gap between the Qtr Core/Coil Assemblies and record below.


Measurements are to be less than 0.001” per dwg ME-388766 Note #2


Note:
Measurements will be taken through the holes in the Outer Tie Bar.

[image: image35.emf]Measurethepartingplanegapatalltheholelocations.

Pos#1

Pos#13


	Position
	Measurement
	Limit
	Pass
	Fail

	#1
	
	<0.001”
	
	

	#2
	
	<0.001”
	
	

	#3
	
	<0.001”
	
	

	#4
	
	<0.001”
	
	

	#5
	
	<0.001”
	
	

	#6
	
	<0.001”
	
	

	#7
	
	<0.001”
	
	

	#8
	
	<0.001”
	
	

	#9
	
	<0.001”
	
	

	#10
	
	<0.001”
	
	

	#11
	
	<0.001”
	
	

	#12
	
	<0.001”
	
	

	#13
	
	<0.001”
	
	




Inspector





Date

7.18
Measure the gap at the End Plate on both ends of the Half Core Assembly.  A gap is permissible 


between the End Plates, providing there is no gap at the point where the End Plate ends and the


laminations of the core start.

	
	Lead End
	Return End

	Measurement
	
	


[image: image36.emf]Checkthisgap

Applyclamping

heretoclose

verticalgap




Inspector(s)





Date

7.19
Record Lower Half Magnet Core and Serial Numbers below. Quadrants below relate to their


position during Full Magnet Assembly.
[image: image37.emf]Quadrant#3

Quadrant#4


	
	Quadrant #4
	Quadrant #3

	Core Serial #
	
	

	Coil Serial #
	
	




Technician(s)





Date

7.20
Allow the Half Magnet assembly to cure for 24 hours


Technician(s)





Date


7.21
Label the Lower Magnet Lead end with Quadrant #4 through Quadrant #3 labels (proeng supplied).

[image: image38.emf]Quadrant#3

Quadrant#4

LabelHere!

LabelHere!

LowerHalf MagnetAssembly

LeadEnd




Inspector





Date


7.22
Perform a Lower Half Magnet Electrical Inspection.

Lower Magnet Half/Left (Quadrant #3)
	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	(H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	(H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	

	Hi Pot

Coil to Coil @ 1500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	




Inspector





Date

Lower Magnet Half/Right (Quadrant #4)
	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	(H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	(H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	

	Hi Pot

Coil to Coil @ 1500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	




Inspector





Date

8.0
Upper  Half Magnet Assembly
8.1
Prepare the Half Magnet Assembly area by placing Half Core Clamp Assy (MB-445027) (3 ea)


with one clamp on center and the other two approximately 27” from center clamp.

[image: image39.emf]


Technician(s)





Date

8.2
Install the Qtr Core/Coil Assembly onto the Half Core Clamp Assembly.

[image: image40.emf]


Technician(s)





Date

8.3
Install Core Alignment Key (MA-388992)(7 ea) into the Qtr Core Keyway. If necessary, cut


the last Core Alignment Key  to be flush with the end of the end plate.

[image: image41.emf]CoreAlignmentKey

(MA-388992)(7ea)




Technician(s)





Date

[image: image42.emf]ApplyCoilSpring-Urethane

andRoomCureEpoxy

tothiscoilsideOnly!


8.4
Install Coil Spring-Urethane (MA-445020)(6 ea) using Henkel Sicmet 77 (MA-274442) 


at 16” intervals on the coil.  Refer to Dwg ME-388981 for correct placement.

[image: image43.emf]CoilSpring-Urethane

(6places)




Technician(s)





Date

8.5
Apply RTV157 Grey on top of each of the  6 ea Coil Spring-Urethane.

[image: image44.emf]ApplyRTV157ontopof

CoilSpring-Urethane

(6places)




Technician(s)





Date

8.6
Install second Qtr Core/Coil Assembly onto the Half Core Clamp Assembly.


Note:
Uprights on Half Core Clamp Assembly may be loosened/removed on one



side only to assist in assembly.

[image: image45.emf]Install2ndQtr

Core/CoilAssy

Uprightsmaybe

loosenedorremoved

toassistinassembly




Technician(s)





Date

8.7
Ensure Uprights on Half Core Clamp Assembly are tight.



Technician(s)





Date

8.8
Install the Outer Tie Plate (MD-388961) at the Parting Plane on top of the two


Quarter Core/Coil Assemblies.

[image: image46.emf]OuterTiePlate

(MD-388961)




Technician(s)





Date

8.9
Ensure the Outer Tie Bar is flat to the core within 0.010”.  If not, remove high spots


using approved methods, then recheck.



Technician(s)





Date

8.10
Install Tie Bar Clamping Rod Assembly (MD-388959) (9 ea) at approximately 10” intervals 


along the length of the core. Clamp the top of the two Qtr Core/Coil Assemblies using the


Tie Bar Clamping Rod Assembly


Note:
Do not install a Tie Bar Clamp Rod Assembly onto a weld from the Tie Bars.


[image: image47.emf]TieBarClampingRod

(MD-388959)(9ea)




Technician(s)





Date


8.11
Install clamping bars as shown below on each end of the Half Magnet assy.  Use this to close the



magnet end gap.

[image: image48.emf]


Technician(s)





Date

8.12
Visually Inspect the Pole Tip Inserts and the Pole Tip Shim Insert for surface oxidation.


Using approved methods, clean the oxidation from the Pole Tip Inserts and Pole Tip Shim


Inserts. 



Technician(s)





Date

8.13
Clean the Pole Tip Shim/Pole Tip Shim Inserts  with KPC 820N (Fermi stock 1920-0700) 


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


materials/methods.



Technician(s)





Date

8.14
Spray all the Pole Tip Shims and Pole Tip Shim Inserts with Krylon Protective Spray (MA-388598).


Ensure all surfaces including edges are properly coated.



Technician(s)





Date

8.15
Install Pole Tip Insert (MC-388984)(2 ea) with Pole Tip Shim Insert (MC-388990)(16 ea)


onto the ends of the Qtr Cores using Screw 5/16/"-18 X 1.5" SCHS 18-8 SS (MA-338262)(2 ea).

Note:
Apply a small amount of Loc-tite Thread loc onto the screw thread prior to installing.



Technician(s)





Date

8.16
Torque the screws to 35 – 40 ft/lbs.



Technician(s)





Date

8.17
Measure the parting plane gap between the Qtr Core/Coil Assemblies and record below.


Measurements are to be less than 0.001” per dwg ME-388766 Note #2


Note:
Measurements will be taken through the holes in the Outer Tie Bar.

[image: image49.emf]Measurethepartingplanegapatalltheholelocations.

Pos#1

Pos#13


	Position
	Measurement
	Limit
	Pass
	Fail

	#1
	
	<0.001”
	
	

	#2
	
	<0.001”
	
	

	#3
	
	<0.001”
	
	

	#4
	
	<0.001”
	
	

	#5
	
	<0.001”
	
	

	#6
	
	<0.001”
	
	

	#7
	
	<0.001”
	
	

	#8
	
	<0.001”
	
	

	#9
	
	<0.001”
	
	

	#10
	
	<0.001”
	
	

	#11
	
	<0.001”
	
	

	#12
	
	<0.001”
	
	

	#13
	
	<0.001”
	
	




Inspector





Date

8.18
Measure the gap at the End Plate on both ends of the Half Core Assembly.  A gap is permissible 


between the End Plates, providing there is no gap at the point where the End Plate ends and the


laminations of the core start.

	
	Lead End
	Return End

	Measurement
	
	


[image: image50.emf]Checkthisgap

Applyclamping

heretoclose

verticalgap




Inspector(s)





Date

8.19
Record Upper Half Magnet Core and Serial Numbers below. Quadrants below relate to their


position during Full Magnet Assembly.
[image: image51.emf]Quadrant#1

Quadrant#2


	
	Quadrant #2
	Quadrant #1

	Core Serial #
	
	

	Coil Serial #
	
	




Technician(s)





Date

8.20
Allow the Half Magnet assembly to cure for 24 hours



Technician(s)





Date


8.21
Label the Upper Magnet Magnet Lead end with Quadrant #2 through Quadrant #1 labels (proeng supplied).

[image: image52.emf]Quadrant#1

Quadrant#2

LabelHere!

LabelHere!

UpperHalf MagnetAssembly

LeadEnd




Inspector





Date


8.22
Perform a Upper Half Magnet electrical check  and record results below.

Upper Magnet Half/Left  (Quadrant #2)
	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	(H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	(H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	

	Hi Pot

Coil to Coil @ 1500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	




Inspector





Date

Upper Magnet Half/Right (Quadrant #1)
	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	(H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	(H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	

	Hi Pot

Coil to Coil @ 1500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144
	mΩ

	
	
	

	LS @ 1 KHz
	
	For Reference Only
	mH
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	mH
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	

	Hi Pot

Coil to core @ 1500V
	
	< 5 (A
	
	
	
	




Inspector





Date

9.0
Production Complete


9.1
Process Engineering verify that the Traveler (5520-TR-333799) 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, and dispositions have been reviewed by the Responsible Authority for conformance before being approved.

Comments:



Process Engineering/Designee



Date
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