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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) 


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 Main Coil Assembly with green Herculite (Fermi stock 1740-0100) 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 Parts Preparation
3.1 Clean the following parts to remove old mold release and other such material
· mandrel (AD drawing MC-394325)

· potting end plates (AD drawings MC-394328 and MC-394329)

· conductor clamp molding plugs (2) (AD drawing MB-394331)

· RG220 cable dummy plugs (2) (AD drawing MB-394330)

· Stacking end blocks (2) (no drawing number)



Technician(s)





Date

3.2 Polish the center conductor (MC-400694) to remove all scratches and sharp corners.



Technician(s)





Date

4.0
Brick Stack-Up

4.1
Measure the thickness of 64 side brick  (MB-400691). Record the measurement of each brick 


using a Post-It Flag Orange (Fermi Stk No 1330-1330000) or equivalent.



Technician(s)





Date


4.2
Form two rows (one LEFT/One RIGHT) of bricks, starting with the thickest bricks in Position #1 



and work toward the thinness brick at Position #32.  Adjust the bricks to match the 



side to side thickness within  0.005”.


Note:
Facing the rows of bricks, Position #1 is closest to you.



Technician(s)





Date


4.3
Record the thickness of the Right/Left stacked bricks below.
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Technician(s)





Date


4.4
Using the longer length side (from Step 4.3) calculate the spacer thickness.



_________________  (   _____31_________  =  ______________


Long Side Length                  number of spacers
     Average Spacer Thickness


Technician(s)





Date

5.0
Side Plate Installation
5.1
Position one side plate (MD-400696) onto the mandrel (MC-394325) such that the holes on the 

side plate line up with the holes on the mandrel. Insert the 8 bolts (MA-212579) to attach the 

plate to the mandrel. Before tightening, place a side brick in place to check for clearance between 

the side plate and the mandrel. Adjust the position of the side plate as necessary, and then tighten the bolts.
NOTE: Be careful not to over tighten the bolts, as the mandrel and side plate is made of aluminum and the threads can be easily stripped.

Position the second side plate (MD-400696) on the mandrel, and insert the bolts (MA-212579). Check for side brick clearance and adjust the side plate position as necessary, and then tighten the bolts.



Technician(s)





Date

6.0
Core Stacking (DRY)(Optional/Must be approved by Engineer)

6.1
Install Potting End Plates and secure by using two screws into the mandrel.



Technician(s)





Date

6.2
Insert the stacking end blocks onto both ends of the mandrel/side plate assembly.



Technician(s)





Date

6.3
Measure and record the space between the stacking blocks. It should be 39.750 inches.


Inspector





Date

6.4
Stack 32 side bricks (MB-400691) on each side of the mandrel, according to the recipe made 

in an earlier step. Maintain the gaps by inserting the supplied spacers. The slot on the brick should 

be on the inside of the magnet.


Technician(s)





Date
6.5
Place the center conductor (MC-400694) into position by centering it longitudinally on the slots 

of the top bricks. The tab features should be on the bottom, i.e. the piece is positioned so that the

 tabs are on the side touching the side bricks.


Technician(s)





Date


6.6
Install the Ferrite Block Hold Down/Alignment Tooling onto the outer edge of the Ferrite



Blocks.  Install Top Clamp Bar and secure using bolts.
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Technician(s)





Date
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6.7
Dry stack reviewed and can proceed to wet stack.



Responsible Authority/Physicist



Date

6.8
Carefully remove the stacking end blocks, bricks, center conductor and side plates and proceed 

to core stacking (wet). Be sure to maintain the stack recipe.


Technician(s)





Date

7.0
Core stacking (wet)
7.1
Coat the surface of the mandrel and the bottom surface of the cover plate assembly (MD-400697) 

with the Ease Release 200 Mold Release, and allow to dry.
Mandrel coated:
□

Top plate coated:
□


Technician(s)





Date

7.2
Apply SylGard Prime Coat to the inside surfaces of the side plate using a lint-free towel, 

and allow to dry (at least 30 minutes). Only apply one very thin coating.


Technician(s)





Date

7.3
Prep the bricks by cleaning with alcohol and lint-free wipes.



Technician(s)





Date

7.4
Place a bead of RTV157 on the mandrel surface where the first side plate mates.

Position one side plate (MD-400696) onto the mandrel (MC-394325) such that the holes on the side plate line up with the holes on the mandrel. Insert the 8 bolts (MA-212579) to attach the plate to the mandrel. Before tightening, place a side brick in place to check for clearance between the side plate and the mandrel. Adjust the position of the side plate as necessary, and then tighten the bolts.
NOTE: Be careful not to over tighten the bolts, as the mandrel and side plate is made of aluminum and can the threads can be easily stripped.

Place a bead of RTV157 on the mandrel surface where the second side plate mates.

Position the second side plate (MD-400696) on the mandrel, and insert the bolts (MA-212579). Check for side brick clearance and adjust the side plate position as necessary, and then tighten the bolts.

Technician(s)





Date

7.5
Install the Potting End Plates to the mandrel using 2 screws per end.



Technician(s)





Date

7.6
Insert the stacking end blocks onto both ends of the mandrel/side plate assembly.



Technician(s)





Date

7.7
Measure and record the space between the stacking blocks. It should be 39.750 inches. 

Inspector





Date

7.8
Stack 32 side bricks (MB-400691) on each side of the mandrel, according to the recipe. Maintain 

the gaps by inserting the supplied spacers.  The slot on the brick should be on the inside of the 

magnet. Place a very small amount of room-cure cab-o-sil filled epoxy onto the bottom of each brick 

so that they are affixed to the side plates (NOTE: take care to make sure there is no glue on the mandrel 

or on the surface where the spacers are inserted.



Technician(s)





Date
7.9
Apply Sylgard Prime Coat to the surface of the center conductor, taking care to NOT coat the areas

on the ends where the wire clamps attach.  Allow to dry at least 30 minutes.



Technician(s)





Date

7.10
Place the primed center conductor (MC-400694) into position by centering it longitudinally 

on the slots of the side bricks. The tab features should be on the bottom, i.e. the piece is positioned 

so that the tabs are on the side touching the side bricks. 


Technician(s)





Date

7.11
Install the Ferrite Block Hold Down/Alignment Tooling onto the outer edge of the Ferrite



Blocks.  Install Top Clamp Bar and secure using bolts.
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Technician(s)





Date


7.12
Verify there is no gap between the side ferrite brick base and the mandrel base.  If necessary,


loosen the Top Clamp Bar.  Loosen the screws in the side plate and adjust the side plate to



achieve a no gap measurement between the side brick base and mandrel base. Tighten the screws


in the side plate.  Tighten the screws in the Top Clamp Bar.

[image: image5.emf]KickerMagnetAssy

EndView

CenterConductor

FerriteBlock

FerriteBlock

Hold-Down/Alignment

Tooling

TopClampBar




Technician(s)





Date


7.13
Allow room cure epoxy to cure for12 hours before further processing.



Technician(s)





Date

7.14
Visually inspect the assembly for conformance to drawings. In addition take some digital pictures.



Inspector





Date
7.15
After 12 hours, remove the Top Clamp Bar and the Ferrite Hold Down/Alignment Tooling.



Technician(s)





Date

7.16
Using a small amount of Sicomet, glue all the top bricks (MB-400692) in position on the side bricks.



Technician(s)





Date

7.17
Apply an RTV157 bead on the contact surfaces, and install the cover plate assembly (MD-400697) onto

the side plates using 18 bolts (MA-393199).



Technician(s)





Date

8.0
Potting preparation

8.1
Coat the surfaces of the following parts with the Ease Release 200 mold release, and allow to dry:
· Inside surfaces of the potting end plates (AD drawings MC-394328 and MC-394329)

· conductor clamp molding plug (AD drawing MB-394331)

· RG220 cable dummy plug (2) (AD drawing MB-394330)



Technician(s)





Date

8.2
Slide the RG220 cable dummy plugs through the openings on the cover plate, and line up 

the ¼” extension with the slot on each end of the center conductor.

Using two bolts each (#8-32 x 1” stainless BHCS), install the molding plugs (AD drawing MB-394331)
onto each end of the center conductor, making sure to capture the ¼” extensions on the dummy plugs. 
The dummy plug shall touch the mandrel.


Technician(s)





Date

8.3
Visually inspect the assembly for conformance to drawings. In addition take some digital pictures.



Inspector





Date

8.4
Affix the feeder and vent hoses to the holes on the potting end plates. Seal the mating surfaces with RTV157.

Using two bolts each (¼-20 x 1” stainless SHCS), install the potting end plates (AD drawings MC-394328 and MC-394329). Seal the mating surfaces with RTV157.
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Technician(s)





Date
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8.5
Visually inspect the setup. Gain Engineering approval before proceeding.



Inspector





Date



Responsible Authority/Physicist



Date

8.6
Transport the magnet assembly to the vacuum impregnation tank.  Place the magnet assembly


at an angle with the vent lines higher than the fill lines.



Technician(s)





Date


8.7
During hook-up of the fill lines and the vent lines, ensure that there is two fill lines



and two vent lines.

[image: image8.wmf]Pos #

Right Side

Left Side

1

2

3

4

5

6

7

8

9

10

11

12

13

14

15

16

17

18

19

20

21

22

23

24

25

26

27

28

29

30

31

32

Total




Technician(s)





Date


8.8
Clean the vacuum mixing vessel.  Ensure the fill tube and mixing paddles are clean.



Technician(s)





Date

X
8.9
Verify the vacuum mixing vessel is clean.



Lead Person





Date

9.0
Potting


9.1
Pump down the vacuum impregnation tank with the Kicker Magnet Assembly 


over night at a pressure of < 100 microns.



Technician(s)





Date

9.2
Record the lot numbers of the two parts, as well as the weights (10:1 ratio of A:B by weight).

	
	Lot Number
	Weight

	Part A:
	
	

	Part B:
	
	




Technician(s)





Date


9.3
Put 4 ea 1” holes equally spaced around the circumference of the line @ approximately 4” to 6” 



from the top of the liner. Install the liner into the vacuum mixing tank and ensure it is properly installed.



Technician(s)





Date

X
9.4
Verify the liner is properly installed.



Lead Person





Date


9.5
Fill the vacuum mixing vessel with approximately 4 gallons of Sylgard 184 silicone 


elastomer (Part A ONLY). Place under vacuum at 100 to 175 microns overnight and mix at 


a slow speed.



Note:  DO NOT ADD THE CATALYST (PART B).



Technician(s)





Date


9.6
Prior to mixing Part B (catalyst) with Part A, turn off the Turbos ONLY on the vacuum impregnation



tank vacuum pumps.



Note:
Vacuum will spoil but should be between 300 and 600 microns during 




magnet impregnation.



Technician(s)





Date


9.7
Add the catalyst (Part B) and mix for 15 minutes under vacuum.



Note:
Mixing for 15 minutes and impregnation must be completed within 1 hour 




of mixing Part B with Part A.



Technician(s)





Date


9.8
Hook up the vacuum mixing vessel to the vacuum impregnation tank.


Note:
Mixing for 15 minutes and impregnation must be completed within 1 hour 




of mixing Part B with Part A.



Technician(s)





Date


9.9
Start filling the kicker magnet assembly.



Note:
Impregnation must be completed within 1 hour of start of flow.



Note:
Apply a head pressure of  <15 psi to the vacuum mixing tank to aid in achieving




impregnation time (if needed).



Technician(s)





Date


9.10
As soon as both vent lines are filled with one foot of RTV184 above the kicker magnet assembly,


stop the potting, and bring the vacuum impregnation tank to atmosphere.  Release the vacuum


SLOWLY and maintain the height of the RTV184 in the risers.



Technician(s)





Date

9.11
Elevate all fill and return lines to maintain a one foot of riser above the kicker magnet assembly.



Technician(s)





Date

9.12
Disconnect all lines and cap the holes as necessary to prevent material from draining.



Technician(s)





Date

9.13
Allow RTV184 to cure a minimum of 24 hours before removing kicker magnet assembly from


the vacuum impregnation tank.



Technician(s)





Date

10.0
Post curing

10.1
Remove the potting end plates, the conductor clamp molding plugs, and the cable dummy plugs.



Technician(s)





Date

10.2
Remove the mandrel from the magnet using approved methods.

Technician(s)





Date

10.3
Using a light source, visually inspect the magnet for air pockets in the RTV, or other such defects. 


Take some digital pictures.



Inspector





Date

10.4
Install the base plate (MD-400693) using the 16 bolts (MA-212579).

Technician(s)





Date

10.5
Remove the top plate assembly using approved methods.



Technician(s)





Date

10.6
Using a light source, visually inspect the magnet for air pockets in the RTV, or other such defects. 

Take some digital pictures.



Inspector





Date

10.7
Verify if a repair is necessary and indicate below what type of repair is necessary


Comments:________________________________________________________




   _________________________________________________________



Responsible Authority/Physicist



Date

10.8
If necessary, perform repairs as noted in Step 10.7 with Sylgard 184. After repairs,  take some digital 
pictures. 

Check the box if no repair was necessary: □


Technician(s)





Date

10.9
Reinstall the top plate assembly.



Technician(s)





Date

10.10
Clean end surfaces of residual mold release and RTV material.


Technician(s)





Date
10.11
If requested, install the beam tube support plates (MC-400715) using the four bolts (MA-393481).


Technician(s)





Date

11.0
Magnet Identification & Final Inspection
11.1
Visually insect the assembly for defects. Take some digital pictures.


Inspector





Date
11.2
There are no electrical tests to be done on this device. Affix the “silver sticker” with Magnet Name, 


Magnet Serial Number, Magnet weight, Magnet build date, RTV used and Main Dwg Number. Affix 

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

label approximately 6” from magnet end.  Place the other label on the opposite side of the magnet 
approximately 6” from magnet end. Affix a completed Generic Magnet Identification 


Label (MA-318490) to this page or complete the facsimile below.


Partially Completed

Generic Magnet Identification Label (MA-318490)



Inspector





Date

11.3
Weigh the magnet using a under a hook scale or equivalent.  Record the magnet weight below.

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

	
	
	




Technician(s)





Date


11.4
Stencil the magnet serial number and weight (Lbs.) in 1" characters centered on both sides 


of the magnet as per Magnet Assembly (ME-351737) using Flat White Enamel Paint 


(Fermi stock 1825-1340 or equivalent).Optional is ProEng supplied white labels

Note(s):
The magnet serial number is indicated at the base of this traveler.

EXAMPLE

"Booster Extraction Kicker"

BKECXXX-0

Magnet Weight  XXX LBS



Technician(s)





Date

11.5
Stencil the magnet serial number in ½” characters in the upper left hand corner on the Magnet 


Lead End and Return End using Flat White Enamel Paint (Fermi stock 1825-1340 or equivalent). 


Optional is ProEng supplied white labels.



Technician(s)





Date


11.6
Affix ProEng Magnet Bar Code Identification Label.



Inspector





Date

15.0
Documentation Update
15.1
Perform the following:



Update DSR Keywords






□


Location








□


Location Verified Date






□


Status








□


Make entry regarding work performed.




□


Lead Person





Date

16.0
Production Complete


16.1
Process Engineering verify that this 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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