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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
Magnet Bottom Ferrite Qualification
Note:
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 cleaned/primed.

3.1
Clamp the right side bottom Ferrites together using extreme caution as to not damage the



Ferrites with excessive pressure.



Clamp the left side bottom Ferrites together using extreme caution as to not damage the



Ferrites with excessive pressure.



Measure the overall length of the right side bottom Ferrites and the left side bottom Ferrites 


and record results below.

	
	Required Length
	Actual

Measurement

	Left Side
	28.73”
	

	Right Side
	28.73”
	




Technician(s)





Date

3.2
Separate the Ferrites, then measure and record the width of all bottom Ferrites.

[image: image1.emf]TopView




Technician(s)





Date

Note:
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 cleaned/primed.

[image: image2.wmf]STOP

STOP

3.3
If bottom Ferrites (Step 3.2) are un-acceptable due to quality of Ferrites, supply a Ferrite Build 


Plan and record Ferrite serial number and location below.

[image: image3.emf]TopView




Responsible Authority/Physicist



Date

Note:
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 cleaned/primed.
4.0
Kicker Magnet Re-Assembly (Dry Fit)
4.1
Gritblast as required the G-10 Side Insulators, and G-10 Bottom Insulators.



Technician(s)





Date


4.2
Clean the Right Side Plate, Left Side Plate, and 2 ea G-10 Side Insulators with KPC 820N 



(Fermi stock 1920-0705) (or equivalent) and Heavy Disposable Wipers (Fermi Stock 1660-2600 



or equivalent).



Technician(s)





Date

4.3
Glue both G-10 Side Plate Insulators  to both  Side Plate using room cure epoxy and allow to cure for


24 hours.  Ensure that the G-10 is adequately clamped to the Side Plate to prevent gaps between 

the Side Plate and G-10 Insulator.

Note:
Ensure G-10 Side Insulator is notched at end where Kicker Rebuilding Spacer Bar will



attach to the two side plates.

Note:
Ensure to leave the proper gap at the bottom for the G-10 Bottom Insulator.
[image: image4.emf]SidePlate
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Technician(s)





Date


4.4
Ensure the G-10 Bottom Insulators are notched (½” x  ½”) to accept the Beam Tube Resistor.
[image: image5.emf]1/2"x1/2"notch BottomG-10Insulator




Technician(s)





Date

Note:
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 cleaned/primed.

4.5
Clean the Kicker G-10 Bottom Insulators and G-10 Side Insulators with KPC 820N 

(Fermi stock 1920-0705) (or equivalent) and Heavy Disposable Wipers 

(Fermi Stock 1660-2600 or equivalent).



Technician(s)





Date

4.6
Apply a thin coat of room cure epoxy to both G-10 Bottom Insulators and both G-10 Side 


Insulators. Ensure to apply room cure epoxy to the edges and faces of G-10 Insulators.  Wipe off


any excess epoxy to eliminate build-up.


Technician(s)





Date


4.7
After the G-10 Side Insulators have properly cured, mark and scribe both G-10 Side Insulators with a


dimension of 28.73” centered on the G-10 Side Insulator 
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Technician(s)





Date


4.8
Clean the surface of the Kicker Assembly Table with KPC 820N (Fermi stock 1920-0705) 



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



Technician(s)





Date



Technician(s)





Date


4.9
Coat the Kicker G-10 Bottom Insulators with Ease Release 200 mold release, and allow to dry


Technician(s)





Date

Note:
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 cleaned/primed.


4.10
Clean the Kicker Rebuild Spacer Mandrel (Fermi Built) with KPC 820N (Fermi stock 1920-0705) 



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



Technician(s)





Date

4.11
Apply Kapton Adhesive Tape (0.002”) to both side of the Kicker Rebuild Spacer Mandrel.



Technician(s)





Date

4.12
Apply SylGard Prime Coat to the surfaces of the Left Side Plate G-10 Insulator and the Right

Side Plate G-10 Insulator using a lint-free towel, and allow to dry (at least 30 minutes). 


Only apply one very thin coating.



Technician(s)





Date

4.13
Assemble the Kicker Rebuild Spacer Mandrel, G-10 Bottom Insulators, Side Plates with 

G-10 Side Insulators onto the Magnet Bottom Plate and secure with screws.  Use Kicker Rebuilding Spacer 
Bar and place 3 ea Rebuilding Spacer Bars on the top of the Side Plates.

Note:
Ensure the G-10 Bottom Insulators are notched and the notch is against the Kicker 



Rebuild Mandrel.
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Technician(s)





Date

Note:
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 cleaned/primed.


4.14
Use the Build Plan (See Step 3.3) or bricks from Magnet Disassembly (see TR-333821, Step 3.20). 



Start stacking Ferrite (MB-139760)(18 ea) from the end scribe mark on the G-10 


Side Insulator to each end Ferrite (MB-139847)(2 ea). Place the Fermi built Spacer ‘T” 


between Ferrites to set the spacing between Ferrites..
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Technician(s)





Date

Note:
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 cleaned/primed.


4.15
Measure the distance from the magnet reference end of the Curing Mandrel to the end of the 


Ferrite and record below.  Measure the total length of the stacked bricks, and record below.



Measured distance should be approximately 1.325” at the end positions and 28.73” overall length.

[image: image10.emf]TopView
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Technician(s)





Date

[image: image11.wmf]STOP

STOP



4.16
Verify Step 4.15 measurements are acceptable and the magnet may proceed.



Responsible Authority/Physicist



Date


4.17
Scribe a line into the G-10 Bottom Insulators to show the end of the Ferrites.



Technician(s)





Date

Note:
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 cleaned/primed.


4.18
Visually inspect the Coil Assembly.  Areas which have surface imperfections (i.e., scratches,



Burrs, etc.) must be polished to smooth. The coil assembly must be flat within 0.005”


Technician(s)





Date

[image: image12.wmf]STOP

STOP

4.19
Verify the Coil Assembly is flat and free of imperfections and may proceed.



Responsible Authority/Physicist



Date

4.20
Apply SylGard Prime Coat to the surfaces of the Coil Assembly using a lint-free 

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



Technician(s)





Date


4.21
Install the Coil Assembly into the notch in the Ferrite Bricks. Install Kicker Rebuilding Spacer 



Bars (3 ea/Top – 2 ea/Ends).
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Technician(s)





Date


4.22
Using a straight gage verify there is no gap across the length of each side of Ferrites and the gage.



Technician(s)





Date

Note:
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 cleaned/primed.


4.23
Using a straight gage verify the coil is below the height of the bottom Ferrites from side to side.
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Technician(s)





Date

[image: image15.wmf]STOP

STOP

4.24
Verify Dry-Fit Assembly is acceptable and may proceed.



Responsible Authority/Physicist



Date

5.0
Kicker Magnet Re-Assembly (Wet Fit) 
Note:
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.


5.1
Remove the Kicker Rebuilding Spacer Bar from the magnet assembly.
[image: image16.emf]FermiBuiltKickerRebuildingSpacingBar

CoilAssembly

(EndView)

Kicker

Rebuild

Mandrel

KickerAssemblyTable




Technician(s)





Date


5.2
Remove one Side Plate w/G-10 Side Insulator.
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Technician(s)





Date


5.3
Apply enough filled room cure epoxy to the sides of the bottom row outside edge Ferrites.  



No voids between the Ferrites and the G-10 Side Insulator are allowed.

[image: image18.emf]CoilAssembly
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Technician(s)





Date

Note:
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.


5.4
Re-Install the Side Plate with G-10 Side Insulator.
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Technician(s)





Date


5.5
Remove the other Side Plate with G-10 Side Insulator.  Apply enough filled room cure epoxy to the sides of 

the bottom row outside edge Ferrites.  No voids between the Ferrites and the G-10 Side Insulator are allowed.
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Technician(s)





Date


5.6
Re-Install the Side Plate with G-10 Side Insulator.
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Technician(s)





Date

Note:
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.


5.7
Install Kicker Rebuilding Spacer Bars (3 ea/Top – 2 ea/Ends).
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Technician(s)





Date


5.8
Install and tighten the screws to assembly the Side Plates to the Bottom Plate.  Use approved 



clamping methods on the Side Plates as necessary to install screws and tighten.



Technician(s)





Date


5.9
Remove the Spacer ‘T’. from both sides of Ferrites. Clean/Vacuum the magnet assembly 
□


to remove any assembly debris. Wipe off the excess epoxy between the Ferrites and the Side Plates.


No voids between Ferrites and the G-10 Side Insulator are allowed.

5.10
Install Hold Down Bars (1 ea) and Hold Down Bar Clamp (4 ea) to hold down the Ferrites.
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Technician(s)





Date

Note:
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.

[image: image24.wmf]STOP

STOP

5.11
Verify the alignment of the bottom Ferrites and Coil Assembly.  Verify the Ferrite Gap



Spacing is correct.


Responsible Authority/Physicist



Date

5.12
Allow the filled room cure epoxy to cure for 24 hours.



Start Date/Time:
__________________
____________________





Date
Time



Finish Date/Time:
__________________
____________________





Date
Time



Lead Person





Date

6.0
Magnet Assembly Transfer to Curing Mandrel
Note:
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 cleaned/primed.


6.1
 Remove the Kicker Rebuilding Spacer Bars and Install the Cover Plate (MD-139780) onto the 


top of the magnet. Install Eye-Bolts into the Cover Plate.



Technician(s)





Date


6.2
Clean the Kicker Curing Rework Mandrel (MD-445263) with 
KPC 820N (Fermi stock 1920-0705) 



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



Technician(s)





Date


6.3
Coat the Kicker Curing Rework Mandrel with the Ease Release 200 mold release, and allow to dry:



Technician(s)





Date


6.4
Place Kicker Curing Rework Mandrel (MD-445263) in position for Magnet Re-Assembly.



Technician(s)





Date


6.5
Remove the screws from the Magnet Bottom Plate. Also remove the Kicker Rebuilding Spacer


Bars from the ends of the magnet.



Technician(s)





Date


6.6
Using approved methods, using the crane, lift the Kicker Magnet Assembly off the Magnet



Bottom Plate and transport and place onto top of the Kicker Curing Mandrel. Install screws



to attach the Kicker Curing Mandrel to the Magnet Assembly.



Technician(s)





Date


6.7
Remove the Cover Plate for Final Assembly



Technician(s)





Date

7.0
Kicker Magnet Final Re-Assembly
Note:
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 cleaned/primed.


7.1
Install the Ferrite (MB-139756) (2 ea), then Ferrites (MB-139759)(18 ea), 


ending with Ferrite (MB-139756)(2 ea), and onto the top of the Coil Assembly. All ferrites should be 



equally spaced along the length of the Coil Assembly.  Use a small amount of  Sicomet on each


Ferrite to affix it to the bottom Ferrites.



Refer to Debuncher Extraction Kicker Disassembly Traveler TR-333821, Step 3.20 for Ferrite 



number/location. Record the Ferrite Numbers per their location in the chart below.

[image: image25.emf]Ferrite
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[image: image26.emf]TopView




Technician(s)





Date

Note:
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.


7.2
Install the Cross Bar Threaded Rod into the Cross Bar, if required.
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Technician(s)





Date

7.3
Apply SylGard Prime Coat to the Capacitors using a lint-free towel, and allow to dry (at least 30 minutes). 
Only apply one very thin coating.



Note:
Do not remove the written Capacitor values.



Technician(s)





Date

Note:
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 cleaned/primed.


7.4
Install the Capacitors with the Capacitor value facing outward onto the Cross Bar Threaded Rods 


Record the Capacitors value in the chart below.   Refer to Debuncher Extraction Kicker Disassembly  


Traveler TR-333821 Step 3.11 for correct location for installing the Capacitors.

[image: image28.emf]InstallCapacitors


[image: image29.emf]RightSide

LeftSide




Technician(s)





Date


Note:
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 cleaned/primed.


7.5
Install the Nickel Plated Brass flat washers (2 ea) onto the top of the Capacitors.  Then install the Capacitor 


Cross Bar attaching with screws and flat washers.



Note:
Do Not over tighten the screws. Screws need only be snugged.
[image: image30.emf]Installscrews(3ea)holdingCapacitorsfromCapacitorCrossBar




Technician(s)





Date


7.6
Install screws into the Capacitor Cross Bar and attach to the Right Side Plate and the Left Side Plate.



Note:
Capacitor Screws need only be snugged.



Note:
Tighten screws which attach the Capacitor Cross Bar to the Side Plates.
[image: image31.emf]Installscrews(2ea)holdingcapacitorcrossbar(10ea)




Technician(s)





Date


7.7
Clean the Lexan Potting Covers (MC-445268)(2 ea) with 
KPC 820N (Fermi stock 1920-0705) 



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



Technician(s)





Date


7.8
Coat the Lexan Potting Covers (MC-445268)(2 ea) with the Ease Release 200 mold release, 


and allow to dry:



Technician(s)





Date

Note:
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 cleaned/primed.


7.9
Install the Potting End Covers (MC-445268)(2 ea) onto the end of the magnet. Use 


RTV157 to seal between the Lexan Potting Covers and the side plates.


Note::
Ensure G-10 Bottom Insulators fit properly onto the Lexan Potting End Plate 




Beam Tube Spacers.

[image: image32.emf]Plate,End,Potting
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Technician(s)





Date

7.10
Apply SylGard Prime Coat to the surface of the Lexan End Shields (2 ea) using a lint-free towel, and 


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



Technician(s)





Date


7.11
Install Lexan End Shields (2” x 8 ¼”) centered between the Coil Assembly and first row of three Capacitors.


Height of Lexan should be level with the Lexan Potting Covers.  Use RTV157 to secure into position.

[image: image33.emf]LexanEndShield
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Technician(s)





Date

8.0
Potting preparation

8.1
Visually inspect the assembly for conformance to drawings. In addition take some digital pictures.



Inspector





Date


8.2
Transport the magnet assembly to the vacuum impregnation tank.  Place the magnet assembly



at a rise of  2”  along the length of the magnet as shown below.



Note:
Secure properly all materials used to create the 2” rise and  secure the




Kicker Magnet to prevent slipping and/or falling.

[image: image34.emf]2'‘Rise

VacuumTankBase




Technician(s)





Date

8.3
Affix a level line of sight fill reference to both Lexan Potting Covers to indicate the maximum


height of RTV184 for impregnation.

[image: image35.emf]2'‘Rise
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Technician(s)





Date

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


Note:
Use of a Pinch Clamp is the only approved method to control the flow of the RTV.  No



Valves are allowed to control flow between the mixing tank and the magnet.
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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
Clean the vacuum mixing vessel.  Ensure the fill tube and mixing paddles are clean.



Technician(s)





Date

X
8.7
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:
Use of a Pinch Clamp is the only approved method to control the flow of the RTV.  No



Valves are allowed to control flow between the mixing tank and the magnet.



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
Monitor the height of RTV184 inside of the Kicker Magnet at both ends..  Stop the potting 


when RTV184 is near the top edge of the lowest side plate (see below), and bring the vacuum impregnation 


tank to atmosphere.  Release the vacuum SLOWLY!!
[image: image37.emf]2'‘Rise

VacuumTankBase

MaximumHeight

ofRTV184




Technician(s)





Date

9.11
Open the Vacuum Oven door, remove the 2” rise from the bottom of the magnet returning the 


magnet to level.
[image: image38.emf]2'‘Rise Remove

VacuumTankBase




Technician(s)





Date

9.12
Elevate both fill lines to maintain the desired level of RTV184.



Technician(s)





Date

9.13
Disconnect all lines and cap the holes as necessary to prevent material from draining.



Technician(s)





Date


9.14
Allow RTV184 to cure a minimum of 24 hours at  90o ±10o F before removing kicker magnet assembly 


from the vacuum impregnation tank. Close the Vacuum Impregnation Tank door to prevent contamination 


of the RTV184 during the cure cycle.


Start Date/Time:
__________________
____________________





Date
Time



Finish Date/Time:
__________________
____________________





Date
Time



Lead Person





Date

10.0
Post Curing
Note:
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 cleaned/primed.

10.1
Remove the Lexan Potting End Plates.



Technician(s)





Date

10.2
Install the Magnet End Plates and Cover Plate.  Do not attach the End Plates to the Curing Mandrel.

[image: image39.emf]CoverPlate




Technician(s)





Date

10.3
Rotate the Kicker Magnet and remove the Curing Mandrel from the magnet using approved methods.


Note:
Use extreme care when removing the Curing Mandrel as to not damage the RTV.

Technician(s)





Date

Note:
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 cleaned/primed.

10.4
Measure the Beam Tube Cavity, both width and depth, and record the results below. Start at 


the reference end, approximately 1” inward, and then every 6” toward the other end.

Note:
When making the measurements, be careful not to displace RTV while performing



the measurement creating an erroneous reading.

                [image: image40.emf]                   [image: image41.emf]RTV
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Inspector





Date

10.5
Using a light source, visually inspect the magnet for air pockets in the RTV, or other such defects. 


Take some digital pictures.



Inspector





Date

10.6
Install the Bottom Plate (MD-139777). Rotate the Magnet.
Technician(s)





Date

Note:
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 cleaned/primed.

10.7
Using a light source, visually inspect the magnet for air pockets in the RTV, or other such defects. 


Take some digital pictures.



Inspector





Date

10.8
Verify if a repair is necessary and indicate below what type of repair is necessary


Comments:________________________________________________________




   _________________________________________________________



Responsible Authority/Physicist



Date

10.9
If necessary, perform repairs as noted in Step 6.8 with Sylgard 184. After repairs, take some digital 
pictures. 


Check the box if NO repair was necessary: □


Technician(s)





Date

[image: image42.wmf]STOP

STOP

10.11
Pot both end of the magnet where the Coil Assembly is within the Coil Tower Area.


□
Required, proceed to next Step 10.12
□
Not Required, proceed to Step 10.13


Responsible Authority/Physicist



Date


10.12
Pot the magnets ends where the Coil Assembly is within the Coil Tower Area..  Mix the 


required amount of RTV184, vacuum outgas for ½ hour. Slowly pour the RTV184 into the 


cavities in a manner to not create air bubbles.  Fill till flush with the top of the Lexan End Shields.  


Allow RTV184 to cure for 24 hours.



Note:
Protect the filled areas using approved methods to prevent contamination of the 




RTV184 during the cure cycle.

[image: image43.emf]LexanEndShield
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Start Date/Time:
__________________
____________________





Date
Time



Finish Date/Time:
__________________
____________________





Date
Time



Technician(s)





Date

[image: image44.wmf]STOP

STOP

10.13
Indicate below which steps must be performed and which steps don’t need to be performed.



Responsible Authority/Physicist



Date


Required
Not Required


10.14
Install the Bell Shear Plate Assembly (2 ea).
□
□


10.15
Install Access Plates (MC-139768)(2 ea).
□
□


10.16
Install the Terminal Cover Plate (2 ea).
□
□

[image: image45.emf]AccessPlate
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Technician(s)





Date

11.0
Magnet Identification & Final Inspection
11.1
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 3” from magnet end.  Place the other label on the opposite side of the magnet 
approximately 3” from magnet end. Affix a completed Generic Magnet Identification 


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

[image: image48.wmf]STOP

STOP


Partially Completed

Generic Magnet Identification Label (MA-318490)

[image: image46.emf]PlaceMagnet
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Inspector





Date

11.2
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


11.3
Stencil the magnet serial number and weight (Lbs.) in 1" characters centered on both sides 


of the magnet as per Magnet Assembly (ME-322360) 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

"Debuncher Extraction Kicker"

DEKIKXXX-0

Magnet Weight  XXX LBS



Technician(s)





Date

11.4
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


11.5
Affix ProEng Magnet Bar Code Identification Label.



Inspector





Date


11.6
Verify the time from the last potting, either full magnet or coil tower area is at least seven (7) days.


If not seven (7) days, attach an 8 ½” x 11” printed page stating the last date/time potting.



Note:
Seven (7) days is the time for full cure of the RTV184 and the Kicker Magnet shouldn’t




be electrically tested until seven (7) days has been achieved..



Process Engineering/Designee



Date

12.0
Documentation Update
12.1
Perform the following:



Update DSR Keywords






□


Location








□


Location Verified Date






□


Status








□


Make entry regarding work performed.




□


Lead Person





Date

13.0
Production Complete


13.1
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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