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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 Prepare the Core Stacking Fixture
3.1 Prepare the Core Stacking Fixture (MD-412413).  It should be deburred and cleaned using Isopropyl Alcohol (Fermi stock 1920-0300) and Heavy Disposable Wipers (Fermi stock 1660-2600) or equivalent.



Technician(s)





Date

3.2 Assemble the Core Stacking Fixture (MD-445330).  Coat the Stacking Fixture with Red Mold Release.  Tighten the End Plate (MB-445335) which is fixed with ¾” x 10 screws.
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Technician(s)





Date

3.3 Place Insert #2 in position (see picture, step 3.2) and MD-445330 



Technician(s)





Date

3.4 Attach the hydraulic jack and the U-shaped mounting fixture, using ¾” x 10 shoulder screws.  Set the U-shaped mounting fixture so it is in line with the stacking fixture and tighten the screws.



Technician(s)





Date

3.5 Raise the end (end that will have the hydraulic cylinder) up about 3” so the laminations lie against the other end.




Technician(s)





Date

3.6 Be sure the Laminations Type #1 (MB-445006) and Laminations Type #2 (MB-445067) are clean, dry and unmarked.  There should be equal numbers of each type of lamination.









Technician(s)





Date

4.0 Stacking the Core
4.1 Weigh the laminations for the dry stacking.  All the laminations, Type #1 and Type# 2 alternating, should weigh 7639 grams.  



Technician(s)





Date

4.2 Stack the dry laminations in the Stacking Fixture.  Alternate the Type #1 with the Type #2 for the complete core stack.
Technician(s)





Date

4.3 Remove any laminations that appear to be bent.  Check that the laminations are stacked evenly and that the witness marks show the alternating pattern is correct.  The Core Lamination stack is ready to be compressed.


Inspector





Date

4.4 Place Insert #1 in position (see picture, step 3.2) and MD-445330.


Technician(s)





Date

4.5 Place the Top Plate (MD-445332) on the Stacking Fixture.  Be sure the shape of the Top Plate pushes against the stacked laminations and holds the laminations in alignment.  Tighten the Top Plate in place using ½” x 13 screws.


Technician(s)





Date

4.6 Set the Jack against the End Pushing Plate on the Fixture.  The Pushing Plate compresses the large spring as it is forced forward with the Jack.  Slowly pressurize the Jack to 3,000 to 4,000 psi, until the Pushing Plate is stopped.
Pressure applied __________psi



Technician(s)





Date

4.7 Measure the gap between the Pushing Plate and the Fixture.
Gap __________



Technician(s)





Date

4.8 Release the pressure on the Pushing Plate.  Remove the Top Plate and laminations to reduce the length of the stacked core.  Then replace the Top Plate
Number of laminations removed __________



Technician(s)





Date

4.9 Repressurize the Hydraulic Jack to 3,00 to 4,000 psi.  Measure the gap, if not at zero, release pressure, remove a few laminations, replace the Top Plate and repressurize.  Repeat this step until satisfied that the gap is flush.  Record the gaps and laminations removed each repetition.
Gap __________  __________  ___________
Pressure applies __________  __________  ___________
Number of laminations removed __________  __________  ____________


Technician(s)





Date

4.10 Tighten the ¾” x 10 screws to hold the End Pushing Plate against the stacking fixture.



Technician(s)





Date

4.11 Remove the Hydraulic Jack and its U-shaped fixture.  Confirm the stacking fixture and the stacked core are ready for the heat curing treatment.


Technician(s)





Date

5.0 Epoxy Curing
5.1 Transport the Stacked Core in the Core Stacking Fixture to the Material Development Lab (MDL) in the Village.  Be sure the Core Stacking Assembly is held securely while transporting.


Technician(s)





Date

5.2 For the bonding process use the “Big Blue” Oven at the Material Development Lab.  Confirm that the oven is at room temperature.  Be sure the supports are in place in the oven before placing the Stacked Core and Fixture in the oven.  




Technician(s)





Date
5.3 Place the Core Stacking Fixture in the oven.



Technician(s)





Date

5.4 Attach the oven Thermocouple to the fixed end plate of the fixture.  Use the nut and washer to hold it in place on the Fixture.  Close the oven door.


Technician(s)





Date

5.5 Set the oven controller to ramp up to 450o F, and hold at 450o F for 3 hours. Allow the Core and Fixture to return to room temperature slowly, do not open the door of the oven or introduce cooling.



Technician(s)





Date

5.6 When the oven is again at room temperature remove the Bonded Core Stack in the Fixture and transport back to IB2 while still in the fixture.  Secure the Stacking Fixture while transporting.



Technician(s)





Date

6.0 Remove the Bonded Stack Core

6.1 Reattach the Hydraulic Jack and pressurize to 3 to 4000 psi.  This will release the stress on the End Pushing Plate mounting screws.  Now loosen the screws so the plate can be moved clear of the Bonded Core.  Then remove the Top Plate..


Technician(s)





Date

6.2 Remove the Bonded Core from the Stacking Fixture.  Inspect for damage and distortion and then measure and record the length of the Bonded Core.  Place a sticker, or permanent marker on the Fixed End (fixed end of the stacking fixture) of the Core with the serial number, BMA-CS-####.
Bonded Core length ______________



Technician(s)





Date

6.3 The core should be 10.500 ± .015 inches long as measured with a precision caliper.  If it is too long carefully remove each lamination, one at a time, until the length is 10.500± .015”.  As measured at 1 inch down from the top of the lamination stack.
Number of laminations removed ____________



Technician(s)





Date

6.4 Verify the length of the finished core.
Final Bonded Core length _____________



Inspector





Date


6.5 Using a support to protect the Core, deliver the Core to IB4/Material Control/Quality Control for overall measurement to determine acceptance for use in a Magnet Assembly.  Attach a copy of the QC measurements to this traveler.


Technician(s)





Date

7.0 Production Complete

7.1 Process Engineering verifies that the Traveler is accurate and complete.  This shall include a review of all steps to ensure that all operations have been completed and signed off.  Ensure that all Discrepancy Reports and dispositions have been reviewed by the Responsible Authority for conformance before being approved.



Comments:



Process Engineering/Designee



Date
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Insert #2 (MB-445334)





Insert #1 (MB-445333)








End Plate (MB-445335)
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