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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 Personnel shall perform all tasks in accordance with current applicable ES&H guidelines and those specified within the step.

1.6 Cover the Main Coil Assembly with green Herculite (Fermi stock 1740-0100) or equivalent when not being serviced or assembled.
1.7 This traveler proceeds the LARP 90mm LQ Splice/Epoxy Impregnation Assembly Traveler (TR-333923).  The following procedure is a continuation of the final steps performed in the previous traveler.  
2.0 Disassembly Procedure:
2.1 After the epoxy curing cycle is complete, open the oven door and take photos.


Technician(s)





Date

2.2 Allow the oven to cool to room temperature, and then remove the Impregnation Fixture Final Assembly (ME-461071) and base support (XX-XXXXXX) from the oven.  Transport the assembly to IB3.


Technician(s)





Date

2.3 Place the Impregnation Fixture Final Assembly (ME-461071) and base support (XX-XXXXXX) stand evenly on the floor so that both ends are at the same height.



Technician(s)





Date

2.4 Unbolt and remove the four epoxy impregnation assembly to base support stand bars (XX-XXXXXX).



Technician(s)





Date

2.5 Install each of the four ½-13 Jergens D-rings (each rated at 2500 lbs) to the Base Plate (ME-461072), torque to 28 ft-lbs.  Choke one 1 x 96” Liftall EN1-801T strap to each D-ring.  Verify the straps are rated to each hold 2500 lbs in the choke position.  Move the Impregnation Fixture Final Assembly (ME-461071) to the steel assembly table (XX-XXXXXX).  Place the assembly so that the bottom plate is on the two stacks of four 1 x 4 x 36” Aluminum bars.


Technician(s)





Date

2.6 Secure the reacted coil assembly on the table to prevent it from moving side to side.  Take photos.



Technician(s)





Date

2.7 Measure and record the resistance:

R:  ________ Ω

Volts @ 1A:  ______

1kHz L:  _______ mH
Q:  ________ 

20kHz L:  _______ mH
Q:  ________



Technician(s)





Date

2.8 Measure and record the resistance to ground:

R:  ________ Ω



Technician(s)





Date

2.9 Loosen and remove the ¼-20 O-ring compression bar screws from the Base Plate (ME-461072).


Technician(s)





Date

2.10 Remove the LE power lead support and LE plates.  Keep the power leads supported so that they are removed from the coil parallel.



Technician(s)





Date

2.11 Remove the hose clamps (XX-XXXXXX) and end plug (XX-XXXXXX) from the RE ¾ ID silicone hose.  Chip away the epoxy from around the instrumentation until it is free from the pipe threaded into the RE plate.  Straighten the 1m of instrumentation wire.  While removing the RE plate, pass the 1m of instrumentation wire through the end plate.


Technician(s)





Date

2.12 Loosen and remove all base plate to mold block assembly bolts working from the ends (RE & LE) to the center.



Technician(s)





Date

2.13 Install each of the four ½-13 Jergens D-rings (each rated at 2500 lbs) to the Base Plate (ME-461072), torque to 28 ft-lbs.  Choke one 1 x 96” Liftall EN1-801T strap to each D-ring.  Verify the straps are rated to each hold 2500 lbs in the choke position.  Move the Impregnation Fixture Final Assembly (ME-461071) to the steel assembly table (XX-XXXXXX).


Technician(s)





Date

2.14 Install six ¼-20 x 3 Allen head bolts at three different locations on each side of the Base Plate (ME-461072):  two at mold block #3, two at mold block #20, and two at mold block #42.  Screw them through the Base Plate (ME-461072) until it has enough clearance to separate from the mandrel blocks.
Note:  Tap lightly with a rubber mallet to dislodge mandrel blocks that stick to the base plate.



Technician(s)





Date

2.15 Lift away the Base Plate (ME-461072) and remove the six ¼-20 x 3” Allen head.


Technician(s)





Date

2.16 Remove the 0.035” thick mandrel block to base plate shims and 0.035” thick mold block to base plate shims.  Measure and record the shim thickness below:

Mandrel Block to Base Plate Shim:  ________________

Mold Block to Base Plate Shim:  ________________



Technician(s)





Date

2.17 Remove all of the Mandrel Blocks (MC-XXXXXX) from the inner coil surface.


Technician(s)





Date

2.18 Remove all the 0.005” Kapton shim from the 0.060” Stainless Steel shim.  Take photos.



Technician(s)





Date

2.19 File away the epoxy flashing from the top surface of the outward facing edge of coil.  Have a Responsible Authority inspect the work.


Responsible Authority/Physicist



Date

2.20 Remove the 0.060” Stainless Steel mid plane shim.  Take photos.


Technician(s)





Date

2.21 Clean up any remaining epoxy flash from the exposed inner edge of the coil.



Technician(s)





Date

2.22 Measure and record the resistance:

R:  ________ Ω

Volts @ 1A:  ______

1kHz L:  _______ mH
Q:  ________ 

20kHz L:  _______ mH
Q:  ________



Technician(s)





Date

2.23 Measure and record the resistance to ground:

R:  ________ Ω



Technician(s)





Date

2.24 Reinstall the 0.060” thick mid plane shim.



Technician(s)





Date

2.25 Reinstall twelve Mandrel Blocks (XX-XXXXXX) equally spaced from the LE to RE.  Ensure that the tabs on the mandrel blocks are facing the same direction as the groove in the Base Plate (ME-461072).



Technician(s)





Date

2.26 Reinstall the mold blocks to base plate 0.035” thick Stainless Steel shims.



Technician(s)





Date

2.27 Install the 0.045” thick base plate to mold block shims.



Technician(s)





Date

2.28 Align and reinstall the Base Plate (ME-461072).



Technician(s)





Date

2.29 Install and tighten the base plate to mold block assembly bolts working from the middle, out to the ends.  Verify that there are no gaps between the mold block assembly and 0.045” thick shim.



Technician(s)





Date

2.30 Rollover the assembly so that the mold block assembly faces up.



Technician(s)





Date

2.31 Loosen and remove the mold block assembly alignment bars (XX-XXXXXX).



Technician(s)





Date

2.32 Loosen and remove the mandrel blocks to base plate bolts.



Technician(s)





Date

2.33 Remove the mandrel blocks (XX-XXXXXX).



Technician(s)





Date

2.34 Remove the 0.250” diameter silicone O-ring (XX-XXXXXX) and O-ring pusher bars (XX-XXXXXX).



Technician(s)





Date

2.35 Remove the 0.010” thick epoxy impregnation shell (XX-XXXXXX).  Take photos.



Technician(s)





Date

2.36 File away the epoxy flashing from the top surface of the outward facing edge.  Have a Responsible Authority verify the work.



Responsible Authority/Physicist



Date

2.37 Install six coil storage mandrel radial/mid-plane clamps with spacers that make the mid-plane clamps parallel to the coil mid plane 0.060 Stainless Steel mid plane shim.  

	Clamp No.
	Distance (in) from the LE Saddle Ext

	1
	4

	2
	9.75

	3
	32.25

	4
	53.5

	5
	76.375

	6
	102.875

	7
	127.5




Technician(s)





Date

2.38 Using the slotted orange I-beam lifting fixture (TLF1132), lower the flat surface of the I-beam onto the flat surface of the radial hold down tooling until it slightly contacts.


Technician(s)





Date

2.39 Install the 3/8 – 16 threaded rod through the orange I-beam (TLF1132) and thread into six storage mandrel clamps (XX-XXXXXX).  Install the ¼” thick Steel plates with 3/8” thru-holes onto each of the 3/8” threaded rods on top of the lifting fixture.  Install 3/8” washers and nuts to each rod by hand tightening.


Technician(s)





Date

2.40 Support the inner and outer power leads in preparation for moving the cured coil.



Technician(s)





Date

2.41 Slowly lift the epoxy impregnated coil from the mandrel and transport to the coil storage mandrel.  Center col side to side and align length wise so that the LE of the saddle extension is ____ from the LE of the storage mandrel (XX-XXXXXX).



Technician(s)





Date

2.42 Take photos of the inner surface.



Technician(s)





Date

2.43 Install the six coil storage mandrel mid plane support bars (XX-XXXXXX), three on each side with 0.0036” thick Kapton tape on the side that touches the coil mid plane.



Technician(s)





Date

2.44 Measure and record the resistance:

R:  ________ Ω

Volts @ 1A:  ______

1kHz L:  _______ mH
Q:  ________ 

20kHz L:  _______ mH
Q:  ________



Technician(s)





Date

2.45 Take photos of the outer surface of the coil.



Technician(s)





Date

3.0
Production Complete
3.1
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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