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Ensure appropriate memos and specific instructions are placed with the traveler before issuing the sub traveler binder to production.

Notes:



1)
84" Trim Coil Assembly drawing(s), ensure that the drawing(s) are legible.




 84" Trim Coil Assembly Quadrants 2 & 4






5520-ME-318232  Rev. __



2)
Bill of materials


3) 
Shop Order No. 





CMF QA/QC Manager/Designee



Date

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, full last name 

and the Employee I.D. Number.


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
Any and all data, signatures or written notes shall be legible by others.


1.6
Cover trim coil assemblies with green Herculite (Fermi stock 1740-0125) when not being serviced or 

assembled.

2.0
Materials

2.1
Consumables



Consumables used in the winding procedure of the trim coils shall be listed in the step that requires that 

item.  Refer to the bill of materials in the sub traveler binder or obtain a copy from information systems.

3.0
Trim Coil Winding Procedure
3.1
Set up winding fixture (ME-318247) for the desired trim coil as shown on ME-318247, Sheet 2.  All coil contacting surfaces of the fixture must be cleaned with alcohol (Fermi stock 1930-0300), and mold released with Vydex (Fermi stock 1930-1000).



CMF Technician





Date


3.2
Install hold-down fingers (MB-318263), end fingers (MB-318255), compound fingers 



(MB-318253 & MB-318254) and clamps (MB-318320), without spacers.


CMF Technician





Date

3.3
Clamp off first turn - inner layer of conductor (MA-318330) with lead clamp (MB-318257) leaving 
a 6.00" leader.  Conductor should be protected by shrink tubing (MA-124729) where it contacts 

clamp and wire grooves.  Wind 8 - turn inner layer.  The last turn - inner layer must be partially 

wound around lead end as shown on ME-318232.



Notes: 

Fixture rotation should be counter-clockwise for quadrants 2 & 4 inner layers.

The square conductor must be under constant tension and must not be allowed to twist during winding.


CMF Technician





Date

X
3.4
Verify winding direction and that no twisting has occurred.



CMF Lead Person




Date

3.5
Apply Sicomet adhesive (MA-274442) at locations adjacent to each hold - down finger and at all exposed areas near the coil ends.  All turns must be bonded together but excess adhesive must be wiped off.  Avoid package dimensional build-up at all glue locations.

CMF Technician





Date


3.6
Cut conductor, leaving 24.00" to 26.00" for connection.


CMF Technician





Date

X
3.7
Verify that all turns are bonded together before hold - down fingers are removed, refer to (ME-318232).  Verify that all excess adhesive has been removed.


CMF Lead Person




Date

3.8
Install hold - down fingers with spacers (MB-318265), end fingers and compound fingers with spacers (MB-318325).  Use clamp spacers (MB-318319) to support inner layer and clamps
 (MB-318320) to support outer layer.


CMF Technician





Date

3.9
Clamp off first turn - outer layer of conductor (MA-318330) with lead clamp (MB-318257), leaving a 6.00" leader.  Conductor should be protected by shrink tubing (MA-124729) where it contacts clamp and wire grooves.  Wind 8 - turn outer layer.  The last turn - outer layer should extend straight out from the lead end as shown on ME-318232.



Notes: 

Fixture rotation should be clockwise for quadrants 2 & 4 outer layers.

The square conductor must be under constant tension and must not be allowed to twist during winding.


CMF Technician





Date

X
3.10
Verify winding direction and that no twisting has occurred.


CMF Lead Person




Date

3.11
Apply Sicomet adhesive (MA-274442) at locations adjacent to each hold - down finger and at all exposed areas near the coil ends.  All turns must be bonded together but excess adhesive must be wiped off.  Avoid package dimensional build-up at all glue locations.

CMF Technician





Date


3.12
Cut conductor, leaving 24.00" to 26.00" for connection.


CMF Technician





Date

X
3.13
Verify that all turns are bonded together and that the inner layer is bonded to the outer layer before hold - down fingers are removed, refer to ME-318232.  Verify that excessive adhesive has been removed.


CMF Lead Person




Date

3.14
Wrap .0005 X .375" self adhesive kapton (MA-217961) around the 16-conductor package at each glue location, maximum 3 layer build-up.


CMF Technician





Date


3.15
Remove the coil from the winding fixture.


CMF Technician





Date


3.16
Cut first turn - inner layer and first turn - outer layer at splice area.  See detail "A".  Refer to 


ME-318232.















CMF Technician





Date
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Detail "A"

3.17
Strip minimum insulation from conductors to splice first turn - inner layer and first turn - outer layer 

conductors together.















CMF Technician





Date


3.18
Install 2" shrink tubing (MA-124730) on one connector at the splice area.















CMF Technician





Date


3.19
Install butt splice connector (MA-318475), crimp with Thomas & Betts crimper, and solder with 


splice solder (C-124280).















CMF Technician





Date


3.20
Clean joint with Kimwipes (Fermi stock 1660-2500) and flux remover (Fermi stock 1920-0885) 

and cover completed splice with shrink tubing (MA-124730).















CMF Technician





Date



X

3.21
Verify splice and shrink tubing installation, refer to ME-318232.


CMF Lead Person





Date

XX
3.22
Dimensionally check the 16 - turn conductor package with gage block (MA-318611).

Note(s):

Take care to avoid damage to conductor insulation during this test.


CMF QA/QC Inspector




Date


CMF Crew Chief





Date

XX
3.23
Perform the following Acceptance Electrical Tests.  Record the results on the Electrical Inspection Form (5520-FM-318906) once the form is completed place the Electrical Inspection Form behind the last page of this Traveler.





Resistance





Ls





Q


100 Volt Ring (Attach the Ring photographs and/or printouts to the Electrical Inspection Form) 5520-ES-318052


CMF QA/QC Inspector




Date


CMF Crew Chief





Date
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3.24
The readings recorded in step 3.23 are acceptable for continuing on to the next procedure.


Responsible Authority/Physicist




Date


3.25
Place coil in quad trim coil storage container.















CMF Technician





Date

4.0
CMF Production Complete

XXX
4.1
CMF QA/QC Manager verify that the MIR Quadrupole 84" Quadrant 2 & 4 Trim Coil Winding Traveler (5520-TR-318806) 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, Nonconformance Reports, Repair/Rework Forms, Deviation Index and dispositions have beenreviewed by the Responsible Authority for conformance before being approved.



Comments:


CMF QA/QC Manager/Designee




Date

XXX
4.2
CMF Production Manager verify that the MIR Quadrupole 84" Quadrant 2 & 4 Trim Coil Winding Traveler (5520-TR-318806) 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, Nonconformance Reports, Repair/Rework Forms, Deviation Index and dispositions have been reviewed by the Responsible Authority for conformance before being approved.



Comments:


CMF Production Manager/Designee



Date

Trim Coil Winding Traveler for the 84" MIR Quadrupole Magnet
Coil Serial No.
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