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Revised Step(s) 3.1 - 3.4 to conform to actual assembly sequence.  Added Shim P/N’s to Step 3.5.  Added Step 3.10 to stamp serial numbers.  Add painting Step 3.11.  
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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 
All personnel performing steps in this traveler must have documented training for this traveler and 

associated operating procedures.


1.6
Personnel shall perform all tasks in accordance with current applicable ES&H guidelines and those 

specified within the step.


1.7
Cover the 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 for the A-Zero Chicane Manget Assembly 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


2.2
Record coil serial number here.




Coil Assy.







Note(s):




Attach "OK to Proceed" tags to this traveler



Assembly/Designee




Date

[This Page Intentionally Left Blank]

3.0
Magnet Assembly
3.1
Un-bolt and remove Top Yoke Plate assembly..  Indicate in the table which chicane pole piece is being used.

 EMBED Word.Picture.8  









     Side View

Pole Chicane Style
Used

‘A’ (MC-314443)


‘B’ (MC-314444)


‘C’ (MC-314445)




Technician(s)





Date

3.2
Carefully place the Coil Assembly (MD-314417) over the Coil Core (MC-314439).  Ensure that the terminal Strip located on the Coil Flange is positioned to the outside of the assembly (away from the Pole Piece). 


 EMBED Word.Picture.8  




Technician(s)





Date

3.3
Place two (2) Rubber Pads (Mx-xxxxxx) over the Coil Core (MC-314439) and on top of the Coil Assembly (MD-314417). 




Completed



Technician(s)





Date

3.4
Re-attach the Top Yoke Plate assembly to the Coil Core (MC-314439).  Securely tighten the four (4) 1/2-13 Socket Head Bolts to completely draw the Yoke Plate into full contact with the Coil Core (MC-314439).


 EMBED Word.Picture.8  




Technician(s)





Date

3.5
Using proper technique, measure the Pole Gap for compliance with Dwg. ME-314438.  Shim the poles as needed using Shims (MD-314447, MD-314448, MD-314449 or MD-314450).  


 EMBED Word.Picture.8  




Technician(s)





Date

X
3.6
Using proper technique, measure the Pole Gap at the four (4) locations indicated.  Record the Pole Type and measurements below.  Calculate the Average of the four readings.  Record the value below.


 EMBED Word.Picture.8  


Pole Type:


Location ‘A’


Location ‘B’


Location ‘C’


Location ‘D’


Average




Inspector





Date

XX

3.7
Verify that readings taken in Step 3.6 are acceptable before continuing with this traveler.



Lead Inspector





Date



Crew Chief





Date

X

3.8
Perform an electrical check of the Coil and record results below.

Electrical Test


Equipment Serial Number
Limit


Actual Measurement
Pass
Fail
Out of Tolerance

Coil

Resistance

1.28 - 1.42 Ω







LS @ 1 KHz

Reference Test Only

Not Subject to Limit Values





Q @ 1 KHz

Reference Test Only

Not Subject to Limit Values





LS @ 100 Hz

Reference Test Only

Not Subject to Limit Values





Q @ 100 Hz

Reference Test Only

Not Subject to Limit Values





100 Volt Ring







Hipot







Coil to Gnd

500 V @ < 1 µA







Inspector





Date

XX

3.9
Verify that readings taken in Step 3.9 are acceptable before continuing with this traveler.



Lead Inspector





Date



Crew Chief





Date

3.10
Using 1/4” Steel Stamps, stamp the Magnet Serial Number as indicated into the outer-most edge of each steel pole component of the magnet.  Ensure that the Serial number matches that at the bottom of this traveler.


 EMBED Word.Picture.8  



 EMBED Word.Picture.8  




Technician(s)





Date

3.11
Paint ALL exposed steel surfaces (Including Chicane Pole Faces) with Marlin Blue paint

 (MA-318690)



Technician(s)





Date

4.0
Production Complete

XXX
4.1
Process Engineering verify that the A-Zero Chicane Magnet Assembly Traveler (2782-TR-333319) 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:



Process Engineering/Designee



Date

XXX
4.2
Assembly verify that the A-Zero Chicane Magnet Assembly Traveler (2782-TR-333319) 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:



Assembly/Designee




Date

5.0
Attach the Process Engineering "OK to Proceed" Tag on the coil.



Process Engineering/Designee



Date

6.0
Proceed to the next major assembly operation - Final Inspection/Shipping 2782-TR-333320

Main Coil Winding Traveler for the 100" MIR Quadrupole Magnet
Coil Serial No.



Page 
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Coil Type 


A-Zero Chicane Magnet Assembly

Magnet Serial No.
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_1020586239.unknown

_1020586242.unknown

_1020586244.unknown

_1020586245.unknown

_1020586243.unknown

_1020586240.unknown

_1020586238.unknown

