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A

Refer to marked up traveler attached to TRR
0784
1/26/98







B

All Completed boxes to Technician Signature Lines
0917
10/28/99



All Electrical tables to current Standards.




2.2
From incomplete table to a fill in the blank.




4.5,4.6
G-10 to G-11




5.4
Removed Pairing, Added new Voltage Taps.




5.5
DUCO to Green Putty.









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 product/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 for this production operation to this traveler.



Ensure that the serial number on the Parts Kit matches the serial number of this traveler.


Verify that the Parts Kit received is complete.



Process Engineering/Designee



Date


2.2
Voltage Tap Wire Color and Number being installed on this coil.

Color
Wire No.






Technician(s)





Date

3.0
Preparation of the Coil and Work Area
Note(s):

The coil shall be covered at all times it is not being worked on to ensure cleanliness.  Use Green Herculite (Fermi stock 1740-0100) or equivalent.


3.1
The entire Coil is to be vacuumed to remove any and all foreign materials.



Technician(s)





Date

3.2
Clean the Coil Assembly Area using a vacuum, and then wipe down with Isopropyl Alcohol
 (Fermi stock 1920-0300) and Kimwipes (Fermi stock 1660-2500).



Technician(s)





Date

X
3.3
Inspect the Coil for any and all foreign materials. Verify that the Coil Assembly Area was vacuumed, and wiped down with Isopropyl Alcohol (Fermi stock 1920-0300) and Kimwipes
 (Fermi stock 1660-2500).



Lead Person





Date

4.0
Pre-Assembly Electrical Inspection
Note(s):
Coils in the free state during an electrical inspection shall be at least 150 mm (6") away from any conductive material (i.e., surface of the coil preparation / storage table).

Electrical connections to the coil leads shall be 305 mm ± 13 mm (12" ± .5") away from the end of the coil to be tested.

Ensure that all measurements are recorded correctly, and have the proper value and symbol (i.e., mΩ, mH, etc.).

Caution:

Before applying power to the Valhalla 4300B, ensure that the test current is OFF.

During testing, ensure that the test current is off and the disconnect status safe light is lit while connecting and disconnecting test leads from the Coil Assembly.  An unsafe signal indicates a test current is still being generated.

4.1
Perform an Electrical Inspection.  Refer to the Valhalla and Leader Free Standing Coil Measurement Procedure ES-292306.

Valhalla 4300B settings:

Power must be on for 30 minutes before testing.

Test current




OFF

Power 





ON

Full scale voltage 



20 mV

Amp selector knob 



.10 mA
Temperature compensator 



ON

Test current 




ON (testing)

Hp 4263b:

Function 




"Ls-Q" Selected

Valhalla
R                            mΩ


HP 4263B
1KHz

Ls                           mH
Q



Technician(s)





Date
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4.2
Verify that the measurements in Step 4.1 are acceptable.  Approved for next Major Assembly Procedure.



Responsible Authority/Physicist



Date


4.3
Perform a Longitudinal Measurement using a tape measure (Starrett HC530-50) or equivalent.

Overall Length in Inches
Inner-Key to Key in Inches






Technician(s)





Date

4.4
Check to see if 2 Layers of Mylar Shrink Tubing (1/2” X 2" long) (MA-274472) are placed over the Mid-plane Lead, close to the G-11 Saddle where the cable is exposed.  If not, add the Mylar tubing.



Technician(s)





Date

5.0
Installation of the Voltage Taps
5.1 Acquire 9 lengths of 12 foot (LE) and 6 lengths of 18 foot (RE).  Refer to Step 2.2 to ensure proper color.



Technician(s)





Date

5.2 Attach a Label at each end of each individual wire.



Technician(s)





Date

5.3 Route the Voltage Tap wires along the turns on the inside arc of the coil.  Run wires through the End parts.



Technician(s)





Date

5.4
Install the Voltage Tap Wires in positions shown on Voltage Tap Drawing (MD-334511).  Ensure that the Inner Tap Wires are soldered onto the inner arc of the coil.  After the soldering is completed, clean the joint with a Cotton Tipped Applicator (Fermi stock 2050-0200) and Miller-Stephenson Safezone Solvent & Flux Remover (Fermi stock 1920-0880).

Voltage Taps
Solder

2A


10B


11A


11C


11D


11B


12A


12C


12D


12B


13B


14A


14C


14D


14B


Technician(s)





Date

X
5.5
Inspect for proper placement and soldering of the Voltage Tap Wires.


Lead Person





Date

5.6
Use Duco (Fermi stock 1930-0200) to hold the Voltage Tap Wire to the Coil; place a small amount on the wire approx. every inch.



Technician(s)





Date


5.7
Using Masking Tape (Fermi stock 1365-0920) secure the end of the Voltage Tap wires to the coil.



Technician(s)





Date

5.8
Roll each wire into a circle of approximately 6 to 8” with an extended connection of about 18" and secure with wire ties. Then secure all wire circles together with wire ties.  Then secure this bundle to the coil with wire ties to prevent damage to the wire.



Technician(s)





Date

6.0
Electrical
Note(s):
Coils in the free state during an electrical inspection shall be at least 150 mm (6") away from any conductive material (i.e., surface of the coil preparation / storage table).

Electrical connections to the coil leads shall be 305 mm ± 13 mm (12" ± .5") away from the end of the coil to be tested.

Ensure that all measurements are recorded correctly, and have the proper value and symbol (i.e., mΩ, mH, etc.).

Caution:

Before applying power to the Valhalla 4300B, ensure that the test current is OFF.

During testing, ensure that the test current is off and the disconnect status safe light is lit while connecting and disconnecting test leads from the Coil Assembly.  An unsafe signal indicates a test current is still being generated.

6.1
Perform an Electrical Inspection.  Refer to the Valhalla and Leader Free Standing Coil Measurement Procedure ES-292306.

Valhalla 4300B settings:

Power must be on for 30 minutes before testing.

Test current




OFF

Power 





ON

Full scale voltage 



20 mV

Amp selector knob 



.10 mA
Temperature compensator 



ON

Test current 




ON (testing)

Hp 4263b:

Function 




"Ls-Q" Selected

Valhalla
R                            mΩ


HP 4263B
1KHz

Ls                           mH
Q



Technician(s)





Date


6.2
Perform a Voltage Tap Series Check on the Coil.

Voltage Tap 
Actual

Readings ± 1mV

Coil Voltage Tap Wire Color


Meter Serial Number


2A
mV

10B
mV

11A
mV

11C
mV

11D
mV

11B
mV

12A
mV

12C
mV

12D
mV

12B
mV

13B
mV

14A
mV

14C
mV

14D
mV

14B
mV



Technician(s)





Date
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6.3
The readings recorded in Steps 6.1 and 6.2 are acceptable for continuing on to the next procedure.



Responsible Authority/Physicist



Date

7.0
Insulation Of The Voltage Tap Solder Joint
7.1 Place a little Insulating Varnish (G.E. 7031) (MA-292198) on the Voltage Tap solder joint. Then using Duco (Fermi stock 1930-0200) place a small amount on the solder joint.



Technician(s)





Date

X
7.2
Inspect all the Voltage Tap solder joints for proper Insulating.


Lead Person





Date

8.0
End Compression Resistance Test
8.1
Perform a Compression Test on the Return End using a 5 inch pusher block with 6500 pump psi to ensure no shorts exist.



Inspector





Date

8.2
Perform a Compression Test on the Lead End using a 5 inch pusher block with 6500 pump psi to ensure no shorts exist.



Inspector





Date
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8.3 The readings recorded in Step 8.1 and 8.2 are acceptable for continuing on to the next Procedure.



Responsible Authority/Physicist



Date

9.0
Production Complete
9.1
Process Engineering verify that the HGQ Short Inner Coil Prep/Voltage Traveler


 (5520-TR-333243) 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

10.1
Attach the Process Engineering O.K. to Proceed Tag to the device that this production operation was performed on.



Process Engineering/Designee



Date

11.1
Proceed to the next major assembly operation - HGQ Coil Assembly/Insulation Traveler (5520-TR-333245)

HGQ Short Inner Coil Prep/Voltage Taps

HGQI Serial No.  
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