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

1.6
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

3.0
Manifold Disassembly

3.1
Remove the Water Supply and Water Return Manifolds (MD-197981 and MD-197982) and as per Water Manifold Assembly (ME-318779).
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Technician(s)





Date

3.2
Remove and save the Bus Bars (MA-220132) for re-assembly as per Water Manifold Assembly (ME-318779).



Technician(s)





Date

3.3
Remove the Bus Bar-Flags (MA-331725 and MA-331726) as per Water Manifold Assembly 

(ME-318779).  Save all electrical related materials.



Technician(s)





Date

3.4
Using a DOTCO Grinder, (or equivalent) grind the tie plates from the magnet and remove the weld residue from the core.



Technician(s)





Date

3.5
Using appropriate and approved procedures, separate the upper core from the lower core.



Technician(s)





Date

4.0
Coil Removal
X
4.1
Tag and remove the Coils from the core.



Lead Person





Date

4.2
If there is no identifying serial number, stamp the following as they apply:

UO
(for Upper Outer)

UI
(for Upper Inner)

LI
(for Lower Inner)

LO
(for Lower Outer)

and the 3-digit number of the serial number found at the bottom of this traveler, on the Lead end of the conductors as shown below.

[image: image2.wmf]LI001

Example

:

 

Serial No. 

MOD B-1 MDCX001




Technician(s)





Date

4.3
Send the Coils to the De-Bonding oven and De-Bond as per the Debonding Oven Operation Procedure (5525-OP-318955).

Upper Outer


Lower Outer

Upper Inner


Lower Inner



Technician(s)





Date

X
4.4
Check the Upper and Lower Core Halves for the presence of either Pole Tip or End Pack Shims, and enter the quantity of each below.  Do not Remove THE Shims.  Removal of these parts can permanently damage the overall performance of the Magnet.

DO NOT REMOVE SHIMS!!!


Indicate in RED, the locations of the pole tip shims and End Pack Shims. 


 Measure and record the positions of the pole tip shims.
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DO NOT REMOVE SHIMS!!!



Number of End Pack Shims: ___________/per Half Core



Number of Pole Tip Shims: ____________/per Half Core



Inspector





Date

4.5
Position the Cores (MD-115305) in the Grit Blast Booth.


Note:

Any End Pack Shims and Pole Tip Shims MUST BE PROTECTED


 during Grit Blasting.

Grit Blast Cores in accordance with the General Grit Blasting Procedure (5520-OP-318953), using #80 Grit Alumina H.B. Read & Co. or equivalent.



Technician(s)





Date

5.0
Production Complete

5.1
Process Engineering verify 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

5.2
Proceed to the next major assembly operation Prep Traveler (5520-TR-33360X).
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