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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 and 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 along with an initial and date next to 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.



2.0 Current Leads preparation for installation. (DWG## 857525, 858545)

2.1 Install the protection Cup for Warm Flange heat exchangers (use 2 HHCS M6x45mm) and replace existing G10 Bracket Bridges A&B with longer (DWG## 919015, 919035)  

[image: CL_prepare-1] [image: CL_prepare-3]
Current Leads Preparation before installation


												
		Technician(s)						Date


2.2 Properly locate CL assembly near corrector magnet. Solder 4 magnet coil ends to 4 CL cold Bronze ends according note #6 (DWG# 858545). Soldering connections clamp by G10 Bracket Bridges, items ## 2, 3, 4, 17 & 18 (DWG #857525).


[image: CL_before_weld] [image: CL_brazing]
Current Leads Assembly ready for soldering


												
Technician(s)						Date


														Electrical Technician(s)					Date

2.3 Electrical technicians need to install temperature sensors inside the instrumentation Box, before final welding current leads. Refer to the appropriate assembly procedures documents managed by the electrical group.

												Electrical Technician(s)					Date




3.0 Current Leads weld to corrector instrumentation box. (DWG ##858545, 906795)


3.1 Connect cold Flange of Current Leads to Corrector instrumentation Box and weld according DWG #858545. Control the dimension of Current leads warm flange position according DWG# 906797.

Caution: Not damage the wire insulation inside the instrumentation box. 
Wires electrical test is required after welding is done.

[image: CL_To cold_mass_Weld]  [image: CL_WELDING_CONTROL]
Current Leads welding and dimension control
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4.0  Installation the Corrector with Current Leads  into Vacuum vessel. Final welding for warm CL Flange and Corrector Instrumentation line pipe to vacuum vessel ports. (DWG #933265)



4.1 Push inside the warm Flange of current leads and Corrector instrumentation line. Be sure, that the warm flange and instrumentation line flange not touch the inner surfaces of Vacuum vessel during final insertion Cold Mass assemble into Vacuum vessel.

[image: cold_mass_install in vacuum Vessel]
Last phase Cold Mass insertion into Vacuum Vessel


												
		Technician(s)						Date

4.2	Pull out the warm Flange of current leads. Properly locate Current Lead warm flange relative Vacuum vessel Current leads port. Weld Current leads warm flange to vacuum vessel current leads port according DWG #933265.
Caution: do not overheat the flange during welding.
Remove the cover protection cup for Current Leads Heat exchanger.

[image: cold_mass_install in vacuum Vessel_1][image: ]
Current Leads warm port welding to vacuum vessel port
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		Electrical Technician(s)					Date


4.3	Pull out the flange of corrector instrumentation line. Properly locate flanges relative Vacuum vessel Instrumentation port. Weld instrumentation line flange to vacuum instrumentation port according DWG #933265.
[bookmark: _GoBack]Caution: do not damage the corrector instrumentation wires insulation. 
Wires electrical test is required after welding is done.

[image: ]
Instrumentation line port welding to vacuum vessel port
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               4.4         Pump down the 2-phase line and leak check the current leads welding.

						

										
	Technician(s)						Date
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