TS/Magnet Design and Fabrication
General Gritblasting Procedure 5520-ES-318953

1.0 GRITBLASTING PROCEDURE

Gritblasting is the process of removing oxide, dirt’s, greases and other manufacturing substances/contaminates from the conductor/coil winding prior to insulating/impregnating the coil winding.

2.0 CONDUCTOR/COIL GRITBLASTING

2.1 All water passage openings must be plugged to prevent the gritblasting agent from entering using approved devices and methods as required by traveler or vendor/requistioner documentation.
2.2 Transport the conductor/coil winding in to the gritblasting area on the gritblasting conductor/coil winding transport tooling
2.3 Remove conductor/coil winding clamping tooling
2.4 Spread conductor/coil winding apart and insert aluminum spreading tooling designed for this conductor/coil winding
2.5 Ensure that the spreading tooling supports adequately to prevent damage to the conductor/coil winding.
2.6 Ensure that the spreading tooling has spread the conductor/coil winding ensuring full exposure to all areas of the conductor/coil.
2.7 Operate the Gritblast booth in accordance with the Grit Blast Booth Operation Procedure (5525-OP-318954)
2.8 Gritblast conductor/coil winding using aluminum oxide (80 grit).  Ensure that the entire coil and all costings, tubes and braze joints have been gritblasted. Power flags, if installed at this point, are not normally gritblasted and should be protected unless otherwise specified.
2.9 After gritblasting of a conductor/coil winding, white lint-free gloves (Fermi Stock 2250-1800) must be worn during and handling, transporting or inspection prior to conductor/coil winding insulation.
2.10 Perform a white glove check on all coil surfaces using white lint-free gloves (Fermi Stock 2250-1800).  Any place that cases the gloves to snag (obvious burrs, imperfections, or lack of an edge radius in dekeystoned areas) must be marked and repaired by sanding and/or further gritblasting. 
2.11 Visually inspect the conductor/coil winding to ensure all surfaces, castings, tubes and braze joints have been gritblasted. If not, mark with chalk and Gritblast those areas. 
2.12 Clean conductor/coil winding of residue aluminum oxide using compressed air.  If chemical other than water is needed proper ES&H procedures should be followed.  Special authorization is needed to clean radioactive conductors if using any chemical.
2.13 Remove spreading tooling and return conductor/coil winding to original configuration.
2.14 Install conductor/coil winding clamping tooling.
2.15 Transport conductor/coil winding to next assembly area.

3.0 LAMINATED END PACKS/HALF CORES GRITBLASTING

3.1 Transport the end packs/half cores in to the gritblasting area on transport tooling.
3.2 Remove end packs/half cores clamping tooling.
3.3 Operate the Gritblast booth in accordance with the Grit Blast Booth Operation Procedure (5525-OP-318954)
3.4 Gritblast end pack/half cores using aluminum oxide (80 grit).  Ensure that the entire end pack/half core has been gritblasted.
3.5 After gritblasting of a end packs/half cores, white lint-free gloves (Fermi Stock 2250-1800) must be worn during and handling, transporting or inspection prior to conductor/coil winding insulation.
3.6 Perform a white glove check on all end packs/half cores surfaces using white lint-free gloves (Fermi Stock 2250-1800).  Any place that cases the gloves to snag (obvious burrs, imperfections, or lack of an edge radius in dekeystoned areas) must be marked and repaired by sanding and/or further gritblasting. 
3.7 Visually inspect the end packs/half cores to ensure all surfaces, castings, tubes and braze joints have been gritblasted. If not, mark with chalk and Gritblast those areas. 
3.8 Clean end packs/half cores of residue aluminum oxide using compressed air.  If chemical other than water is needed proper ES&H procedures should be followed.  Special authorization is needed to clean radioactive conductors if using any chemical.
3.9 Install end packs/half cores clamping tooling.
3.10 Transport end packs/half cores to next assembly area.

4.0 [bookmark: _GoBack]MAGNET GRITBLASTING

4.1 Transport the magnet in to the gritblasting area.
4.2 Cover the ends of the magnet with the appropriate end covers for gritblasting.
4.3 Using approved devices and methods plug the exposed water passages to prevent the gritblasting agent from entering.
4.4 Operate the Gritblast booth in accordance with the Grit Blast Booth Operation Procedure (5525-OP-318954)
4.5 Gritblast using aluminum oxide (80 grit).  Ensure that the entire exposed parts of the magnet has been gritblasted.
4.6 After gritblasting of the magnet, do not touch the magnet surface unless wearing white lint-free gloves (Fermi Stock 2250-1800).
4.7 Clean the magnet of residual aluminum oxide using compressed air.
