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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 product/assembly with Green Herculite (Fermi stock 1740-0100) and/or a Nitrogen Purge when not being serviced or assembled for extended periods.

1.8
All systems shall be masked during all grinding operations.

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 Verify the Incoming Inspection Traveler 1620-TR-126905 is completed satisfactory and the Spool is acceptable for further processing.



Process Engineering/Designee



Date

3.0
Component Removal
3.1
Transport the Spool into an Authorized Grinding Area.



Technician(s)





Date

3.2 Remove the Vacuum Box from around the joint between the Power Lead Assembly (MC-125952) and the Bus Bars (MB-125879).

Remove the Up Stream Vacuum Box Extension Side (MA-125907).

Remove the Down Stream Vacuum Box Extension Side (MA-125907).

Remove the Front Vacuum Plate (MA-125908).

Remove the Bottom Vacuum Plate (MA-125905).

[image: image1.wmf]Vacuum Box Extension Side

MA-125907

Vacuum Box Extension

MA-125908

Power Lead Enclosure

MC-126705

MA-

126212

MA-

126208

MA-

126209

MA-

126210

Vacuum Box Extension Side

MA-125907

Back Plate

MB-125881

Vacuum Box Extension Top

MB-125904

Vacuum Box Extension Bottom

MA-125905




Technician(s)





Date

X
3.3
Cut the Super-Insulation (MA-125323)/(MA-125324) from around the Nitrogen Shield flush 

to the Spool Box Back Plate (MC-125881).



Lead Person(s)





Date

3.4
Remove the Nitrogen Shield from the Bus Bar Area.



Note(s):




Cut the Nitrogen Shield at least .375” from the Back Wall Vacuum Box 

(MB-125881).

[image: image2.wmf].375”

Back Wall Vacuum Box

MB-125881


Remove the Shield Extension Cover (MA-125900).

Remove the Up Stream Bracket Shield (MA-125990).

Remove the Lower Shield Extension (MB-125898).

Remove the Down Stream Bracket Shield (MA-125990)
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Technician(s)





Date

3.5
Disconnect the Power Lead Shield Stacks (MA-125901) from the Shield Top Connection 

(MB-125899).



Technician(s)





Date

3.6
Remove Super-Installation (MA-125323)/(MA-125324) as needed to gain access to Power Lead Enclosures (MC-126705).



Technician(s)





Date

X
3.7
Remove the Power Lead Enclosure (MC-126705) to allow for the unsoldering of the Power 

Lead Assembly (MC-125952)/Bus Joints.



Warning(s):




Do not damage the Bellows or the 1( Tubes surrounding the Bus Bars (MB-125879).
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Lead Person(s)





Date

3.8
Remove the Roll Pins (MA-125917) that attach the Power Lead Assembly (MC-125952) to the Bus Bars (MB-125879).



Technician(s)





Date


3.9
Unsolder the Power Lead Assembly (MC-125952) from the Bus Bars (MB-125879).



Technician(s)





Date

3.10 Remove the Vacuum Box Extension Top Plate (MB-125904) /Power Leads sub-assembly from the Spool Box.



Technician(s)





Date

X
3.11
Mark the Nitrogen Shield at .375” from the Spool Box Back Plate (MB-125881).  Cut through the entire Upper Shield Extension (MB-125899) at exactly .375” from the back wall of the Spool Box.
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Lead Person(s)





Date

X
3.12
Remove the 1( Extension Back Plate (MB-126687) with the Bellows/1( Tube Assembly 

(MB-126696) from the 1( Spool Box.

Note(s):


Save the sub-assembly for later use.



Lead Person(s)





Date

X
3.13
Mark the 1( Extension Box (MD-126722) at .625”.  Cut the 1( Extension Box (MD-126722) 

at exactly .625” from the back wall of the Spool Box.
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Lead Person(s)





Date

4.0
Removal of the Vacuum Can and Internal Components

4.1
Disassemble the Connector Flange (MB-124684) and disconnect the Detector Cables from the Connector Flange (MB-124684).



Technician(s)





Date

X
4.2
Ensure that the Detector Cables are moved away from the grinding area.  Remove the 

Detector Cable Flange/Tube (MB-124520) from the  Up Stream Vacuum Bellows Extension 

(MB-125161).

Note(s):

Save the Detector Cable Flange/Tube (MB-124520) for later use.



Lead Person(s)





Date

4.3
Remove the Up Stream Vacuum Bellows Extension (MB-125161) from the Spool Box.


Technician(s)





Date

X
4.4
Remove the Vacuum Bellows (MB-96822) from the Vacuum Can.

Note(s):


Save the Vacuum Bellows (MB-96822) for later use.



Lead Person(s)





Date

4.4
Remove the Super-insulation (MA-125323) and (MA-125324) from the Up Stream Shield End Tube (MD-124374).



Technician(s)





Date

4.5
Cut the Thermal Braids (CA-125094) and the Heat Intercept Strips (MA-125099) in between the Up Stream LN2 Tube (MB-124567) and the Up Stream Shield End Tube 

(MD-1243740).



Technician(s)





Date

4.6
Remove the Pop Rivets (CA-97683) from in between the Up Stream Shield End Tube 

(MD-124374) and the Ham Can Tabs (MA-125069).



Technician(s)





Date

X
4.7
Unsolder the Ham Can Tabs (MA-125069) from the Up Stream Shield End Tube 

(MD-124374) and remove.

Note(s):



Save the Ham Can Tabs (MA-125069) for reinstallation on the Spool.



Lead Person(s)





Date

4.8
Cut an opening in the existing Up Stream Shield End Tube (MD-124374) section to expose the Up Stream LN2 Tube (MB-124567).



Technician(s)





Date

X
4.9
Mark the Up Stream LN2 Tube (MB-124567) at 1”.  Cut the Up Stream LN2 Tube 

(MB-124567) at exactly 1” from the wall of the Vacuum Box (MB-124314).



Lead Person(s)





Date

4.10 Remove the solder from the exposed Up Stream LN2 Tube (MB-124567).



Technician(s)





Date

4.11
Deburr and clean all cut areas as necessary for re-assembly.



Technician(s)





Date

4.12
Verify that the Spool is ready for re-assembly.



Inspector





Date

4.13
Move the Spool to the Assembly Area.



Technician(s)





Date

5.0
Production Complete
5.1
Process Engineering needs to verify that the Tevatron H Spool (TSHH) High Temperature Lead Disassembly Traveler (5520-TR-333549) 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

5.2
Attach the Process Engineering O.K. to Proceed Tag to the device that this production operation 


was performed on.



Process Engineering/Designee



Date

5.3
Proceed to the next major assembly operation Tevatron H-Spool (TSHH) High Temperature Lead Assembly Traveler (5520-TR-333584).
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