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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) 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
Assemble the 2( System
3.1
Clean the 2( Adaptor Block (MA-126666) and the 2( Tee Tube (MB-125061) using Isopropyl Alcohol (Fermi stock 1920-0300).



Technician(s)





Date

3.2
Install the 2( Adaptor Block (MA-126666) on the 2( Tee Tube (MB-125061).



Technician(s)





Date

3.3 Weld the 2( Adaptor Block (MA-126666) to the 2( Tee Tube (MB-125061) as per

ES-107230.

Weldor(s)





Date

3.4
Clean the 2( Adaptor Block (MA-126666) and the 2( Tee Tube (MB-125061) using a steel brush.



Technician(s)





Date

3.5
Clean the 2( Vertical Extension Tube (MA-126725) using Isopropyl Alcohol

 (Fermi stock 1920-0300).



Technician(s)





Date

3.6
Install the 2( Vertical Extension Tube (MA-126725) on the 2( Adaptor Block

 (MA-126666).



Technician(s)





Date

3.7
Weld the 2( Vertical Extension Tube (MA-126725) to the 2( Adaptor Block

 (MA-126666) as per ES-107230.

Weldor(s)





Date

3.8
Clean the 2( Adaptor Block (MA-126666) and the 2( Vertical Extension Tube

 (MA-126725) using a steel brush.



Technician(s)





Date

3.9
Leak Check the 2 ( system as per ES-107230.
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Inspector(s)





Date

4.0
Assemble the 1( System
4.1
Screw the G-10 Baffle (MA-126691) in the 1( Box extension using Henkel Sicomet Superglue (MA-274442) between the Screw (MA-126721) and the G-10 Baffle

 (MA-126691) to prevent loosening.



Technician(s)





Date

4.2
Install the 1( Extension Top Plate over the 2( Vertical Extension Tube (MA-126725).
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Technician(s)





Date

4.3
Weld the 1( Extension Box sub-assembly (MD-126722) with Top Plate (MB-126686) as per ES-107230.



Weldor(s)





Date

4.4
Clean the 1( Extension Box sub-assembly (MD-126722) using a steel brush.



Technician(s)





Date

4.5 Weld the 2( Vertical Extension Tube (MA-126725) to the 1( Top Plate as per

 ES-107230.

Weldor(s)





Date

4.6
Leak Check the 2( system as per ES-107230.
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Inspector(s)





Date

5.0
Assemble the Relief Tube System

5.1
Set up the Relief Tube Alignment Fixture (ME-123386).



Technician(s)





Date

5.2
Weld the Anchor Pad (MA-125060) on the1( Box (MD-126726) as per ES-107230.
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Weldor(s)





Date

5.3
Clean the 1( Relief Tube (MD-124588) and the 2( Relief Tube (MD-124581) for Thermal Braids (C-97670) using Isopropyl Alcohol (Fermi stock 1920-0300).



Technician(s)





Date

5.4
Tin (SN50 Solid) the 1( Relief Tube (MD-124588) and the 2( Relief Tube (MD-124581) for Thermal Braids (C-97670).
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Technician(s)





Date

5.5
Solder (60/40 Rosin Core) the Thermal Braids (C-97670) between the 1( Relief Tube (MD-124588) the 2( Relief Tube (MD-124581) and the Stack (MD-125642).



Technician(s)





Date

5.6
Install the G-10 Rod (MB-124815) on the 1( Box (MD-126726).



Technician(s)





Date

5.7
Install the 1( Relief Tube (MD-124588) and 2( Relief Tube (MD-124581) to the 1( Extension Box (MD-126722).



Technician(s)





Date

5.8
Weld the 1( Relief Tube (MD-124588) and 2( Relief Tube (MD-124581) to the 1( Extension Box (MD-126722) as per ES-107230.



Weldor(s)





Date

5.9
Clean the weld area of the 1( Relief Tube (MD-124588) 2( Relief Tube (MD-124581) and the 1( Extension Box (MD-126722) with steel brush.



Technician(s)





Date

5.10 
Leak Check the 1 ( system as per ES-107230.
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Inspector(s)





Date

5.11
Leak Check the 2 ( system as per ES-107230.

[image: image4.wmf]DETERMINATION OF MINIMUM  DETECTABLE LEAK

M.D.S./((RESPONSE - BACKGROUND)/LEAK VALUE)=MDL

MDS

Response

Background

Leak Value

MDL

PART NO.

SCALE

UNITS

BEFORE

HELIUM

PROBE

SCALE

UNITS

WHILE

ENCLOSURE

FLOODING

OPERATOR’S

LAST NAME

DATE

TIME


Inspector(s)





Date

5.12
Cut the MLI Blanket into the 1( MLI Super-Insulation for the Vacuum Box and Flange (MD-126727).



Technician(s)





Date

5.13
Install the 1( MLI Super-Insulation on Vacuum Box and Flange (MD-126727).



Technician(s)





Date
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5.14
Install Mylar (MA-125258) around the 1( Relief Tube Bellows (MB-124588) and 2( Relief Tube Bellows (MD-124581).



Technician(s)





Date

5.15
Install MLI Super-Insulation on the 1( Relief Tube (MD-124588) and the 2( Relief Tubes (MD-124581).



Technician(s)





Date

5.16
Install the MLI Super-Insulation on the Coil Lead Stack (MA-125901).

Note(s):

Ensure Thermal Braid protrudes thru MLI Super-Insulation.


Technician(s)





Date

5.17
Install the Mylar Wrap (MA-125267) and the MLI Super-Insulation on the Vacuum Break Bellows (MD-125051).



Technician(s)





Date

6.0
Assemble the LN2 Cross-over System

6.1
Clean the LN2 Cross-over Tube assembly (MD-125052) using Isopropyl Alcohol
 (Fermi stock 1920-0300).



Technician(s)





Date

6.2
Install the LN2 Cross-over Tube assembly (MD-125052) as per the TQ Quadrupole 72” spool Assembly (MR-124600).



Technician(s)





Date

6.3
Weld the LN2 Cross-over Tube Assembly (MD-125052) as per ES-107230.



Weldor(s)





Date

6.4
Clean the LN2 Cross-over Tube Assembly (MD-125052) using a steel brush.



Technician(s)





Date

6.5
Leak Check the LN2 Cross-over Tube Assembly (MD-125052) as per ES-107230.

[image: image5.wmf]DETERMINATION OF MINIMUM  DETECTABLE LEAK

M.D.S./((RESPONSE - BACKGROUND)/LEAK VALUE)=MDL

MDS

Response

Background

Leak Value

MDL

PART NO.

SCALE

UNITS

BEFORE

HELIUM

PROBE

SCALE

UNITS

WHILE

ENCLOSURE

FLOODING

OPERATOR’S

LAST NAME

DATE

TIME


Inspector(s)





Date

6.6
Solder (60/40 Rosin Core) the Thermal Braid (C-97670) from Stack (MD-125642) to LN2 Cross-over Assembly (MD-125052).



Technician(s)





Date

7.0
Assemble the Vacuum Box

7.1
Bolt the G-10 Stand-off (MA-124806) to the bottom of the LN2 Plate (MC-124309).
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Technician(s)





Date

7.2
Mark the 1( MLI Super-Insulation where the Nitrogen Shield Box


 (MB-125153, MB-125877, MB-125889, MC-125997) and G-10 Stand-off (MA-124806) will make contact and cut windows in the MLI Super-Insulation.



Technician(s)





Date

7.3
Install Nitrogen Shield Plates (MB-125153, MB-125877, MB-125889, MC-125997) on Manifold.



Technician(s)





Date

7.4
Solder (60/40 Rosin Core) the Nitrogen Shield Box 




(MB-125153, MB-125877, MB-125889, MC-125997).



Technician(s)





Date

7.5 Solder (60/40 Rosin Core) the Thermal Braids (C-97670) to the Nitrogen Shield Box
 (MB-125153, MB-125877, MB-125889, MC-125997).



Technician(s)





Date

7.6
Install the Nitrogen Shield Box MLI Super-Insulation.



Technician(s)





Date

7.6 Tape E-felt the G-10 Stand-off (MA-124806), Correction Leads (MB-125979), 

Pin-connectors (C-124809) and 1( Relief Tube (MD-124588) and 2( Relief Tube

 (MD-124581).



Technician(s)





Date

7.8
Apply Graphite Vacuum Grease (Fermi stock 2150-5200) mixture to the G-10 Stand-offs              (MA-124806) on the Bottom of the Nitrogen Shield Box.



Technician(s)





Date

7.9
Set magnetic assembly on the Bottom Vacuum Plate (MC-351912) and assemble the Vacuum Box.



Technician(s)





Date

7.10
Weld the Vacuum Box as per ES-107230.



Weldor(s)





Date

7.11
Leak Check the Vacuum Box as per ES-107230.
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Inspector(s)





Date

8.0
Production Complete
8.1
Process Engineering verify that the TSH Spool Upgrade Assembly Traveler

 (5520-TR-333636) 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
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