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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
Cleaning
3.1
Install the bottom half of the Pulse forming line assembly (ME-142499) on the spool transfer assembly.



Technician(s)





Date


3.2
Set the reel of RG-220 cable and the take up reel on the spool transfer assembly.
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Original Reel

Take up reel and half of the Pulse forming Assembly



Technician(s)





Date


3.3
Measure the Diameter of the Take up reel.




Diameter






Technician(s)





Date

3.4
Using Isopropyl Alcohol or KPC Cleaner and a rag, to clean the cable as it is transferred from the original reel to the take up reel.



Note(s):




Do not bend the cable away from its natural bend.




Do not bend the cable to a diameter of less than 18”



Technician(s)





Date


3.5
Measure the Diameter of the Original reel.




Diameter






Technician(s)





Date

3.6
Transfer half of the cable back to the original reel.



Technician(s)





Date

4.0
Winding the first Layer

4.1
Verify the Cable is evenly spread between both reels.  If the equation below is equal, hen equal amounts of cable are on each reel.



Diameter of Take up Reel




TD1=




Number of turns in the first layer of the reel


TN1=





Diameter of Take up Reel + 2.5”



TD2=




Number of turns in the second layer of the reel

TN2=





Diameter of Original Reel




OD1=




Number of turns in the first layer of the reel


ON1=





Diameter of Original Reel + 2.5”



OD2=




Number of turns in the second layer of the reel

ON2=






TD1*TN1+TD2*TN2 = OD1*ON1+OD2*ON2



Lead Person





Date

4.2
Using cable ties attach the cable to the Pulse forming line assembly at three points per the Assembly (ME-326430).



Technician(s)





Date

4.3
Wind 19 turns of cable.  Use a Plastic Malette as needed to maintain a tight fit of the cable.



Note(s):




A 50 ft lead is required, unwind as required to achieve a 50 ft lead.




Do not bend the cable away from its natural bend.




Do not bend the cable to a diameter of less than 18”



# of turns







Technician(s)





Date


4.4
Inspect the first layer to ensure it is per the assembly drawing (ME-326430).



Lead Person





Date

5.0
Winding the second Layer

5.1
Remove the original reel, and transfer the take up reel with cable into its place.



Note(s):




Ensure the cable is not stressed during this operation.
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Take up reel


Half of the Pulse Forming Line Assembly



Technician(s)





Date

5.2
Install the 4 holding bars to keep the second Layer in place.



Technician(s)





Date

5.3
Wind 19 turns of cable.  Use a Plastic Malette as needed to maintain a tight fit of the cable.



Note(s):




A 50 ft lead is required, unwind as required to achieve a 50 ft lead.




Do not bend the cable away from its natural bend.




Do not bend the cable to a diameter of less than 18”



# of turns







Technician(s)





Date


5.4
Inspect the Second layer to ensure it is per the assembly drawing (ME-326430).



Lead Person





Date

6.0
Final Assembly
6.1
Remove the 4 Holding bars and install the Top half of the Pulse forming line assembly (ME-142499) on the Assembly.



Technician(s)





Date

6.2
Verify the Assembly is complete and acceptable per the Pulse Forming Line Assembly (ME-326430).



Lead Person





Date

7.0
Magnet Identification
7.1
Weigh the magnet using a under a hook scale or equivalent.  Record the magnet weight below.

	Scale Model/Type
	Scale Serial Number
	Magnet Weight (Lbs.)

	
	
	




Technician(s)





Date

7.2
Stencil the serial number and weight (Lbs.) in 1" characters centered on both sides of the magnet using Flat White Enamel Paint (Fermi stock 1825-1340 or equivalent).

EXAMPLE

PFLXXX

Beams Cable ID#

MAGNET WEIGHT



Technician(s)





Date


7.3
Affix the completed Generic Magnet Identification Labels (MA-318490) (Qty. 1) on the magnet.  Affix a completed Generic Magnet Identification Label (MA-318490) to this page.
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Partially Completed

Generic Magnet Identification Label (MA-318490)



Inspector
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8.0
Production Complete
8.1
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, Nonconformance Reports, Repair/Rework Forms, Deviation Index and dispositions have been reviewed by the Responsible Authority for conformance before being approved.



Process Engineering/Designee



Date







Pulse Forming Line Winding Traveler
Serial No.
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