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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
Assembly of the Power Lead Vertical Tube Assembly

3.1
Solder the Thermal Braid (C-97670) on to the Single Phase Vertical Tube Assembly (MC-351909) at 7” from the end of the Vertical Tubes as per the Assembly drawing (ME-351829 SHT3).



Technician(s)





Date

3.2
Assemble the Single Phase Box Top Plate (MC-351908), the Single Phase Vertical
 Tubes and the Vacuum Box Top Plate (MD-388112) as per the Assembly Drawing
 (ME-351829 SHT3).



Technician(s)





Date


3.3
Clamp the Power Lead Tube Assembly Together.



Note(s):




The Plates must be parallel.




Assembly not to be twisted.



Technician(s)





Date


3.4
Verify Squareness and alignment per the Assembly Drawing (ME-351829 SHT 3).



Inspector





Date

3.5
Tack the Power Lead Tube Assembly Together ass per note #2 on the Assembly Drawing (ME-351829 SHT3).



Technician(s)





Date

3.6
Weld the Power Lead Tube Assembly Together as per the Assembly Drawing

 (ME-351829 SHT3).



Note(s):




Plates are 304 Stainless Steel.




Tubes are TP-321 Stainless Steel.




.035” Wall thickness



Weldor(s)





Date


3.7
Leak Check the Power Lead Tube Assembly.
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Inspector





Date

4.0
Installation of Power Leads

4.1
Abraid the (41) Vacuum Box Top plate (MD-388112) top external surface only.


Note(s):

DO NOT ABRADE INSIDE THE THREADED HOLES.

DO NOT ABRADE THE SEAL GROOVES.

Cover Sealing Groves with a blank off plate or Green Tape


 (Fermi stock # 1365-0980) should be used. Surfaces should be abraded with 80 grit aluminum oxide for best results.

[image: image2.wmf]


Technician(s)





Date

4.2
Top and Bottom sealing surfaces of the G-10 Plate (76) (MC-388163) should be protected from abrasion, all other surfaces of the G-10 Plate shall be abraded.



Technician(s)





Date

4.3
Inspect the Sealing Surfaces for the G-10 plate as per the detail drawing (MC-388163).



Inspector





Date

4.4
The 1/32 G-10 Insulating Sheet shall be lightly abraded on both sides as well.



Technician(s)





Date

4.5
Abrade the (60) 5/8 Bolts (MA-388123) Abrade the Bolt Heads only.


Note(s):

Do not abrade the threads.



Technician(s)





Date

4.6
Abraid the Power Leads ((77) ME-388155, (78) ME-388156).

Note(s):

The following surfaces should not be abraded and should be protected from abrasion using Caps Covers, Rubber stoppers or Green Tape.


The Copper flag.


All gas port fittings


All electrical connectors


Helico flex seal groves


Under side of Flange.

From the underside of the sealing flange to the low temperature end of the power leads.  Braid shall be protected from the abrading process as well by the use of plastic bags and Green Tape.

Abrade all surfaces of the G-10 Power Lead Bolt Insulators.
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Technician(s)





Date

4.7
After all appropriate surfaces have been abraded; remove any loose grit with compressed air and a small Brush.



Technician(s)





Date

4.8
Remove all the Green Tape.



Technician(s)





Date

4.9
During the cleaning and painting process, wearing latex gloves or equivalent

 (Fermi stock # 2250-2494) is required.



Technician(s)





Date

4.10
Wash abraded surfaces with Alcohol (Fermi stock # 2250-2494) or equivalent.

Note(s):

Great care must be given at this time to avoid alcohol and from entering the inside of the Power lead; gas passages or areas below the sealing flange.  Check for residue on abraded surfaces and clean again if necessary.  Allow all parts to dry thoroughly.


Technician(s)





Date

5.0
Painting the Power Lead Assembly

Note(s):



Access to an over head crane or cherry picker is required for these steps.

5.1
Mix the Conathane 1155

	Component
	Part
	Recommended
	Lot #
	Amount used

	Part A
	100 parts
	40 g
	
	

	Part B
	70 parts
	28 g
	
	




Technician(s)





Date


5.2
Securely mount the Vertical Tube Assembly in a vise or clamp to a table vertically. 



Note(s):

Prevent Damage to the Low Temperature Superconducting Cable by providing adequate space underneath the Power Lead Tube Assembly.



Technician(s)





Date

5.3
With an acid brush or heavy artist brush liberally apply Conathane 1155 to all abraded surfaces of the Vertical Power Lead Tube Assembly up to the outside of the Seal Grooves.



Technician(s)





Date

5.4
Install the Helico-Flex Seals in the Vertical Tube Assembly.



Technician(s)





Date

5.5
With the Power Leads in the V-Blocks, paint all the abraded surfaces of the Power Leads ((77) ME-388155and (78) ME-388156) including the Bottom of the Power Lead Sealing Flanges Up to the Outside diameter of the Seal Grooves.
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Technician(s)





Date

5.6
Install the Helico-Flex Seal in the Seal Groove.



Technician(s)





Date

5.7
Paint all surfaces of the G-10 Insulating Plate (MC-388163).



Technician(s)





Date

5.8
Paint all surfaces of the 1/32 G-10 Insulating Sheet.



Technician(s)





Date

5.9
With the Power Leads in the V-blocks Assemble/Mount G-10 Insulating Plate

 (MC-388163) to the Bottom of the Power Leads, attach with (4)# 10-24 SHCS×1” to hold plate to Leads. Ensure the Helico-Flex Seals are properly seated in the Groove and undamaged by this process.



Technician(s)





Date

5.10
Install the Lifting eyes in the Copper Flag, Thru-Holes. Lift completed subassembly with crane or boom, subassembly is now hanging vertical. Carefully install the Power Lead Subassembly into the vertical Tube Assembly, be careful and guide the low-temperature Superconductor (LTS) Cables through the Vertical Tube Assembly. Also, pay close attention to the Helico-Flex Seals as not to damage them or displace them.



Technician(s)





Date

5.11
Repaint any surface at any time as needed to prevent voids or thin areas in the coating.  Be very careful of brush bristles or hair contaminating the Conathane 1155 especially across the sealing surfaces. 



Technician(s)





Date

5.12
With the Power Leads Subassembly installed in the Vertical Tube Assembly, install the painted G-10 Bolt Insulators.



Technician(s)





Date

5.13
Paint and install the (60) 5/8-11 UNC (MA-388123) and washer (MA-388124). Paint only the Bolt head and the Top half of the threads.



Technician(s)





Date

5.14
Mount the painted 1/32 G-10 sheet between the Power Leads.



Note(s):




Make sure it fits securely in its Groove.



Technician(s)





Date

5.15
Alternate torqued between all Bolts (60) in 10 LB-FT increments until all Bolts (60) are torqued to 80 LB-FT. 



Note(s):

Step #5.1 to Step 5.15 must be completed before the end of the Conathanes 1155 pot life. Refer to CYTEC bulletin: C-106(M).



Technician(s)





Date

5.16 
Paint all the remaining G-10 Surfaces and adjacent metal surfaces, with Conathane 1155 Sealer. Allow 24 hours dry time.



Time / Date Coat applied:





Technician(s)





Date

5.17
Leak Check the Power Lead /Seal/Vertical Tube Assembly as per ES-107230.
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Inspector(s)





Date

5.18 After A 7 Day cure time of the CE-1155 at room temp. Apply Si-coat 570 to all external surfaces that has been previously coated with CE-1155. An acid brush or heavy artist brush may used for application.



Time / Date Coat applied:







Technician(s)





Date

5.19 Allow a 7-day cure of the Si-coat 570 before hi-potting.

	Electrical Test
	Eq Serial Number
	Limit
	Reading
	Pass
	Fail
	Out of tolerance

	Left Bus to Ground
	
	< 5 µA @ 2000 V
	µA
	
	
	

	Right Bus to Ground
	
	< 5 µA @ 2000 V
	µA
	
	
	

	Left Bus To right Bus
	
	< 5 µA @ 2000 V
	µA
	
	
	




Inspector(s)





Date

6.0
Production Complete
6.1
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.



Comments:



Process Engineering/Designee



Date
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