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Note(s):
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
Cover the Main Coil 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 List for the to this traveler.  Ensure that the serial number 


on the Parts Kit List matches the serial number of this traveler.  Verify that the Parts Kit 


received is complete.
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3.0
Center disk and ring installation
3.1
Assemble base tooling as shown in Figure 3.1.1.
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Figure 3.1.1.  Base tooling assembly.
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3.2
Place the G11 tube, part number 440977, on tooling as shown in Figure 3.2.1.
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Figure 3.2.1.  G11 tube insertion.
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3.3
Assemble the center disk tooling as shown in Figure 3.3.1.
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Figure 3.3.1.  Center disk tooling assembly.
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3.4
Place the center disk assembly from step 2.5 in liquid nitrogen until assembly is at 80K.  This will take 
approximately 15 minutes.  There should not be any bubbles coming from the center disk assembly.
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3.5
Heat the center ring, part number 440979, to 200°F.
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3.6
Place the warm center ring over the G11 tube as shown in Figure 3.6.1.  Note the orientation of the ring.  
Ensure the G11 tube and ring are both in contact with the tooling.
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Figure 3.6.1.  Center ring installation.
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3.7
Remove the center disk assembly and immediately insert the assembly into the center of 
the G11 tube as 
shown in Figure 3.7.1.  Ensure the disk is inserted all the way inside until it is in contact with the 
tooling.  
This may require slight tapping with a hammer.

[image: image5.jpg]\c_/

et

TOOLING SETUP CENTER DISK INSERTED




Figure 3.7.1.  Center disk insertion.
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3.8
Allow parts to warm up for approximately 15 minutes.
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3.9
Remove all tooling from post sub-assembly.  The sub-assembly should look like Figure 3.9.1
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Figure 3.9.1.  Center disk and ring sub-assembly.
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4.0
Center disk MLI installation

4.1
Make two MLI blankets, part number 440980, by cutting blankets from raw material 390496.  Part number 
440981 should be used as a template.  Do not cut out the center hole, instead cut slits in the shape of an X.  
One MLI blanket will be used in this step and the other will be used in a subsequent step.
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4.2
Install MLI blanket on center disk as shown in Figure 4.2.1.  Use Loctite 242 on the shoulder screws.
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Figure 4.2.1.  Center disk MLI blanket installation.
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5.0
Lower disk and ring installation
5.1
Install the lower disk, part number 440974, onto the base tooling as shown in Figure 5.1.1.
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Figure 5.1.1.  Lower disk installed on base tooling.
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5.2
Place the lower disk assembly from step 5.1 in liquid nitrogen until assembly is at 80K.  This will take 
approximately 20-25 minutes.  There should not be any bubbles coming from the lower disk assembly.



Technician(s)





Date

5.3
Install the alignment pins, part number 442045, to the center ring as shown in Figure 5.3.1.
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Figure 5.3.1.  Alignment pin installation.
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5.4
Heat the lower ring, part number 440978, to 200°F.



Technician(s)





Date

5.5
Place the warm lower ring onto the G11 tube as shown in Figure 5.5.1.  Ensure the lower ring and G11 tube 
are in contact.
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Figure 5.5.1.  Lower ring installation.
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5.6
Remove the lower disk assembly, step 5.1 and 5.2, from the LN2 and immediately insert the assembly into 
the G11 tube as shown in Figure 5.6.1.  Ensure the alignment pins are aligned with the slots in the base 
tooling and that the disk is inserted all the way inside until it is in contact with the G11 tube.  This may 
require slight tapping with a hammer.
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Figure 5.6.1.  Lower disk installation.
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5.7
Allow parts to warm up for approximately 15 minutes.
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5.8
Remove all tooling from post sub-assembly.  The sub-assembly should look like Figure 5.8.1.
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Figure 5.8.1.  Lower disk and ring installation complete.
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6.0
Upper disk and ring installation
6.1
Install retaining ring, part number 441069, onto support sub-assembly as shown in Figure 6.1.1.
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Figure 6.1.1.  Retaining ring installation.
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6.2
Install the MLI blanket, G10 retainer ring and tooling screw on the upper disk as shown in Figure 6.2.1.
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Figure 6.2.1.  MLI blanket and tolling installation.
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6.3
Place the upper disk assembly from step 6.1 in liquid nitrogen until assembly is at 80K.  This will take 
approximately 15 minutes.  There should not be any bubbles coming from the upper disk assembly.
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6.4
Heat the upper ring, part number 440978, to 200°F.
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6.5
Place the warm upper ring onto the G11 tube as shown in Figure 6.5.1.  Ensure the upper ring and G11 tube 
are in contact.
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Figure 6.5.1.  Upper ring installation.
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6.6
Remove the upper disk assembly from the LN2 and immediately insert the assembly into the G11 tube as 
shown in Figure 6.6.1.  Ensure the disk is inserted all the way inside until it is in contact with the G11 tube.  
This may require slight tapping with a hammer.
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Figure 6.6.1.  Upper disk installation.
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6.7
Allow parts to warm up for approximately 15 minutes.
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6.8
Remove all tooling from post assembly.  The assembly should look like Figure 6.8.1.
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Figure 6.8.1.  Completed post assembly.
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6.9
Label the support with the serial number (HCH-SP-XXX) from the bottom of this traveler.



Technician(s)





Date


6.10
Package the Support Post using approved methods to prevent damage and store in the approved



storage area.
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7.0
Production Complete

7.1
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 and dispositions have been reviewed by the Responsible Authority for conformance before being approved.
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