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1.0
Supporting Documentation
1.1
Attach all appropriate memos, specific instructions, and other writing documentation to this traveler.

2.0
General Notes
2.1
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.

2.2
All steps that require a sign-off shall include the Technician/Inspectors first initial and full last name.



Note: 
Step 2.3 & Step 2.4 apply only to hard copy travelers.
2.3
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.


2.4
All Discrepancy Reports issued shall be recorded in the left margin next to the applicable step.

2.5
Cover the Main Assembly with green Herculite (Fermi stock 1740-0100) when not being serviced or assembled.

3.0
Parts Kit List
3.1
Attach the completed Parts Kit List 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.



Process Engineering/Designee



Date

4.0
Pre-Wash Preparation
Handling of laminations shall be done with gloves.

Refer to ES-331402 for approved cleaners and mixing ratios.

The laminations should be handled in such a way that any damage to the surface finish is kept to a minimum.  Laminations shall be stacked carefully in the Inconel Baskets.  During stacking of the laminations in the Inconel Basket, visually inspect them for damage.

Caution: The use of Cleanomat represent Pinch Hazards and Hot Surfaces.  When feeding laminations into the Cleanomat, ensure that the laminations Do Not overlap.

Only one Inconel Basket load (cycle) is to be washed at a time.  Each cycle will require a pH test prior to washing, another at the half way point of that same cycle.  Upon completion of half the cycle, stop inform the Lead Person that the pH is ready to be tested.

4.1
Flush and clean both of the Cleanomats.  Mix the degreasing cleaning solution for the first Cleanomat per ES-331402, and fill the second Cleanomat with water.

Technician





Date

4.2
In accordance with the Cleanomat Operating Procedure (OP-318910) start the Cleanomat and bring them to 155°F per ES-331402.

Technician





Date

4.3
Using the Central Vacuum, clean the tooling/baskets/crates/etc., that will come in contact with the laminations.
Technician





Date

4.4
Verify that all the areas tooling/baskets/crates/etc., that will come in contact with the laminations are clean and comply with ES-331402.
Lead Person





Date

4.5
Verify the following quantities are being washed. Laminations are allowed to ship up to 10% more than required.

	Item
	Part #
	Qty
	Wash Qty

	Lamination
	MD-225478
	2463 (+10%)
	

	Pump Out Lamination
	MD-225277
	186 (+10%)
	

	End Plate
	MD-84876
	2
	

	Tie Bar
	MB-225481
	2
	




Technician(s)





Date

5.0
Lambertson Inner Core Lamination Washing Cycle #1/Box #1
5.1
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

5.2
Carefully feed the laminations (MD-225478) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.  Continue till half of the basket is full.

Basket #






Technician





Date

5.3
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

5.4
Carefully feed the laminations (MD-225478) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.

Technician





Date

5.5
Record quantity of  Laminations (MD-225478) in this box below.

	Number of Laminations
	




Technician(s)





Date

6.0
Lambertson Inner Core Lamination Washing Cycle #2/Box #2
6.1
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

6.2
Carefully feed the laminations (MD-225478) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.  Continue till half of the basket is full.

Basket #






Technician





Date

6.3
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

6.4
Carefully feed the laminations (MD-225478) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.

Technician





Date

6.5
Record quantity of  Laminations (MD-225478) in this box below.

	Number of Laminations
	




Technician(s)





Date

7.0
Lambertson Inner Core Lamination Washing Cycle #3/Box #3
7.1
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

7.2
 Basket as per ES-331402.  Continue till half of the basket is full.

Basket #






Technician





Date

7.3
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

7.4
Carefully feed the laminations (MD-225478) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.

Technician





Date

7.5
Record quantity of  Laminations (MD-225478) in this box below.

	Number of Laminations
	




Technician(s)





Date

8.0
Lambertson Inner Core Lamination Washing Cycle #4/Box #4
8.1
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

8.2
Carefully feed the laminations (MD-225478) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.  Continue till half of the basket is full.

Basket #






Technician





Date

8.3
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

8.4
Carefully feed the laminations (MD-225478) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.

Technician





Date
8.5
Record quantity of  Laminations (MD-225478) in this box below.

	Number of Laminations
	




Technician(s)





Date

9.0
Lambertson Inner Core Lamination Washing Cycle #5/Box #5 (If required)
9.1
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

9.2
Carefully feed the laminations (MD-225478) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.  Continue till half of the basket is full.

Basket #






Technician





Date

9.3
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

9.4
Carefully feed the laminations (MD-225478) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.

Technician





Date

9.5
Record quantity of  Laminations (MD-225478) in this box below.

	Number of Laminations
	




Technician(s)





Date

10.0
Lambertson Pump-Out Port Lamination Washing Cycle
Note:
Pump Out Port Laminations (MD-225477) (186 +10%) may be added to Box #1 to Box #5, but the box number must be recorded below.

10.1
Using an approved PH Tester and PH Strip, test both wash and rinse tanks PH.  Record the Cleanomat temperatures.



Note(s):




150°F < Temp < 180°F




PH Wash > 8




7.0 < PH Rinse < 7.8

Inspector





Date

10.2
Carefully feed the pump-out port laminations (MD-225477)  (186 +10%) into the Cleanomat.  Stack the Laminations into the Inconel Basket as per ES-331402.
Basket #






Technician





Date


10.3
Record quantity of  Pump-Out Port Laminations (MD-225477)  in this box below.

	Number of Laminations
	




Technician(s)





Date

11.0
End Plates and Tie Bars

11.1
Separate the End Plate from the Vacuum End Plate.  Remove all dowel pins, if any.  Save the Vacuum End Plate and dowel pins for later installation. Place in a plastic bag and properly labeled.
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Caution:
The End Plate Assembly (End Plate, Vacuum End Plate and Dowel Pins) are a matched set and must remain as a matched set.  Assembly of mis-matched pieces will result in assembly problems later.


Technician(s)





Date

11.2
Clean the End Plates (MD-225479)(Qty 2) in accordance with ES-331402 and  place in the Inconel Baskets.

Caution:
Do not ship the dowel pins or the Vacuum End Plate to be vacuum baked.
Technician





Date

11.3
Clean the Tie Bars (MB-225481) (Qty 2) in accordance with ES-331402.
Technician





Date

12.0
Shipping Preparation
12.1
Verify the Desiccant has been baked in the last 3 months.  If needed, it can be made ready for use by baking it for 3 hours @ 425°F ± 10°F.

Baked





Not Baked




Lead Person





Date

12.2
Verify that the shipping container, tooling etc., that will come in contact with the laminations and Inconel Baskets are clean and comply with ES-331402.
Lead Person





Date

12.3
Line the interior of the shipping container with plastic to form a shipping bag.


Technician(s)





Date

12.4
Using approved methods, load the Inconel basket with laminations  into the plastic shipping bag/shipping container.


Technician(s)





Date

12.5
Verify the following quantities are being shipped. Laminations are allowed to ship up to 10% more than required.

	Item
	Part #
	Qty
	Shipped Qty

	Lamination
	MD-225478
	2463 (+10%)
	

	Pump Out Lamination
	MD-225277
	186 (+10%)
	

	End Plate
	MD-84876
	2
	

	Tie Bar
	MB-225481
	2
	




Lead Person





Date

12.6
Seal the shipping container bag around the Inconel Basket. Install a ready to use Descant in the shipping container.

Technician





Date

12.7
Visually verify that the shipping container bag has been properly sealed around the Inconel Basket to ensure cleanliness.  Verify a Descant is in the shipping container and attach the lid.

	Container No
	OK to Ship

	#1
	

	#2
	

	#3
	

	#4
	

	#5
	


Lead Person





Date

12.8
Prepare the tie bars for shipment by wrapping them in Kraft Wrapping Paper (Fermi stock 1350-0800) or equivalent.  Using green Herculite (Fermi stock 1740-0100) cover the tie bars.  Place the tie bars into their respective shipping containers.

Technician





Date

12.9
Visually verify that the ties bars are packaged for shipment.  Install a ready to use Desiccant in the shipping container and attach the lid.




Shipping container number






Lead Person





Date

12.10
Verify Containers are ready for shipment. Notify Production Supervisor shipment is ready.


Lead Person





Date

13.0
Production Complete

13.1
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.



Comments:



Process Engineering/Designee



Date
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