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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.



Process Engineering/Designee



Date

3.0
Plunger Assembly (Dwg MD-XXXXXX)
3.1
Trim the Gasket (#8-92RC) to dimensions shown in dwg 5520-MB-458624.



Technician(s)





Date

3.2
Clean Gasket and Plunger (MB-458626) with isopropyl alcohol.



Technician(s)





Date

3.3
Position Gasket on Plunger as shown.  Verify that Gasket is positioned as required.



Technician(s)





Date

3.4
Use soft solder to secure Gasket in position.



Technician(s)





Date

4.0
Housing Weldment Assembly

4.1
Clean the Butterfly Plate (MD-458628), Housing Body (MB-458629), and the House Base (MB-458630) 


with isopropyl alcohol.


Technician(s)





Date


4.2
Beginning with the Housing Base, fit together the pieces for the Housing Weldment per dwg 5520-MD-


458627.



Technician(s)





Date

4
4.3
Verify that the Housing Body slot is vertically aligned with the upright panel of the Butterfly plate.  Verify 


that the second Housing Body slot is 135o clockwise from the rear-facing first slot.  Verify that the hole in the 

Housing Base is aligned with the similar hole in the Butterfly Plate.  Verify that all parts fit together properly



Technician(s)





Date


4.4
Weld the Butterfly Plate to the Housing Body.



Weldor(s)





Date



Technician(s)





Date


4.5
Weld the Housing Body to the Housing Base.



Weldor(s)





Date



Technician(s)





Date

5.0
Bellows Weldment Assembly

5.1
Clean all parts of the Bellows Weldment (MD-458619) with isopropyl alcohol.  Verify that the assembly area 

with keep parts free from dirt, grease, oil, and chips during assembly.


Technician(s)





Date


5.2
As shown in dwg 5520-MD-458619, secure the Plunger Drive Shaft (MB-458622) to Coupling (MB-458631) 

using a Cone Point Set Screw (#91292A112).



Technician(s)





Date


5.3
Secure Bearing Sleeve (MB-458621) and Bellows (MA-458068) to Mounting Flange (MB-458620).



Technician(s)





Date


5.4
Secure the Plunger Bellows Transition (MB-458623) to Bellows.



Technician(s)





Date


5.5
Secure Plunger Drive Shaft to Bellows and Plunger Bellows Transition.



Technician(s)





Date

6.0
Room Temperature Tuner Assembly

6.1
Secure OFHC Gasket (#GA-0275) to Bellows Weldment.



Technician(s)





Date


6.2
Secure Plunger Assembly (MB-458624) to the Bellows Weldment (MD-458619) as shown in dwg 5520-ME-

458618.



Technician(s)





Date


6.3
Secure the Housing Weldment (MD-458627) to the Bellows Weldment as shown. Verify that the upper hole 

in the Coupling (MB-458631) on the Bellows Weldment can be seen through the second slot in the Housing 

Body (MB-458629) on the Housing Weldment.



Technician(s)





Date


6.4
Secure Limit Switch Pole (MB-458632) to the Coupling on the Bellows Weldment as shown.



Technician(s)





Date


6.5
Secure the Linear Potentiometer (#MLP-25) to the Butterfly Plate (MD-458628) on the Housing Weldment 

and to the Coupling through the first slot in the Housing Body.



Technician(s)





Date


6.6
Secure the 8-pin and 4-pin Contact Mounting Flanges (#1430-3200 and #1430-3190, respectively) in their 


respective places on the Butterfly Plate.



Technician(s)





Date


6.7
Slide the Limit Switch Rod (MB-458634) through the hole in Butterfly Plate.



Technician(s)





Date


6.8
Before sliding the Limit Switch Rod through the aligned hole in the Housing Base, slide two Limit Switch 


Mounts (MD-458635) onto the rod.  Verify that the Limit Switch Mounts are position at the correct angle.



Technician(s)





Date


6.9
Secure the Limit Switch Rod to the Housing Weldment using a screw and washer (#9129A112 and 


#93475A210, respectively).



Technician(s)





Date


6.10
Use Screws (#91292A11) to secure the Subminiature Switches (ZW10E15CD1) to the Limit Switch Mounts.



Technician(s)





Date


6.11
Use two Set Screws (#(2605A100) to secure the Switch Assembly onto the Limit Switch Rod.



Technician(s)





Date


6.12
Secure the Linear Actuator (MB-458082) to the Housing Weldment and the Coupling on the Bellows 


Weldment.



Technician(s)





Date


6.13
Verify that the Limit Switch Pole is in contact with the Lower Switch when the bellows is extended and the 

Upper Switch when the Bellows is retracted.



Technician(s)





Date


6.14
Secure the Pot Cover (MC-458638) and the Pot Top Cover (MC-458637) in place on the Housing Weldment.



Technician(s)





Date


6.15
Secure the Limit Switch Cover (MC-458639) in place on the Housing Weldment.



Technician(s)





Date

X.X
Production Complete

X.X
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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