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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
Cable Reaction Preparation

3.1
Weld the Cable End.



Weldor(s)





Date

3.2
Remove any debris on the cable using Kim Wipes.



Technician(s)





Date


3.3
Weld the Cable End.



Weldor(s)





Date


3.4
Install the Cable on the Steel Spool for Oil Impregnation.



Technician(s)





Date


3.5
Install the Spool of Cable in the Impregnation Bag and Seal it.



Technician(s)





Date

3.6
Draw a vacuum on the Impregnation Bag.  Once the Vacuum is acceptable for Oil Impregnation, add Mobil 1 0W-30.



Technician(s)





Date


3.7
Heat the Assembly to 100 degrees C for 4 hours.



Technician(s)





Date

3.8
Remove the Spool form the Impregnation Bag and while transferring the Cable form the Steel Spool to a Temporary Spool, remove the excess oil form the cable and the Spool.



Technician(s)





Date


3.9
Install the Cable and the .005” or .10mm Mica Insulation on the Steel Spool for reaction.



Note(s):

Ensure there is 1mm between the Spool and Cables first turn to allow room for thermal expansion of the Steel Spool.
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Technician(s)





Date


3.10
Using Copper Strips attach the Conductor to the Spool to keep it from unwinding.



Technician(s)





Date


3.11
Verify the Cable is ready for Reaction.



Lead Person





Date


3.12
Install the Spool in the Reaction Retort.



Technician(s)





Date


3.13
Weld the reaction Retort Closed.



Technician(s)





Date



Welder






Date

3.14
Perform a Vacuum check of the Retort with a 50 milli Torr vacuum.



Technician(s)





Date

4.0
Reaction
4.1
Place the Retort in to the reaction oven and connect it to the Argon source and the Vacuum pump.



Technician(s)





Date

4.2
Use the Vacuum Pump to draw a vacuum of 50 milli Torr, and then secure the vacuum line.



Technician(s)





Date

4.3
Purge with Argon to bring the pressure inside the Retort to 1.5 psig.



Technician(s)





Date

4.4
Install the Tygon tube assembly onto the Vacuum line and secure in a bucket of water.



Technician(s)





Date

4.5
Adjust the Argon source to get a flow rate of one bubble per second in the bucket of water.



Technician(s)





Date

4.6
Start the temperature recorder.



Technician(s)





Date


4.7
Define the Reaction Cycle.
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Responsible Authority/Physicist



Date

4.8
React the Coil as per step 4.7.


Note(s):



Check the Oven, Bubble Rate and Argon Level every workday.
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5.0
Post Reaction

5.1
Allow the Retort to cool and then remove it from the oven.  Cut the Weld off and remove the Spool.



Technician(s)





Date


5.2
Tag the Conductor with Serial Number found at the bottom of the traveler.



Technician(s)





Date


5.3
Protect the Cable as required till needed for production.



Technician(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































HFM Reaction Traveler






HFM Serial No.
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