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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 List for the Coil Winding 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
Mandrel Assembly
3.1
Perform a Flow Check at P of 60 PSI and 100 PSI and record the results below.  Refer to the Mechanical (Flow) Inspection (5520-ES-318968).

Magnet Flow

Test
Flow Cart 

Serial Number
Limit
Actual Measurement
Pass
Fail
Out of

Tolerance

P 60 PSI







P 100 PSI








Perform a Pressure test at 500 PSI for 30 minutes with no joint allowed.

Pass



Inspector





Date

3.2
Perform a Ball inspection on the Conductor cooling passage with a .188 diameter ball bearing.  Cover the exit hole on the reel of Conductor to catch the ball bearing.  Use minimum required air pressure (1 to 10 psi.) to test the reel of Conductor.



Pass


Fail


Note(s):


If the Ball Inspection fails notify the Supervisor.


Lead Person





Date

3.3
Place Copper Conductor in the Grit Blaster and grid blast the Conductor in accordance with Grit Blasting Procedure (5520-ES-318953).



Technician(s)





Date

3.4
Clean the Mandrel Table and Winding Tooling Center Plate (MB-351899) using a vacuum ensuring that all the tooling is clean of dirt, dust and other contaminants that may or would cause damage to the Coil during the Winding process.  Using Isopropyl Alcohol (Fermi stock 1920-0300) and Heavy Disposable Wipers (Fermi stock (1660-2600) or equivalent.



Technician(s)





Date

XX
3.5
Verify that the Winding Plate Fixture is attached in accordance with (MB-351898).


[image: image1.wmf]


Crew Chief





Date



Lead Inspector





Date

4.0
Coil Winding Preparation


Note(s):

Ensure that all personnel shall be wearing White (Lint Free) Gloves (Fermi stock 2250-1800) or Surgical Latex Gloves (Fermi stock 2250-2494 during the Winding process.

4.1
Inspect all the Coil Assembly Parts, as well as all the Coil contacting surfaces, using a vacuum ensuring that all the holes are clean of dirt, dust and other contaminants that may or would cause damage to the Coils during the assembly process.



Technician(s)





Date

4.2
Using Isopropyl Alcohol (Fermi stock 1920-0300) and Heavy Disposable Wipers (Fermi stock 1660-2600) or equivalent, wipe down the parts.



Technician(s)





Date

4.3
Inspect the Copper Conductor to ensure that it is free of grease, burns, scale, seams, kniks, twists, and bore imperfections.  If the Conductor becomes contaminated during handling, it shall be cleaned prior to Winding process. Back wind half of the Conductor onto the Cross section to ensure proper rotation for the second layer.


Technician(s)





Date

4.4
Mount the bare Copper Conductor Reel onto the Winding Table through the Tension Block, ensuring that the Winding Clamp (MB-351900) is in position.



Technician(s)





Date

4.5
Inspect the Conductor for damage and proper installation before starting the Winding process.



Technician(s)





Date

4.6
Insulate and Wind the first Turn of first layer bare Copper Conductor with a single layer combination of Kapton tape (.005” x ½”) and fiberglass tape (.007” x ½”). Kapton faces to copper.  Fiberglass should separate the adjacent Kapton layers.  Continue to Wind the second Turn, ensuring the Conductor is in place and free from twists.  Keep Conductor flush to the Winding Plate, continuing with the third and fourth Turns.  After the fourth Turn has been completed, maintain the existing tension, and continue to form the Lead. Ensure that it is flush with the Winding Bar (MB-351901) and secure Conductor with Winding Clamp.  Release the tension and cut the Lead off at 13.50” from the edge of the Bar (MB-351901) and extending pass the Winding Table, then dress the Lead to prevent damage during Winding, testing and handling.
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Note(s):

During the Winding process the Mandrel Clamps will be moved as required to secure the Conductor in place as to facilitate the Winding process.


Technician(s)





Date

4.7
Mount the bare Copper Conductor Reel onto the Winding Table and through the Tension Block.


Notes:

Hold the Winding Tension to 300 lbs. during the Winding process.



Technician(s)





Date

4.8
Inspect the Conductor for damage and proper installation before starting the Winding process.



Technician(s)





Date

4.9
Replace the Conductor reserved for the second layer from the cross section on the Tensioner.  Continue Insulation and Winding the second layer Conductor starting with Turn 1 and continuing through Turn 4, ensuring that Conductor is flush with the first layer.  After Winding is completed, bend the Top Lead so that it is flush with the Bottom Lead.  Secure Conductor with Clamp, release the tension and cut the Lead off at 13.50” from the edge of the Bar (MB-351901) and extending pass the Winding Table.
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Notes:

During the Winding process the Mandrel Clamps will be moved as required to 

secure the Conductor in place as to facilitate the Winding process.


Technician(s)





Date

4.10
Disassemble the Clamp (MB-351900) and the Center Plate (MB-351899) from the Winding Table.



Technician(s)





Date

4.11
Each Coil assembly shall be identified with an assembly drawing number (1/4”) high character) stamped as specified on the drawing.



Lead Inspector





Date

5.0
Final Inspection
5.1
Perform a Flow Check at P of 60 PSI and 100 PSI and record the results below.  Refer to the Mechanical (Flow) Inspection (5520-ES-318968).

Magnet Flow

Test
Flow Cart 

Serial Number
Limit
Actual Measurement
Pass
Fail
Out of

Tolerance

P 60 PSI







P 100 PSI








Perform a Pressure test at 500 PSI for 30 minutes.



Pass



Inspector





Date


5.2
Perform an electrical inspection.

Electrical Test
Equipment Serial Number
Limit


Actual Measurement
Pass
Fail
Out of Tolerance

Coil Resistance









LS @ 1 KHz









Q @ 1 KHz









LS @ 100 Hz









Q @ 100 Hz









2 KV Ring









Inspector





Date


5.3
Verify that the flow results are acceptable and the Coil can proceed to the next step.



Lead Inspector





Date



Crew Chief





Date

6.0
Production Complete

6.1
Process Engineering verify that the Isotope Production Kicker Dipole Coil Winding Traveler (TR-333449) 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

7.0
Attach the Process Engineering “O.K. to Proceed” Tag to the Coil.



Process Engineering/Designee



Date

8.0
Proceed to the next major assembly operation - IPF Impregnation/Curing Traveler 

(TR-333451).













IPF 22 Kicker Dipole Coil Winding
Page 
 of 11
Coil Serial No.
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