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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
Visually Inspection of Steel Tape
3.1
Perform a visual inspection of the Steel Tape (.014 x .50) to be used in the Field Clamp Winding Assembly.  This inspection shall include but not be restricted to the following:



Damage due to shipping, material handling



Moisture


Ensure that the Steel Tape is free of any abnormalities to include but not restricted to; flatness, twist, nicks, rust, and insulating coating damages.



Crew Chief





Date



Lead Person





Date

3.2
Clean the Winding Station using a vacuum, Kimwipes (Fermi stock 1660-0150), and Isopropyl Alcohol (Fermi stock 1920-0300).



Technician(s)





Date

3.3
Apply one (1) thin layer of Red Mold Release (MA-292449) or equivalent on the Winding Tool Insert  (MB-351893).


Notes:

Allow coat to dry for a minimum of ten (10) minutes before continuing.  Avoid runs and heavily coating the items.  Touch up any areas as required.



Technician(s)





Date

4.0
Set Up Winding Tooling

4.1
Clean and setup all Field Clamp Winding Tooling per Assembly Drwg. (MD-351896) 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.


Note(s):
Mark on Upper Tooling Plate (MB-351897) with the location of the slot of the Insert (MB-351893).


Technician(s)





Date

4.2
Fold and insert the end of the Steel Tape in the slot of the Winding Tool Insert (MB-351893) to secure the Steel Tape in place.



Technician(s)





Date

4.3
Adjust the Torque on the screws on the Tensioning Device and set the tension at 20-30 lbs.



Technician(s)





Date

5.0
Preparation of Epoxy
Note(s):
Do not add the accelerator until 1 hour prior Winding the Field Clamp.

Do not run the mixer during the adding of the accelerator.

5.1
Ensure that the Bracket Assembly (MB-351866) has been set up per Field Clamp Winding Assembly drwg. (MD-351896).



Lead Person





Date


5.2
Mix the Heat Cure Epoxy as per (MA-331507).

826
100 Parts
By Weight

NMA
90 Parts
By Weight

DMP-30
1.5 Parts
By Weight



Technician(s)





Date

6.0
Field Clamp Winding
6.1
Apply of a small amount of epoxy in the Bread Pan (MC-103921) and install in place as shown on the Field Clamp Assembly drwg. (MD-351896).



Technician(s)





Date

6.2
Using a brush apply a thin layer of epoxy on the Steel Tape between the Tensioner and the Winding Table.



Technician(s)





Date

6.3
Begin Winding the Field Clamp, winding approximately 845 Turns.


Note(s):
Clean Steel Tape with Isopropyl Alcohol (Fermi stock (1920-0300) and Kimwipes (Fermi stock (16600150) or equivalent before it reaches the Tensioner.


Technician(s)





Date

6.4
Last Turn should be completed on the marked side of the tooling and ensure that the Steel Tape is flush with the narrow side of the G-10 Plate.  If Steel Tape has to be spliced, locate the splice in the marked area (pin or spot weld centered from the G-10 Plates).

Note(s):

Field Clamp should be flush with the narrow side of the G-10 Plate.


Technician(s)





Date

6.5
Drill a hole 1/8” x 1/2” in diameter in the center of the Tape in the marked place and install a pin to secure the Steel Tape end in position, (a pin should be centered from the G-10 Plates).



Technician(s)





Date

6.6
Release the tension on the Tensioner.



Technician(s)





Date

6.7
Cut the Steel Tape 1” from the pin.



Technician(s)





Date

7.0
Curing Preparation
7.1
Apply one (1) thin layer of Red Mold Release (MA-292449) or equivalent on the Curing Box (MB-351895).


Notes:

Allow coat to dry for a minimum of ten (10) minutes before continuing.  Avoid runs and heavily coating the items.  Touch up any areas as required.



Technician(s)





Date

7.2
Replace the Field Clamp from the Winding Table into the Curing Box in a horizontal surface.



Technician(s)





Date

7.3
Seal the gaps between the Curing box and the Lower G-10 Plate of the Field Clamp with Grey RTV (MA-318765) or equivalent.



Technician(s)





Date


7.4
Remove the Upper G-10 Plate.



Technician(s)





Date


7.5
Install the corner of the Curing Box with the triangler G-10 Spacer (.500 thick).



Technician(s)





Date


7.6
Fill all the voids with the filled epoxy.

826
100 Parts
By Weight

NMA
90 Parts
By Weight

DMP-30
1.5 Parts
By Weight

CAB-O-SIL
15-20 Parts
By Weight



Technician(s)





Date


7.7
Install the Upper G-10 Plate into the Curing Box.



Technician(s)





Date

7.8
Seal all the gaps between the Upper G-10 Plate and the Curing box with Grey RTV (MA-318765) or equivalent along the edge of the Curing Box.
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Technician(s)





Date

7.9
Compress the Field Clamp in a Vertical direction to achieve dimensions show on drawing (653702-34)



Lead Person





Date

8.0
Heat Cure Field Clamp
8.1
Move the Field Clamp into the Oven using the overhead crane, chain sling and the lifting eye bolts provided on the Fixture and place horizontally.  Place the Field Clamp fixture over a drip pan to ensure run off does not adhere to any of the oven surfaces.  The thermocouples are to be in intimate contact with the Field Clamp Fixture, and one thermocouple suspended in the Oven cavity.



Technician(s)





Date

8.2
Attach a Curing chart to the Chart recorder.  Operate the Oven as per the Wisconsin Electric Top Load Oven Operation Manual (5525-OP-318932).  Ensure that all thermocouples are providing accurate readings to the chart recorder.  Monitor the chart recorder to ensure that the Core and the Stacking Fixture have stabilized.



Technician(s)





Date

8.3
Once the temperature has stabilized to 300oo F cure the Field Clamp for a minimum of 6 hours.

Verify that the Curing chart recorder is operational and recording within thirty minutes after starting the curing cycle.



Record the starting time:  _________
Record the completion time:  _________



Lead Person





Date

8.4
Allow the Field Clamp Fixture to cool at a rate not to exceed 5 o F per 10 minutes. 

When the fixture has cooled to at least 100 o F remove the Field Clamp from the Oven, using the overhead crane, chain, sling and the lifting eye blots provided on the Fixture.


Technician(s)





Date

9.0
Production Complete

9.1
Process Engineering verify that the Isotope Production Facility 22o Kicker Dipole Magnet Field Clamp Assembly Traveler (5520-TR-333452) 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

10.0
Attach the Process Engineering “O.K. to Proceed” Tag to the Coil.



Process Engineering/Designee



Date

11.0
Proceed to the next major assembly operation - IPF Magnet Final Magnet Assembly & Shipment Traveler (5520-TR-333455).

IPF 22 Field Clamp Winding
Page 
 of 11
Magnet Serial No.






