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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

X
2.2
Verify that the Curing chart recorder is operational and recording within thirty

minutes after starting the Curing cycle.  If the chart recorder is not functioning, stop the process and correct the problem.

Record the starting time:  ____________
Record the completion time:  ____________

Record the length of time at temperature as indicated by the chart: __________________

Attach the Curing chart behind this page this.



Lead Person





Date

3.0
Visually Verify Laminations

Note(s):


For Fabrication see Spec. # IPF-SPC-0399-0009-00-R00.
3.1
Perform a visual inspection of the Laminations (154Y653702-11) to be used in the Core Assembly.  This inspection shall include but not be restricted to the following:



Damage due to shipping, material handling



Moisture


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



Crew Chief





Date



Lead Person





Date

X
3.2
Verify that all the Laminations to be used in this Core Assembly have been properly

cleaned and degreased as per the Clean-O-Mat Operational Procedure

(5525-OP-318910).
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Lead Person





Date

3.3
Clean the Assembly Station using a vacuum, Kimwipes (Fermi stock 1660-0150), and Isopropyl Alcohol (Fermi stock 1920-0300).



Technician(s)





Date

3.4
Clean these parts using Kimwipes (Fermi stock 1660-0150), and Isopropyl Alcohol (Fermi stock 1920-0300).



Technician(s)





Date

4.0
End Core Dry Core Stacking 

4.1
Install Pushing Bars #3 (MB-351943), as shown on dwg. (MD-351934) are in place and ready for a dry stacking.

[image: image2.wmf]


Technician(s)





Date

4.2
Perform dry stacking with 250 Laminations, using clean Laminations.  Align all witness notches.  Ensure the length of the Pack on Compression of 100 PSI in reference to the Magnet Core Downstream End (653702-61).



Technician(s)





Date

4.3
Stack and compress as dry stack, take measurements without the Spacers, in the positions listed below in the drawing and record in table.
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MEASUREMENTS FOR DRY STACK

Position 1
Position 2
Position 3
Position 4
Position 5
Position 6






































Technician(s)





Date

4.4
Remove (X) Laminations out of Pack.  (See an Engineer for advise)



Technician(s)





Date

5.0
Set Up the Roller Coater and Epoxy Preparation

Note(s):
Do not add the accelerator until 1 hour prior to the Core Stacking

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

5.1
Ensure that the Roller Coater has been set up and is in operational condition as per the Walco Coater Operation Manual (5525-OP-318914).



Lead Inspector





Date

X
5.2
Inspect the epoxy to ensure that it is IPF project approved or equivalent.



Lead Person





Date

5.3
Mix the epoxy to ensure that the proper formula is obtained as per (MA-331507) or equivalent, ensure that enough epoxy is mixed to complete the process.


Note(s):

Ensure that the Glass Beads being used in the formula are .002” in size.
Wet lay-up the Core in the Stacking Fixture (MD-137110).  Use the following Epoxy Formulation:
Epon 828 resin
100 Parts
By Weight

NMA
90 Parts
By Weight

DMP-30
1.5 Parts
By Weight

.002”Glass Beads
50 Parts
By Weight

Cab-O-Sil
3 Parts
By Weight



Technician(s)





Date

5.4
Add the mixed epoxy to the Roller Coater in accordance with the Walco Coater Operation Manual (5525-OP-318914).



Technician(s)





Date

X
5.5
Using a scrap Lamination; adjust Roller Coater to ensure an even coating of Epoxy

free of voids is dispersed on one side of the Lamination.



Lead Inspector





Date

6.0
End Core Wet Lay-up Stacking
6.1
Coat all the surfaces of the Stacking Fixture Assembly (MD-137110) that contact the Laminations, with a thin layer of Mold Release (MA-292449).



Technician(s)





Date

6.2
Apply Dow Corning Molykote 44 Grease or equivalent (MA-116544) on all the threaded surfaces.

6.3
Using the Roller Coater, apply Epoxy to one side of the Lamination, set up Rollers to produce as even a distribution as possible.  Reverse the direction of feed into the Coater for every other Lamination.


Note(s):


After Stacking use 3.870” thick spacers.
Side View



Coater


[image: image4.wmf]
Reverse the direction of feed into 

the Coater for every other Lamination


Technician(s)





Date

6.4
Ensure all (8) Pushing Bars #3 (MB-351943) are installed and tightened.  Apply torque to the nuts in the following sequence: Position 5, 6, 4, 3, 1, 2.  Torque at approximately 200 ft lbs and repeat every 5 minutes.  Observe the space between the 3.870” thick Spacer #2 (MB-351941) and Base Plate.  Repeat every 5 – 10 minutes or until the Spacers are tight between Base Plates.



Technician(s)





Date

6.5
Verify that the above steps have been completed per assembly drwg. (MD-351934).



Lead Person





Date

7.0
Heat Cure Core
7.1
Move the Stacking Fixture into the oven using the overhead crane, chain sling and the lifting Eye bolts (Quantity 2) provided on the Stacking Fixture and attach Thermocoupler to the Stacking Fixture.  Place the Stacking Fixture over a drip pan to ensure run off does not adhere to any of the oven surfaces.


Note(s):
To prevent leakage of epoxy on the production floor while transporting the End Core to the Curing Table, place a sheet of Polyethylene Plastic (Fermi stock 1670-2100) under the Core.


Technician(s)





Date

7.2
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 all End Core and the Stacking Fixture have stabilized.



Technician(s)





Date

7.3
Once the temperature has stabilized, cure the End Core for a minimum of the indicated time.

Mode
Temperature
Time Req’d

Curing Core & Coil
250o  o F
16 hours



Lead Person





Date

7.4
Allow the Stacking Fixture to cool at a rate not to exceed 5 oF per 10 minutes.  When the fixture has cooled to at least 100o F, remove the Stacking Fixture from the oven and stage for Grit Blasting using the overhead crane, chain sling and the lifting Eye bolts (Quantity 2) provided on the Stacking fixture.



Technician(s)





Date


7.5
Remove all the Pushing Bars and duct tape over any threaded holes.  Duct tape over all 


exposed nuts and threaded rods.


Note(s):


Use Duct Tape to half lap over the front of the Laminations.

[image: image5.wmf]


Technician(s)





Date

8.0
Grit Blast the End Core
8.1
Place the End Core to be Grit Blasted with the Stacking Fixture on a die cart using the overhead crane and the lifting strap(s), move the cart to the Grit Blast Booth.



Technician(s)





Date

8.2
Grit Blast the End Core using Aluminum Oxide 80 Grit (MS-116598) on the outer, upper, lower and back sides to remove excess of epoxy.


Note(s):
Grit Blasting the edges shall be held to the minimum time needed to remove epoxy, but not so long as to wear away metal surfaces (Rounding of Corners).  No Inner (Gap areas) surfaces to be blasted).



Technician(s)





Date

8.3
Remove the End Pack from the Stacking Fixture.  Ensure the Core lifting and handling method does not cause damage for to the Pack.



Technician(s)





Date

9.0
Mechanical Inspections
X
9.1
Check all the dimensions per dwg. (653702-22).


Note(s):


Dimension (15.851”) to be checked in 7 positions (see diagram below)
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Lead Person





Date

10.0
Production Complete

10.1
Process Engineering verify that the Isotope Production Facility 22o Kicker Dipole Magnet End Core Stacking Assembly Traveler (5520-TR-333454) 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

11.0
Attach the Process Engineering “O.K. to Proceed” Tag to the Coil.



Process Engineering/Designee



Date

12.0
Proceed to the next major assembly operation - IPF Magnet Final Assembly Traveler (5520-TR-333455).







IPF 22 End Core Stacking Assembly
Page 
 of 15
Magnet Serial No.






