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Perform the Inspection on the Screw Stacker.
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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
Core Stacking
3.1
Clean the Stacking Plate Assembly (ME-274622) using KPC 820N


 (Fermi stock 1920-0700) and Heavy Disposable Wipers (Fermi Stock 1660-2600) or equivalent.



Technician(s)





Date

3.2
Stack the Laminations (MD-369279) on the stacking rail as per the Lead End Stacking Procedure (ES-369591).

Note(s):
Alternate the direction of the laminations so the notch on the outer radius of the lamination alternates sides every lamination.
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Technician(s)





Date

3.3
Operate the Screw Stacker as per the Screw Stacker Operation Procedure (OP-318839).  Set the stacker clutch speed to 2.5.

1)
Ensure that the laminations are seated from the right side against the stacking rail.

2)
Compress the stacked laminations and back the moveable end off slightly.  Tap the laminations against the stacking plate rails.



Note(s):




At no time is a hammer to be used directly against the laminations.



3)
Install and tighten down the Clamping Fixture Assembly (ME-318761).



4)
Compress the stacked laminations.

5)
Measure the overall length of the half core.

6)
Release the stacker pressure.

7)
Add or remove additional laminations to achieve 67.76" to 67.88", alternating the witness notch as required.  If additional laminations added repeat step 3.3



Technician(s)





Date

3.4
Install and tighten down the Clamping Fixture Assembly (ME-318761).



Technician(s)





Date

3.5
Compress the laminations as per the Screw Stacker Operation Procedure (OP-318839).



Note(s):




At no time is a hammer to be used directly against the laminations.



Technician(s)





Date

X
3.6
Measure the overall length of the half core in 3 locations (both sides, and the

 top or weld points 1, 2 and 3 as per ES-369590) using a Steel Measuring Tape

 (Starrett Cat. No. W530F-50) or equivalent.



Note(s):

The left side of the half core is defined as follows; facing the fixed end of the half core puts the left side on your left.
Measurement Position
Length Limit


Actual Dimension
Pass
Fail
Out of Tolerance

1
67.76" to 67.88"





2
67.76" to 67.88"





3
67.76" to 67.88"







Inspector





Date

3.8
Operate the Screw Stacker as per the Screw Stacker Operation Procedure (OP-318839).

1)
Add 9 Stainless Steel Laminations (MD-369280) alternating the witness notch as required.



2)
Compress the stacked laminations.



Technician(s)





Date

X
3.9
Verify the laminations are in contact with the stacking plate rails using a .002" feeler 


gage (Starrett Part No. 667) or equivalent.



Inspector





Date

X
3.10
Verify the laminations are in contact with the stacking table using a .002" feeler gage 


(Starrett Part No. 667) or equivalent.



Inspector





Date

4.0
Welding Procedure
4.1
Weld the half core in accordance with the Straight Section Yoke Stacking Procedure
 (ES-369728) and the Straight Section Yoke Stack (ME-369727).
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Weldor






Date



Technician(s)





Date

4.2
Release the pressure from the Stacking Table.



Technician(s)





Date

4.3
Remove all weld spatter and clean the Welded Yoke Pack using KPC 820N

 (Fermi stock 1920-0700) and Heavy Disposable Wipers (Fermi Stock 1660-2600)
 or equivalent.



Technician(s)





Date

4.4
Stamp the Yoke Pack serial number (indicated at the base of this traveler) in 1/4 inch high characters at the fixed end of the Pack.



Technician(s)





Date

4.5
Roll over the Yoke Pack and compress the laminations as per the Screw Stacker Operation Procedure (OP-318839).



Technician(s)





Date

X
4.6
Measure the length of the iron half core in 2 locations (both sides) using a Steel Measuring Tape (Starrett Cat. No. W530F-50) or equivalent.



Note(s):

While measuring, ensure the Stainless Steel Laminations are not pert of the measurement.

The left side of the half core is defined as follows; facing the fixed end of the half core puts the left side on your left.
Measurement Position
Length Limit


Actual Dimension
Pass
Fail
Out of Tolerance

1
67.76" to 67.88"





2
67.76" to 67.88"







Technician(s)





Date

4.7
Weld the half core in accordance with the Straight Section Yoke Stacking Procedure
 (ES-369728) and the Straight Section Yoke Stack (ME-369727).
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Weldor






Date



Technician(s)





Date

4.8
Release the pressure from the Stacking Table and the Clamping Fixture Assembly.



Technician(s)





Date

4.9
Remove all weld spatter and clean the Welded Yoke Pack using KPC 820N

 (Fermi stock 1920-0700) and Heavy Disposable Wipers (Fermi Stock 1660-2600
 or equivalent).



Technician(s)





Date

5.0
Post Weld Inspection

5.1
Weigh the core using an under a hook scale or equivalent.  Record the core weight below.

Scale Model/Type
Scale Serial Number
Core Weight (Lbs.)







Technician(s)





Date

5.2
Place the Yoke pack on the Screw Stacker, round side up, against the Fixed end.  Clamp the Core against the right side rail of the stacking plate.



Technician(s)





Date

X
5.3
Measure the overall length of the half core in 2 locations using a Steel Measuring Tape (Starrett Cat. No. W530F-50) or equivalent.



Note(s):

The left side of the half core is defined as follows; facing the fixed end of the half core puts the left side on your left.
Measurement Position
Length Limit


Actual Dimension
Pass
Fail
Out of Tolerance

1
67.76" to 67.88"





2
67.76" to 67.88"







Inspector







X
5.4
Verify the flatness of the half core using a feeler gage (Starrett Part No. 667) or equivalent (.002" max.).



Inspector





Date

X
5.5
Verify perpendicularity.  Mark the location of the maximum on the drawing below.
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Fixed End



Non Fixed End



Inspector





Date

X
5.6
Check the Readings from Step 5.4 to 5.5 to verify the Yoke Pack is acceptable.



Responsible Authority/Physicist



Date

6.0
Production Complete
6.1
Process Engineering verify that the Straight Section Yoke Stacking Traveler (TR-) 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

6.2
Attach the Process Engineering O.K. to Ship Tag to the device that this production operation was performed on.



Process Engineering/Designee



Date













(LHC) Lead End Straight Section Yoke Stacking
Core Serial No.
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