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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.  For handling of the laminations during the stacking operation Nitrile Rubber Gloves (MA-274981 or equivalent) may be used.


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 core assembly with green Herculite (Fermi stock 1740-0100) when not being serviced or 



assembled.  Completed cores are to be stored in the core staging area.

2.0
Parts Kit List

2.1
Attach the completed Parts Kit List for the Booster DogLeg Left Half Core Stacking 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.  Ensure that the Laminations are clean and oil free.



Process Engineering/Designee



Date

[ THIS PAGE INTENTIONALLY LEFT BLANK]

3.0
Visually Verify Laminations

XX
3.1
Perform a visual inspection of the Laminations (MD-137007) to be used in this Half 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, burrs and rust.



Place all documentation or tags that accompanied the Half Core Laminations behind this page.



Crew Chief





Date



Inspector





Date

X
3.2
Verify that all the Laminations to be used in this Half Core Assembly have been properly cleaned and degreased as per the Clean-O-Mat Operational Procedure (5525-OP-318910).



Lead Person





Date

[ THIS PAGE INTENTIONALLY LEFT BLANK]

4.0
Set Up the Stacking Fixture

4.1
Remove any Epoxy that is on the Stacking Fixture Assembly (MD-137110).  Clean the Stacking Fixture fixed end plate and the moveable end plate using KPC 820N (Fermi stock 1920-0700) and Heavy Disposable Wipers (Fermi Stock 1660-2600 or equivalent) clean all the locations that come in contact with laminations.



Technician(s)





Date

X
4.2
Verify that all the areas that will come in contact with the laminations have been cleaned and are ready for stacking.



Lead Person





Date


4.3
Coat all surfaces of the Stacking Fixture Assembly (MD-137110), that contact the laminations, with Mold Release (MA-292449)



Technician(s)





Date
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5.0
Set Up the Roller Coater
X
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 Person





Date


5.2
Mix the Heat Cure Epoxy as per MA-331507



Wet lay-up the Half Core in the Stacking Fixture (MD-137110). Use the 

following Epoxy Formulation:

826
100 Parts
By Weight

NMA
90 Parts
By Weight

DMP-30
1.5 Parts
By Weight



Technician(s)





Date

X
5.3
Witness the mixing of the epoxy to ensure that the proper formula is obtained as per MA-331507



Lead Person





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 Person





Date
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6.0
Coat the Laminations and Stack Half Core

6.1
Coat the Laminations evenly and stack the Laminations in the Stacking Fixture as per 

MD-137065, Note 3.  Start the coating with the first of eight (8) sets of fourty (40) laminations pointing to the RIGHT. Coat the next set of fourty (40) laminations with them pointing to the LEFT.  Continue to alternate the lamination sets in this manner as they get coated.



Note(s):

The first and last laminations in the fixture do NOT have the epoxy 
coating on the outside surface in contact with the fixture.
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Technician(s)





Date


6.2
After all eight (8) lamination sets have been stacked, apply 9,000 psig ± 500 psig to the three hydraulic cylinders using a suitable Hydraulic pump.  Adjust the pressure of each cylinder independantly within the allowable range to achieve flatness. Ensure that the laminations are in contact with the stacking bottom plate using a .002" feeler gage (Starrett Part No. 667 or equivalent). 



Note(s):




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



Technician(s)





Date

XX
6.3
Check to ensure that the laminations are in contact with the stacking bottom plate using a .002" feeler gage (Starrett Part No. 667 or equivalent).



Crew Chief





Date



Inspector





Date


6.4
While the stacked laminations are under pressure, check the core length (8.000"  ± .013") in five locations using Go-Nogo Gauge MX-XXXXXX.  Adjust the quantity of the laminations as required to achieve the proper length of the stacked half core.
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Top View
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Measurement Position
Pass
Fail

1



2



3



4



5





Technician(s)





Date

7.0
Tightening Half Core Stacking Fixture
7.1
While maintaining hydraulic pressure, install the Stacking Fixture Bars (Qty. 2) (MA-137113) with bolts (3/8" - 16 NC X 2.75", Quantity 4), and plain washers (MA-331654, Quantity 4) to the Half Core Stacking Fixture (MD-137110).  




Completed



Using a calibrated Torque Wrench, tighten down the four (4) bolts (3/8" - 16) to 20 Lb-Feet of 

torque ± 5 Lb-Feet.



Completed
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Using a calibrated Torque Wrench, tighten down the eight (8) bolts (1" - 8) to 80 Lb-Feet of 

torque ± 10 Lb-Feet.



Completed



Technician(s)





Date

X
7.2
Verify that the Stacking Fixture has been properly torqued to 80 Lb-Feet of torque ± 10 Lb-Feet.



Lead Person





Date


7.3
Release the hydraulic pressure and remove the three hydraulic cylinders from the fixture. 



Technician(s)





Date

X
7.4
Verify that the stacked half core under pressure meets the length requirement (8.000"  ± .013") of Go-Nogo Gauge MX-XXXXXX.  Check to ensure that the laminations are in contact with the stacking bottom plate using a .002" feeler gage (Starrett Part No. 667 or equivalent).



Lead Person





Date

8.0  Heat Cure Half Core


8.1
Move the Stacking Fixture into the oven using the overhead crane, chain sling and the lifting eye bolts (Quantity 4) provided on the Stacking Fixture.  Place the Stacking Fixture over a drip pan to ensuring run off does not adhere to of the any oven surfaces.  The thermocouples are to be in intimate contact with the Stacking Fixture, Half Core 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 Half Core and the Stacking Fixture have stabilized.  Check the appropriate box in the following table to indicate the curing mode.

Mode
Temperature
Used

Curing Core & Coil
250° ± 10°F


Curing Core Only
310° ± 10°F




Technician(s)





Date

X
8.3
Once the temperature has stabilized, cure the Half Core for a minimum of the indicated time.  Check the appropriate box in the following table to indicate the curing time.

Mode
Temperature
Time Req'd
Used

Curing Core & Coil
250° ± 10°F
16 Hrs


Curing Core Only
310° ± 10°F
3 Hrs




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.



Lead Person





Date


8.4
Allow the Stacking Fixture to cool at a rate not to exceed 5°F per 10 minutes. When the fixture 




has cooled to at least 100°F, remove the Stacking Fixture from the oven and stage for disassembly using the overhead crane, chain sling and the lifting eye bolts (Quantity 4) provided on the Stacking Fixture.



Technician(s)





Date


8.5
Disassemble the Stacking Fixture (MD-137110) by removing the bolts that hold the Stacking Fixture Bars (MA-137113) to the Stacking Fixture.  Loosen the eight (8) bolts holding the pusher plate against the core. Ensure that the Half Core surfaces are not damaged during the disassembly.  Remove the Half Core from the Stacking Fixture using the overhead crane and lifting strap(s).



Technician(s)





Date


8.6
Remove any excess epoxy from the Half Core with a putty knife, taking great care not to damage any of the Half Core surfaces.



Technician(s)





Date

9.0
Grit Blast the Half Core

9.1
Place the Half Core to be Grit Blasted on a die cart using the overhead crane and lifting strap(s), move the cart to the Grit Blast Booth.



Technician(s)





Date


9.2
Using large c-clamps, clamp the Half Core in six locations to prevent delaminating during the Grit Blasting Operation.  Grit Blast the Half Core using Aluminum Oxide 80 Grit (MA-116598) on all sides to remove excess epoxy.



Note(s):




Use suitable pieces of angle iron to protect the lamination edges during grit blasting.
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).


Technician(s)





Date
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10.0
Welding the Half Core

10.1
Weld the Half Core as indicated on Half Core Assembly MD-137065.  Welding must conform to ES-137015, Item 3.4 to minimize distortion.



Weldor






Date


10.2
Attach Tie Bars (MB-137014, Qty. 2) as indicated on Half Core Assembly MD-137065.  Weld the Tie Bars to the Half Core as indicated on Half Core Assembly MD-137065.  Welding must conform to ES-137015, Item 3.4 to minimize distortion.
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Technician(s)





Date



Weldor






Date


10.3
Attach Plate (MA-137068) as indicated on Half Core Assembly MD-137065.  Weld the Plate to the Half Core as indicated on Half Core Assembly MD-137065.  Welding must conform to 



ES-137015, Item 3.4 to minimize distortion.



Technician(s)





Date



Weldor






Date


10.4
Stamp the part number and serial number using 1/2" high characters in the location indicated by MD-137065.
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Technician(s)





Date

X
10.5
Verify that the correct serial number has been stamped in the proper location as per MD-137065.  The serial number should match the one at the base of this Traveler.



Lead Person





Date

11.0  Half Core Inspection

XX
11.1
Visually inspect the Half Core.  This inspection shall include but not be restricted to the following:





Excess epoxy remaining on the Half Core.





Bent or damaged laminations.





Excessive wear from the Grit Blasting Process (Rounding of Corners).





Delamination of the Laminations.




Pass


Fail




Inspect the Half Core for compliance to Right Half Core Assembly MD-137065.  



Note(s):




The Diagrams below are for reference only, refer to MD-137065.



Measure the Perpendiclarity of the Half Core at the center line of the core and at 4 1/4" to each side 

of center.
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Spec.
Reading
Pass
Fail

Left
0.010"




Center
0.010"




Right
0.010"







Completed


Measure the flatness of the Half Core.
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Spec.
Reading
Pass
Fail

0.002"







Completed


Measure the Core Length at the Pole Tip. Measure at the center line of the core and at 4 1/4" to 

each side of center.
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Spec.
Reading
Pass
Fail

Left
8.000" 

± .013"




Center
8.000" 

± .013"




Right
8.000" 

± .013"







Completed


Measure the Pole Tip width, front and rear.


 EMBED Word.Picture.8  



Spec.
Reading
Pass
Fail

Front
9.002"

Max




Rear
9.002"

Max






Attach inspection reports after this page.




Completed



Lead Person





Date



Inspector





Date

12.0
Pole Tip Machining


12.1
Wrap the Half Core and the paperwork in Plastic Sheeting (Fermi Stock 1670-2000) and Duct Tape (Fermi Stock 1365-0979) for shipment to "Machine Shop".  Place the Half Core on a pallet using the overhead crane and lifting straps(s).  Inform Production Supervisor that the Half Core is ready for shipment.




Note(s):





Do not place more than two Half Cores on a pallet.



Technician(s)





Date

XX
12.2
Verify that the Half Core is properly packaged to protect it from the elements in transport to "Machine Shop".



Crew Chief





Date



Inspector





Date
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13.0
Production Complete

XXX
13.1
Process Engineering verify that the Dogleg Half Core Stacking Traveler (5520-TR-333178) 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

XXX
13.2
Assembly verify that the Dogleg Half Core Stacking Traveler (5520-TR-333178) 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:



Assembly/Designee




Date

14.0
Attach the Process Engineering "OK to Proceed" Tag on the half core.



Process Engineering/Designee



Date

Booster Extraction Dog-Leg Left Half Core Stacking




Core Serial No. 
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