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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
Conductor Wrap Procedure

3.1
Spread the conductor apart in the coil wrapping room.



Technician(s)





Date

3.2
Apply one strip of .562 “ X 7 mil thick B-Stage glass (MA-274964) on top of the Second, third and fourth wound turns (i.e. between each of the conductors).  Trim the B-Stage strips so that they extend around the end turns.

Note(s):

As needed secure the B-Stage in place using .5” X 5 mil fiberglass adhesive tape (MA-225104), which is to be removed during conductor winding.



Technician(s)





Date

3.3
Apply one layer of half lapped 1” X 7 mil B-Stage glass (MA-116567) to each long straight section 1” away from the end turn.

Note(s):

Ensure the B-Stage tape applied in step 3.2 do not overlap the radius of the conductor.

Remove any fiberglass adhesive tape applied in step 3.2 as the B-Stage is applied.



Technician(s)





Date

3.4
Apply one layer of half lapped 1” X 7 mil B-Stage Mica (MA-116569) to each End Turn Section and the Coil leads.  These layers shall overlap the B-Stage glass by a maximum of on half wrap around the conductor.

Note(s):

Remove any fiberglass adhesive tape applied in step 3.2 as the B-Stage is applied.

Transitions between B-Stage glass and B-Stage Mica with all of the conductor insulated.  



Technician(s)





Date

3.5
Remove the Coil Separators and apply half-lapped 2” X 2 mil Tedlar (MA-116529) to the entire coil package.



Technician(s)





Date

3.6
Apply half-lapped 1” X 2 mil hi-shrink Mylar (MA-116530) to the entire coil package.



Technician(s)





Date


3.7
Performa pre-cure electrical inspection.

	Half Coil A
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Half Coil Resistance
	
	1.39 to 1.54 m(
	m(
	
	
	

	LS @ 1 KHz
	
	32 (H to 37 (H
	(H
	
	
	

	Q @ 1 KHz
	
	For reference only
	
	
	
	

	LS @ 1 KHz
	
	For reference only
	(H
	
	
	

	Q @ 1 KHz
	
	For reference only
	
	
	
	




Inspector





Date

4.0
Coil Curing

4.1
Clean the curing fixture using isopropyl alcohol (Fermi stock 1930-0300).



Technician(s)





Date


4.2
Install the curing shims (MB-274766) in the curing fixture (ME-274697).



Technician(s)





Date


4.3
Install the coil in the curing fixture (ME-274697).



Technician(s)





Date

4.4
Assemble the main Top Weldment (ME-274704), Extensions (QTY 2) (ME-274705), and the End Plates (MB-274760 / 1).  Once assembled, install on the Curing Assembly using the two alignment pins (MB274741).



Technician(s)





Date

4.5
Install and tighten the top plate bolts finger tight.  Then starting at the center and moving towards each end, tighten to 200 ft lb.



Technician(s)





Date

4.6
Install the Quadrant 2 End Clamp Plates (MD-274703 / MC-274701).  Install and tighten the End Clamp Plate bolts finger tight, then tighten to 200 ft lb.



Technician(s)





Date


4.7
Place the assembly in the Wisconsin Oven.  



Technician(s)





Date

4.8
Install a (Qty 3) thermocouple on the curing assembly, Lead End, Return End and not in contact.



Technician(s)





Date

4.9
Load a curing chart in the chart recorder.

Note(s):
Ensure that the Chart Recorder is operating properly before continuing.


Technician(s)





Date

4.10
Activate the Wisconsin Oven at 300 o F for 3 hours.
Note(s):

Verify the chart recorder is operating.


Technician(s)





Date

4.11
Allow it to cool at a rate not to exceed 5 oF per 10 minutes.  When the fixture has cooled to at least 100o F, remove from the Wisconsin Oven.



Technician(s)





Date

4.12
Remove the Main Top Weldment (ME-274704), the Extensions (QTY 2) (ME-274705), the End Plates (MB-274760 / 1), the Quadrant 2 End Clamp Plates (MD-274703 / MC-274701) from the assembly.  Remove the Coil from the assembly.



Technician(s)





Date


4.13
Remove all Mylar and Tedlar from the coil.



Technician(s)





Date


4.14
Perform a post-cure electrical inspection.

	Half Coil A
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Half Coil Resistance
	
	1.39 to 1.54 m(
	m(
	
	
	

	LS @ 1 KHz
	
	32 (H to 37 (H
	(H
	
	
	

	Q @ 1 KHz
	
	For reference only
	
	
	
	

	LS @ 1 KHz
	
	For reference only
	(H
	
	
	

	Q @ 1 KHz
	
	For reference only
	
	
	
	




Inspector





Date

5.0
Final Insulation and Assembly Procedure
5.1
Clean the two end insulators (MB-274765), six straight insulators (MB-274766), and filler (MB-274764) with Isopropyl Alcohol (Fermi stock 1920-0300) and heavy disposable wipes (Fermi stock 1660-2600).



Technician(s)





Date

5.2
Affix the filler (MB-274764) on the coil at the lead end and the end insulators at both ends using Sicomet adhesive (MA-274442) as per (ME-274484).  Affix the Straight Insulators (MB-274766) on the Coil Straight Sections using Sicomet Adhesive (MA-274442).  


Note(s):



No overlap allowed for the G-10 insulators.



Technician(s)





Date

5.3
Install a “IQD2T” trim coil of the insulators and secure in place using .5” X 5 mil fiberglass adhesive tape (MA-225104) as per (ME-274484).




Trim Coil Serial Number









Technician(s)





Date

5.4
Apply one layer, Butt Wrapped 1” X 7 mil dry fiberglass tape (MA-116511) starting at the Leads, to the entire coil.


Note(s):

Remove all fiberglass adhesive tape installed in step 5.3 as the Trim coil becomes secure.



Technician(s)





Date

5.5
Apply two layers, Half Lapped 1” X 7 mil dry fiberglass tape (MA-116511) starting at the Leads, to the entire coil.



Technician(s)





Date


5.6
Performa post-ground wrap electrical inspection of the main coil.

	Half Coil A
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Half Coil Resistance
	
	1.39 to 1.54 m(
	m(
	
	
	

	LS @ 1 KHz
	
	32 (H to 37 (H
	(H
	
	
	

	Q @ 1 KHz
	
	For reference only
	
	
	
	

	LS @ 1 KHz
	
	For reference only
	(H
	
	
	

	Q @ 1 KHz
	
	For reference only
	
	
	
	




Inspector





Date


5.7
Performa post-ground wrap electrical inspection of the trim coil.

	Half Coil A
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Half Coil Resistance
	
	695 to 720 m(
	m(
	
	
	

	LS @ 1 KHz
	
	For reference Only
	(H
	
	
	

	Q @ 1 KHz
	
	For reference only
	
	
	
	

	LS @ 1 KHz
	
	For reference only
	(H
	
	
	

	Q @ 1 KHz
	
	For reference only
	
	
	
	




Inspector





Date

6.0
Production Complete
6.1
Process Engineering verify that the Traveler (TR-318829) 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

FMI Quadrupole 116” Quadrant #2 Insulation
Coil Serial Number
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