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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
Pancake Coil #1 Preparation/Insulating

Completed

3.1
Vacuum the entire Coil Insulation Assembly area and the Coil.  Ensure that 

it is free from dirt, dust and other contaminants that may cause damage to

the Coil Insulation Assembly process.

3.2 Record the Coil Serial Number of the pancake coil.

	1
	




Technician(s)





Date

3.3
Prepare the pancake coil and insulate as per the following:

3.3.1
Transport coil to approve insulating area.







3.3.2
Spread coil conductor using approved methods.






3.3.3
Clean the coil conductor using approved methods to remove






contaminants and is free of burrs, nicks, etc., in the conductor.



Technician(s)





Date

X

3.3.4
Verify coil conductor is acceptable for further processing



Lead Person





Date



3.3.5
Insulate the conductor using fiberglass tape w/siline (MA-116511)


0.007” thick X 1” wide. Wrap conductor using a half lap method

as per EDWA Dwg (ME-412015).



3.3.6
Nest the pancake coil together.  Ensure coil is nested correctly and 





there is no damage to the insulation from nesting.



3.3.7
Install Spacer G-10 (MA-412023) between the  first and second turn





on the coil lead end by the layer #1 to layer #2 joint as per EDWA

[image: image1.wmf]G

-

1

0

S

p

a

c

e

r

Pancake Coil Dwg ME-412015).



Technician(s)





Date


3.4
Perform an electrical inspection on the coil and record the results below.

	Coil Serial Number
	
	
	
	
	
	

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	4.7 – 5.7
	m (
	
	
	

	LS @ 1 KHz
	
	For Reference Only
	( H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	( H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	




Inspector





Date


3.5
Transport finished insulated coil to EDWA Coil Assembly area.



Technician(s)





Date

4.0
Pancake Coil #2 Preparation/Insulating

Completed

4.1
Vacuum the entire Coil Insulation Assembly area and the Coil.  Ensure that 

it is free from dirt, dust and other contaminants that may cause damage to

the Coil Insulation Assembly process.

4.2
Record the Coil Serial Number of the pancake coil.

	2
	




Technician(s)





Date

4.3
Prepare the pancake coil and insulate as per the following:

4.3.1
Transport coil to approve insulating area.







4.3.2
Spread coil using approved methods.







4.3.3
Clean the coil using approved methods to remove contaminants





and is free of burrs, nicks, etc., in the conductor.



Technician(s)





Date

X

4.3.4
Verify conductor is acceptable for further processing



Lead Person





Date



4.3.5
Insulate the conductor  using fiberglass tape w/siline (MA-116511)



0.007” thick X 1” wide. Wrap conductor using a half lap method

as per EDWA Dwg (ME-412015).



4.3.6
Nest the pancake coil together.  Ensure coil is nested correctly and 





there is no damage to the insulation.



4.3.7
Install Spacer G-10 (MA-412023) between first and second turn


[image: image2.wmf]O

N

L

Y

t

h

e

C

o

i

l

L

e

a

d

E

n

d

a

n

d

R

e

t

u

r

n

E

n

d

a

r

e

t

o

b

e

w

r

a

p

p

e

d

w

i

t

h

s

l

o

t

t

e

d

m

y

l

a

r

o

v

e

r

t

h

e

T

e

d

l

a

r

!




on the coil lead end by the layer #1 to layer #2 joint as per EDWA

Pancake Coil Dwg (ME-412015).


Technician(s)





Date

4.4
Perform an electrical inspection and record the results below.

	Coil Serial Number
	
	
	
	
	
	

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	4.7 – 5.7 
	m (
	
	
	

	LS @ 1 KHz
	
	For Reference Only
	( H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	( H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	




Inspector





Date


4.5
Transport the finished insulated coil to EDWA Coil Assembly area.



Technician(s)





Date

5.0
Pancake Coil #3 Preparation/Insulating

Completed

5.1
Vacuum the entire Coil Insulation Assembly area and the Coil.  Ensure that 

it is free from dirt, dust and other contaminants that may cause damage to

the Coil Insulation Assembly process.

5.2
Record the Coil Serial Number of the pancake coil.

	3
	




Technician(s)





Date

5.3
Prepare the pancake coil and insulate as per the following:

5.3.1
Transport coil to approve insulating area.







5.3.2
Spread coil using approved methods.







5.3.3
Clean the coil using approved methods to remove contaminants





and is free of burrs, nicks, etc., in the conductor.



Technician(s)





Date

X

5.3.4
Verify conductor is acceptable for further processing



Lead Person





Date



5.3.5
Insulate the coil using fiberglass tape w/siline (MA-116511)



0.007” thick X 1” wide. Wrap conductor using a half lap method

as per EDWA Dwg (ME-412015).



5.3.6
Nest the pancake coil together.  Ensure coil is nested correctly and 





there is no damage to the insulation.



5.3.7
Install Spacer G-10 (MA-412023) between first and second turn





on the coil lead end by the layer #1 to layer #2 joint as per EDWA
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Pancake Coil Dwg (ME-412015).



Technician(s)





Date


5.4
Perform an electrical inspection and record results below.

	Coil Serial Number
	
	
	
	
	
	

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	4.7 – 5.7
	m (
	
	
	

	LS @ 1 KHz
	
	For Reference Only
	( H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	( H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	




Inspector





Date


5.5
Transport the finished insulated coil to EDWA Coil Assembly area.



Technician(s)





Date

6.0
Lower Coil Assembly

Completed

6.1
Assemble three EDWA insulated pancake coils (ME-412015) together



as per EDWA Lower Coil Assembly (ME-388194).
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6.2
Record the three EDWA pancake coil serial numbers below.


Note:  Pancake Coil Position #1 is top and Coil Position #3 is the bottom coil.

	Pancake Coil Position
	
	Coil Serial Number

	#1 (Top)
	EDWA
	

	#2 (Middle)
	EDWA
	

	#3 (Bottom)
	EDWA
	


6.3
Clamp the three pancake coils together to form an assembly as per Lower Coil


Assembly (ME-388194).



Technician(s)





Date

6.4
Perform an electrical of the three individual coils as an assembly.

	Coil Serial Number

#1 (Top Position)
	
	
	
	
	
	

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	4.7 – 5.7
	m (
	
	
	

	LS @ 1 KHz
	
	For Reference Only
	( H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	( H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	


	Coil Serial Number

#2 (Middle)
	
	
	
	
	
	

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	4.7 – 5.7
	m (
	
	
	

	LS @ 1 KHz
	
	For Reference Only
	( H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	( H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	


	Coil Serial Number

#3 (Bottom)
	
	
	
	
	
	

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	4.7 – 5.7
	m (
	
	
	

	LS @ 1 KHz
	
	For Reference Only
	( H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	( H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	


6.5
Hipot the coil assy as per below and Specification MA-412020.

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Hi Pot

Coil #2 to Coil #1@ 500 V
	
	< 5 (A
	(A
	
	
	

	Hi Pot

Coil#2 to Coil #3 @ 500 V
	
	< 5 (A
	(A
	
	
	




Inspector





Date


7.0
Coil Assembly Insulation
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Note: Do not wrap the coil lead end prior to brazing of electrical jumpers/flags.



7.1
Refer to the EDWA Lower Coil Assy Dwg (ME-388194) and perform




the following:




Wrap the coil assy with two (2) layers half lap of Fiberglass tape (MA-116511).




Wrap the coil assy with one (1) layer butt lap of Tedlar Tape (MA-116528)


Note:
Ensure the Tedlar and Hi-Shrink Mylar is perforated using approved 

methods to allow epoxy to flow into the coil assy during coil 

impregnation.




Note:
Fiberglas Tape Siline 2” (225574) may be substituted instead 





of 1” in the straight coil assy section ONLY!




Note:
2” Tedlar Tape (MA-116529) may be substituted instead of 1” in




the straight coil assy section ONLY!



Technician(s)





Date

8.0
Coil Curing Fixture Preparation
8.1
Vacuum the entire Coil Curing Fixture Assembly area. Ensure that 




it is free from dirt, dust and other contaminants that may cause damage 

to the Coil Insulation Assembly process.


8.2
Clean all epoxy passages in the tooling as necessary.






8.3
Clean all machine threads in the tooling, and threaded rods, nuts, etc., as necessary.



8.4
Clean and prepare the Coil Curing Fixture using KPC820N (Fermi stock 1920-0700) 
 

and Heavy Disposable Wipers (Fermi Stock 1660-2600 or equivalent) and/or other 

approved methods.



Technician(s)





Date

9.0
Coil/Fixture Loading/Assembly



Note:
During the assembly of the fixture ensure that all pieces match




with letter/number designations of adjoining piece parts.  Also,




ensure that ‘TOP’ is facing upward, except Step 4.1.


9.1
Place Bottom Plate (MD-388231) flat on approved surface/support with Lifting



Stubs (MB-388236) facing toward the floor.
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9.2
Install Center Block (MB-388235) into the center of the coil assembly.



Note: Clamp the Center Block ends as necessary to fit into coil.


9.3
Using Center Block Spreader tool, spread the ends and add spacers, one



on each end of the Center Block to keep Center Block spread on the ends.


9.4
Transport one coil assembly and place onto the Bottom Plate. Ensure proper



placement of coil leads.



Technician(s)





Date
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9.5
Install Rear Plate (MD-388234).


9.6
Install Front Plate (MD-288233).




Technician(s)





Date


9.7
Install End Plate (MB-388137).


9.8
Install Top Plate (MD-388232).


9.9
Install the following through the Top Plate and Bottom Plate and finger




tighten:



12 ea – ¾” X 10.0” lg threaded rod.



24 ea – ¾” Flat Washer.



23 ea – ¾” Hex Nut.


9.10
Install the following as per Coil Curing Fixture Assy Dwg ME-388200 and 



finger tighten.



10 ea – Side Bar (MB-388240)



10 ea – ¾” X 25.0” lg threaded rod.



20 ea – ¾” Flat Washer.



20 ea – ¾” Hex Nut.



9.11
Install the following as per Coil Curing Fixture Assy Dwg ME-388200 and



finger tighten.



4 ea – End Bar (MB-388241)



8 ea – ¾” Flat Washer



8 ea – ¾” X 3.0” Hex Bolts


9.12
Ensure the Rear Plate (MD-388234) is flush with the Top Plate and the 




Bottom Plate. Tighten the center bolt assembly.


9.13
Ensure the Front Plate (MD-388233) is flush with the Top Plate and



the Bottom Plate Edges.  Tighten the center bolt assembly.


9.14
Ensure both End Plates (MB-388137) are flush with the Top Plate and 

Bottom Plate Edges.  Tighten the bolts.


9.15
Tighten the remaining bolt assemblies in an alternating pattern from



the center of the fixture to the ends, starting with the side bars, then the 

top and bottom, then the end plates/end bars.



Technician(s)





Date

10.0
Power Flag Alignment/Lead Cutting
10.1
Install the Flag (MB-412018) through the Power Flag slot in the


tooling onto the appropriate coil lead as per Lower Coil Assy Dwg (ME-388194).

10.2
Center the Flag within the slot of the curing fixture. Scribe a line on the conductor


on the outside edge of the flag.

10.3
Install the Connecting Flag (MB-412017) through the Power Flag slot in the


tooling onto the appropriate coil lead as per Lower Coil Assy Dwg (ME-388194).


Caution:


10.4
Center the Flag within the slot of the curing fixture. Scribe a line on the conductor


on the outside edge of the flag.



Technician(s)





Date

X
10.5
Verify that bolt through holes in the Flag (MB-412018) and Connecting Flag (MB-312017) 


are in vertical alignment and the Flag locations are properly scribed.



Lead Person





Date


10.6
Remove the Flag and Connecting Flag from the coil.



Technician(s)





Date

11.0
Coil Removal

11.1
Remove the following as per Coil Curing Fixture Assy Dwg ME-388200.



4 ea – End Bar (MB-388241)



8 ea – ¾” Flat Washer



8 ea – ¾” X 3.0” Hex Bolts



Technician





Date


11.2
Remove the following as per Coil Curing Fixture Assy Dwg ME-388200.



10 ea – Side Bar (MB-388240)



10 ea – ¾” X 25.0” lg threaded rod.



20 ea – ¾” Flat Washer.



20 ea – ¾” Hex Nut.


11.3
Remove the following through the Top Plate and Bottom Plate:



12 ea – ¾” X 10.0” lg threaded rod.



24 ea – ¾” Flat Washer.



23 ea – ¾” Hex Nut.


11.4
Remove Bottom Plate (MD-388231).


11.5
Remove End Plate (MB-388137).


11.6
Remove Front Plate (MD-288233).




Technician(s)





Date


11.7
Remove Rear Plate (MD-388234).


11.8
Remove Center Block (MB-388235) from the center of the coil assembly.



using Pusher Bars (MB-388248), and appropriate spacers between the coil and 



the Pusher Bars (as needed).


11.9
Transport the coil assembly to coil brazing area.



Technician(s)





Date

12.0
Coil Electrical Flag/Jumper Installation
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12.1
Cut the two power flag designated leads at the scribe mark.






Technician(s)





Date


12.2
Measure and scribe the other four leads approximately ¾” shorter than the




two power flag designated leads.



Technician(s)





Date

X
12.3
Verify the four leads have been scribed correctly and are approved for cutting.



Lead Person





Date


12.4
Cut the four lead at the scribe mark.







12.5
Counterbore all six coil leads as per Lower Coil Assy Dwg (ME-388194).



Technician(s)





Date

12.6
Stamp the flag (MB-412018) on the side facing away from the coil when 


installed with the coil assy serial number at the bottom of traveler into the flag 

using 1/8” high characters.
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12.7
Install and braze the following: Flag (MB-412018), Jumper (2 ea) (MB-412016), and 


Connecting Flag (MB-412017) to coil using Sil-Fos 15 brazing material as


per Lower Coil Assy Dwg (ME-388194).


Caution:
During brazing, ensure that bolt through holes in the Flag (MB-412018) and



Connecting Flag (MB-312017) are in vertical alignment.
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o

w

e

r

C

o

i

l

E

n

d

V

i

e

w

F

l

a

g

(

M

B

-

4

1

2

0

1

8

)

J

u

m

p

e

r

(

M

B

-

4

1

2

0

1

6

)

W

a

t

e

r

T

u

b

e

s

S

t

a

m

p

C

o

i

l

A

s

s

y

S

e

r

i

a

l

N

u

m

b

e

r

H

e

r

e

!

C

o

n

n

e

c

t

i

n

g

P

l

a

t

e

(

M

B

-

4

1

2

0

1

7

)

A

l

i

g

n

t

h

e

s

e

h

o

l

e

s

p

r

i

o

r

t

o

b

r

a

z

i

n

g

!


Note:
Protect the coil insulation during the brazing.



Technician(s)





Date

12.8
Clean the braze joints using approved methods.



Technician(s)





Date

12.9
Transport coil to coil insulating area for final insulating



Technician





Date

13.0
Final Coil Insulating
X
13.1
Inspect the coil lead end area for damage to the fiberglas tape from the brazing process.



OK to proceed.



Technician





Date


13.2
Install Lead Cover Plate (MB-388273) onto the leads of the Lower Coil Assembly.



Note:
Lead Cover Plate must be grit blasted on all surfaces.



Technician





Date


13.3
Refer to the EDWA Lower Coil Assy Dwg (ME-388194) and perform



the following:



Note:
Ensure Conductor Wedge/Conductor Wedge/Large, and Conductor G-10 Spacer




have been grit blasted prior to installation.



Install Conductor Wedge (MB-412050)(6 ea).  Fill with fiberglass tape as needed.




Install Conductor Wedge Large (MB-412052(3 ea)). Fill with fiberglass tape as needed.




Install Conductor G-10 Spacer (MB-412053)(3 ea) between coil layer #2 coil leads.



Wrap the lead end of coil assy with two (2) layers half lap of Fiberglass tape (MA-116511).



Wrap the lead end of coil assy with one (1) layer butt lap of Tedlar Tape (MA-116528).


Note:
Ensure the Tedlar and Hi-Shrink Mylar is perforated using approved methods 

to allow epoxy to flow into the coil assy during coil impregnation.



Technician(s)





Date


13.4
Wrap the lead end and return end of the coil assy with one (1) layer butt lap of 

Hi-Shrink Mylar.(MA-116530).

Note:
Ensure the Tedlar and Hi-Shrink Mylar is perforated using approved methods 

to allow epoxy to flow into the coil assy during coil impregnation.

Note:
Shrink Mylar must not extend more than 1” past the coil end radius into the


coil straight section.

Technician(s)





Date

X
13.5
Perform a Post- Ground Wrap Electrical Inspection of the Lower Coil Assembly (ME-3388194).

	Coil Serial Number
	
	
	
	
	
	

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	14.1 – 17.1 m (
	m (
	
	
	

	LS @ 1 KHz
	
	For Reference Only
	( H
	
	
	

	Q @ 1 KHz
	
	For Reference Only
	
	
	
	

	LS @ 100 Hz
	
	For Reference Only
	( H
	
	
	

	Q @ 100 Hz
	
	For Reference Only
	
	
	
	

	100 V Ring
	
	
	
	
	
	


X
13.6
Perform a Flow Check at a ∆P of 60 PSI and 100 PSI and record the results below.

	Coil No.
	>.5 GPM @ 60 PSI
	>.65 GPM @ 100 PSI
	Pass
	Fail

	#1 (Upper)
	
	
	
	

	#2 (Middle)
	
	
	
	

	#3 (Lower)
	
	
	
	




Inspector





Date

14.0
Production Complete
14.1
Process Engineering verify that the Booster EDWA Lower Coil Insulation/Assembly Traveler (5520-TR-333655) 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





































Booster EDWA Lower Coil Assembly Traveler
Serial No. #

EDWACL-
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