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Revision Page
	Revision
	Step No.
	Revision Description
	TRR No.
	Date

	None
	N/A
	Initial Release
	N/A
	3/22/02

	
	
	
	
	

	A
	3.5
	Added note about not mold releasing areas to be sealed with RTV-157.
	1443
	4/23/02

	
	4.1
	Updated drawing to show slot in center block
	
	

	
	4.3
	Added ‘using spreading tool, spread ends....’
	
	

	
	4.7
	New step. Added ‘wrap power flag leads with teflon tape...’
	
	

	
	4.19
	New step to rotate fixture upright.
	
	

	
	4.20
	Added ‘install approved filler plugs.....’
	
	

	
	4.23
	Added new step for adding of glass beads as filler to the area around leads
	
	

	
	4.25
	Added note: ‘compression fittings may be substituted instead of adapters...’
	
	

	
	7.0
	Added new steps 7.3 – 7.7 (Steps used as addendum in rev none traveler)
	
	

	
	9.15
	Added technician/date sign-off
	
	

	
	
	
	
	

	B
	4.27
	Revised electrical inspection table.
	1448
	4/25/02

	
	10.1
	Revised electrical inspection table. 
	
	

	
	
	
	
	

	C
	4.27
	Moved Step 4.27 to become new Step 4.20.  Electrical now done before sealing.
	1458
	6/3/02

	
	7.8
	Added more boxes to table.
	
	

	
	10.4
	Update step to include how to measure with engineer supplied checking gauges.
	
	

	
	
	
	
	

	D
	4.5
	New Step.  Verify Center Blocks spacers are properly installed
	1466
	6/19/02

	
	4.6
	Update step procedure.
	
	

	
	4.21
	New Step.  Verify the fixture has been properly assembled.
	
	

	
	4.31
	New Step.  Verify the fixture has been properly sealed.
	
	

	
	5.7
	Connect coil curing fixture electrical heaters to electrical circuit.

	
	

	
	5.8
	Install a thermocouple near top center of the coil curing fixture.
	
	

	
	7.9
	New step.  Start heaters on the coil curing fixture once epoxy is
	
	

	
	
	visible at the top of the fixture.
	
	

	
	7.10
	Renumbered step and updated to include coil curing fixture temperature
	
	

	
	7.11
	Once the epoxy level has stabilized, open the vacuum tank. 
	
	

	
	7.12
	Refill as necessary after bringing tank to atmosphere pressure.
	
	

	
	7.13
	Disconnect heaters and thermocouple.
	
	

	
	
	
	
	

	E
	5.7
	Changed step to ‘Connect the electric heater power cord extension to the coil curing fixture heaters terminal block.  Then connect the electric heater power cord extension to the electrical circuit power cord inside the vacuum tank.’
	1475
	7/12/02

	
	5.8
	New step, ‘Test and Verify electrical heaters are fully operational.’
	
	

	
	6.1
	Changed epoxy mix from mix numbers used on Impregnation #005.
	
	

	
	7.13
	Changed to read ‘Power off the coil curing fixture heaters.’
	
	

	
	7.14
	New Step, ‘Disconnect the coil curing fixture heaters from the electrical circuit inside of the vacuum vessel. ’
	
	

	
	7.15
	Disconnect the electric heater power cord extension from the coil curing fixture heaters terminal block. Note: Do not disconnect any wire jumpers between heaters.
	
	

	
	7.16
	Moved from 7.13, ‘Disconnect the thermocouples.’
	
	

	
	
	
	
	

	F
	4.19
	Added ‘Torque’ and ‘to 250 FT/LBS.’
	1480
	7/30/02

	
	4.20
	Added step to check gaps with 0.010” feeler gauge....
	
	

	
	4.22
	Updated step to verify bolt torque and 0.010” feeler gauge readings.
	
	

	
	4.31
	Added note; Re-torque bolts if loosened....
	
	


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
Coil Curing Fixture Preparation
3.1
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.


3.2
Clean all epoxy passages in the tooling as necessary.






3.3
Clean all machine threads in the tooling, and threaded rods, nuts, etc., as necessary.



3.4
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.


3.5
Coat all parts with a thin layer of Red Mold Release (MA-292449).



Caution:
Do not coat within an ½” of those areas which will get sealed




in Section 4.0 with Gray RTV-157 (MA-318765).



Technician(s)





Date

4.0
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.


4.1
Place Bottom Plate (MD-388231) flat on approved surface/support with Lifting



Stubs (MB-388236) facing toward the floor.
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4.2
Install Center Block (MB-388235) into the center of the coil assembly.



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


4.3
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.


4.4
Plug the tapped holes (1/2”-13) in the Center Block (MB-388235), 



Rear Plate (MD-388234), and Front Plate (MD-388233) with set screws.



Note:
Apply sufficient amount of grease to prevent holes from filling with epoxy.



Technician(s)





Date

X
4.5
Verify Center Block spacers are properly installed on both ends of the



Center Block. Verify tapped holes have set screws installed.



Lead Person





Date


4.6
Transport one coil assembly with Center Block and place onto the Bottom Plate.



Ensure proper placement of coil leads.


4.7
Record the Coil assembly Serial Number from the power flag in the 



box below.

	




Technician(s)





Date


4.8
Wrap both power flags with teflon tape.



Note:
Ensure bolt holes in power flags are filled with Grey RTV-157




 or approved material prior to applying teflon tape.



Technician(s)





Date
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4.9
Install Rear Plate (MD-388234).


4.10
Install Front Plate (MD-288233).



4.11
Install End Plate (MB-388137).



Technician(s)





Date


4.12
Install Top Plate (MD-388232).


4.13
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.



Technician(s)





Date


4.14
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.



4.15
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


4.16
Ensure the Rear Plate (MD-388234) is flush with the Top Plate and the 




Bottom Plate. Tighten the center bolt assembly.


4.17
Ensure the Front Plate (MD-388233) is flush with the Top Plate and



the Bottom Plate Edges.  Tighten the center bolt assembly.


4.18
Ensure both End Plates (MB-388137) are flush with the Top Plate and 

Bottom Plate Edges.  Tighten the bolts.


4.19
Torque 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 to 250 FT/LBS.


4.20
Use a 0.010” feeler gauge to verify that no gaps exist between top and side plates, 



and bottom and side plates. Note areas of greater than 0.010” on diagram below



and indicate with a ‘T’ for top and ‘B’ for bottom.

[image: image3.wmf]

4.21
Once fixture bolts have all been tightened, rotate coil curing fixture upright



with coil leads facing up.



Technician(s)





Date

X
4.22
Verify the fixture has been properly assembled and bolts have been torqued to 250 FT/LBS. 

Ensure that all Plates (Front, Rear, and End) are in proper alignment with the Top and Bottom 

Plate. Verify that no gaps exist greater than 0.010” between top and bottom or bottom and side

plates.



Lead Person





Date

X
4.23
Perform a pre-cure Electrical Inspection of the Upper/Lower Coil Assembly. Record the 



Coil Assembly Serial Number in the upper left hand box below.

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	14.1 to 17.1
	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
	
	
	
	
	
	

	Hi Pot

Coil to fixture @500V
	
	< 5 (A
	
	
	
	




Inspector





Date
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Note:
Flag Cover Plate #1 (MB-388239) and Flag Cover Plate #2 (MB-388246)



w/Plug (MB-388247) will alternate sides between Upper and Lower 



Coil Assemblies.

4.24
Install approved filler plugs (IB#2 supplied) to fill cavity around the Large Power

Flag (MB-412018), then install Flag Cover Plate #1 (MB-388239).

4.25
Install Flag Cover Plate #2 (MB-388246) with Plug (MB-388247).


Note:
Ensure Plug (MB-388247) is installed against the Coil 



Connecting Plate (MB-412017) (installed during Coil Insulating/Assy).

4.26
Install Tube (MA-388244) into the Lead Plate Cover (MB-388273), and.


glue it to the Lead Cover Plate (MB-388273) with 5 minute epoxy.


Note:
Do not install tube past the G-10 Coil Connecting Plate. This tube



will be removed after coil impregnation.

4.27
Fill cavity between the coil leads and fill with glass


beads (GSR30 (2.85 – 3.30 mm) Vendor: Ryan Equipment).

4.28
Install Lead Plate (MB-388238).


Note:
Ensure machined groove in center opening is aligned with Coil 



Lead Cover Plate (MB-388273) (installed during Coil Insulating/Assy).


Technician(s)





Date

[image: image5.png]



4.29
Braze using Sil-Fos 15  one Adapter (MA-274990)  and  one Copper ¾” 

Diam (MA-274989) tube to make one assembly. Repeat this process until

a total of three assemblies are made.


Note:
Compression fittings may be substituted instead of adapters. This will



eliminate the need for brazing.


Note:
Ensure enough copper tube is used to ensure a minimum of 16” of



tube is above the top of the fixture.

4.30
Install the Adapter/Tube assembly into the fixture, then bend the tube


to extend past the top of the fixture.


Note:
Coat Adapter Threads with Gray RTV-157 (MA-318765) before



installation into the fixture.


Technician(s)





Date

4.31
Seal around the mold with Gray RTV-157 (MA-318765) ensuring all areas where coil


parts and fixture (flags, coil cooling tubes, coil lead plate and lead cover plate), or

two or more fixture pieces meet are sealed to prevent epoxy leakage.



Note:
Bolts must be re-torqued to 250 FT/LBS if loosened to apply RTV-157.



Technician





Date

X
4.32
Verify the Coil Curing Fixture is sealed properly by visually inspecting all seams,



joints, etc., to prevent epoxy leakage.



Lead Person





Date

5.0
Oven Loading and Pump Down

5.1
Transport the EDWA Coil Curing Fixture Assembly with coil using fixture 

lifting stubs to the Vacuum Oven staging area.


5.2
Pull the oven cart out of the Vacuum Oven.

5.3
Lift the EDWA Coil Curing Fixture using the lifting stubs and place the 

on the oven cart
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Note(s):
 Place the Coil Curing Fixture on the cart with the lead end towards

the door. 

5.4
Load the Vacuum Oven Cart into the oven as per the Vacuum Oven Cart 

Operation Procedure (5525-OP-318940).


Technician(s)





Date

5.5
Route the Clear PVC Tubing (MA-225543) from the Bulkhead Feed Through to 

the Coil Curing Fixture (ME-388200).

Note:
Line #5 is from a tube within the lead area and will have to be reduced


from 3/8” PVC tubing to Bulkhead ¾” fitting.

[image: image7.png]Oven _,
Door

EDWA
Coil Curing
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5.6
Install a thermocouple on the flag of the Coil Assembly.  Connect the thermocouple 

lead to a chart recorder.

Note(s):
The chart recorder has to cover a temperature range of 100° F to 175° F.

Ensure that the chart recorder is operating properly before continuing.


5.7
Connect the electric heater power cord extension to the coil curing fixture heaters



terminal block.  Then connect the electric heater power cord extension to 



the electrical circuit power cord inside the vacuum tank.

[image: image8.wmf]


Technician(s)





Date

X
5.8
Test and Verify electrical heaters are fully operational.



Lead Person





Date


5.9
Install a thermocouple near top center of the coil curing fixture.



Technician(s)





Date

5.10
Coat the oven door seal with Dow Corning Molykote 44 Grease or equivalent

(MA-116544).  Close and secure the oven door.  Pump down the oven to 

100 microns or less.  Operate the Vacuum Oven as per the Large Vacuum 

Oven - Vacuum System Operation Procedure (OP-318862).

Note(s):
All impregnation hoses are to be open to the oven except for the fill 

hose to the mixing tank.



Technician(s)





Date

5.11
Set the oven temp to 140°F (60° C).  Refer to the Hydro-Therm System Operation 


Procedure (OP-318958).



Technician(s)





Date

X
5.12
Record the stabilized readings for the temperature and vacuum.  Hold the Coil Assemblies at the stabilized temperature and vacuum for a period of not less than 10 hours.

	Coil Assembly Temperature
	

	Vacuum (100 microns or less)
	


	Start Time
	

	Completion Time
	




Lead Person





Date

6.0
Epoxy Mixing
X
6.1
Mix the epoxy for Booster EDWA per MA-331507. Ensure that enough epoxy is mixed to complete the impregnation process or equivalent.  Record the actual amounts of epoxy components used.

	Product
	Mix
	Part No. #
	Quantity

	Epon 828
	27 Kg
	MA-116501
	

	NMA Hardener
	24.3 Kg
	MA-116503
	

	DMP-30
	405 g
	MA-116500
	


6.2
Close the Mixing vessel.  Mix and pump down to 500 microns for 40 min.


Note(s):
Do not add the accelerator until 1 hour prior to impregnation of the 

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


6.3
Stop the mixing, open the mixing vessel and add the accelerator.

Close the Mixing vessel.  Mix and pump down to 500 microns or

better for 1 hour.



Technician(s)





Date

7.0
Impregnation and Curing
7.1
Connect the mixing vessel to the oven.  Bleed the air out of the mixing vessel into the oven 

by un-clamping the Fill Line (Vent to Vacuum).  Clamp off the Fill Line (Vent to Vacuum).



Technician(s)





Date

7.2
Start impregnation.

All return lines should be open at the start of the impregnation.  Clamp off the return lines as soon as that specific return line starts to dump into the overflow can.  Once all the return lines have dumped in the overflow can and have been clamped off, un-clamp all the return lines and allow them to flow into the overflow can for 1 minute.  Re-clamp the return lines and the fill lines.



Note(s):
Do not use any head pressure on the epoxy mixing vessel. Ensure that during the 

impregnation process that no air is introduced into the coil.

7.3
Supply epoxy to the return end (Line #1/Step 5.5) of the EDWA Coil Curing fixture.

7.4
Once the epoxy enters the fixture, record the Time in table below.

7.5
Supply between 12” to 18” of epoxy, measured on the hose.  Then STOP!!

7.6
Wait 15 minutes to allow epoxy to flow and equalize within the fixture.

7.7
Repeat steps 7.5 to 7.6 until epoxy is present in Line #5 (refer to Step 5.5).



Note:
If epoxy is visible in Line #3 or Line #4 before Line #5, close Line #3 or #4 

and continue filling.

7.8
Clamp off Line #3 & #4 once filled with epoxy.

7.9
Once epoxy is visible at the top of the coil curing fixture, start the heaters and


set to 180o F. Continue the filling process.

	Fill #
	Time
	Fill #
	Time 
	Fill #
	Time

	#1
	
	#23
	
	#44
	

	#2
	
	#24
	
	#45
	

	#3
	
	#25
	
	#46
	

	#4
	
	#26
	
	#47
	

	#5
	
	#27
	
	#48
	

	#6
	
	#28
	
	#49
	

	#7
	
	#29
	
	#50
	

	#8
	
	#30
	
	#51
	

	#9
	
	#31
	
	#52
	

	#10
	
	#32
	
	#53
	

	#11
	
	#33
	
	#54
	

	#12
	
	#34
	
	#55
	

	#13
	
	#35
	
	#56
	

	#14
	
	#36
	
	#57
	

	#15
	
	#37
	
	#58
	

	#16
	
	#38
	
	#58
	

	#17
	
	#39
	
	#59
	

	#18
	
	#40
	
	#60
	

	#19
	
	#41
	
	#61
	

	#21
	
	#42
	
	#62
	

	#22
	
	#43
	
	#63
	



7.10
Ensure the coil curing fixture temperature is 180o F and the epoxy level in Line #5

(Coil Lead Tube) is ~1 foot above the fixture, refill if necessary. Wait for 30 minutes, 

if the level of epoxy does not go down, go to Step 7.11



Technician(s)





Date


7.11
After the epoxy has stabilized, bring the oven up to atmosphere as 



per the Vacuum Oven as per the Large Vacuum Oven - Vacuum System 



Operation Procedure (5525-OP-318862).  Open the oven door.  Attach 



the temperature chart to this traveler.  Ensure that the Coil Assembly serial 



number (stamped on the Coil Assembly) and date cured is written on the 



temperature chart.


7.12
Refill the coil curing fixture as necessary to maintain epoxy level above the



fixture for 30 minutes. Proceed only after the epoxy level has been maintained. 


7.13
Power off the coil curing fixture heaters.


7.14
Disconnect the coil curing fixture heaters from the electrical circuit



inside of the vacuum vessel.



7.15
Disconnect the electric heater power cord extension from the coil curing fixture 



heaters terminal block.
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Note:
Do not disconnect any wire jumpers between heaters.


7.15
Disconnect the thermocouples.

7.16
Disconnect the mixing vessel from the oven.



Technician(s)





Date

8.0
Coil Assembly Curing

8.1
Pull the oven cart out of the Vacuum Oven as per the Vacuum Oven Cart Operation 



Procedure (5525-OP-318940).


8.2
Lift the coil using the overhead crane and the appropriate slings and place the 



coil in the Wisconsin Oven



Note(s):
To prevent leakage of epoxy on the production floor while transporting 



the coil curing fixture  to the Wisconsin Oven, place a sheet of Polyethylene Plastic



(Fermi stock 1670-2100) under the coil curing fixture.


8.3
Ensure the PVC hoses used for impregnation are elevated and full.  If not full,



then fill them.


8.4
Install thermocouples (thermocouple placement, 2 on fixture, one on lead end, one 



on return end, 1 in air/oven).  Cure coil at 250°F for 16 hours after reaching 



temperature.  Allow the coil and the fixture to cool to below 100°F.



Note(s):
No personnel should enter the oven after it reaches 100°F.



Note(s):
The chart recorder has to cover a temperature range of 100° F to 275° F.




Ensure that the chart recorder is operating properly before continuing.



Technician(s)





Date

8.5
Operate the Wisconsin Oven in accordance with operating procedure 5525-OP-318966.

Note(s):
The operator must be approved to operate oven.

All operators must complete the items below before proceeding.

Check List 5525-FM-318959


 Completed

Operator's Log Book



 Completed

Volatiles Material Information Sheet

 Completed



Technician(s)





Date

X
8.6
Verify that the coil cured @ 250°F for 16 hours.



Lead Technician





Date

8.7
Remove the thermocouples from the coil curing fixture.  Attach the temperature chart to this traveler.  Ensure that the coil assy serial number (stamped on the coil and at the base of this traveler) and date cured is written on the temperature chart.



Technician(s)





Date

8.8
Remove the fixture from Wisconsin Oven and transport to the coil removal area.



Technician(s)





Date

9.0
Coil Removal

9.1
Place Coil Curing Fixture on an appropriate surface/supports with the Top



Plate FACING the floor.

9.2
Remove the Gray RTV-157 (MA-318765) using approved methods.

9.3
Remove the Adapter/Tube assembly and PVC tubing  from the fixture

9.4
Remove Tube (MA-388244) from the Lead Plate Cover (MB-388273).


Note:
During removal of Tube, ensure coil leads are not damaged.

9.5
Remove Flag Cover Plate #2 (MB-388246).

9.6
Remove Flag Cover Plate #1 (MB-388239).


9.7
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


9.8
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.


9.9
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.


9.10
Remove Bottom Plate (MD-388231).


9.11
Remove End Plate (MB-388137).


9.12
Remove Front Plate (MD-288233).




Technician(s)





Date


9.13
Remove Rear Plate (MD-388234).


9.14
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).


9.15
Transport the coil assembly to coil clean-up area.



Technician(s)





Date



9.16
Remove all Tedlar and Hi-shrink Mylar from the finished coil using approved




methods.

Note(s):
Remove all sharp corners and edges of the finished coil after being removed 

from the mold using approved procedures.  There should be no more than .060”

of unsupported epoxy build-up anywhere on the unfinished coil.



Technician(s)





Date

10.0
Electrical Inspection
X
10.1
Perform a Post Cure Electrical Inspection of the Lower Coil Assembly (ME-388199).

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Coil Resistance
	
	14.1 to 17.1
	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
	
	< 5 (A
	
	
	
	




Inspector





Date

X
10.2
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

10.3
Perform a hydrostatic check of each coil layer @ 500 PSI for 30 minutes.

	Coil No.
	30 minutes @ 500 PSI
	Pass
	Fail

	#1 (Upper)
	
	
	

	#2 (Middle)
	
	
	

	#3 (Lower)
	
	
	




Inspector





Date
X
10.4
Using Engineer supplied checking gauges, check the inside coil, overall outside coil and coil height dimensions. Refer to Upper Coil Assembly (ME-388193) or Lower Coil Assembly (ME-388194) for exact dimensions as necessary.




OK to Proceed



FAILED!    Mark on chart below in RED areas which failed





     Process a Discrepancy Report.



Note(s):
The finished cured coil assembly must be free of cracks, air bubbles, 




dry spots and surface imperfections.
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Inspector





Date


10.5
Transport the EDWA Coil Assembly to the approved coil storage/magnet assembly area.



Technician(s)





Date

11.0
Production Complete
11.1
Process Engineering verify that the Booster EDWA Dipole Magnet Upper or Lower Coil Impregnation Traveler (5520-TR-333658) 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
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