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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
Personnel shall perform all tasks in accordance with current applicable ES&H guidelines and those specified within the step.

1.6
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.



Process Engineering/Designee



Date

3.0
Winding Preparation
3.1
Clean all of the winding tooling using isopropyl alcohol (Fermi stock 1920-0300) and disposable wipes (Fermi stock 1660-2600) or equivalent, and a vacuum ensuring it is clean of dirt, dust and other contaminants.



Technician(s)





Date

3.2
Install the coil-winding fixture (MD388686) on the Broom Field S-50 Winder.



Technician(s)





Date

Note(s):

All personnel shall be wearing white (Lint Free) gloves (Fermi Stock 2250-1800) or surgical latex gloves (Fermi Stock 2250-2494) during the winding process.


3.3
Verify the winding tooling was assembled correctly.



Lead Person





Date

3.5
Measure the resistance of the conductor spool.  The spool of conductor should have a resistance of some whole number multiple of 2.16 Ohms.



Resistance








Inspector





Date

3.6
Measure the mechanical dimensions of the conductor (MA-186585) in three locations.  (.1039” to .1079”).

	
	Height
	Width

	Location #1
	
	

	Location #2
	
	

	Location #3
	
	




Inspector





Date

3.7
Verify a correct spool of conductor is to be used.



Responsible Authority




Date

3.8
Install the spool of #10 coated conductor (MD-188565) on the tension device.



Technician(s)





Date


3.9
Using a clamp, attach the conductor to the winding fixture with at least a 1-foot lead.



Technician(s)





Date

3.10
Set the tension to 15 percent per the indicator on the tensioner.



Technician(s)





Date

3.11
Verify the copper conductor is free of grease, knicks, twists and insulation is not damaged and verify the proper setting of the tension.



Lead Person





Date

3.12
Turn the Broomfield 50 on, ensure the emergency stop is not set and depress the reset button.  Set the Pitch to spiral.



Technician(s)





Date

3.13
Set the winding machine pitch to highest reading in step 3.6.



Technician(s)





Date

3.14
Verify the winding controler is in spiral mode.  To change modes, depress the set up button, and depress the C button as needed.



Technician(s)





Date

4.0
Coil Winding

4.1
Wind 20 layers of 35 turns for a total of 700 turns*.



Note(s):




Adjust the tension as needed for 15%.

Use a hammer as needed to ensure the Layer transfer point occurs at the Lead End

* If gap between the last conductor turn and the Mandrel Plate exceeds 0.040” contant project engineer

	Layer
	Record Tension
	Mechanical Pitch Transfer Point.
	Layer Transfer Point at the Lead End
	Verify the # of Turns

	#1
	
	
	
	35
	

	#2
	
	
	
	70
	

	#3
	
	X
	
	105
	

	#4
	
	X
	
	140
	

	#5
	
	X
	
	175
	

	#6
	
	X
	
	210
	

	#7
	
	X
	
	245
	

	#8
	
	X
	
	280
	

	#9
	
	X
	
	315
	

	#10
	
	X
	
	350
	

	#11
	
	X
	
	385
	

	#12
	
	X
	
	420
	

	#13
	
	X
	
	455
	

	#14
	
	X
	
	490
	

	#15
	
	X
	
	525
	

	#16
	
	X
	
	560
	

	#17
	
	X
	
	595
	

	#18
	
	X
	
	630
	

	#19
	
	X
	
	665
	

	#20
	
	X
	
	700
	




Technician(s)





Date

5.0
Final Inspection

5.1
Using zip ties, secure the coil.



Technician(s)





Date


5.2
Cut the lead to the coil leaving at least a 1-foot lead.



Technician(s)





Date


5.3
Using Tape, attach the serial number to the coil lead.



Technician(s)





Date


5.4
Perform an electrical check.

	Electrical Test
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Resistance
	
	For reference only
	Ω
	
	
	

	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 Volt Ring
	
	
	
	
	
	




Inspector





Date


5.5
Remove the coil from the winding fixture.



Technician(s)





Date

6.0
Production Complete
6.1
Process Engineering verify that the Traveler 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
















Lep Horizontal (MCHB) Trim Dipole Coil Winding
Serial No.

Test-0

Note(s):
 MERGEFIELD Notes 
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