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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
No Parts Kit Required

3.0 Pre-Curing Set-Up

3.1 Check the whole platen integrity, i.e. there are no gaps between the bottom forming plates.  If gaps are present the plates need to be moved and adjusted in order to close those gaps.


Technician(s)





Date

3.2 Thoroughly clean the Curing Mold (ME-369109) using Isopropyl Alcohol

 (Fermi stock 1920-0300); and a Lint Free Heavy Duty Wipe (Fermi stock 1660-2600).



Technician(s)





Date

3.3 Remove the Screws from the Razorbacks (MC-344066) and apply a light coat of Lubriplate Lubricant (MA-116537) to outside surface of packaged coil retainers.



Technician(s)





Date

3.4 Invert the Outer Mandrel Assembly (ME-369653) using the Rollover Station

 (MD-344196) as per the Rollover Station Operating Procedure (ES-333505).



Technician(s)





Date

3.5 Using the Insertion/Extraction Fixture (ME-344719), in the fully retracted position, move the upside down Outer Mandrel Assembly (ME-369683) from the Rollover station to the Curing station.



Technician(s)





Date

3.6 Connect the Insertion/Extraction Fixture Clamps (MC-277917) into the grooves located on the sides of the Curing Mold (ME-369109).  Seat the Mandrel in Mold using up to 800 pump PSI.  Remove the Insertion / Extraction Devise from the Mandrel.



Technician(s)





Date

3.7 Insert the Curing Inserts for the Outer Coil on to the Curing Mold.



Technician(s)





Date

3.8 Insert the Mold into the Press to the Alignment Stops and disconnect the Chain.


Note(s):
Verify there is a gap between the Inserts after the Curing Mold is inserted in to the Curing Press



Technician(s)





Date

3.9 Install the Lead End Jack Pusher Plate (MC-344399) and seat both the Return End and the Lead End Coil End Jack Screws (MC-344399) against the Pusher Bars (MC-369519).  Back off the Coil End Jack Screws 1 turn at both ends.



Technician(s)





Date

3.10 Connect the Resistance Heaters (black to black and white to white).



Technician(s)





Date

4.0 Curing Cycle
4.1 Cure the Outer Coil Assembly in accordance with the Curing Press Operating Procedure (ES-333500).  LHCIR Coil Curing Cycle is specified in Coil Curing Procedure

 (TS-00-0XX)

Note(s):

Do not Install Temperature probes until the Heating Cycle is to begin.
Electronic file of the Measuring Data the needs to be transferred to the \Tdserver1\project\MagTestData\SamstatsII folder in a folder named after the coil.

At step number 20, during the Curing Press Cycle, remove the shims before continuing with the curing of the coil.



Technician(s)





Date

Verify that all shims have been removed before continuing with the curing of the coil.



Crew Chief





Date

When step 4.1 is complete, sign below.



Technician(s)





Date

4.2 Remove the Pressure from the Curing Press by performing the following:

Note(s):
While dumping Pressure, ensure the Mold and Extraction chain are lined up
a)
Energize the Curing Press.

b)
Depress the End Jack Decrease Button on the Curing Press Operating Panel.

c)
Retract the End Jack Screws (MC-344399).

d)
Remove the Lead End Jack Pusher Plate (MC-344399).

e)
Place the Mandrel Selector switch to Hydraulic.

f)
Depress the Mandrel Dump Button.

g)
Place the Platen Selector switch to Hydraulic.

h)
Depress the Platen Dump Button.



Technician(s)





Date

4.3 Reconnect the chain and extract the Curing Mold from the Curing Press.



Technician(s)





Date

5.0 Separating the Mandrel from the Mold

5.1 Attach the Insertion / Extraction Devise (ME-344719) to the Outer Mandrel.



Technician(s)





Date

5.2 Unseat the Mandrel Lamination Assembly (ME-369653) from the Curing Mold using the Insertion / Extraction Devise (MD-344719) in accordance with the Insertion / Extraction Devise Operating Procedure (ES-333504).  Transport the Mandrel to the Rollover Station.  Disconnect and store the Insertion/Extraction Device.



Technician(s)





Date

5.3 Secure the leads to the Mandrel and rotate the Mandrel Assembly using the Rollover Station Operating Procedure (ES-333505).



Technician(s)





Date

5.4 Secure the Razorback (MC-344066) to the Mandrel prior to removing the Retainers / Tooling.



Technician(s)





Date

6.0 Unpacking the Coil from the Mandrel
Note(s):
Always keep Support Clamps on the Coil or have a Technician hold the Lead during transport of the Coil.

6.1 Remove all Retainers, Side Pusher Bars and Arc Pusher Laminations.



Technician(s)





Date

6.2 Measure using a Micrometer (Starrett 120A-9) or equivalent.
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Technician(s)





Date

6.3 Reinstall the End Part Retainers B1,B2 (MC-3690951) and B9, B10 (MC-369948) or equivalent to secure the End Parts during the use of the Coil Stretcher.



Technician(s)





Date

6.4 Remove the Center Key Insert (MC-344784) using the Coil Stretcher (MC-344684).



Technician(s)





Date

6.5 Remove the remaining Retainers B1,B2 (MC-3690951) and B9, B10 (MC-369948) and Key Inserts (MC-344116, MC-344063).



Technician(s)





Date

7.0 Production Complete
7.1 Process Engineering verify that the Outer Coil Curing Traveler (5520-TR-333489) 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

Outer Coil Curing

Coil Serial No.: «SerialNo»-«ReworkID»
Notes: «Notes»
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