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	A
	3.4
	Changed:  Lead Tech to Technician sign-off.
	1750
	6/22/05

	
	3.6
	New Step:  Mark leads before removal from Dekeystoning Fixture.
	
	

	
	3.7
	New Step:  Verify marked leads are correct.
	
	

	
	3.8
	New Step:  Remove coil and transport to Lead Bending Area using approved..
	
	

	
	4.1
	Update:  Dwg shows coil without bent/twisted leads.
	
	

	
	4.2
	Removed:  Measure from the Coil Face 0.468” and scribe that location…..
	
	

	
	4.3
	Changed:  ‘is marked correctly’ to ‘is positioned correctly’.
	
	

	
	4.6
	Changed:  0468” to 0.468”
	
	

	
	5.1
	Update:  Dwg shows coil without bent/twisted leads.
	
	

	
	5.2
	Removed:  Measure from the Coil Face 0.097” and scribe that location…..
	
	

	
	5.3
	Changed:  ‘is marked correctly’ to ‘is positioned correctly’
	
	

	
	
	
	
	

	B
	4.0
	Removed:  90o Twist Bending from Section Title.
	1752
	7/12/05

	
	4.5
	Moved: New Section 6.0
	
	

	
	4.6
	Moved: New Section 6.0
	
	

	
	4.7
	Moved: New Section 6.0
	
	

	
	4.8
	Moved: New Section 6.0
	
	

	
	4.8
	Moved: New Section 6.0
	
	

	
	5.5
	Moved: New Section 6.0:
	
	

	
	5.6
	Moved: New Section 6.0
	
	

	
	5.7
	Moved: New Section 6.0
	
	

	
	5.8
	Moved: New Section 6.0
	
	

	
	5.0
	Removed:  90o Twist Bending from Section Title.
	
	

	
	5.5
	Changed:  Step was 5.9
	
	

	
	6.9
	New:  Drill a 3/8” hole into the coil lead ends
	
	

	
	6.10
	New: Insert 3/8” copper tube into leads.
	
	

	
	6.11
	New:  Anneal both radius bend and 90 degree twist.
	
	

	
	6.12
	New:  Braze the 3/8” copper tubes into copper lead end.
	
	

	
	7.1
	Changed ‘ 1” aluminum rods’ to ‘Fermi built copper spacers rods/bars’
	
	

	
	7.1
	Added:   Note: Aluminum bars/rods are not to be used to spread the copper coil or used during grit blasting. 
	
	

	
	
	
	
	

	C
	7.3
	Added:  Steps/check boxes for procedural clarity for grit blasting a coil
	1762
	8/3/05

	
	7.4
	New Step:  After grit blasting, using house air, remove all residual grit…..
	
	

	
	7.5
	New Step:  Visually inspect the entire coil to ensure proper grit blasting. ….
	
	

	
	8.1
	Added:  Limits to flow values at 60psi and 100 psi.
	
	

	
	8.2
	Deleted:  Step not required with limits installed in Step 8.1.
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	

	
	
	
	
	


Note(s):
Ensure appropriate memos and specific instructions are placed with the traveler before issuing 

the 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
Cover the Main Coil 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 List for the to this traveler.  Ensure that the serial number 


on the Parts Kit List matches the serial number of this traveler.  Verify that the Parts Kit 


received is complete.



Process Engineering/Designee



Date

3.0
Dekeystoning
3.1
Using a dynafile or equivalent and brown rolux (Part Number 048011-05532 or equivalent) dekeystone the coil.  Dekeystone the coil at the easy-way bends between the turns.  Dekeystone the coil at the hard-way bends at any places that the conductor exceeds the 1.005" slot (maximum) of the Conductor Height Gage (MA-445000)) or the .570" slot (maximum) of the Conductor Width Gage (MA-445000).  Refer to the Conductor Dekeystoning Procedure (5520-ES-318849).

Note:
Remove only the minimum amount of material necessary.  At no time is the removal 

of material to produce an area in which the minimum gages fit over the conductor.  



Technician(s)





Date


3.2
After the conductor has been dekeystoned, check the height and width of the areas where material was removed to ensure that no areas are under the minimum dimensions.  Conductor Height Gage 0.995” (minimum) (MA-445000) and the Conductor Width Gage 0.560” (minimum) (MA-445000). 

[image: image1.emf]


Lead Person





Date

3.3
Clamping the coil into the dekeystoning Inspection Fixture or approved system.



Note:
Ensure the Long Winding Shims and Short Winding Shims are installed.



Technician(s)





Date


3.4
Once the coil is clamped into the fixture, Pin Gage (0.028”)(McMaster-Carr  XXX) must pass between the turns in all areas of the coil.  Areas where the Pin Gage doesn't pass must be marked with chalk (Fermi stock 1360-0240 or equivalent) and have additional dekeystoning performed.

Note(s):

Take care not to damage the conductor during the clamping.



Technician(s)





Date


3.5
Verify that the Pin Gage (0.028”)(McMaster-Carr XXX) passes between the turns of the coil.

X


Lead Person





Date



Inspector





Date


3.6
Mark and scribe the Coil Leads 0.468” and 0.097” from the face of the coil for bending 



as per Dwg ME-388985.
[image: image2.emf]0.468"
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Technician(s)





Date

X
3.7
Verify the Coil Leads 0.468” and 0.097” have been properly scribed.


Lead Person





Date


3.8
Remove coil from DeKeystoning Fixture and transport to Lead Bending Area using approved 



lifting and transport methods.


Technician(s)





Date

4.0
0.468” Lead Bending 

4.1
Prepare to bend the 0.468” coil lead by loading the coil into the Coil Bend Fixture as shown below. 



Support the coil along its length to ensure proper alignment in the coil bender.  Ensure that coil 



is stabilized with a right angle support or equivalent.
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Technician(s)





Date


4.2
Align the coil scribe line in the approved Coil Lead Bender (MD-388991).  Ensure the 0.468” scribe 


line is aligned with the end of the Lead Bender
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Technician(s)





Date

X
4.3
Verify the 0.468” lead is positioned correctly in the Lead Bending Fixture and can be bent.



Lead Person





Date


4.4
Using the WQB Conductor Bending Fixture (MD-388991), bend the 0.468” lead as per Main Coil 



Winding Dwg ME-388985.
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Technician(s)





Date

5.0
0.097” Lead Bending 

5.1
Unclamp the coil and rotate the coil to orientate the coil for the 0.097” coil lead bending as shown below.



Support the coil along its length to ensure proper alignment in the coil bender.  Ensure that coil 



is stabilized with a right angle support or equivalent.
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Technician(s)





Date


5.2
Align the coil scribe line in the approved Coil Lead Bender (MD-388991).  Ensure the 0.097”


scribe line is aligned with the end of the Lead Bender
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Technician(s)





Date

X
5.3
Verify the 0.097” lead is positioned correctly in the Lead Bending Fixture and can be radius bent.


Lead Person





Date


5.4
Using the WQB Conductor Bending Fixture (MD-388991), bend the 0.097” lead as per Main Coil 



Winding Dwg ME-388985.
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Technician(s)





Date


5.5
Remove the coil from the Lead Bending fixture and transport using approved methods to the



Coil 90o Lead Twisting Area.



Technician(s)





Date

6.0
Coil 90o Lead Twisting 

6.1
Position the Coil in the Lead Twisting Set-Up and prepare for 90o lead twisting of the 0.468” lead 



as per Main Coil Winding Dwg ME-388985.



Technician(s)





Date

X
6.2
Verify the 0.468” lead is properly marked and can proceed with 90o twisting.



Lead Person





Date


6.3
Perform the 90o twisting on the 0.468” Lead.



Technician(s)





Date

X
6.4
Verify the 0.468” lead and the 90o twist have been properly bent and properly twisted.



Lead Person





Date


6.5
Remove the coil from the Lead Twisting Set-Up and re-position the Coil in the Lead Twisting Set-Up and 


prepare for 90o lead twisting of the 0.097” lead as per Main Coil Winding Dwg ME-388985.


Technician(s)





Date

X
6.6
Verify the 0.097” lead is properly marked and can proceed with 90o twisting.



Lead Person





Date


6.7
Perform the 90o twisting on the 0.097” Lead.



Technician(s)





Date

X
6.8
Verify the 0.097” lead and the 90o twist have been properly bent and properly twisted.



Lead Person





Date


6.9
Drill a 3/8” diam hole, ½” deep into the ends of both coil leads.



Technician(s)





Date


6.10
Insert a 3/8” O.D. x 6” – 8” long copper tube into each coil lead.  These will be used



for coil flow and hydro testing later.



Technician(s)





Date


6.11
Anneal both the radius bend and the 90o twist on both the 0.468” and 0.097” coil leads.



Technician(s)





Date


6.12
Braze the 3/8” long copper tubes into the coil leads, while the lead is hot from annealing.


Technician(s)





Date


6.13
Remove the coil from the Lead Twisting Set-up and transport using approved methods to the



Grit Blast Booth.



Technician(s)





Date

7.0
Grit Blasting
7.1
Position the coil in the Grit Blast Booth on the coil cart.  Spread the coil as required using Fermi built


copper spacers rods/bars or approved equivalent to achieve full coverage during grit blasting.


Note:
Aluminum bars/rods are not to be used to spread copper coil or used during grit blasting.



Technician(s)





Date

7.2
Tape over the open water passages using pressure sensitive tape (Fermi stock 1365-0979) to prevent grit and debris from entering the water passage.



Technician(s)





Date

7.3
Grit Blast the coil in accordance with the Conductor Grit Blasting Procedure (5520-ES-318953).

Note:
White (Lint Free) Gloves (Fermi stock 2250-1800) are to be worn by any individuals 



handling the grit blasted coil.


Grit blast the coil in the expanded configuration.


Nest the coil and grit blast on outside side of the coil.


Rotate the coil to the other side.


Grit Blast the outside of the Coil in the nested condition.


Expand the Coil and grit blast.


Leave the coil expanded for inspection.



Technician(s)





Date


7.4
After Grit Blasting in the expanded condition, using house air, remove all residual grit blast 


material from the coil.


Technician(s)





Date


7.5
Visually inspect the entire coil to ensure proper grit blasting.  This means that the copper needs to



be uniform in color and uniform in surface texture.  Areas which are not should be re-grit blasted 



until in compliance.



Inspector





Date


7.6
Using White (Lint Free) Gloves (Fermi stock 2250-1800) perform a white glove (snagging) check of the entire coil surface.  Any places that cause the glove to snag, or obvious burrs, imperfections, lack of radius in the dekeystoned areas must be marked with chalk (Fermi stock 1360-0240 or equivalent) for repair by sanding or further grit blasting.



Inspector





Date


7.7
Remove the copper spacer rods/bars from the coil and return to original configuration.



Technician(s)





Date


7.8
Transport the coil using approved methods to the Insulation Area.



Technician(s)





Date

8.0
Final Inspection

8.1
Perform a Flow Check at a ∆P of 60 PSI and 100 PSI.  A hydrostatic check at 500 PSI and record the results below.  Refer to the Mechanical (Flow) Inspection (5520-ES-318968).

∆P 60 PSI ( >2.80 GPM)


 GPM

∆P 100 PSI (>3.75 GPM)


 GPM
Perform a hydrostatic check of the joint at 500 PSI for 30 minutes.
Pass



Inspector





Date

9.0
Production Complete

9.1
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 and dispositions have been reviewed by the Responsible Authority for conformance before being approved.



Comments:



Process Engineering/Designee



Date

WQB Main Coil Preparation

Serial No.:  «SerialNo»-«ReworkID»
Note(s):  «Notes»
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