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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
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
WQB Coil Curing Fixture Preparation
3.1
Vacuum the entire Coil Curing Fixture Assembly (ME-388940). 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.



Technician(s)





Date


3.5
Coat all parts with Red Mold Release (MA-292449).



Technician(s)





Date


3.6
Coat all bolt shafts and bolt threads with a light coat of approved grease to prevent



epoxy from bonding to the bolt shaft or threads.



Technician(s)





Date


3.7
Ensure both Curved End Plate –Left (MD-388941) (2 ea) and Curved End Plate – Right



(MD-388942) (2 ea) are properly installed.  Curved End Plates are not to be removed.



Note:
Ensure bolt heads holding Curved End Plates to Curing Fixture are protected with RTV.

[image: image1.emf]WQBCoilCuringFixture
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Technician(s)





Date


3.8
Install the Top O-Rings (2 ea -83.500” long). Curved End Plates (not shown –see Step 3.7) are 



not to be removed.
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Technician(s)





Date


3.9
Install the Corner O-Rings (4 ea – 84.00” long).


Note:
Ensure that O-Rings terminate as per Dwg MB-388955 and detail below. Bond ends



of O-Ring together using RTV or other approved adhesive.
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Technician(s)





Date


3.10
Install Bottom O-Rings (2 ea – 83.50” long).
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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.

[image: image8.emf]WQBCoilCuringFixture

ME-388940
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X
4.1
Ensure fixture has been properly cleaned, Red Mold Release applied and O-Rings are



properly installed.

[image: image9.emf]WQBCoilImpregnationBaseFixture
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Lead Person





Date


4.2
Install the WQB Main Coil Assembly on the Impregnation Fixture. Record Coil Serial



Number below.



Note:
Ensure Serial Number matches serial number at the bottom of this traveler.

	Coil Serial Number
	


[image: image10.emf]WQBCoilImpregnationFixture

w/1coilinstalled.

ME-388940




Technician(s)





Date


4.3
Install the WQB Main Coil Assembly on the Impregnation Fixture. Record Coil Serial



Number below.  Ensure both coil leads are at the same end of the fixture.



Note:
Ensure Serial Number matches serial number at the bottom of this traveler.

	Coil Serial Number
	


[image: image11.emf]WQBCoilImpregnationFixture

w/2coilsinstalled.

ME-388940




Technician(s)





Date


4.4
Apply Gray RTV-157 (MA-318765) to the end of the O-Ring and then to the end



of the fixture to aid in sealing before installing Exterior Top Left Plate 



Install the Exterior Top Left Plate (MD-388944). Use Hoist Ring (5/16”-18)



(Carr Lane #CL-800-SHR-1) to transport and install plate.  



Caution:
Do not use Hoist Rings to lift complete assembly, only individual plates.
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Technician(s)





Date


4.5
Install Shoulder Screw 0.50” Dia X 1.25”  lg (Item 13).  Ensure bolt thread and shaft



have been greased using approved methods.


4.6
Install bolts 5/8”-11 Hex Flange Cap Screw X 1.75” Lg (Item #12) in center section bolt 



holes and finger tighten.. Ensure bolt thread and shaft have been greased using approved 



methods.



Note:
Ensure bolts are greased slightly to prevent epoxy from bonding to the bolt or threads.



Technician(s)





Date


4.7
Apply Gray RTV-157 (MA-318765) to the end of the O-Ring and then to the end



of the fixture to aid in sealing before installing Exterior Top Right Plate  See Step 4.4



Install the Exterior Top Right Plate (MD-388943). Use Hoist Ring (5/16”-18)



(Carr Lane #CL-800-SHR-1) to transport and install plate.  



Installed shoulder bolts (Item #13) first.  Ensure bolt thread and shaft have been 



greased using approved methods.
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Technician(s)





Date


4.8
Apply Gray RTV-157 (MA-318765) to the end of the O-Ring and then to the end



of the fixture to aid in sealing before installing Exterior Side Left Plate See Step 4.4



Install the Exterior Side Left Plate (MD-388946). Use Hoist Ring (5/16”-18)



(Carr Lane #CL-800-SHR-1) to transport and install plate.  



Ensure bolt thread and shaft have been greased using approved methods.
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Technician(s)





Date


4.9
Apply Gray RTV-157 (MA-318765) to the end of the O-Ring and then to the end



of the fixture to aid in sealing before installing Exterior Side Right Plate. See Step 4.4



Install the Exterior Side Right Plate (MD-388945). Use Hoist Ring (5/16”-18)



(Carr Lane #CL-800-SHR-1) to transport and install plate.  



Ensure bolt thread and shaft have been greased using approved methods.
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Technician(s)





Date


4.10
Tighten the Center Bolts.  Then measure the gap between the Curing Fixture and



Exterior Plate.  Gap should be less than 0.001”.

[image: image17.emf]Tightenthesebolts.

Thenmeasuregap.




Technician(s)





Date


4.11
Tighten bolts on Exterior Side Plates.  Then measure the gap between the Curing Fixture and



Exterior Plate.  Gap should be less than 0.001”.
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Technician(s)





Date

X
4.12
Perform a pre-cure Electrical Inspection of the Main Coil/Trim Coil Assembly in the LEFT position. Record the Coil Assembly Serial Number in the upper left hand box below.

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96 mΩ

	mΩ

	
	
	

	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
	
	
	
	

	Hi Pot

Coil to Coil @500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144 mΩ

	mΩ

	
	
	

	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

X
4.13
Perform a pre-cure Electrical Inspection of the Main Coil/Trim Coil Assembly in the RIGHT position. Record the Coil Assembly Serial Number in the upper left hand box below.

	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Main Coil Resistance
	
	1.90 to 1.96 mΩ

	mΩ

	
	
	

	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
	
	
	
	

	Hi Pot

Coil to Coil @500V
	
	< 5 (A
	
	
	
	


	
	Equipment Serial Number
	Limit
	Actual Measurement
	Pass
	Fail
	Out of Tolerance

	Trim Coil Resistance
	
	136 to 144 mΩ

	mΩ

	
	
	

	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


4.14
Install O-Ring Cord into End Plates, cut ends flush and secure ends using Loctite #595 as 



per DWB MB-388954.
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Technician(s)





Date


4.15
Cover the Trim Coil Leads (if not done) with Teflon Tape (MA-274469) from 



were the Trim Coil exits from the Main Coil to the end of the lead. 



Technician(s)





Date


4.16
Roll the Trim Coil Leads into a circle(if not done).  Then coat the leads with RTV-21.



These leads will be placed on the end of the Main Coil.



Technician(s)





Date


4.17
Install a bead of Gray RTV-157 (MA-318765) just on the outside of the O-Ring Cord



on each End Plate.  Bead of RTV to equal size and height of O-Ring Core above the 



End Plate.
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Technician(s)





Date


4.18
Install End Plate –Left-Lead End (MD-388947).



Note:
Use caution when installing the End Plate not to damage the Trim Coil Leads.



Technician(s)





Date


4.19
Install End Plate – Right-Lead End (MD-388948).



Note:
Use caution when installing the End Plate not to damage the Trim Coil Leads.



Technician(s)





Date


4.20
Install End Plate –Left-Return End (MD388949).



Technician(s)





Date


4.21
Install End Plate-Right-Return End (MD-388950).



Technician(s)





Date


4.22
Seal the conductors by installing the following:



Note:
Steps are set-up for performing all four leads together.

[image: image21.emf] 

WQB Curing Fixture

Lead End View

ME-388940

Coil Lead #1

Coil Lead #2

Coil Lead #3
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[image: image22.emf]                         [image: image23.emf]
	Dwg 

Item #
	Item
	Part #
	QTY
	Coil

Lead #1
	Coil

Lead #2
	Coil

Lead #3
	Coil

Lead #4

	#28
	Silicone Rubber Shield
	MB-388951
	1
	
	
	
	

	#29
	Conductor Cover Plate
	MB-388952
	1
	
	
	
	

	#30
	Conductor Clamp Bar
	MB-388953
	2
	
	
	
	

	#31
	¼”-20 SHCS X 1.00” lg
	Comm’l
	6
	
	
	
	

	#32
	¼” diam Lock Washer
	Comm’l
	6
	
	
	
	

	#33
	¼” diam Flat Washer
	Comm’l
	6
	
	
	
	




Technician(s)





Date


4.23
Fill the area above the Conductor Cover Plate with RTV at all four coil leads.
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Technician(s)





Date


4.24
Install Feed Tube (MB-388911) (4 ea) or equivalent.  Brass Nipple ¾” X 6” long Fermi 



Stk 1020-08000 is a suggestion.  Use approved grease or teflon on threaded portion



of tube and plate.

[image: image25.emf]SupplyFeedTube

ReturnFeedTube




Technician(s)





Date

4.25
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 100 FT/LBS if loosened to apply RTV-157.



Technician





Date


4.26
Pressurize the Coil Curing Impregnation Fixture to 5 psig and check for leaks.



Technician(s)





Date

X
4.27
Verify the Coil Curing Fixture is sealed properly by visually inspecting all seams,



joints, etc., to prevent epoxy leakage.



Lead Person





Date

5.0
Production Complete

5.1
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 Coil Pre-Impregnation

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