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	A
	4.1
	Change the Electrical table
	0999
	7/13/00

	
	
	
	
	

	B
	
	Add End Shimming and End Compressions.
	1014
	8/9/00

	
	
	Combined the Voltage Tap Traveler with the Inspection Traveler.
	
	

	
	
	
	
	

	C
	6
	Added End compression setting of 7024
	1067
	5/22/01

	
	
	
	
	

	D
	5.1
	Change end shimming.
	1181
	10/5/01

	
	5.3
	Not a computer controlled test, not electronic file.
	
	

	
	5.2
	Remove approx 1/2" closest to the coil of end saddle on both lead end and return end.
	
	

	
	6.2
	Remove volt taps
	
	

	
	6.3
	Do not use inspection table
	
	

	
	
	
	
	

	E
	3.2
	Added Step.  “Coat the Pin Fillers (MB-369066) with Sicoment, and push them into the holes in the Lead End Key.” Step taken from INNER COIL CURING TRAVELER step 6.3.
	1278
	11/6/01

	
	
	
	
	

	F
	5.2
	Modified Step.  Removed “After all the End shimming is installed, Trim the E and the J sections off.” from step.
	1296
	11/21/01

	
	
	
	
	

	G
	3.0
	Added Note.  “Always keep Support Clamps on the Coil or have a Technician hold the Lead during transport of the Coil.”  DR No. HGQ-0272.
	1408
	2/18/02

	
	5.0
	Added Note.  “Always keep Support Clamps on the Coil or have a Technician hold the Lead during transport of the Coil.”  DR No. HGQ-0272.
	
	

	
	
	
	
	

	H
	5.3
	Added Step.  “Insulate internal cage parts, as needed, to ensure lead is not shorted to cage.”  DR No. HGQ-0312.
	1464
	6/25/02

	
	
	
	
	

	I
	5.4
	Modified Step.  Added Picture to ensure End Compression is done at the proper longitudinal position.  DR No. HGQ-0339.
	1521
	2/27/03

	
	
	
	
	

	J
	5.4
	Modified Step.  Added Tables for Resistance Measurement Readings for the Lead End and Non-Lead End per Wayne Schewe and Jim Rife.
	1551
	4/16/03

	
	
	
	
	

	K
	1.5
	Removed Step.  “All personnel performing steps in this traveler must have documented training for this traveler and associated operating procedures.”
	1655
	8/16/04

	
	5.3
	Added Step.  “For the Non-Lead End, test the End Compressions at 7024 Pump psi in accordance with the Measuring Machine Operating Procedure (OP-333501).”
	
	

	
	5.5
	Added Step.  “For the Lead End, test the End Compressions at 7024 Pump psi in accordance with the Measuring Machine Operating Procedure

(OP-333501).”
	
	

	
	
	
	
	

	L
	3.4
	Added Step.  “Inspect the B side, Lead End where perform begins to ramp for damaged insulation.  Use GE Varnish to repair as necessary.”  DR No. HGQ-0470.
	1688
	12/16/04

	
	
	
	
	

	M
	5.1
	Added Step.  “Visually inspect that the coil is seated properly on the mandrel and that the coil and mandrel assembly are properly seated on the tooling pedestals.”
	1739
	6/26/06


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/Technician(s)s 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.  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 Introduction
Note(s):
Always keep Support Clamps on the Coil or have a Technician hold the Lead during transport of the Coil.

3.1 Install the coil on the Inner Measuring Mandrel (ME-369344), the Lead is at the North End and the coil is secured to the G-10 piece on the Mandrel.


Technician(s)





Date

3.2 Coat the Pin Fillers (MB-369066) with Sicoment, and push them into the holes in the Lead End Key.


Technician(s)





Date

3.3 Inspect the Coil for any and all foreign materials and any adhesive flash.  Ensure that all Wire Windings are visible and not wrapped under the Lead End/Return End G-11 End Parts or the other Windings.  Inspect the Lead End/Return End Parts and Wedges for proper placement.


Technician(s)





Date

3.4 Inspect the “B” side Lead End, where perform begins to ramp, for damaged insulation.  Use GE Varnish to repair as necessary.



Technician(s)





Date

3.5 Record all dimensions using a micrometer (Starrett 120A-9) or equivalent.


Note(s):

Ensure the Stainless Steel Return End Key (MC-369633) is fully reinstalled prior to taking measurements.
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	Dimension
	Measurement in inches
	Dimension
	Measurement in inches

	A
	
	E
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	F
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	G
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	H
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Date

4.0 Electrical
Note(s):
Coils in the free state during an electrical inspection shall be at least 150 mm (6") away from any conductive material (i.e., surface of the coil preparation / storage table).

Electrical connections to the coil leads shall be 305 mm ± 13 mm (12" ± .5") away from the end of the coil to be tested.

Caution:

Before applying power to the Valhalla 4300B, ensure that the test current is OFF.

During testing, ensure that the test current is off and the disconnect status safe light is lit while connecting and disconnecting test leads from the Coil Assembly.  An unsafe signal indicates a test current is still being generated.

4.1 Perform an Electrical Inspection.  Refer to the Valhalla and Leader Free Standing Coil Measurement Procedure ES-292306.

Valhalla 4300B settings:

Power must be on for 30 minutes before testing.

Test current




OFF (not testing)

Power 





ON

Full scale voltage 



20 mV

Amp selector knob 



1A
Temperature compensator 



ON

Test current 




ON (testing)

Hp 4263b settings:

Function 




"Ls-Q" Selected

	Electrical Test
	Serial Number
	Limit
	Measurement
	Pass
	Fail
	Out of Tolerance

	Resistance
	
	.2400 Ω to .2650 Ω
	Ω
	
	
	

	Ls @ 1kHz
	
	Reference Test Only

No Limit
	mH
	
	
	

	Q @ kHz
	
	Reference Test Only

No Limit
	
	
	
	




Technician(s)





Date

5.0 Mechanical Measurements - Azimuthal / End Compressions
Note(s):

If the coil is to be manually moved, the storage mandrel and a minimum of 2 people must be used. During the Azimuthal Inspection the Measuring Machine is to be connected to the Coil from the start to the completion of the Inspection. No fluctuation of ± 15 milliohms is acceptable during the Inspection. If the coil has been covered, leave uncovered for 15 minutes before sizing.  Secure leads when not supported by other means.
Note(s):
Always keep Support Clamps on the Coil or have a Technician hold the Lead during transport of the Coil.

5.1 Visually inspect that the coil is seated properly on the mandrel and that the coil and mandrel assembly are properly seated on the tooling pedestals. 


Technician(s)





Date
5.2 Perform the Computer Controlled Test for the Coil Sizing Measurements in accordance with the Measuring Machine Operating Procedure (OP-333501).


Note(s):
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.



Technician(s)





Date

5.3 Install .614" to .609" x 5 mil Kapton (MD-344611), the End Shimming as per the Inner Coil End Shimming Layout (MD-369695) using Loc-tite 404 or equivalent.

A
88.90mm
F
88.90mm

B
53.98mm
G
53.98mm

C
19.05mm
H
19.05mm

D
9.52mm
I
9.52mm

E
9.52mm
J
9.52mm
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5.4 For the Non-Lead End, test the End Compressions at 7024 Pump psi in accordance with the Measuring Machine Operating Procedure (OP-333501).
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Non-Lead End

	Resistance  (
	Before Compression
	During Compression
	After Compression

	Position 1
	(
	(
	(
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5.5 Insulate internal cage parts, as needed, to ensure lead is not shorted to cage.



Technician(s)





Date

5.6 For the Lead End, test the End Compressions at 7024 Pump psi in accordance with the Measuring Machine Operating Procedure (OP-333501).
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Lead End

	Resistance  (
	Before Compression
	During Compression
	After Compression

	Position 1
	(
	(
	(

	Position 2
	(
	(
	(
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5.7 Verify that Steps 3.4 thru 5.5 were completed and the coil is approved for processing.



Responsible Authority/Physicist



Date

6.0 Electrical
Note(s):
Coils in the free state during an electrical inspection shall be at least 150 mm (6") away from any conductive material (i.e., surface of the coil preparation / storage table).

Electrical connections to the coil leads shall be 305 mm ± 13 mm (12" ± .5") away from the end of the coil to be tested.

Ensure that all measurements are recorded correctly, and have the proper value and symbol (i.e., mΩ, mH, etc.).

Caution:

Before applying power to the Valhalla 4300B, ensure that the test current is OFF.

During testing, ensure that the test current is off and the disconnect status safe light is lit while connecting and disconnecting test leads from the Coil Assembly.  An unsafe signal indicates a test current is still being generated.

6.1 Perform an Electrical Inspection.  Refer to the Valhalla and Leader Free Standing Coil Measurement Procedure (ES-292306).

Valhalla 4300B settings:

Power must be on for 30 minutes before testing.

Test current




OFF

Power 





ON

Full scale voltage 



20 mV

Amp selector knob 



1A
Temperature compensator 



ON

Test current 




ON (testing)

Hp 4263b:

Function 




"Ls-Q" Selected

	Electrical Test
	Serial Number
	Limit
	Measurement
	Pass
	Fail
	Out of Tolerance

	Resistance
	
	.2400 Ω to .2650 Ω
	Ω
	
	
	

	Ls @ 1kHz
	
	Reference Test Only

No Limit
	mH
	
	
	

	Q @ kHz
	
	Reference Test Only

No Limit
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Date

6.2 Perform the following mechanical measurements.
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	Measurement

	A
	

	B (LE)
	

	C (RE)
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7.0 Production Complete

7.1 Process Engineering verify that the Inner Coil Inspection Traveler (5520-TR-333490) 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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