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	Moved Cutting and counterboring Step(s) 4.1 - 4.7 to after Hydro testing Step 7.0.  TRR No. 0665
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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 
All personnel performing steps in this traveler must have documented training for this traveler and associated operating procedures.


1.6
Personnel shall perform all tasks in accordance with current applicable ES&H guidelines and those specified within the step.


1.7
Cover the LQF Coils with green Herculite (Fermi stock 1740-0100) when not being serviced or assembled.  Completed coils are to be stored in the Coil Storage Area.

2.0
Parts Kit List

2.1
Attach the completed Parts Kit List for the LQF Coil Preparation 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.  Indicate in the table below, which type of coil is being 
prepared.

	2/3 Turn Quadrant 1 & 4
	ME-351097
	

	2/3 Turn Quadrant 2
	ME-351098
	

	2/3 Turn Quadrant 3
	ME-351099
	

	4/5 Turn Quadrant - ALL
	ME-351096
	

	5 Turn Quadrant 1 & 3
	ME-351095
	

	5 Turn Quadrant 2 & 4
	ME-351081
	




Process Engineering/Designee



Date
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3.0
Annealing

3.1
Flame anneal the entire coil saddle areas at a temperature of 800° F to 1200° F.  Monitor the conductor temperature using Temperature Crayons (McMaster-Carr Part Numbers 3261K91 (800° F), (1000° F), (1200° F) or equivalent).  The annealed area should extend into the straight 
section by 4” - 6” Typical.
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Note(s):




When lifting and or moving the coils always have the two (2) Wooden 


Block Clamps (MX-XXXXXX) installed at the saddles of the coils.


Technician(s)





Date

XX
3.2
Verify that the coil saddle areas have been properly annealed.  If NOT, have the previous step repeated.




OK to Proceed



Crew Chief





Date



Lead Inspector





Date

4.0
De-Keystoning

4.1
Dekeystone the conductor at all of the the bend radii.  Check the conductor size using go - nogo gauge (Mx-xxxxxx).  



Note(s):

Conductor allowable size is equal to the conductor measurements just prior to the bend + .000” / - .010”When lifting and or moving the coils always have the two (2) Wooden Block Clamps (MX-XXXXXX) installed at the saddles of the coils.


Technician(s)





Date

XX
4.2
Verify that the coil has been properly properly De-Keystoned.  If NOT, have the previous step repeated.




OK to Proceed



Crew Chief





Date



Lead Inspector





Date
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5.0
Grit Blasting


Note(s):




When lifting and or moving the coils always have the two (2) Wooden 


Block Clamps (MX-XXXXXX) installed at the saddles of the coils.
X
5.1
Verify that the "OK to Proceed" tag is attached to the coil.  Remove the tag and attach it to this traveler.  Ensure that the coil serial number is stamped on the coil, if not, stamp the serial number on the coil lead using 1/4" high stamps so it's visible once the coil is wrapped.  Refer to the individual coil drawings as to the correct location for the stamped serial number.



Lead Person





Date

X
5.2
Using a coil transport cart, transport the LQF Coil supported on tape wrapped 2 x 4's from the coil staging area to the coil grit blasting area.  Verify that the coil serial number matches that at the bottom of this traveler.



Lead Person





Date


5.3
Tape over the open water passages using pressure sensitive tape (Fermi stock 1365-0979) to prevent grit and debris from entering the water passage of the coils



Technician(s)





Date


5.4
Position the coil in the Grit Blast Booth on the coil cart.  Remove the Wooden Block Clamps (MX-XXXXXX) (Qty. 2) from the coil and spread the coil as required using 1" aluminum rods to achieve full coverage during grit blasting.



Technician(s)





Date


5.5
Grit Blast the coil in accordance with the Conductor Grit Blasting Procedure (5520-ES-318953).



Note(s):
White (Lint Free) Gloves (Fermi stock 2250-1800) are to be worn by any individuals handling the grit blasted coil.


Technician(s)





Date

XX
5.6
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.



Crew Chief





Date



Lead Inspector





Date



Technician(s)





Date


5.7
Carefully nest the coil together.



Technician(s)





Date


5.8
Using suitable plastic Tie-Wraps, restrain the coil in the nested position aligning the turns and 

saddles accordingly.



Technician(s)





Date

6.0
Hydro-Testing
X
6.1
Perform a Flow Check of the coil at a ∆P of 60 PSI and 100 PSI.  Perform a hydrostatic check of the coil at 500 PSI and record the results in the appropriate table below.  Refer to the Mechanical (Flow) Inspection (0320-ES-137025).



Does the coil under test contain a conductor splice?
  YES
 NO



Record the Flow Cart Number used for the test.




	2 / 3 Turn Coil

	Record

Coil Serial#
	∆P 60 PSI

(4.3 GPM Typ.)
	∆P 100 PSI

(5.7 GPM Typ.)
	Hydrostatic @

500 PSI

PASS
	Hydrostatic @

500 PSI

FAIL

	
	
	
	
	





Completed

Not Applicable

	4 / 5 Turn Coil

	Record

Coil Serial#
	∆P 60 PSI

(3.15 GPM Typ.)
	∆P 100 PSI

(4.2 GPM Typ.)
	Hydrostatic @

500 PSI

PASS
	Hydrostatic @

500 PSI

FAIL

	
	
	
	
	





Completed

Not Applicable

	5 Turn Coil

	Record

Coil Serial#
	∆P 60 PSI

(4.1 GPM Typ.)
	∆P 100 PSI

(5.4 GPM Typ.)
	Hydrostatic @

500 PSI

PASS
	Hydrostatic @

500 PSI

FAIL

	
	
	
	
	





Completed

Not Applicable



Inspector





Date

XX
6.2
Verify that the coil Flow Tests and Hydrostatic Test are acceptable.




OK to Proceed



Crew Chief





Date



Lead Inspector





Date

[ THIS PAGE INTENTIONALLY LEFT BLANK]

7.0
Cut And Counter Boring Of Leads



Note(s):




The following steps are the sequence of events required to counter bore 


and face the LQF Copper Coil Assembly Leads.  If the coil is a 


reprocessed/reworked coil see the note at step 7.4.
X
7.1
Place the 1/16" Aluminum Saw Guide (MX-XXXXXX) over the coil lead.  Cut the coil lead with a portable power band saw or equivalent, using the 1/16" Aluminum Saw Guide to maintain the cutting location.  The lead should be 1/32" ± 1/64" longer then the coil lead scribe lines indicate.



Verify that 1/32" ± 1/64" of the lead remains beyond the scribe line.



Note(s):

Step 7.1 requires a Lead Persons sign off in the table provided in Step7.4 of this traveler.

X
7.2
Install the coil lead into the Counter Boring Fixture (MX-XXXXXX) center the coil lead in the fixture, so the scribe mark is 1/32" ± 1/64" past the plate.  Tighten the De-Sta Clamp to secure the coil lead into place.



Note(s):

Take care not to damage the conductor during the installation into the Counter Boring Fixture.  The drill bit must align with the center of the water passage not the center of the conductor.



Ensure that the drill is aligned with the water passage and secured within the counter boring 

fixture.



Note(s):

Step 7.2 requires a Lead Persons sign off in the table provided in Step 7.4 of this traveler.

7.3
Counter bore the coil lead as shown in details of the individual prints for each coil.


Note(s):

Use Tap-Magic Cutting Fluid (Fermi stock 2150-1000 or equivalent) as
required while machining the coil leads.



Do not remove any additional material from the face of the coil lead.



Repeat Steps 7.1 through 7.3 for the remaining lead of the coil assembly.



Technician(s)





Date

X
7.4
Verify that the previous steps are completed and comply with the respective prints by initialing the steps in the table below as they are completed.



Note(s):

Steps 7.1 may not be required if the coil is being reworked.  In the event that this is the case, indicate it within the table using an upper case "R".

	LQF Coil Counter Bore Table

	
	X

7.1
	X

7.2
	Init.

	Inner

Lead
	
	
	

	Outer

Lead
	
	
	




Lead Person





Date

X
7.5
Verify the diameter and depth of the coil lead counter bore using the Go/No Go Gage (MX-XXXXXX).  Record the results in the table below.

	LQF Coil Counter Bore Inspection

	
	Depth

Limit
	Pass
	Fail
	C’Bore

Limit
	Pass
	Fail
	Init.

	Inner Lead
	.500"/.516"
	
	
	.500"/.502"
	
	
	

	Outer Lead
	.500"/.516"
	
	
	.500"/.502"
	
	
	




Inspector





Date


7.6
Deburr all sharp edges produced by the previous operations.  Clean the coil, water passage and the immediate area using a vacuum.  Remove any additional chips from the water passage by holding the vacuum hose over one of the water passages and blowing air through the other water passage, switch the hoses and repeat until the water passage is free of debris.



Technician(s)





Date

XX
7.7
Verify that the conductor leads comply with the respective print.



Lead Person





Date



Crew Chief





Date

8.0
Production Complete

XXX
8.1
Process Engineering verify that the LQF Coil Preparation Traveler (5520-TR-333199) 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, 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

XXX
8.2
Assembly verify that the LQF Coil Preparation Traveler (5520-TR-333199) 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:



Assembly/Designee




Date

9.0
Attach the Process Engineering "Okay to Proceed" Tag to the coil.



Process Engineering/Designee



Date

10.0
Proceed to the next major assembly operation -  LQF Coil Insulation Traveler
(5520-TR-333205) or











(5520-TR-333206) or











(5520-TR-333207) or











(5520-TR-333208) or











(5520-TR-333209) or











(5520-TR-333210)

LQF Coil Preparation Traveler


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