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Note(s):
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 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 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
Stacker Set-Up

3.1
Install the ILA Core Stacking Fixture (Dwg 5525-ME-331467) onto the 20ft screw stacker 


(FNAL Number 13079) and properly secure. Install ADPT core stacking rails as per Production Engineer.
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Technician(s)





Date

4.0
Core Stacking


4.1
Laminations should be obtained and weighed to a weight of 448 + .5 lbs.



Record weighed laminations ________________________



Visually inspect the lamination during the weighing process for damage including stamping defects and burr 



condition on edges. Replace lamination as needed.



Technician(s)





Date

4.2
Using a marker, temporarily indicate on top of the End Plate which side has the elongated hole in the bottom.

Install a matched set of ground parallel bars between Stacker fixed end and End Plate to give clearance 


for welding of the angles. Insert the RH End Plate (MD-254310).
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Technician(s)





Date

4.3
Verify the correct End Plate is properly installed.



Inspector





Date



Lead Person





Date

4.4
Operate the Screw Stacker (FNAL Number 13079) as per the Screw Stacker Operation Procedure (OP-318839).  



STACKING PRESSURE

6000



STACKING  SPEED


3
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4.4.1
Stack 6" (approx. 430 lams) of laminations. Ensure Laminations are clean, free of defects.


Tap the laminations against the stacking plate rail.

4.4.2
Compress the stacked laminations six (6) times and back the moveable end off slightly.  Tap the laminations against the stacking plate rail.

Note(s):
At no time is a hammer to be used directly against the laminations.

4.4.3
Stack another 6” (approx 430 lams) of laminations. Ensure to flip the 6”lamination pack,


 alternating the notched top corner. Tap the laminations against the stacking plate rail.

4.4.4
Compress the stacked laminations six (6) times.

4.4.5
Release stacker pressure.

4.4.6
Stack another 4 sections of 6” lamination packs, alternating the notched top corner of each pack.


Repeat Step 4.4.2 after each 6” pack.


4.4.7
The last stack of laminations will be less than 6” but should be processed as all other 6” stacks.



4.4.8
Repeat Step 4.4.2


Technician(s)





Date

4.5
Using a marker, temporarily indicate on the top of End Plate which side has the elongated hole in 


the bottom.  Install the LH End Plate (MD-254309). Install a matched set of ground parallel bars between 


Stacker moveable end and LH End Plate to give clearance for welding of the angles
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Technician(s)





Date

4.6
Verify the correct End Plate is properly installed. 


Inspector





Date



Lead Person





Date

4.7
Compress the laminations with both End Plates in position.  Compress the stack a minimum of six (6) times 

and hold the compression..



STACKING PRESSURE

6000



STACKING  SPEED


3


Technician(s)





Date

4.8
Measure the overall distance between the Fixed and Moveable Plates of the stacker  in all 4 corners.


Adjust the number of laminations as required.


Note: 
The lamination stack must be compressed six (6) times after each addition or subtraction 



of laminations.


Note(s):
Overall core length should be  41.390” to 41.400”
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Technician





Date


4.9
Weigh the left over laminations.  Record weight below.



4.9.1
Weight (from Step 4.1)


_____________________ lbs



4.9.2
Balance (not used) laminations

_____________________lbs



4.9.3
Subtract 4.9.2 from 4.91= Total weight
_____________________lbs


Technician(s)





Date

5.0
Inspection
5.1
Measure the overall distance of the core between the Fixed and Moveable End of the


stacker in all 4 corners.

[image: image8.emf]EndPlate,RightHand

MD-254310

1

2 3

4

StackerFixedEnd

facingtoward

StackerMoveableEnd


	Measurement Position
	Length Limit


	Actual Dimension
	Pass
	Fail
	Out of Tolerance

	1


	41.390” to 41.400”
	
	
	
	

	2


	41.390” to 41.400”
	
	
	
	

	3


	41.390” to 41.400”
	
	
	
	

	4


	41.390” to 41.400”
	
	
	
	




Inspector





Date

6.0
Angles and Tie Bar Installation
[image: image9.emf]

6.1
Mark out weld patterns on Angle Straps (MC-254313)and Flat Strap (MD-254312-5) as per Step 6.0.



Technician(s)





Date

6.2
Install the Angle Straps (MC-254313) and Flat Strap (MD-254312-5) as per the Assembly 

Drawing (MD-254312).


Note(s):
Ensure the rounded edges of the flat strap are facing up.
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Technician(s)





Date

6.3
Clamp the Angle Straps/Flat Strap using the ILA Core Stacking Clamping Fixture.
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Technician(s)





Date


6.4
Check to ensure core is flat to the stacking table with 0.003”.  Check to ensure both Angle Straps are 



flat to the core within 0.003”.  Clamp as necessary to achieve tolerance.



□
Flat Strap to Core within 0.003”



□
Angle Straps flat to core within 0.003”



Inspector





Date

6.5
Verify the half core is flat to the stacking tooling using a 0.003” feeler gage.
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	Position
	Right side as viewed from the Top (Laminations against Rail)
	Left side as viewed form the Top 
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Inspector





Date

7.0
Welding


7.1
Mark the number sequence of welds using Step 6.0



Technician(s)





Date

7.2
Protect the table and the areas of the core that are not to be welded with aluminum foil, aluminum adhesive tape, aluminum sheet,  or approved equivalent as necessary.


Caution:
If Weld Anti-Splatter is used, only apply to the tooling.  No Anti-Splatter is to be used on the Core.



Technician





Date

7.3
Weld the Angle Straps and Flat Strap in accordance with Step 6.0.


Technician(s)





Date



Weldor






Date

7.4
Remove the ILA Core Clamping Fixture.

Note:
Do not relieve the stacking pressure!



Technician(s)





Date

7.5
Remove all weld spatter and clean the Welded Half Core Assembly using KPC 820N (Fermi stock 1920-0700) and Heavy Disposable Wipers (Fermi Stock 1660-2600 or equivalent).



Technician(s)





Date


7.6
Visually check the half core for excessive weld spatter. Clean if required.



Lead Person





Date


7.7
Stamp the core serial number using ¼” high characters at the core fixed end on the angle strap.
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Technician(s)
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8.0
Final Inspection (Under Stacker Pressure)
8.1
Measure the overall length of the half core in all 4 corners.
	Measurement Position
	Length Limit


	Actual Dimension
	Pass
	Fail
	Out of Tolerance

	1


	41.365” to 41.385”
	
	
	
	

	2


	41.365” to 41.385”
	
	
	
	

	3


	41.365” to 41.385”
	
	
	
	

	4


	41.365” to 41.385”
	
	
	
	




Inspector





Date

8.2
Check the flatness of the half core as per the Assembly Drawing (MD-254312).  Limit is 0.005”
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8.3
Check the straightness of the half core as per the Assembly Drawing (MD-254312). Use

Feeler shims between side rail on tooling and core.


Note:
Ensure Core is pushed tight against the Tooling Side Rail)
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8.4
Check the perpendicularity of the half core as per the Assembly Drawing (MD-254312).


Reference length measurements of the four corner length and perpendicularity.



Inspector





Date


8.5
Relieve the stacker pressure and back away the Moveable End of the stacker.



Technician(s)





Date

9.0
Final Inspection (Free State on Stacker)
9.1
Measure the overall length of the half core in all 4 corners.

	Measurement Position
	Length Limit


	Actual Dimension
	Pass
	Fail
	Out of Tolerance

	1


	41.365” to 41.385”
	
	
	
	

	2


	41.365” to 41.385”
	
	
	
	

	3


	41.365” to 41.385”
	
	
	
	

	4


	41.365” to 41.385”
	
	
	
	




Inspector
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9.2
Check the flatness of the half core as per the Assembly Drawing (MD-254312).  Limit is 0.005”
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9.3
Check the straightness of the half core as per the Assembly Drawing (MD-254312). Use


Feeler shims between side rail on tooling and core.


Note:
Ensure Core is pushed tight against the Tooling Side Rail)
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9.4
Check the perpendicularity of the half core as per the Assembly Drawing (MD-254312).


Reference length measurements of the four corner length and perpendicularity.



Inspector
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9.5
Transport the core to the staging area and prepare to ship to the customer.



Technician(s)





Date

10.0
Production Complete

10.1
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
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