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TD/ Engineéring'ar\d Fabrica[ib_ri Specification # 5520-TR-333289

June I8, 1998
Rev: A

Ensure appropriate memos and specific lnstructlons are placed with the traveler before issuing
the sub traveler binder to production.

1.0 General Notes.

i.1 White (Lint Free) Gloves (Fermi stock’2250-1800) ¢r Surgical Larex 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 swn soff.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 smgle line. through the error, initial and date the error before adding the
<orréct data.

1.4 All Discrepancy Reports:issijed shall be recorded in the left margin nextto 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 pefform allitasksiin-accordande with €arrent applicable ES&H guidelines and those
specified within the step:,

1.7 Cover the 3Q60 Coil Assembly;with:green Herculite (Fermi stock 1740:0100) when not
being serviced or.assembled. Completed coils are to be stored in the 3Q60 Coil Storage Area.

2.0 Parts Kit List

2.1 Attach the. completed Parts Kit:List for the 3Q60-Coil Wmdmg to this-traveler: Ensure that the®
serial: numriber on:the. Parts:Kit List. matches the-serial number of this traveler. Verify:that the
Parts Kit received’is: complete:

Process Engineering/Désignee Dite
FMI 3Q60 Inner Coil Winding Coil Serial No.

Page 3 of 36



TD./ Engineering and Fabrication . Specification #5520-TR-333289

June 18,1998
Rev. A

3.0 Coil Wih'dih__g :Table Setup Procedure for the Inner Coil

3.1

3.2

33

34

Note(s):
Ensure that only trained/approved operators ise the equipment.

Set: upithe Winding Fixture’ (ME 351007) for the 3Q60 Iriner Coil as shown on'ME-35 ]0()7
(Wmdmg Setup for 3Q60 Co:ls) All'coil contacting surfaces ‘of the, fixture must: be c]eaned with
KPC:820N (Fermi stack 1920-0705) and Heavy Disposable WIpere (Fermi stock:1660:2600} or
eqitivalent

Technician(s) Date

Using a:Steel Measuring: {Tape (Starrett Cat.. No. W530F-50 or equivalent) verify the. ]ength of the

‘winding mandrel from the outer most sideiof the Front End Winding Block (MC-331926) - lead

end to the outside of the Rear. End Winding Block (MB-198791) - return end. The nominal
Leng_th'is to be (62 3/16" to 62 7/32™).

Record Actual Dimension

Lead Pérson ‘Dé\te

Perform a BB Inspection-of the grit blasted conductor cooling passage with'a 219" diameter ball
bearing. - Cover the exit hole on.the reel of conductor with a rag orislide a glove over the end of the
conductor to catch the ball'bearings. Use minimum required air pressure (< 10 psi.). Test two

(2} reels of Conductor (MA-186587).

Reel # 1 Pass [ Fail 3

Reel #2 Pass a Fail a

Note(s):
If the BB Inspectlon fails notify supervisor.

Lead Person Date

Install.the coil starting lead into the-Setco Counter Boring and Facing Fixture center the coil lead
in the/fixture, so there is 1/32" & 1/64" past the 5/16" Collet (5C Collar). Tighten the De-
StaClamp-tg secure the coil starting lead into-place.

Note(s):
Take care not to damage the conductor during the installation into the
Counter Boring and’ Facing Fixture.

The drill bit must align with the center of the cotiductor not the
center of the water passage.

Technician(s) Date

FMI 3Q60 Inner Coil Winding Coil Serial No.

Page 4 of 36



TD./Engineering and Fabrication Specification #5520: TR=333289
: Tune 18, 1998
Rev. A

35 Machine:and counter bore the conl startmg lead as per ME-331983. Using a Tapered Ream
(Ferml stock 1264- 0800) or equwalent ‘deburr the water passage.

:NDtE(S)
Use Snoop (Ferml stock: 1070 2200 or equivalent) ‘as required while
machining the coil lead

Do not remove any additional material from the face of the coil lead.
292” -
’ | 296” | ﬂ

v 490"
e : 510"

T

\ Deburr this

/—\ Location
‘ A

Deburr all sharp edges,produced by-the prewous operitions.. Clean the'conductor, water pasiages
and the immediate; sihgia vacuum. Remove any addmona] mlllmg chips from the water
passages by holdmg the vacuum hose over one of the water:passages and blowing air through. the
other'water passage, switchthe hoses and repeat until'the water passage-is.free of debris.

Technician(s) - Date

3.6 Verify the counter bore diameter and depth of the conductor using the Go/No Go Gage
(MA: 351 136) or approvcd ‘measuring, equipment’ and that the conductor leads c,omply with
ME 331983, 'Record'the resulis.in the table:below.

‘Colinterr Bore Inspection ‘
Location |1 .. Cimit Pass | Fail Limit Pass:| Kail
Starting. Lead | .292"7.296" .490"/.510"
Lead Inspector Date
FMI 3060 Inner Coil Winding Coil Serial No.
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TD / Engineering and Fabrication Specification #:5520:TR=333289
-June#18, 1998
Rev: A

Definition:
A Completed. Turn.is when the tensioned lead s parallel with the

clamped starting’ léad. ‘Hence one completed ‘turn consists. of .two. (2)
180° radii.

3.7 Set the-adjustable:tensioning:arm:on the.spindle to the half wayspoint. Install a'reel of copper
conduétor (4096 sq. MA= 186587) on:the tensioner spindle and feed the conductor through the
Phenolic guide’block:

Tensioner, Spindle  -Adjustable A{m

Pressure Guage
. ™

< MA-186587 To
Winding Fixture

i
*

7 Tensioning Guage
Pressure Valve

" Phenolic Guide
Block

. Copper Reel

Note(s):
Use the proper lifting equipment to prevent back injury during the
installation of the reel on the tensioner spmdle
Ensure that no. twist has occurred in the conductor between the reel
and the: Phenolic guide block.

Technician(s) . Date

3.8 Starting-approximately 18.00" £ 1/32" from the end of the conductor which was just fed through
the Phenolic guide block, wrap the.conducior using the (Coil Insulating Wrapper 11 ME-351226 or
other pre-approved methods) with 1/2 lapped Fiberglass Tape (MA-351462). This process is to be
continued during the entire winding operation.

Note(s):
During: the wrapping process the tape must be 1/2 lapped to ‘within
+ 1/8".
Transitions, between the Fiberglass Tape (MA-351462) and the Fiber
Glass Tape (MA 351462) ‘must be made so that no aréa of the conductor
is uninsulated and additional build-up of the tape is minimized.

Technician(s) Date

FMI 3060 Inner Coil Winding Coil Serial No.
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TD / Engineering and Fabrication Spec_if"l(:ation #5520-TR-333289

June 18, 1998
Rev. A
Note(s): )
No insulation is: to, be ‘placed at.the transition. This area will be

insulated -at -a later time -manually.
At no tinie is .a hammer to be used directly against the insulated

conductor;

39 Extend'the end of the:insulated: conductor approxnmately 30" minimum to 60 172" maximum onto
the winding fable-and c]amp theiend of the insulated conductor at a height sufficient'enough-for the
insilated conductor to pass,below the. clamped conductor. Engage the winding:table in'the
Counter’ Clockwise direction.winding dowh the transition to the fixture Cover Plate
(MB-351013)’ clamping the conductor as réquired.

Adjust the pressureivalve to pressurize the tensioner clamping cylinder-as you wind down the
transition through.the first-radius;of the first turn, ensuring that the-maximum pressure does not
exceed 250 Lbs foree., Begm winding table rotation until the tensioner load.cell gauge registers
witiding ténsior. AdJust thé: clampmg cylinder pressiire so that.the Ivad cell gange reads 225 Lbs,
force +:25 Lbs. 'Maxiniiim pressure‘should not exceed 250 Lbs force.
Caution: ]

At no time during ‘the .winding. process is: the. conductor wrap to become

damaged or .i§ there to be exposed copper present Constant monitoring

during the wmdmg process ‘is requiréd to.énsuire thése conditions do not

ocecur;

K - - 4 o
. Tensiofling Guage vL\ijl'u’r'c
Pressiure Vilve Transition
Phenolic Guide Wapper/
Block Insulaling Machine
Copper Reel First Radlus
' Of The First turn Clamp 30" Min, io 60,112} Max:.
Conductor
MA 186587 Here
Copper Conduc{or To Be Bent Down Thmugh
Transition‘And First Radius Before Semng Load Cell Tension
cow Wix}dlng
L Fixture
Remove Insulation |,
Ir: this Age
-
[nsulated Cotiductor Use Conductor Toe Sct
To Tension Device Tyt - Clamptng Heigih
307 Min. To
ﬂ- 60 1/2" Max.
Technician(s) Date
FMI 3Q60 Inner Coil Winding Coil Serial No.
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TD / Enginecring and Fabrication Speciﬁcation'#.5552_0—Tﬁ'—333i289.
Fune 18; 1998
Rev. A

X 3.10  Verify that the tension of the-conductor load cell gauge reads:225 Lbs: force £25.Lbs
measured during the continiied-winding table rotation.. Ensure:that the maximum readings

do not:excesd 250 Lbs force. Visdally verify that there isno- exposed copper-or-damaged conductor
wrap.

Record Actual Tension

Pass [ Fail (O

Conductor Wrap Is;Free Of Damage And There Is No Exposed Copper  Pass [} Fail (]

‘Lead Person ' . Date-

FMI 3Q60 Inner Coll Winding Coil Serial No.
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“TD+ Ehgineering and Fahrication Specification # 5520-TR- 3'%3289 i
June 18 ]998
Rev. A

4.0 Coil Winding (Bottom"Lavcr)

Note(s):
For all subsequent operations of the wmdmg table refer to the Large
Turn Table (Wmdmg Table) Operation Procedure (5525 0OP-318944).
At no time ‘is'a hammer to be used directly against the: insulated
conductor.
If splicing is réquired réfef to ME-331983 under Notes.

4.1 Engage the winding tabie contmue msulatlng the conductor and use minimur hammer force
necessary to form the turns:and avond conductor/insulation'damage. Moritor the ténsion at all
times so as not to exceed-250:Lbs. ;Continue winding through-the first radius ofrthe first turn
until the insulated cohdiidtor'contacts the long stralght section.of the wmdmg fixture:and stop.
Clamp the conductof’ ,to‘_g,he_ wmdmg fixture using c-clamps.

Warning;
Continual visual inspection of the conductor is required during the
winding process; for voids in the insulation and. or possible damage to
the insulated ¢onductor.

Note(s)
Fixture rotation should be counter .clockwise: _
The, Square conductor.smust: be ‘under’ constant. tension. of 225 Lbs.
+. 25, Lbs. and. must _not::be allowed to twist during winding:

Half Of
"Turn #! Completed

Tnsulated: Conductor

Winding
Fixture:

. ) Not &

Insulated

First- Second. . “ToTension Device
Radius : Radxus
30" Min. To
< 60 1/2" Max.
Technician(s) Date
FMI 3Q60 Inner Coil Winding - Coil Serial No.
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TD ./"Engineering and Fabrication Specification:#-5520-TR:333289
June I8, 1998

Rev. .A
4.2 Perform.a Height'and Width Dimension Check of the uninsulated conductor half-way between the
tensioner and the windingfixture..
Dimension Limit |. Actual'Measurement | Pass. | Fail Outof Tolerance:
Height (.4056") to:(:4136™) | i 1
Width (:4056") o (:4136") |
Lead Person. ' Date
4:3 Wind Half way through' the second radis of the first turn, clamping the coiiductor to the winding

© fixture: using ¢~ c]amps and': stoppmg pnor to the clamped starter lead; Veryislowly sllde the
conductor under the stamng lead as'winding through the second-radius continues, -ensuring-that the
turn being wound has:no damage to:the insulation. Once the conducior is parallel to the winding
fixture, this.completes one (1) full turn.of-the coil.

Starting

Transition

Turn Presently Being

Wound To Tetsioner
Flr%t Radlus

Winding &
Fixture ; Starting - Turn Présently Being
* Léad Wound To Tensioner

< — No Insulation
- On The First Radius

Note(s):
When. additional Fiberglass Tape (MA-351462) needs to be attached to
the ‘machine and conductor it. should be interwoven by hand at the
conductor and .007" X 1/2" Adhesive Backed Fiberglass Tape
(MA- 225104) used to attach the tapes or other approved methods that
keep tape bulldup to a minimum.

Technician(s) Date

FMI 3Q60 Inner Coil Winding Coil Serial No.
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TD/ Engineering and Fabrication Specification # 5520:TR-333389

TJune 18, 1998
Rev: A

Note(s):
After completmn of thé: flrst turn posnt:on DMD (MA-116514) between
each turn at the radn

4.4 Continue insuldting and- winding- the coil in this manner untll all five (5) turns of the first layer
hdve beén wound - withithe; lead cxmng the:samc side as:the:starter lead, or.until such:time as
addltmnal conductor is requ1red
Warning:

Continuous mon'it"ori‘ng“ of the conductor at the tensioner is required so
as not to pull ‘the; conductor free -of the stensicner. Ensure that during
the winding procéss no twisting of the -conductor occurs.
Note(s):
'In, the event additional conductor.'is required, allow at least four (4) feet
of ‘bare -condictor to- work: with- for facing and brazing operations.
Additiorial Gonduictor Required. Go'to Step 45~ (I
‘Windingicoripleted. Go to"Step 4.25 1
Technician (s) Date
Note(s):
In the event no additional conductor is required step 4.5 through 4.24
wﬂl be blank

4.5 Stop ‘the: wmdmgimsdlatm process’ at the nearest:radius that allows’ the conductor to remain‘in the
tensioning device., Securely clamp’the.conductor o the:winding fixture. ‘Release:the tensioner,
Cut'the;léad as close to the ten (;Jper as:possible; for machining, yet the cut:and machined length
must falr .Ereater't| than six'(6")'inches: from the:nearest radins:.

Note(s): :
‘Do niot- insulate: the :.conductor to the :cut location.. Leave :four (4) feet
‘uninsilated: Cutting ‘the /roll, of Fiberglass tape -and' removal of the
'-machmg -OF? leavmg the machme and Fibérglass tape attachi ‘to the
conduetor ‘is at the operators dlSCl‘ethl'l

Technician(s) 7 ) Date

4.6 Install the coil starting lead into the Setco Counter Boring-and Facing:Fixture center the coil lead
in the fixture, so-there.is 1/32" 4 1/64" pdSt the 5/16" Collet {(5C Collar). Tlghten the De-
StaClamp to secure the coil starting lead into place.

Note(s): 7
Take care not to damage the conductor during the installation into the
Counter Boring and Facing Fixture.
The drill bit must ‘align with the center of the conductor not the
center of the water passage.
Technician(s) Date
FMI 30Q60 Inner Coil Winding. Coil Seérial No.
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TD./ Engineering-and Fabrication Specification # 5520-TR=333289
June 13,1998
Rev. A

Note(s): :
- In the evefit .no additional conductor .is required step 4.5 through 4.24
will be blank:

47 ‘Machine.and.counter bore ihe coil starting lead as per MEZ331983. Using-a‘Tapered’ Ream
(Fermi:stock 1264:0800) orequivalent, deburr the water passage..

Note(s):
Use Snoop (FEI’ml stock 1070-2200 or eqmvalent) as required while
machining ‘the cml lead

Do, not: remove any :additional material. from the face of the coil lead.
s .292"
> el y

490"
510"

_{

Deburr this

ﬁ\ Location

Debuirr al] sharp edges produced by the)] prevmus operations: Cléan the conductor, water passages
and the' lmmedlate area'usingia vacuum. Remove any addltlonal milhng chips from'the water
passages by holdmg ‘the-vacuum Hose over-one of the water passages-and blowing air through the
other. water passage, switchithe hoses and'repeat until the water passage is:free of debris.

[
i
I.:
i
T
1

Technician(s) ) Date

4.8 Verify't the counter.bore diameter.and: depth; of the:conductor using the Go/No Go Gage
(MA-351 136) or: approved measurmg equipment: and that the conductor Jeads comply with
ME-331983. Record the resulis'in the table below.

Counter Bore Inspection
Location Limit. Pass | Fail Limit Pass | Fail
Coil Lead L292"7:296% | 490" /510"
Lead Inspector Date
FMI 3Q6( Inner Coil Winding Coil Serial No.
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‘TD / Engineéring and Fabrication Specification # 5520:TR:=333289

Tune 18, 1998
Rev. A

‘Note(s):

In the event no addifional conductor is required step 4.5 through 4.24
will be blank. : :

4.9 Install a réel of grit blasted Soppat -conductor (.4096" sq. MA-186587) on the tensioner spindle.
Feed the- conductor through the* Phénolic, gﬂidé'block Extend the conductor to the counteér
bore/facing: machine.

Note(s):
Usé the proper: lifting: ‘©quipment. to prevent back injury during the
mstallatlon of the ‘cel on the tensioner spindle.
Ensure. that no twnst has occurred in the conductor between the reel
and the Phenohc gu:de block.

Téchnician(s) Date

410  Install the; reél’ ledd mto thelSetco Counter Boring-and Facing Fixtuié centerithe coil lead
in-the ﬁxture 80 therc is. 1/32" * 1/64" past thé 5/16" Collet' (5C Collaf). Tighten the De-
StaClamp/to secure the:coil starting lead into: placc
N(’:te(i)=

Take care not, to damage the -cofiductor durmg the installation. into the
Counter Boring and Facmg Fixture.
The drill ‘bit must allgn with ‘the center of the conductor not the
center of the ‘water passage.
Techniéi'aiﬁ(:,) Date
FMI 3Q60 Inner Coil Winding Coil Sg[iz_i_l:[l_\{o_.; X

Page 13 of 36



TD / Engineering. and'Fabrication Specification # 5520-TR-333289

4.12

June 18} 1998
Rev. A

Note(s):
In the event no additional conductor is required step 4.5 through. 4.24
will be blank

Machine and counter.bore the reel lead as per ME- 33 1983. Using'a'Tapered Ream
{Fermi stock 1264- 0800) or equivalent; deburr: the water passage,

.Note(s)

Use Snoop (Ferml :stock 1070-2200 or: eqmvalent) as required while
machining the coil lead:

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

) .292H 1 .
_>| 296" H_i
490"
510" -

T

Deburr-this

,/—\ Location

Deburr a]_] sharp’edir‘és" producécl by the previous operations. (flé'éin the conductor, water passages
and the: immediate area using'a vacuum.- Remove any additional mllllng chips from' the water
passagesby. holding the-vacuum hose over one of the water passages and: blowmg air through-the
other.water passage, switch:the hoses and repeat until the water passage is free of debris.

I
i
¥
1
i
1

Technician(s) Date

Venfy the‘counter bore diameter-and depthof the conductor using the Go/No Go Gage
(MA:=351136).orapproved measuring equipinent and that the conductor leads'comply with
ME?331983. Record the,resultsiin the table beélow.

o

Counter .Bore Inspection

Loc¢ation Limit: Pass | Fail Limit Pass | Fail

Reel Lead i292"7.296" | .490"/. 510"

4.13

Lead Inspéctor Date

Assérr]_b__l_e the Copper. Sleeve (MA-186691), with the Sil-Fos.#15 Washers (MA-351037), and the
two (2).5il-Fos #15 Rings (MA-186692) per print ME-331983.

Lead Person Date

FMI 3Q60 Inner Coil Winding Coil Serial No.
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TD / Engineering and Fabrication Specification #5520-TR-333289

v

June: 18, 1998
Rev. A

Note(s): o . ,
In the event no additional ‘conductor is required step 4.5 through 4.24
will be blank:

4.14 Position the coil lead and-thé lead from thé reel suchthat the two may be joined together.
Assémblé the sleeve into the Tead of the ¢oil:and the lead of the reel.
Technician(s) ' ' Date
4.15 | Attach the brazing fixture ;_(MB&3514513) to the conductors about 10 be joined together. Align
the conductors-such that'there is no twist between the two leads.
Technician(s) o Date
4.16  Verify the position of the:components to.be brazed together:as-per ME-331983.
Lead Person. - N ' Date
4.17
_|01nt to- produce 100%:Sil- Fos #15. flow and a umform braze Refcr lo the Generdl Bmzmo
‘Specification (ES: 318973)
Note(s):
CAUTION Jmaterial and areas being heated represent a. burn hazard.
Do not over heat the material causing the copper to flow. )
Do aot use water to cool the joints. Allow all. brazed joints to air
¢ool.
Technician(s) ’ Date
4.18 Remove'the:conductor from the. brazing fixture’and cover the insulated le/conductm with green
Herculite {(Fermi stock 1740-0100). Usmg Brown:Roloc (MA-274983) and a-small butfer, remove
any.excess brazing: material. Remove only material where the conductor.exceedsithe .4136" slot
(maximum} of the Conductor Coutiter Borg/Dekeystoning Gage (MB-351442). Refer to the
Conductor Dekeystoning Procedure (5520-ES-318849).
Note(s):
Remove only the minimum amount of material necessary. At no time
is the removal of material to produce an area in which the minimum
gage .4056" (MB: 351442) fits over the condiictor.
Technician(s) Date
FMI 3Q60 Inner Coil Winding Coil Seridl No.
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TD / Engineeririg and*Eabrication Specification #:5520-TR-333289
June 18, 1995
ReV;' A

Note(s):
In’ the event no additional conductor is required step 4.5 through 4.24
w1]l be blank.

XX 419 Verify that'the-position of the:brazed:components are in accordance with ME-331983 and that there
i$:no twists or damage in the:conductor.or brazed joint. Using the Conductor Counter-
Bore/Dekeystoning: Gage (MB-351442) ensure that the conductor.is of the correct:size:at the
brazed joint..

Crew.Chief " Date

Inspector Date

4.20  Reattachithe Fiberglass Tape (MA-351462} if required. Prior-to starting:the winding operation,
insilate gvér the braze joint usingithe Coil Insulating Wrappér IT (ME:351226 or other approved
methods) with 1/2 lapped Fiberglass Tape (MA-351462) and mark. its location using. Kapton
Adhesive: Backed Tape (MA-116534 or equivalent) as indicated in the diagram below. The
insulation _process is to be continued. during the entire winding operation.

Insulation Conductor Insulati(_m

Note(s):
Transitions between the Fiberglass Tape (MA-351462) and the Fiber
Glass Tape (MA-351462) must. be. made so that no area of ‘the conductor
is uninsulated and additional build-up of the tape is minimized.

Technician(s) Date

FM1 3Q60 Inner Coil Winding Coil Serial No.
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TD / Engineering and Fabrication Specification # 5520:TR=333289

June:l8, 1998
Rev. A

Note(s): o ) ) )
-In the event no :additiohal conductor is required step 4.5 through 4.24.
will be blank.

421  Setithe adjustable tensioning.arm.on.the spindie to the-half way point-and feed the conductor.
through the Pherolic-guide blotk:
Tensioner Spindle ~ Adjustable Agm Pressure Guage
< MA-186587 To
Winding-Fixture’
. Ten’sioning Guage
Pressure Valve
Phenolic Guide
Block
‘Copper. Reel
Note(s):
Use. the proper lifting eqmpment to prevent back injury durmg the
installation .of the reel on ‘the :tensioner spmdle
Ensure that :no twist has occurred in the conductor between the reel
and the Phénolic: geide hlack.
Technician(s) - Date
4.22 Begin winding:table:rotation (Counter Clockwise) until the- tensioner load cell gauge 1eg|sters
w1nd1ng tension. Adjust:the clamping cylinder pressure so-that- the load cell gauge reads 225 Lbs.
force £25.LbBs. Maxlmum"pressure should not:exceed 250 Lbs.force.
Technician(s) Date:
4.23  Verify that the;tension of the conductor toad:cell gauge reads 225 Lbs. force £25 Lbs
measured during the continued winding table rotation. Ensure that the maximum. readings
do not exceed 250 Lbs-force. Visually verify that there is no exposed-copper or damaged conductor
wrap.
Record Actual Tension Fass i Fail 3
Conductor Wrap Is Free Of Damage And There Is No Exposed Copper Pass - Fail 3
Lead Person Date
4.24 Continue winding/insulating the conductor until the fifth (5) turn is on the same side as the starter
lead and parallel with the starting lead, then stop the winding process.
Technician{s) Date
FMI 3Q60 Inner Coil Winding Coil Serlal No
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4:25
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Rev, A

Clamp thé:cofiductor to;the winding fixture. Measure 28 1722 1/2" from the face of‘the Front End
Winding. Block (MC 331926) oft the'lead attached to'the tesioning device,mark the lead to:be:cut.
Secure the F]berglass tape (o; ‘the’conductor 22" back from the'28 172" mark uging Adhesive Backed
Flberglass Tapc (MA 225]04) or cqulvalent ’

Caution: Do not cut lead.

Insulation To 28 1/2"
Stop Here
Initer Cail Botwm Liyer:

i

o] Mark Lead

@

Starting Lead H
Winding-Fixture Here

\\\\\ //ll

XX

Joint Location From This Point . ) )
- - Indicate Joint Location

) In Inches From Inside Radius
At Lead End

v

Mark On Diagram A Straight Line Representing Actual
Joint. Location

In the diagram above, indicate the actual'location of the joint just completed.

Technician(s) : Date

4.20 Verify that all 5 turns are wound, that no twistis in the conductor, the lead is correctly measured
and marked,.and that there is no damage to the insulation which is to include but not be limited to
dirt, grease, oil, gaps/téars exposed. conductor, etc... Visually verify that after completion of the
first turn DMD (MA-116514) has béen positioned belween each’turn at the radii.
Lead Inspector Date
Crew Chief Date

4:27 Cut the lead as'marked using a portable band saw or equivalent at the 28 1/2" mark. Deburr all sharp
edges produced by the cutting. Clean the condictor; water passages and the immediate area using a
vacuum. Remove any:additional milling’ chlps from the water passages by holding the vacuum hose
over onc 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

FMI 3Q60 Inner Coil Winding Coil Serial No.
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‘50 Facing, Counter Boring and Brazing For Top Laver:

Note{s):
In ‘the event a; sphce was: mtroduced at thé bottom layer, then the top.
layer must be: completed wnthaut a splice. Hence a new reel of copper
would be: required for 'the. cnmpletlon -of the top- layer.

5.1 Install a reel of grit’ blasted copper.-conductor{. 4096' 3q. MA- 186587) on the tensioner spindle.
Feed.the conductor through the Phenohc guide block. Extend the conductor to the counter
bore/facing machine.

Note(s):
Use the proper: lifting. equipment to prevent back injury during the
mstallatlon ‘of the: Teel on the tensioner spmdle
Ensure that no twnst has occurred in the conductor between the reel
and the Phenohc gulde block.

Technician(s) Date

5.2 Install the; reel: lead 1nt0 th@Se_tco Counter Bormg -and'Facing Fixtire centerithe reel leadiin.the
fixture, so:there is: 132 % /64" past the:5/16" Collet (5C Collar). Tlghten the De-5taClanip o
secure the coil:starting leadtinto: 'place. :
Note(s):

Take care riot to damage: thé¢ conductor during -the instaliation mto the
Counter Bormg and Facing leture
The drill bit. must align with the center of the conductor not the:
center of the water passage.
Techniciati(s). | | Date
FMI 3Q60 Inner Coil Winding Coil Serial No.
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5.3 Machiné;and counter. bore the;reel. I¢ad as per ME-331983, Usmg a Tapered Ream
(Ferii; stock 1264-0800) or: equwalent deburr the watér passage

Note(s)
Use: ‘Snoop (Fermi: stock 1070- 2200 or equwalent) as required- while
machmmg the coil lead.

T_Do not, remove any -additional material from’ the face of the coil lead.
| 292" i
—> 206" |‘4_

B 490"
! 510"

T

Deburr this

ﬁ\ Location

Deburr all sharp edges produced by the previous operations. Clean the conductor, water passages
and the iminediate area using a-vacuum. Remove any additional milling chips from the water
passages by holding the:vacuum-hose over.one of the water. passages and blowing air through the
othér water passige, switch'the hoses and repeat until the water passage is free’of debris.

Technician(s) Date

5.4 Verify the counter bore diameter and deptb of the conductor using the Go/No Go Gage
(MA-351136) or approved measuring equipment and that the conductor leads comp]y with
ME-=331983. Record the résults in the {able:below.

Countier Bore Inspection

Location Limit: Pass | Fail Limit .Pass | Fail
Reel Lead | .292"7.296" .490"/.510"
Lead Inspector Date

3.5 Assemble the Copper Sleeve (MA-186691), with the Sil-Fos'#15 Washers (MA-351037), and the
two (2} Sil-Fos #15 Rings (MA-186692) per print ME-331983,

Lead Person Date

FMI 3Q60 Inner Coil Winding Coil Serial No.
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5.6 Position thé coil Starter lead and’the;léad from the grit blasted reel such that the two.may be joined
together Assemble the sleeve: irito, the 1&ad of thie coil and the lead-of the reel. Cover the: 3Q60
Coil Assembly with green’ Hercuhte «(Fermi stock 1740- 0]00)

Technician(s) ' ' Date

5.7 Attach the brazing ﬁi(_.tll"l':f_:i'L(M]%-35 1443) tosthe conductors about to be joined together: Align
the conductors such that there 1§ no twist between the two'leads,
Technician(s), ’ ‘Date

5.8 Ve’rifj the position-of the components to be brazed together as per ME-331983.
Lead Pefson ) ZDate_

39 Heat:the leads w1th - torc,h untll the drea sum)undmg the joint is;cherry red. Apply Sil-Fos # 15
(MA- 116256) at theJmnt Feed'the S]l Fos #15 into the joint and- méve the torch around the
joint to produce 100% Sil:Fos #15- flow and a.uniform:braze. Refer to the General Brazing
Specification, (ES%318973).

Note(s):
CAUTION, material ‘and areas being heated represent a burn hazard.
Do not over. ‘heat: the material causing the copper to flow: )
Do niot usé Water to cool the joints. Allow all brazed joints: to air
cool.

-Teéhnici'an(s) - Date

5.10 Remove the:conductor from:the:brazing fixture and.using a- Brown Roloc (MA- 274983) and.a
small-buffer, rémgve anyexcess. brazmg material. Remove only material-where the. conductor
CXCCCdb the 4136" slot: (maxlmum) of'the Conductor Dekeystoning Gage (MB:= 35 1442) Refer to
the Conductor Dekeystonmg Procediiré (5520-ES-318849).

Note(s): _
Remoyve only ‘the: minimum amount of material necessary. At no time
is the removal of material to produce an area in which the minimum
gage .4056" (MB: :351442) fits over the conductor.

Technician(s) Date

5.11 Verify. that the position of the brazed components are in accordance with ME-331983 and that there
is no'twists:or damage in-the conductor or brazed joint. Using the Conductor Dekeystoning Gage
(MB-351442) ensure that the conductar is of the correct size at the brazed joint.

Crew Chief . Date
Inspector Date
FMI 3Q60 1nner Coil-Winding Coil Serial No.
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5.12  Reattach the Fiberglass Tape (MA-351462) if required. Prior to starting the.winding operation,
insulate over the braze Jjoint using the'Coil Insulating Wrapper: 1l (ME-351226 or.othet: approved
methods) w1th 1/2 ]appcd Fiberglass Tape (MA-35 1462).and mark its Iocatxon using Kapton
Adhesive Backed Tape (MA-1 16534 or equivalent) as md:cated in the dlagram befow: The
insulation‘process isto be continued during the entire- wmdmg operation.

Insulat’i'on Conductor Insulatlon

Note(s):
Transmons between the Fiberglass Tape (MA- 351462) and the Fiber
Glass Tape (MA 351462) must be made so that no area of the conductor
i$ uninsulated .and additional build-up of the tape is minimized.

Technician(s) Date

FMI 3Q60 [nner Coil Winding Coil Serial No.
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6.0 Coil Winding (Top Layer[
Noté(s): '
At this pomt the ‘tTangition Splice has béén made, cooled, had any
excess mater:al removed ‘and insulated with the joint marked.

‘At no time is .a hammer to. be used directly against ‘the conductor.

XX 6.1 Verify that all pervious steps have beer’¢ompleted and that the joints as: indicatéd- by the Kapton
tape.are at least six (67 YinChes away, from the radii of the coil and are not adjacent to each other.

Crew Chief -Date

Inspector Date

6.2 PO"S_i;t_ii()_.fl_‘.'tbfc_'f_tw'Q (2) shiitis (MB=331807) on top of the bottom:coil layer along the straight
sections andisecure them in‘place::

- 4096™SQ.

Shlm Coppér:Condictor
MB 33]807 i .
Wifiding
/__ Fixture
7 i %)
Shims . Joint Just Completed

chhniciaﬁ(s) Date

FMI' 3060 Inner Coil Winding Coil Serial:No.
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6.3 E'ngagé the winding table, continue insulating the conductor and'use minimum-hammer:force
necessary to-form the turns-and:avoid conductorfinsulation damage. Adjust.the pressure valve:to
préssurize: the;tensloner clampmg cylmder to 225 Lbs; 25 Lbs:,as wmdmg continues ensuring
thatthe:maximum pressure does not exceed 250 Lbs force Momtor the tension.at, all times,
Continue wmdmg through thesecond radius of the first turn untj ,the msuldted conductor. contacts
the:longsstrai ght section of:the winding:fixture and stop. Clampithe conductor to the’ ‘winding

fixthie:using c-clamps.

Warnmg

Contmual visual mspectmn of the conductor is required durmg the
wmdmg ;process: for voids in the msulatmn and or possible damage to

thie ‘insulated ¢onductor.

against, the condictor.
If splicing 'is' Fequired vefer to ME- 331983 under. Notes.

Note(s):

Fixture rotation 'should be clockwise.
The 'square; conductor must be under constant tension and ‘must not be
allowed to. twist during: winding.

First Tuif

Secord Radi8 Of
On'Top Layef” /

At no time is a ‘hammer to be used directly

Bottom Coil

Lead

Bottoin Layer Of Layer T 0’,Iﬁr ] Insulated Coppei Conductor
Inner Coil " Shims W To Tensioning Device.
Technician(s) Date
6.4  Performa Height., and Width:Dimension-Chieck of the:uninsulated conductor half-way between the
ténsiofier, and.the’ winding fixture.
Dimension. Limit Actual Measurement.| Pass | Fail Qut of Tolerance
Height (4056"Yt0:(.4136")
Width (.4056™)it0 (4136™)
Lead Person Date
FM1 3Q60 Inner Coil Winding Coil Serial.No.
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Note(s):
After completmn of the flrst turn posntlon DMD (MA-116514) between
each turn at the radu

Continue-insulating and wmdmg the c01l in this-manner until:all four (4) turns of the second layer

have been wound with the | pos:tc side and parallel to the-bottom layet lead..or
until stich tifne as addltlot\al qQuir

‘Warning:

Continuous monitoring: of:.the conductor at the temsioner is required :so
as not, to pull ithe conductor free. of the tensioner. Ensure that during;
the wmdmg Jprocess no twisting of the coinductor occurs.

Note(s):
In the: event additional conductor is. required, allow at least four (4} feet
of bare conductor. to. -work with for facing and brazing operations.

Additional. Conductor Required. Go'to Step 6:6 [ See. Caution.

Windingicompleted: GowStep6:26 I

Caution:. .
Per. ‘print. ME=331983. There: shall be a maximuin: of two (2) conductor
joints per. ¢oil. Hence: if additional conductor was. added on the first
layeru',-‘t}iis step is not .an option.

Technician(s) : - : Date

'Note(s)

In ‘the event no- additional conductor is' required step 6.6 through' 6: 25
will .be blank. '

tensmmng deVICe Securely clamp the conductor to'the wmdmg ﬁxture Release: thc tcnsnoner
Cut the lead dsfclose 1o the tensiorier as; poss:ble for machlmng, yet ! the cut and machmed lcnﬂth
must fall greater: than_six. (6 ) inches from-the nearest radius.

Note(s): _
Do not insulate the conductor to the cut location. Leave four (4) feet
uninsulated. ‘Cutting the roll of Fiberglass tapé and removal of the
machine, or ‘leaving the machine and Fiberglass tape attach to the
conductor is at the operators discretion.

Technician(s) ‘ Date

FMT 3Q60 Tnner Coil Winding Coil Serial No:
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Note(s):
In the event no additional conductor is required step 6.6 ‘through 6.25
will be blank

6.7 Install.the coil:starting lead‘mto the Setco Counter Boring.and Facmg ‘Fixture center theicoil lead
in the:fixture, so there is. /32" £ 1/64" past the.5/16'-Collet: (5C:Collar).. Tighten the:De-
StaClamp to seciiie the coil starting lead into place.

Note(s)

Counter Bormg and- Facmg Fixture.

The drill 'bit must align. with the center of the conductor not the
center of the water passage.

Tech,rjician_(s) Date

6.8 Machine and counter bore.the coil lead as per ME-331983. Using'a Tapered Ream
{(Fermi stock 1264-0800) or equivalent, deburr the water passage.

Note(s):
Use Snoop (Fermi stock 1070-2200 or equlvalent) as required while
machining the coil lead.

Do not remove any additional material from the face of the coil lead.
2927 1
—» | 296" Il! i

E 490"
] 510"

ff

Deburr this

F\ Location

Deburr-all sharp edges produceéd by the previous operations. Clean the'conductor, water passages
and the:immediate area using a-vacuum. Remove any additional mlllmg chips from:the water
passages by holding the vacuuin hose.over.one of the water passages and:blowing air through the
other water passage, switch the hoses and repeat until thé water. passage is free of debris.

Technician(s) Date

FM1I 3Q60 Inner Coil Winding Coil Serial-No.
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Note(s):
In ‘the event no addltmnal conductor is required step 6.6 through 6.25
will ‘be bhlank..

Verify.the counter bore diamgter-and. depth of'the conductor using the Go/No Go.Gage,
(MA:351 136) or; approved measurmg eqmpment tand that thie* conductor leads: comply with
ME-331983. Record. thc:results i thé-table below.

Counter, Bore Liispection

T.ocation U LEimit ‘Pass | Eail Limit Pass | ‘Fail

610

6.11

Coil Lead .2927.296™ .490"/.510"

Lead Inspector Date

‘Install:a reel of grit:blasted copper conductor (.4096" sq. MA-186587) on the tensioner spindle.

Feed the condictor through'the Phenolic.guide.block. Extend the conductor.to the counter
bore/facing machine.

Note(s)
Use the ‘proper lifling equ:pment to- prevent: back injury during the
‘installation: of-"the :reel on the tensioner spindle.
Ensure. that: no, twist has occurred. in. the' conductor between -the reel
and, theé: Phendlic guide. block:.

Techniciari(s) ' Date

Installithie:reel leadiinto-the Sefco Counter Boring and Facing Fixture center:the coil lead
in the fixture, soithere is 1/32" & 1/64" past the:5/16" Collet (5C Collar). Tighten the.De-
StaClamp to;seciire:the;coil-startingi1éad into: place:

Note(s)
‘Take care not -to damage the' conductor during the ‘installation: into the
Counter. .Boring and Facing: Fixture.

The dnll bit must ‘align w1th the center of the conducter not the
center of the water passage.

Technician(s) Date

FMI 3Q60 Inner Coil Winding Coil Serial No.
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Note(s)
In the évént no: additional conductor is required step 6.6 through, 6.25
will be blank..

6.12  Machine:and countenbore the-reelilead as per ME-331983. 'Using a Tapered Ream
(Fermi stock 1264-0800) or.equiivalent, deburr the water, passage:

No_t'g_(S)
Use Snoop (Ferml stock 1070-2200 or eqmvalent) as reqmred while
machining the co:l lead

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

;20"
b.' 206" |q i
490"
510"

“NDeburr this

ﬁ\ Location

Debiiri“all sharp edges’ produced by the previous operations. Clean the ‘condictor; water passages
and-the immediate area using a.vacuum: Remove-any addmona] mlllmg chips from'the watet
passages 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

6.13 Verity the counter bore diameter and depth of the conductor using the Go/No Go Gage
(MA-351136) orapproved measuring equipment and that the conductor leads comply with
ME-331983. Record the results in the table below.

Counter Bore Inspection

Loecation Limit ‘Pass.| Fail Limit Pass | Fail
Reel Lead 292772967 . 490" /:510"
Lead Inspector ' Date
FMI 3Q60 Inner Coil Winding Coil Serial No.
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Note(s): _ - _ _
In 'the event no additional conductor is required step 6.6 through 6.25
will be blank.

6.14 Assemble‘the Copper- Sleeve,(MA-186691), with the Sil-Fos #15 Washers (MA-351037), and the
twg (2) Sil-Fos #15 Rings' (MA-186692)tper print ME-331983. '
Technician(s) Date
6.15  Position the coil lead and the lead.from the reel such that the two may be joined together.
Assemble the Sléeve into the:lead of the coil.and the Jead of the reel.
Tecﬁniciari(s) Date
6:16 Attach the,brazmg ﬁxture (MB 351443).to the conductors.about to be joined together. Align
the conductors.suchithat:there is.no-twist bétween the two leads.
‘Technician(s) Date
6:17  Verify the position of the cotiiponentsits bé brazed togéther as per ME-331983:
Lead Person Date
6.18 Heat the leads with a torch:until the area surrounding the joint is cherry red. Apply Sil-Fos # 15
(MA 1 16256) at the Jomt Feed the S11 Fos #15° mto the jomt ‘and moye the torch around the
Spemﬁcauon (ES 3]8973)
Note(s)
‘CAUTION; matérial and areas bemg heated. represent a burn hazard:
Do not over ‘heat the materlal causmg ‘the copper 'to (flow
Do not use water to cool the joints. Allow all ‘brazed ‘joints. fo air
cool.
Technician(s) Date
6.19 Remove the conductor’ trom the'brazing fixture and cover the insulated coil/conductor with green
HCI‘C[{!_IIC (Ferml stotk 1740 0100). Using Brown Roloc (MA- 274983) and a small bufter, remove
any excess brazing: material. Remove only material where the conductor exceeds the A4136" slot
(maximum) of the Dekeystoning Gage (MB:351442). Refer to the Conductor Dekeystoning
Procedure (5520-ES-318849).
Note(s):
Remove only the minimum amount of material hecessary. At no time
is the removal of material to produce an area -in which the minimum
gage .4056" (MB-351442) fits over the conductor.
Technician(s) Date
EMI 3Q60 Inner Coil Winding Coil Serial No.
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Note(s):
In the. event ‘no- additional conductor is required step 6.6 through 6i25
wﬂl be blank:

XX, 6.20 Venfy ‘that-the:position‘of the: brdzed components are in accordance with ME* 331983 and that there
is.no twists or,damage in the.conductor or brazed joint. Usmg the.Conductor. Dekeystomng Gage
(MB-351442) ensure:thatithe condictor is of the correct size-at the brazed joint..

CrewiChief . Dite

“lnspet-:tgr Date

6:21  Reattachithe Fiberglass Tape {MA-351462) if required. Prior.to starting the winding operation,
insulate over the braze-joint using theiCoil Insulating Wrapper I (ME<351226.0r other.approved
methods) with_1/2.Japped Fiberglass Tape (MA-351462) and!mark.its location nsing Kapton
Adhesive Backcd Tapc (MA-116534 orequivalent) as indicated in the diagram below. The
insillation process‘is'to be continued diring the entire wmdmg operation.

Insulation Conductor Ihsp[at‘ion

Note(s):
Transmons between the Fiberglass Tape {(MA- 351462) and the Fiber
Glass Tape (MA 351462) must be made so that no area of the conductor
is uninsulated and additional build- -up of the tape is minimized.

Technician(s) Date

FMI 3Q60 Inner Coil Winding Coil Serial No,
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6:23

6.24
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Note(s): L
In the event no -additional ¢onductor is required step 6.6 through 6.25
will be blank.

Sct the adjustable tensioningiarm:on the spindle‘to the half.way point. Install a reel of copper
conductor (. 4096" sq. MA:186587).0n the terisioner spindle'and feed the conductor through the
Phenolic-guide-block.

Tensioner Spindle  Adjustable:A ‘ Pressure Guage

<@ MA-186587 To
Winding Fixture:

. Tensioning Guage
Pressure Valve
Phenolic.Guide

Block

Copper:Reel

Note(s):
Use ithe: proper. lifting equipment ‘to ‘prevent back injury during the
installation -of* the reel on, ihe: tensioner spindle.
Ensure 'that ‘no twist "has occurred in ‘the conductor between the -reel
and the Phenollc guide block.

Technician(s) Date

Begm winding table rotation (Clockwise},until the tensioner load cell.gauge registers winding
tension. Ad)ust the clamping cylinder:pressure so that the load cell gauge reads; 225 Lbs.
force + 25 Lbs: Maxlmum presstire shiould not “exceed 250 Lbsiorce.

Technician(s) Dite

Verify thatthieitension.of the conductor load cell:gauge reads 225 Lbs. force £25.Lbs

measured durifg.the continned winding table rotation. Ensure that the maximum readings

do not exceed 250 Lbs force: Visually verify that there is no exposed: copper or damaged conductor
wrap.

Record Actual Tension Pass ) Fail )

Condiictor Wrap Is Free Of Déi‘ma__ge_: And There Is No Exposed Copper Pass O Fail o)

Lead Person Date
6.25 Continue insulating and winding the coil in this-manner until the four (4) turns of the.second layer
have been wound with the lead exiting the opposite side and- parallel to the bottom.layer lead. then
stop the winding process.
Technician(s) Date
FMI 3Q60 Inner Coil Winding Coil Serial No,,
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6.26 Securely clamp,the condiiétor to the winding fixture, Measure 28:1/2" +:1/2" from the face of the
Front.End Wmdmg Block (MC-331926) on the lead attachéd to;thie t€hsioning device and imark the
Iead (s3 be. cut. ‘Secure. the: Flbcrglass tape to the conductor 22" back from the, 28 172" mark using
Adhesive Backed Flberglass Tape (MA-225104) or equwalent

Caution: Do not cut lead.

Inner:Coil Top Layer

i E s

S S e SRS T e e RO

‘Windirg Fikture

Mark Lead
Here

Joiiit Location' From this Point- Insulation To; ) —b' 22"

StopHere  28'1/2" e
! - <— Indicate Joint Location

In.Inches From Inside
Position On Diagram A:Straight Line Representing Radius At Lead End
The Actual Joint Location Or N/A In'The Box If No

Joint Wis-Made.

Technician(s) Date

6.27 Verify that all.4 turns are wound, that'no twist is in the conductor, the leadiis correctly measured
and marked, and that theré is o damage to the msulatlon which is to includé but not be limited to
d1rt .grease, oil,'gaps/tears-exposed’conductor, etc...; and that the shims are’installed between the
Idyers

.

Lead Person Date

6.28 Cut the lead as marked using a portable band saw or equivalent at the 28 1/2" mark. Deburr all shdrp
edges produced by the cutting operation: Clean the coil, watér passage and the immediate area using
a vacuum. Remove any additional milliag ChlpS from:the water passage by holding the vacuum hdse
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

6.29 Stamp the coil serial number with 1/4" high letters per ME-331983/E8-331729.

Technician(s) Date

FMI 3Q60 Inner Coil Winding Coil Serial No.
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6.30 Release the clamping devices’ holdmg sthe coit to the winding fixture. Carefuily remove the
coil assembly from the winding fixtire:
Technician(s) . ' Date
6.31 Using Ty-Raps (Fermi: slock 1150:2080.0r equivalent) secure the coil sufficiently to ensure that no
damage occurs to the instilated Conductor. during transportation.
Technician(s) Date
6.32 Oncethe coil is.in the wrapping room , separate the first turn which has no insulation-on it in the
radii. Apply DMD (MA:116514) on the conductor next to the second turn.at the radii- Ineu]ate
over the:DMD-with 172! lapped Fiberglass Tape (1/2" wide MA-351462 or 1" wide!MA-116511).
Technician(s), Date
6.33  Visually inspectithe c6il:for:damagedinsulation; exposed‘copper, propef placement of shiris &tc...
Crew Chief’ 7 Date
Lead Tnspecior. Date
6.34 Stage the coil in"the inspection area.
Technician(s). Date
FMI 3Q60 Inner Coil Winding Coil Serial No.
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7.0 Final Inspéction

X 7:1

Specification #35520-TR-333289

June 18, 1998
Rev. A.

Pérforiii a Post Candiictor Wrap Eiectrical inspection and-record the:results below.

Electrical’ Test.

1Equipm'eﬁt Serial

Number,

Limit

Actual Measurement

Pass

Fail. | Out of Tolerance

Resistance

I:S'@ | KHz

Q@ I00Hz |

100" Volt Ring

6:0:m§2 1o 6.8 mE2

X 7.2

Inspector

Visually verify the following.

‘Date

Conductoi Wrap 1s Fiee Of Damage And There Is No Exposed Copper. Pass a

Verify the DMD is installed between the turns of the coil at the radii.  Pass 1

Inspector

Fail [
Fail [}

Date

Perform a Flow Check-at a. AP of 60 PSI and 100 PSI. A hydrostatic check at 500 PSI and
record the results below. Refer to the Hydrostatic Test Specifications (ES-331810).

Flow Cart Serial Nuniber

Number of Joints (2 Maximum)

Desired ‘Minimum .Flow Attained Flow
AP in GPM in GPM

60 PSI (.85 GPM

160" PSI 1.10 GPM

Perform a hydrostatic check of the joints at 500 PSI for 30 minutes.

Inspector

FMI 3Q60 Inner Coil Winding
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7.4 Verify that the previous stepsidre. within tolerdnce.

Lead Inspector ) Date

Crew Chief Date
7.5 Stage the coil in the coil staging,aréa’

Note(s):

Cover 3Q60 ‘Coil Assembly with green Herculite
(Fermi stock 1740:0100).
‘Technician(s) Date
FM1 3Q60 Inner Coil Winding Coil Serial.No.
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Production Gomplete
8.1 Process Engineering: venfy ‘that'the’ TMI 3Q60 Inner Coil Winding Traveleri{(5520-TR-333289)

s accuratejand comipléte. T shall include a review of all steps to ensure that all opetations have
‘been completed and signed’off. Ensurethat all D:screpancy Reports Nonconformance Reports,
Repait/Rework Forms, Deviation Index-and dispositions-have been reviewed byithe. Responsible
Authority for conformance before being approved.

Comments:

P'r'oces_s Engineering/Desighee Bate

8.2 Assembly verify that the FMI 3Q60 Inner Coil Winding Traveler (5520- TR 333289) is accurate
and complete. This:shall-include areview 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 revieweéd by the Responsible
Authority for conformance before being approved.

Comments:

Assembly/Designee Date

Attach the Process Engineering "OK to Proceed” Tag on the coil.

Process Engineering/Designee Date

Proceed to the next major assembly operation - 3Q60 Coi! Assembly/Insulation Traveler
(5520-TR-333291).

FMI 3Q60 Inner Coil Winding Coil Serial No.
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