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TD / Engineering and Fabrication Specification #:5520-TR:-333160

June 10, 1998
Rev. A
" Revisiop Page
Revision Revision Description Date
A Delete 3Q60 Magnet Main Assembly:(5520-ME-331965) from the cover page and all 6/10/98
locations within the traveler. This change cause by revised prints réleased on-ECO# 4492.
Step3.3: New step. Clean the quarter core (pre-approved for use as the filler core) used as a
filler for stacking.using KPC 820N (Fermi stock 1920-0705) and Hcavy Dlsposable Wipers
(Fermi Stock 1660-2600 or equwﬁlent) clean all the locations that come in contact with the
fixture or the end.pack of the néxt quarter core.
Step 3.4: New step. Verify that ail “the arcas of the filler core-that'will come in contact
with the stacking fixture and the end pack of the other quarter core have been cleaned and are
ready for stacking.
Step 3:5: Newsstep: 'Using approved lifting-equipment and lifting procedures, position the
quarter core on the stacking fixture with the fixed end of the core at the fixéd end of the
sstacker. o :
Renumbered as required. )
Step 3.3: Replaced Left Hand End Pack (MC-196863) with Right Hand End Pack
(MC-196864),
Step 3.4: Replaced I'eft'Hand End Pack (MC-196863) with Right-Hand End Pack
(MC-=196864). Deleted, fixed end of the.Stacking Fixture. Replaced with, floating end of
the filler core.
Step 3.5: Added after the word pack, and filler core..
Step 3.6: Replaced Left Hand End Pack (MC-196863) with Right Hand End Pack
(MC-196864). .
Step 3.7:9: Changed'2"to 2 27/32""dute to compression of stacked laminations cdusing
length to be to short
Step 3.8: Replaced Right-Hand End Pack (MC-196864) with Left Hand End Pack
(MC-196863).
Step 3.9 Replaced Right:Hand End Pack (MC-196864) with Left Hand End Pack
(MC-196863).
Step 3.10: New step,. Verify the proper onematwn of the End Pack.
Renumbered as:required. -~
Step 3.10: (Old) Deleted; Equally nghten the four (4) locking Tugs:at the floating end of the
stacking fixture,
Step 3.11: (Old) Added, T ighten the four (4) lockmg lugs at the floating end of the stacking
fixture to ensure all thrée (3) lengths as measured: are within 1/32".
Step 3.12: Added after the word the, Type "C* and the after the word with.
Step 3.13: (Old) Changed 3.10 to 3.1'1 do to- renumbermg and 3.12t0 3.13 do 1o
renumbering.
Step 3.14: (old) Changed 31310 3.14 N\
Step 4.1: -Added, Position a filler angle between the gaps of the two cores ensuring that it
doesn't interfere with the fit ofthe angle just positioned on the quarter core.
Step 4.3: Added a note, Muke ajustments to the quarter angle as required to ensure proper
position during tensioning of the:spider. assembly.
Step 4.3: Deleted the word equally'from the last senience.
Step 4.9: Added, Reimove the: fillerangle between the two cores.
' Step 5.1: Changed drawing number from MG-351432 to MX-XXXXXX.
Step 5.3: Added, Complete the welding of the quarter core.
Step 7.1: Changed the word half to quarter:
TRR. No. 0839 .
FMI 3060 Magnet Quarter Yoke Assembly Core Serial No.
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TD / Engineering and Fabrication Specification #.5520-TR-333 160

June 10}, 1998
Rev. A

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

1.7

White (Lint Free) Gloves (Fermi stock 2250-1800) or Surgical Latex Gloves

(Fermi stock 2250-24%4) shall be worn-by-all personnel when handling all product parts atter the
parts have: been prepared/c]eaned_ For-handling of the laminations during the stacking operation
Nitrile Rubber Gloves (MA-274981 or equivalent) may be used.

All steps that require a sign-off shall include the Technician/Inspectors first initial and.full last
name.

No erasures or white out will be permitted to any documentation. All incorrectly entered daita shall
be corrected by placing & *;mgle line through the error, initial and date the error before adding the
correct data.

All Discrepancy Reports issued shall be tecorded in the left margin next to the applicable step.

All personnel performing steps in this travelér must have documented training for this traveler and
associated operating procedures..

Personnel‘_'s_l'}:_i._l] perform all fasks‘in accordance with current applicable-ES&H guidelines and those
specified within the step.

Cover the quarter yoke:assembly with green-Herculite (Fermi stock 1740-0100)-when not being
serviced or assembled. Completed quarter yokes are to be stored in the yoke'Staging aréa.

2.0 Parts Kit List

2.1 Attach the'completed Parts Kit List for the 3Q60.Magnet Quarter Yoke Assembly.to'this
traveler. Ensure that'the serial number on the Parts Kit List matches the serial number of this
traveler, Verify that.the Parts Kitreceived is complete,

v
Process Engineering/Designee Date.
EMI 30Q60 Magnet Quarter Yoke Assembly Core Serial No.
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TD / Engineering and Fabrication Specification # 5520-TR-333160
June 10, 1998
Rev. A

3.0 Quarter Yoke Stacking

3.1 Remove any.weld spatter that is on the Stacking Table Assembly (ME-116296). Clean the
Stacking Table Assembly (ME-116296), fixed end plate and-the moveable end mars feet and
Enerpac of the stacker using KPC 820N (Fermi stock 1920-0705) and Heavy Disposable Wipers
{Fermi'Stock 1660-2600 or equivalent). Clean all the locations that come in contact with

laminations. :
Stacking Stacking
Rail . Rail
Bolt #2
Bolt #1+ — Bolt #3
) Boit #4
1/4 Yoke Stacking
Fixture
Stacking Fixture End View
Technician(s) Date
32 Verify that all the areas that will come in contact with the end plates and the laminations have
been cleaned and are ready for stacking.
l.ead Person Date
3.3 Clean the quarter core (pre—abproved for use as the filler core) used as'a filler for stacking using
KPC 820N (Fermi stock 1920-0705) and Heavy Disposable Wipers (Fermi Stock 1660-2600 or
equivalent) clean all the locations that come in contact with the fixture or the end pack of the next
quarter core,
Technician(s) Date
34 Verify that all the areas of the filler core that will come in contact with the stacking fixture and the
end pack of the other quarter core have been cleaned and are ready for stacking.
Filler Core
Serial Number
Lead Person Date
35 Using approved lifting equipment and lifting procedures, position the quarter core on the stacking
fixture with the fixed end of the core at the fixed end of the stacker.
Technician(s) Date
FMI 360 Magnet Quarter Yoke Assembly Core Serjal No.
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TD /'Brgineéting and: Fabrication Specification # 5320-TR-333160

3.6

3.7

3.8

Juiie: 10, 1998
Rev, A
Acquire and°clean the Right Hand"End Pack:(MC-196864) using KPC 820N

(Fermi st:pck--l‘9'20-0705) and Heavy Disposable Wipers (Fermi Stock 1660-2600 or equivalent)
clean all the locations that-come in contact with laminations.

Technician ' Date

Place the Right Hand End Pack (MC-196864) on the StacKing Fixture oriented with the:machined
{chamfered) face of the pack against the floating end of the filler core.

Technician(s) ' Date

Verify the proper orientation of the End Pack and filler core.

Créw Chief Date

Lead Tnspector Date

EMI 3Q60 Magnet Quarter Yoke Assembly Core-Sertal No.
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TD / Engineering and Fabrication Speciﬁcati'oﬁ #5520-TR-333160
June 10, 1998
Rev. A

39 Place a two inch (2%):stack.of Type ‘A’ (Notched) Laminations (MD-116(58) next to the Right
Hand End Pack (MCZ2196864) on the Stacking Fixture.

“Type "B" Lamination .
MD-116058

ey

( Type "A" ‘Le_}l‘pi'nagjron ¢
‘MD-116058 '

/ Type "C" Lamination
MD-331940

With Pole
Tip Notch

Witness' Notched

SN0 I.;ami'nation'Without Lamination Without
Lamination Witness Notch ‘Witness Notch
Note(s): }
At no time is. ‘a steel hammer to be used directly against the
laminations, Use of a plastic mallet is allowed.
Technician(s) Date
Note(s):

~ Stacking ‘will begin and end with 1 3/4" thick laminatéd end packs
3.10 Sequence of events for the stacking operation.
3.10:1  Stacknine (9) Type "C" Laminations With (Pole Tip) Notch (MD-331940).

3.10.2  Stack 25 15/32" of Laminations (MD-116058) beginning with the opposite type
("A" or "B") laminations previously stacked (Type "C" laminations do not apply)
-and alternating the lamination types every 3" & 120"

3.10.3  Stack nine (9) Type "C" Laminations With (Pole Tip) Notch (MID-331940).

3.10.4 Stack 3" of Laminations (MD- 1|]6058) beg{nning with the opposite type ("A" or "B")
laminations previously stacked (Type "C” laminations do not apply) and alternating the
lamination types every 3" £ 120"

Note(s):
At no time is a steel hammer to be used directly against the
laminations. Use of a plastic mallet is allowed.

3.10.5  Install the Backing plate and Arbor for compression. Energize the pump and compress
the stacked laminations.to 2000 psig. Back the pressure off to no less then 50 psig and
gently-tap the laminations down to the stacking fixture. Recompress the stacked
laminationsto 2000 psig.

3.10.6  Release the stacking pressure, remove the-arbor and backing plate.

FMI 3Q60 Magnet Quarter Yoke Assembly Core Serial No.
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' TD./En g.il"lfié'f{if‘l g.and Fabrication - Specification # 5520-TR-333160

3.1

Juné 10, 1998
Rev. A

3.10.7 Stick 22 15/32" of Laminations. (MD 116058) beginning with the opposite type
(A" or“B") lammatlons previously.stacked (Type "C" laminations do not apply)
. and alternatmg the lammatlon ‘types every-3" £ .120".

3.10.8, Stack hine(9) Type "C"-Laminations With (Pole Tip) Notch (MD-331940),

3.10.9 Stack 2 27/32" of Lammat:ons (MD 116058) beginning with the opposite type

(A" orB") Jaminations previously.stacked (Type "C” laminations do not apply) and
alternating the lamination:fypes every 3" +.120".

Acquire and ¢leari the:Left Hand End Pack (MC-196863) using KPC 820N
{Fermi stock 1920- 0705) and Heavy Dlsposable Wipers (Fermi Stock 1660-2600 or equivalent)
. cleantall the. Iocatlons that come:in contact w1th laminations.
4
Technician Date
X 3412 Place the LeftHand End Pack-(MC:196863) on.the Stacking Fixture oriented with the-
machmed (chamfered) face of the'pack:against the’Floating End Plate. Ensure the End Pack is
against:the' Stacklng Rails (: 002" Max:);
Lead Person ; - o Date
XX 3,13 Verify thé ptoper orientation of the End Pack..
Crew:Chief Date
Lead Inspector IR ‘Date
Note(s)
At no tlme lS -a steel haminér to, be ‘used directly against: the
lammatlons Use of a plastlc mall_, ; j_s_ alloweéd.:
3.14 Install the' Backing.plate. Energlze the pumprands compress the stacked- laminarions: to2000:psig.
Back the pressure off-to.no less: then»SinStg ‘and:gently-tap the lammatlons down to the: stackmu
fixtite. Recompress | theé-stacked laminations:to.2000 psig; Repeat as requn‘cd to ensure that the
faminations ate q__eatgd :agdinst the stacking rails..
Technician(s) Date
FMI'3Q60 Magnét Quarter Yoke Assembly Core Serial No.
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TD'/ Engifieering and.Fabrication

Spécificatii)'n-’#?5_520-TR—333 160
Jupe 10, 1998
Rev. A

3.15 While.the stacked laminations are under pressure, measure the overall length of-the 1/4 yoke if
three (3) locations using a Stecl Measuring Tapei(Starrett Cat. No. W530F-50 of ‘equivalent)

(60" to'60 1/16"), refer to the ﬂgure below. All thregi(

)°Icngths are to? be-equal w1th1n 17328,

Adjust the: quantity-of the:laminations as required.to- achieve the. properlerigth of.the stacked 1/4.
yoke.. Tighten the four (4)locking:lugs at the floating end’of the stacking fixture to ensure all

three (3) lengths as measured are'within [/32",

Note(s):

Do not use the Type ol Lammat:ons With the Notch; (MD-331940) to

make the length adjustments.

The left side of the hulf core is defined -as follows;. Standing, facing the

fixed end of the half core puts the left’ side

Stacked Laminztions »

Measurement
Position 2

Moveable End

Four Lacking
Logy

FMI 30Q60 Magnet Quarter Yoke Assembly
Page & of 21

on your left..

Measurement
Position 1

Measurement
Position 3

Coré Serial No.



TID./:Engineering and Fabrication Specification: # 5520-TR-333160

June 10, 1998
Rev. A
If .any of the measurements .do not meet the print tolerances, adjust the

quantity of the ‘laminations added in Step 3.10.9 as required to achieve
the proper length of : the 'stacked half core.

Mgasurement%-
-Position 3

Measurement
Measurement Position 2
Position |

Viewed from the Fixed End
All 3 length. méasiiremerits are'ta'be équal within{1/32"

Méedsureémernit Length'Limiit Actual Dimension, ‘Pass | Fail | Oiit of Tolerante
Position )

1

60" 10 60.1716"

2 60" 10-60°1/16"
3 60" to 60:1/16"
Tecknician(s) Date
3.16  Verify that the stackeds '[74:yoke under ‘pressure:meets the. lcrz}gth reguirement of 60:+to,60 1/16".,
All three: (3) lengths are to. be” cqual w1th1n Check 13 ersure that' the lafminations are
in contict with'the stacking plate;using a- 003! 'feeler gage (Starrctt Part'No.,667 or-eqiiivalent).
Note(s_):
If any of the measarements do not meet the print tolerances, adjust the
quantity of the laminations added in Step 3.10.9 as required to achieve
the proper length of the stacked half -core.
Lead Person - Date
FMI 3Q60 Magnet Quarter Yoke Assembly Core Serial No.
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TD / Engineering and Fabrication Specification # 5520-TR-333160
' June 10, 1998
Rev. A

3.17  While:the stacked laminations are,under pressure; measuse the overall length of the 1/4 yoke.in
three (3) locations using a:Stéel Measuring Tape (Starrétt Cat. No: W530F-50 or equivalent) and
récord the meastirements (60" to-60 1/16™). )

Note(s): .

If: any -of the measurements do not meet the print tolerances, thén add or

remove: laminations (MD-116058) to the last pack and repeat Steps -3.14

and 3:.16.
Stacked Laminations s,
Meusurement Measurement
Positicn 2 Posigon 1
Measurement-
Position 3
Four Locking
Lngs
Top View
FMI 3Q60 Magnet Quarter Yoke Assembly Core Serial No.
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TD!/‘Engineering and Fabrication Specification #:5520-TR333160
' Tune 10,71998:

Rev. A
Measurement
‘Position 3
Measurement
Measurement ‘Position.2

Positton |

Viewed from the Fixed'End .

All 3.length measurements are.to. be equal within 1/32"_
‘Measurement Length Limit Actal Dimehsion ‘Pass | Fail. | Outiof Tolerance
‘Position

1 60" 10 60 1/16"
2 60" to 60 1/16"
3 60" to 60°1/16"

Inspector ] . Date

Crew Chief - Date

3.18 The measurémments récorded in:Steps:3!17-are acceptable to proceed.

Lead Inispector Date

Crew Chief Date

EMI30Q60 Magnet Quarter Yoke Assembly Core Serial No.
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TD./ Engineering and Fabrication Specification #.5520-TR-333160
' June 10, 1998
Rev. A

4.0 Angle-1/4 Yoke Installation

4.1 While mamtammg the pressire (]00 P.S.I. Minimum.);on the-1/4 yoke. Position.the: Angle-1/4
Yoke (MCs 331928) 50" 03" (or equidistant) from the ends’as per (MC-331961). Position a
filler angle:between the gaps-of the two cores ensuring.that:it.doesn't interfere with the fit of the
angleé just:positioned on the.quarter core.

_4_,,Lam1nat10ns Angle-1/4

MD-116058 Yoke

1 Typical Both

' ‘ [ Ends

500" £:.,030"

175" Left Hand End Pack o 'T
MC-196863
Top View {On'stacking table) Fixed End

Technician Date

4.2 Cover'the hydraulics.cylinders of the Spider (ME-116296):using Herculite (Fermi stock
1:740- 0100) and Pressure Sensitive Green Tape (Fermi.stock. 1365 0980) Usmg the overhead
crane and the.appropriate lift device attach the Spider (ME<1.16296) to the 1/4 yoke stacking table.
Disconnéct.the crane from the spider.

Technician : Date

EMI 3Q60 Magnet Quarter Yoke Assembly Core Serial No.
Page 12 of 21



TDi/'Engineering and Fabrication Specification:# 5520-TR-333160
- June IO |'99~8;
Rev. A

4.3 Venfy the Position of the Angle-1/4: Yoke (MC;331928) .50".% .03" (or equidistant) from the ends
as per: MC 33 1961 Wlth the" splder in place makelthe -required hook ups for'the spider's
hydraulics ‘Check the' ‘position of the: angle 1/4 yoke: Energize’ the pump and apply
(100 ps:g Min. ‘to 200. psig-max.) to ihe side hydraulics and (4000 psig max.) to the
top hydraulics of the 1/4-yoke assembly and valve off the-pump. Shut off the.pump. Verify that
the four (4) bolts, at the floating erid of the Stacker are tightened.

Note(s):
Make ajustments to the. quarter-angle as required to ensure proper
position. during ‘tensioning of the spider assembly.

Bol#2

Bolt #4
1/4:Yoke StacKing
Fiktare
Créw Chief o : Dite
Lead [fi§pector ' Date o
4.4 Using white chalk, indicate the Iocatlons iof the: welds ‘and the {léngthsic of theiweld§ias® "per .

MC:331961. Usmg Aluminum Foil’ {(Fermt stock1750- 0350) cover a]] exposed‘areas that-may
¢ome'in contact w:th the weld’spatter-resuiting:in:damage.

Note(s)i
Protect all exposed areas that may.come in contact with weld spatter
resultmg in damage..

Technician i - Date

“FMI 3060 Magnet Quarter Yoke Assembly Core-Serial No.
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TD / Engineering and Fabrication Specification # 5520-TR-333160

June 10, 1998
Rev. A
4.5 Check every | 1nch (1") to.ensure; that the laminations; -are’ in contact, wnh the stackmg plate rails
usmg a 003 feeler gage. (Slarrett Part No. 667 or equwalent) Venfy thatithe weld pattern laid
out in step 4.4.complies with MC: 331961. Record the: ipressures’below.
Note(s): _ 3 o
The hydraulic clamping pressures must be Thaintained during the
‘welding: process.
Stacking Pressire. |  Spider. Side Hydraulics Spider Top Hydraulics

Minimum_ 2000 psig | 100 _psig Miii. to 200 psig Max.| Maximum 4000 psig:

Flatness Check  Pass o Fai [
Crew Chief _ Date
Lea}dl Inspector Date

4.6 Weld the 1/4 Yoke Assembly as per-MC-331961.
Weldor Date
Technician Date

4.7 Record the clamping pressures on the quarter yoke assembly. Visually inspect.the welds for
compliance to MC-331961.

Stacking Pressure: Spider Side Hydraulics Spider Top Hydraulics

Minimum 2006 psig | 100 psig Min. to 200 psig Max. | Maximum 4000 psig |

Lead Person Date
Inspector Date
4.8 Check every inch (1") to ensure that the laminations are in contact with the stacking plate rails
using a .003" feeler gage (Starrett Part No.-667 or equivalent).
Flatness Check Pass D Iail D
Inspector Date
FMI 3Q60 Magnet Quarter Yoke Assembly Core Serial No.
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Speuhcatlon #5520-TR-333160
June 10, 1998
Rev. A

TD¥-Efgifiectiig and Fabfication:

4.9 Release’the i préssure on the spider. Using theoverliead crane rémove the spider-and place it in its.
storage area. Remove'the filler angle between the two cores. Do not release the applied pressure
to the core at the fleating end. Clean all the welds and-remove any weld: spatter from the 1/4 yoke

assembl_y

Technician : Date

;E[S?lil;.?QﬁOﬁMagnet Quarter Yoke Assembly Core Serial No.
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TD'/ Engineering and Fabrication Specification # 5520-TR-333160
June 10, 1998
Rev. A

5:0 Ball Mount Tabs.

Note(s):
‘The Ball Mount: Tabs :are to be located from the fixed end of the yoke on
the 8 °1/4’ leg of all the cores.
‘Ensure That the stops on the ball mount fixture. are placed against the
énd' of the end, pack and not the énd of the angle iron (skin).

5.1 Attach the Ball Mouint: Allgmng Fixture (MX- XXXXXX) to the fixed-end of the core. Using
the Ball. Mount Ahgnmg Fixture (MX XXXXXX) locate the Ball: Mount Tabs (Qty2)
(MB-318058)per the 174 Yoke Assembly (MC-331961)-as well as the.-Construction-Ball Pads
(Qty:2) (MA- 331978) to-the,quarter ore per MC- 331961

Construction Ball Pads
‘MAZ331978

| il g
|||||||I||l||||||||||||||l||||[|||||||1|i||||||||||||||||||||||||!|||l||||||||||]|||||||||||l|||||||||||i|||||]|||||||| g
3Q60 1/4 Yoke Side View: 1/4 Yoke

End View
T_ec":h'rfiéian Date
XX 32 Verify that'the location of the two (2) Ball Mount Tabs (MB-318058).complies with-MC-331961

and that the two (2Y Construction Ball Pads complies with MC=331961.

Crew Chief Date

Lead Ingpector Date

5.3 Complete the welding of the quarter core and weld the Ball Mount Tabs.as per MC-331961 and the
two (2) Construction Ball Pads as per MC-331961.

Note(s):
‘Protect all exposed areas that may come in contact with weld spatter
resulting in damage.

Weldor Date
Technician Date
FMI 30Q60 Magnet Quarter Yoke Assemnbly Core Serial No.
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“TDY Efginéering and Fabrication ' Specification # 5520:TR-333160

June 10 1968,
Rev. A

KX 54 Visually inspect, the welds on thé Ball Mount Tabs.as per MC:331961 and the Construction. Ball.
Pads as.per MC-331961,

Lead Person Date

. Inspector Date
5.5 Clean all:the-welds and remove any weld spattejr from the yoke.

Technician Date

5.6 Stamp the 1/4 yoke with its Serial nomber-and part number as per- MC=331961 and specification
(ES-331729), using'1/4" high lettérs. The sérial number is listed at the base of this'Traveler. The
stamped serial number and part numberis to be located at the fixed end of the yoke, (non-floating
end of stacker).

Té'c_hn ician Date

X 5.7 Verify the staginped:serial number on; the 1/4-yoKe to’€nsure that it,is corréct and in the;proper
location. as per MC- 331961

3Q60:1/4 Yoke Side View,

DUELRLERELEICTDEE DG has AR ENGERURELPEUEO RO OO RO R TR
I1I|IIIII]IIIIIIIIIIIIIIIIIIhIl e e e TS T TTVAYORRTATTS

Fixed End,  Stamip*Sérial Nufibet
Closestito Fixed End’

[
|

TR
[T IRELIET

Inspector 7 ' . Date

FMI 3060 Magnet Quarter Yoke Assembly ‘Core Serial No.
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TD / Engineering and Fabrication Specification #5520-TR-333160
June 10, 1998
Rev. A

6.0 Final Inspection

6.1 Release the pressure on the Stacked Core.

Technician Date

6.2 Measure the:overall length of the 1/4 yoke in five (5) using'a Steel Measuring Tape (Starrett Cat.
No. W530F-50-or equivalent) and record the measuréments (59 15/16" to 60™). inthe table

below..
Position #5
Position #3 Position #2
Position #4 Position #1
Viewed from the Fixed End
Measurement Length Limit Actual Dimension Pass Fail ] Outof Tolerance
Position
1 59 15/16" 10.60"
2 59115/16" to:60"
3 59.15/16"t0- 60"
4 .59.15/16" to:60"
5 59:15/16" 15°60"
Average of 1-5 59:15/16" to.60"
Inspector Date
FMI 3Q60 Magnet Quarter Yoke Assembly Core Serial No.
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'T]'D_:"/‘-Engihecring and Fabrication: : : Specification # 5520-TR- 33-”) 160.
LR June 10, 1998
Rev. A

o Steel:Méasuring., Tape (Starfe Qat ‘No. W530F-50 or equivalent}:at measurement
posmon #1 and #4 regpectively: medsuring from the ﬁxcd end of the assembly. scrlbe a: Ime at the
30"+ 1/128" location: Now: measure' from: the ﬂoatlng end, the same side/position and scribe a
line-at the 30"+ 1/128" location, Tepeat: this: sprocess-for the other side. Centrally stamp the
location bétween thé scribéd lines withint [/128" on éach side of the cores sKin as indicated in the
dlagram below, or,oii thé scribedings if the coreiis exactly 60" long.

Note(s):
The stamped lines are ‘to be positioned on the skin (angle iron) proper;
on both .sides of the core assembly. The measurement locations #1 and
#4 are independent measurements and stampings, not a combine avérage.

1" Stampé& Line 1.”

IR

TR

(Y

Y

Typical Both'Sides

Inspector ' Date

XX 6.4 Verify the measuremehts recorded in Steps 6.1 through'6.3 and ensuie;that they ‘are’acceptable.

Crew_Chief : 7 ' Date’

I.ead Inspector 7 Date-

FMI 3Q60 Magnet Quarter Yoke Assembly Core Serial No.
Page 19 of 21



TD / Engineering and Fabrication_ ' Specification #-5520-TR-333160
June 10, 1998

Rev. A
7.0 Stage Half Core.
7.1 Move the quarter core-to the staging area using approved lifting equipment and lifting procedures.

Technician Date

FMI 3Q60 Magnet Quarter Yoke Assembly Core Serial No.
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T/ Eﬁgiheefingfan‘d:Eébrica'iion'-. - Specification #:5520" TR-333 !60

June 10 1998
‘Rev. A

R0 Production Complgte

8.1 Process: Engmecrmg Verify’ that, the: 30060 1/4 Yoke: Slackmg Traveler (5520-TR-333160) is
accurateiand Lomple;te This sha]l mc‘,ude areview of all steps'to ensyre that all: Operations have
been completed and mgne:d oft, All Dlscrcpancy Reports/Non Conformance ‘Repoits,
Repaii/Rework Forms, Deviation Index and dispositions are reviewed by the Responsible
Authority for coiiforthance before.being approved.

Comments:
Process Engineering/Designee ) ‘D;\tg

8.2 Assembly verify’that the 3Q60 1/4 Yokc'St'ackmg'Travélcr (5520-TR-333160) is accurate
and completé. This shall include a review of all sieps to:€nsure that.all Operations have been
completed and; sngned off All Discrepancy Reports/Nofi Coniformance, Reports, Repair/Rework
Forms, Deviation Index-and dispositions are reviewed by the ‘Responsible: Alithofity for.
conformanceibetfore being:approved.

Cominénts’

Assembly/Designee Date
9.0 Attach the Process Engineering "OK to Proceed" Tag on the 1/4 Core.

Process Engineering/Designee Date
10.0  Proceed to the next niajor assembly operation - 3Q60 Half Magnet Assembly (5520;TR-333292).
EFMIL 3Q60 Magnet Quarter Yoke Assembly Core Serial No.
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