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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 product/assembly with Green Herculite (Fermi stock 1740-0100) when not 


being serviced or assembled.

2.0
Parts Kit List
2.1
Attach the completed Parts Kit for this production operation to this traveler.



Ensure that the serial number on the Parts Kit matches the serial number of this traveler.


Verify that the Parts Kit received is complete.



Process Engineering/Designee



Date

3.0
Pre-Curing Set-Up


3.1
Enter the Shim thickness to be used between the Top Plate and the Mold.







in.





in.



A Side





B Side



Technician(s)





Date

3.2
Thoroughly clean the Mold using Isopropyl Alcohol (Fermi stock 1920-0300); and a Lint Free Heavy Duty Wipe (Fermi stock 1660-2600).



Technician(s)





Date

XX
3.3
Verify the shim thickness used between the Top Plate and the Mold.  Inspect the Mold to ensure it has a smooth surface without imperfections.



Crew Chief





Date

3.4
Verify that a light coat of Lubriplate Lubricant (MA-116537) to outside surface of packaged coil retainers, have been applied.



Technician(s)





Date

3.5
Bring the Insertion/Extraction Fixture (ME-344382) over the Winding Mandrel (ME-344100) at the Winding Station.  The fixture must be in the fully retracted position before lowering it into position over the Winding Mandrel.



Technician(s)





Date


3.6
Attach the Cylinder Rod Weldments (MD-XXXXXX) over the Threaded Locating Inserts

 (MD-XXXXXX). Secure by sliding the locking lever into the position.



Technician(s)





Date

3.7
Disconnect the Packaged Coil/Mandrel Assembly from the Winding Table.  Move the Mandrel to clear supports.



Technician(s)





Date

3.8
Verify the positioning of the Mold Slot Filler at Return End of Mold so that it sticks out the end of the Mold not more than 1 inch.



Technician(s)





Date


3.9
Transport the Packaged Coil/Mandrel Assembly and position over the Curing Mold.



Technician(s)





Date

3.10
With the Lifting Fixture positioned above the Mold, center the Packaged Coil/Mandrel Assembly in the Mold. Lower the Insertion/Extraction fixture till it rests on the Mold, making sure that the Mandrel Package is aligned symmetrically with the Mold.



Technician(s)





Date

4.0
Pre-Curing, Placing the Mandrel in the Mold

4.1
Connect the Insertion/Extraction Fixture Clamps (Dogs) into the grooves located on the sides of the Mold. Seat the Mandrel in Mold use up to 800 pump PSI. (MAX. PRESSURE 1000 PSI.) if necessary.  Pump internal relief is set to 1000 PSI.



Technician(s)





Date

4.2 Dis-engage fixture clamps 
(dogs).



Technician(s)





Date

4.3
Lift the Insertion/Extraction Fixture and remove it from the area.  Then remove the Insertion and Extraction Device Threaded Locating Inserts from the mandrel and reattach them to the fixture.



Technician(s)





Date


4.4
Remove the End Jack Pusher Plates on the Lead End to allow the Mold to roll into place.



Technician(s)





Date

4.5
Inspect the Curing Press, Mold, and Work Area for foreign objects before inserting the Mold into the Curing Press.  Verify that the Lead End Jack Pusher Plates are removed.



Technician(s)





Date


4.6
Insert the Mold into the Press to the Alignment Stops.



Technician(s)





Date

4.7
Reinstall the Lead End Jack Pusher Plate and seat both the Return End and the Lead End Coil End Jack Screws against the Pusher Bars.  Back off the Coil End Jack Screws to produce a 1/16” gap between the Pusher Plate and the Hydraulic Cylinder at both ends.



Technician(s)





Date

5.0
Curing the Coil

5.1
Inspect around the press to check for any obstructions.



Technician(s)





Date


5.2
Connect the Chromolox (MX-XXXXXX) Resistance Heaters.



Technician(s)





Date


5.3
Make sure End Saddles Pushers are inserted up to mark on Pushers.



Technician(s)





Date


5.4
Record the Platen Gap as per the Curing Press Operating Procedure (ES-369491).
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Technician(s)





Date

6.0
Curing Cycle Complete
6.1
Ensure that the Coil End Jacks are to Zero (0) PSI., manually retract the End Jack Screws on the Lead End only, and then lift the End Jack Pusher Plate.  The Return End Jack may be left in place after retracting screw.



Technician(s)





Date

X
6.2
Inspect to ensure that the Lead End Jack Pusher Plate is in the full up position.



Lead Person





Date


6.3
Shut down the System Power.  Make sure that all power systems are shut down.




Mandrel Hydraulic System




Platen Hydraulic System




End Hydraulic System




Electric Heater Control System



Technician(s)





Date

7.0
Removing the Mold from the Press

7.1 
Extract the Mold from the Press.



Technician(s)





Date


7.2
Insert the Lock Pin through the proper hole in the Mold and the Insertion Table.



Technician(s)





Date

8.0
Separating the Mandrel from the Mold

8.1 Attach the Threaded Locating Inserts (MD-XXXXXX) (Qty. 4) to the Mandrel (ME-344100) and place the Insertion and Extraction Device symmetrically (MC-XXXXXX) on top of the Mold.



Technician(s)





Date

8.2
Extend the Lifting Fixture Jack Rods to meet and connect to the Threaded Locating Inserts
 (MD-XXXXXX) (Qty. 4).



Technician(s)





Date

8.3 Unseat the Mandrel Lamination Assembly (ME-344100) from the Mold using Approx. 800 pump PSI. (MAX. PRESSURE 1000 pump PSI.)



Technician(s)





Date

8.4
Transport the Mandrel Lamination Assembly (ME-344100) to the Rollover Station.



Technician(s)





Date


8.5
Position the Mandrel under the Rotating Supports at each end of the Rollover Station.



Technician(s)





Date


8.6
Bolt the Mandrel to the Rotating Supports.



Technician(s)





Date


8.7
Disconnect and remove the Insertion/Extraction Device.



Technician(s)





Date


8.8
Secure the leads to the Mandrel using nylon tie straps.  Rotate the Mandrel Assembly 180 degrees.



Technician(s)





Date

8.9
Use six 1/4" x 20 screws to secure the Razorback to the Mandrel prior to removing the Retainers / Tooling.



Technician(s)





Date

9.0
Unpackage the Coil from the Mandrel
9.1
Remove the following parts, using supports to ensure nothing falls.


Lead End
Middle
Return End

Mold Retainers




Arc Pushers




Side Pushers




End Pushers






Technician(s)





Date

9.2
Record all long measurements using a tape measure (Starrett HC530-50) or equivalent, and all short measurements using a metal ruler ± 1/32".  Record the measurements in the table.
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Dimension
Measurement in inches
Dimension
Measurement in inches

A




B




C




D




Lead End E

Return End E


Lead End F

Return End F


Lead End G

Return End G


Lead End H

Return End H


Lead End J

Return End J


Lead End K

Return End K


Lead End L




Lead End M




N






Technician(s)





Date
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9.3
Verify that the measurements in Step 9.2.  Approved for next Major Assembly Procedure.



Production Engineer




Date

9.4
Remove Center Mid-Key Insert (MC-344078) using the Coil Strecher (MA-XXXXXX) in accordance with the Coil Removal Procedure (ES-XXXXXX).



Technician(s)





Date

9.5
Remove the remaining Fixed and Floating Key Inserts.



Technician(s)





Date

X
9.6
Inspect the Mandrel, Side Pushers, Retainers, Mold and associated Curing Tooling for damage, or 


Coil Insulation residue.



Lead Person





Date

XX
9.7
Inspect the Outer Coil Assembly (MD-369033).  Ensure that all Wire Windings are visible and not wrapped under the Lead End/Return End G-11 End Parts or the other Windings.  Inspect the Lead End/Return End Parts and Wedges for proper placement.
Note(s):


If at the Lead End, or the Return End Insulation is discolored, or removed, apply one coat of insulating varnish (MA-292198) to the areas in question.  



Crew Chief





Date



Inspector





Date
10.0
Transporting the Coil

10.1
Vacuum the sizing area, then wipe it down using Kimwipes (Fermi stock 1660-2500) and Isopropyl Alcohol (Fermi stock 1920-0300).



Technician(s)





Date

X
10.2
Inspect the sizing area to ensure its cleanliness.



Lead Person





Date

10.3
Inspect the Midplane Lead and reinsulate with Kapton (MA-106723) as required.



Technician(s)





Date


10.4
Move the Outer Coil Assembly (MD-369033) to the Sizing Station or the Storage Area.



Technician(s)





Date

11.0
Production Complete
11.1
Process Engineering verify that the HGQ Short Outer Coil Curing Traveler (5520-TR-333240) is accurate and complete.  This shall include a review of all steps to ensure that all operations have been completed and signed off.  Ensure that all Discrepancy Reports, Nonconformance Reports, Repair/Rework Forms, Deviation Index and dispositions have been reviewed by the Responsible Authority for conformance before being approved.



Comments:



Process Engineering/Designee



Date

12.1
Attach the Process Engineering O.K. to Proceed Tag to the device that this production operation was performed on.



Process Engineering/Designee



Date

13.1
Proceed to the next major assembly operation - HGQ Short Outer Coil Inspection Traveler (5520-TR-333242)



Process Engineering/Designee



Date

HGQ Short Outer Coil Curing



HGQ Outer Coil No.  
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