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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

XXX
2.2
Process Engineering record the following requested information in the tables provided.

Description
Data

Cable Reel No.


Number of Koldwelds




Resistance of a (3) Foot Sample At 68°F / 20°C

Resistance (Ohms)





Cable Dimensions

Angle
Width
Thickness
Pressure








The above information as recorded is accurate and production may proceed.



Process Engineering/Designee




Date

3.0
Mandrel Preparation:

3.1
Using the overhead crane and appropriate lifting device, position the Inner Winding Mandrel Assembly onto the Winding Table. Attach the Inner Winding Mandrel Assembly (ME-344076) to Winding Table Pedestals (MD-344279).  Indicate in the table below the type of Winding Table to be used.


Motorized Table


Hand Cranked Table. Spacers (MB-334060) Required



Note(s):

When mounting the Winding Mandrel to the Winding Table ensure that the Lead End of the Mandrel is at the opposite end of the fixture with respect to the motor or hand crank.  See the diagrams below for identification purposes.
[image: image1.wmf]Winding Table Crank Type
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Technician(s)





Date

3.2
Clean the Winding Table (MX-XXXXXX) and the Inner Coil Winding Mandrel Assembly (ME-344076) using a vacuum, Isopropyl Alcohol (Fermi stock 1920-0300) and Heavy Disposable Wipers (Fermi stock 1660-2600) or equivalent to ensure that all the tooling is clean of dirt, dust and other contaminants.



Technician(s)





Date

XX
3.3
Verify that the Winding Mandrel is attached to the Winding Table.  Perform an inspection of the Winding Assembly that shall include but not be limited to dirt, dust and other contaminants.  Verify that the marked end (Lead End) of the Winding fixture is located at the opposite end of the fixture with respect to the motor or hand crank.



Lead Person





Date



Crew Chief





Date

3.4
Mount the Key Insert (MC-344063), Floating Key Insert (MC-344115), Extension Key Insert (MC-344476) and Mid-Key Insert (MC-344116) to the Winding Mandrel.



Technician(s)





Date

3.5
Apply one (1) thin coat of Red Mold Release (MA-292449) or equivalent to the Winding Mandrel and both sides of the Key Inserts only. The correct final appearance of the items coated with mold release will be transparent pink in color.



Note(s):

Allow coat to dry for a minimum of ten (10) minutes before continuing.  Avoid runs and heavily coating the items.  Touch up any areas as required.  Avoid coating Key Faces.
[image: image2.wmf]Coat These Areas On Both Sides




Technician(s)





Date

3.6
Use a file, fine round, (Fermi stock 1246-1760) or equivalent, to deburr all the Retainers and Sizing Bars as required.  Once these items have been deburred, clean them using Isopropyl Alcohol (Fermi stock 1920-0300) and Heavy Disposable Wipers (Fermi stock 1660-2600) or equivalent.



Technician(s)





Date


3.7
Apply one uniform coat of Red Mold Release (MA-292449) to the following items.

Item Description
Part No.
Qty.

Mold Retainer Middle
MD-344109
1

Mold Retainer Lead End
MX-XXXXXX
1

Mold Retainer Return End
MD-344110
1

Arc Pusher Plate
MB-344079
2



Note(s):


Allow the coated items to dry for a minimum of ten (10) minutes before use.



Technician(s)





Date

3.8
Install two (2) Insert Nylon Holders (Large) MB-344299 on to the top of key inserts one (1) per Saddle.  Attach the Clamping Rails (MC-344221) to the Winding Mandrel.

Note(s):


These holders have only two (2) location with which mounting can take place which are equally spaced along the Mandrel.



Technician(s)





Date

XX
3.9
Once the items coated with mold release have dried, inspect them for bare, uncoated or thin areas.  Those areas that need another application of mold release shall be done in such a manner as to not build up those areas already coated.  Verify that the Retaining Bars and Sizing Bars have been deburred and cleaned.  Ensure that the Winding Mandrel and Key Inserts have been coated with mold release.



Lead Person





Date



Crew Chief





Date

4.0
Pre-Coil Winding Preparation:

4.1
Using Isopropyl Alcohol (Fermi stock 1920-0300) and Kimwipes (Fermi stock 1660-2600) or equivalent, clean the items specified in the table provided in Step 4.2.



Technician(s)





Date

4.2
Apply a thin layer of B-Stage Epoxy (MA-125203) to the surfaces of the G-11 parts that come in contact with the Insulated Conductor for proper bonding.

Description (Qty)
Part No.

Inner Coil Return End Spacer #1 (1)
MD-369020

Inner Coil Return End Spacer #2 (1)
MD-369021

Inner Coil Return End Saddle (1)
MD-369086

Inner Coil Lead End Key (1)
MD-369070

Inner Coil Lead End Spacer #1 (1)
MD-369072

Inner Coil Lead End Filler (1)
MD-369071

Inner Coil Lead End Spacer #2 (1)
MD-369073

Inner Coil Lead End Saddle (1)
MD-369088

Pin Hole Filler, G-11 (7)
MB-369068

Shoulder Hole Filler, 1/4” (2)
MB-369067



Technician(s)





Date

4.3
Place a 3/4" x 12" Kapton Strip between the Key and the QIX Adhesive sheet (MA-344871) to Lead End and Return End under tooling and Key.



Technician(s)





Date

4.4
Place a piece of QIX Adhesive Sheet (MA-344871) on all surfaces of end-parts that come in to contact with cable.  If necessary use a minimal amount of adhesive to attach it to the end-parts.



Technician(s)





Date

4.5
Attach the Inner/Outer Hold Down Fixture Assembly (MB-344673) to the Winding Mandrel holding the Return End Key in position.



Technician(s)





Date

4.6
Acquire one (1) Inner Insulated Wedge Assembly (MC-369338).  Match the number of the Wedge from the Insulating Wedge Traveler and attach to the back of this Traveler.



Note(s):

Ensure that the insulation on the Wedge is the same as the insulation on the Conductor.



Technician(s)





Date

XX
4.7
Inspect the Wedge, the inspection shall include but not be limited to damaged insulation, damage to the Wedge stock etc….  If damage is noted, the Wedges shall receive a Discrepancy Report.  Verify that Steps 4.1 through 4.6 have been completed and comply with the Inner Coil Assembly (MD-369032).



Lead Person





Date



Crew Chief





Date


4.8
Using the overhead crane and appropriate lifting device, position the Reel of Insulated Conductor onto the tensioning machine with the thick edge of the Conductor is facing up.

Note(s):

Ensure that the thick edge of Conductor FACES UP for proper orientation.

The serial numbers must match before proceeding.


Technician(s)





Date

X
4.9
Verify that the Reel has been correctly positioned on the Tensioner i.e. the thick 
edge of the Conductor is facing up.  Verify that the Pre-Formed Lead Insulated with Kapton has not been damaged, nor has any exposed Conductor.



Note(s):
If Kapton has been damaged on the Pre-formed Lead, remove and re-insulate the Conductor in accordance with the Inner Insulated Conductor Assembly (MB-369337).
[image: image3.wmf]


Lead Person





Date

5.0
Coil Winding Set-Up for Internal Splice

5.1
Thread the Conductor off the Reel through the pulleys as shown below.

[image: image4.wmf]CABLE REEL

TO  WINDER

SHORT MODEL TENSIONER




Technician(s)





Date

5.2
Install the Soldered Pre-formed Conductor into the Cage Assembly (MX-XXXXXX).  Attach the Cage Assembly to the Winding Mandrel with the Inner Lead End Key Part B (MD-369070).  Verify that the Steel Key Inserts contact the back of the Key.  Place the Pre-formed Conductor into position on the Mandrel using Clamps shown on the Inner Coil Winding Assembly (ME-369032).  Leave these clamps in position to hold Winding tension.

Pictures to Be Inserted At A Later Date



Note(s):

Ensure that the Protective Insulated Steel Bars (MX-XXXXXX) are installed between the Clamp and Conductor.

Ensure that the Shim (MD-344553) is installed between the Inner Coil Lead End Key and Cage Assembly.



Technician(s)





Date


5.3
Turn on the Cable Tension Console (ME-291308), keeping the tension low (10 lbs).



Technician(s)





Date

X
5.4
Using a Tape Measure (Starrett HC530-50) or equivalent, measure the overall length of the Winding Mandrel from End Key to End Key (D) to ensure it is 59.426".  Inspect the Soldered Pre-formed Conductor for damage and proper installation.  Verify that the Steel Key Inserts contact the back of the Key.
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Lead Person





Date


5.5
Position the Inner Arc Pads (Small MB-344835/Large MB-344836) at the Return/Lead End of the fixture with Mylar Sheet .010” thick (MC-106937) between the arc pads and the fixture.

These pieces are used to protect the insulation and are cut to size, usually 4 ¼”X 1 ½”.


Technician(s)





Date

6.0
Coil Winding

[image: image6.wmf]


Note(s):

The abbreviations listed will be used through out this Traveler and must be recognized before the start of the Winding Procedure. 

The diagram above is a visual reference guide and the Mandrel is stamped accordingly.
During the Winding Process the Mandrel Clamps will be moved as required to secure the Conductor in place.

The Winding tension is to be between 65 lbs. and 75 lbs. at all times.

6.1
Position the turntable so that the Conductor lays flat against Key Inserts as shown below.  Increase Winding tension to 70 lbs.  Winding tension should be kept at 70 lbs. throughout the entire Coil Winding Process.  Clamp straight section against Key Inserts on Side A using Clamp shown on the Winding Clamp Assembly (ME-344218).  Position Clamps approximately as shown below.

[image: image7.wmf]Mandrel Clamping

Assembly ME-344218

Clamp Inner Coil Turns

Typical Position


Note(s):

Ensure that the Protective Insulated Steel Bars (MX-XXXXXX) are installed between the Clamp and Conductor



Technician(s)





Date

6.2
Coat the Inner Coil Return End Key (MD-369019) with Red Mold Release (MA-292449) or equivalent



Technician(s)





Date

6.3
Wind Turn 1 around Inner Coil Return End Key (MD-369019) using a combination of Mandrel and Table rotations.  Remove the Side B clamps.  Rotate the Table until Conductor lays flat against the Key Inserts on Side B, reinstall the Side B Clamps.



Technician(s)





Date

6.4
Paint the Kapton Strip that is between the key and the first QIX Adhesive Sheet (MA-344871) with B-Stage Epoxy (MA-125203).


Technician(s)





Date

6.5
Wind Turns 2 and 3 around the Inner Coil Lead End Key (MD-369070), proceeding to the Return End, around the Inner Coil Return End Key (MD-369019) to the Lead End), removing and replacing the Clamps as was done previously.  As the Winding Process continues do the following:

6.5.1
Place .005” Kapton (MC-103707) or equivalent, cut to a size of 3/4” X 5/8” on the Lead End and Return End on the outside of turn 1, 2, and 3.

6.5.2
Place QIX Adhesive Sheet (MA-344871) on the Lead and Return End outside of turn 1, 2 and 3.

6.5.3
Continue the Winding Process, Clamping as required, until there are three (3) turns wound and the wire is exiting parallel to the Cage with respect to the Tensioner.



Technician(s)





Date

6.6
Install the Inner Coil Lead End Filler (MD-369071) and the Inner Coil Return End Spacer (MD-369020) per the Inner Coil Assembly (MD-369032).  Slowly engage the Winding Table, turning the radius sufficiently to capture the Filler and stop the table when the Conductor makes contact with the Spacer.

Note(s):

Place two (2) pieces of .005” Kapton .5” x 4” coated with Red Mold Release (MA-292449) between the Conductor and the ends of the Spacers during installation to protect the Conductors insulation.  Once the Spacers are installed remove the Kapton from the assembly.



Technician(s)





Date

6.7
Using a Cut Off Saw (McMaster Carr 4010A11) or equivalent, cut the Wedges to desired length or specifications.  Remove the insulation from the cut areas only and completely deburr the cut edges such that the cut edges are smooth and tapered.  Clean the deburred Wedges using Isopropyl Alcohol (Fermi stock 1920-0300) and Heavy Disposable Wipers (Fermi stock 1660-2600) or equivalent.  Ensure that all particulate is removed.



Technician(s)





Date

XX
6.8
Inspect the Wedges which shall include but not be limited to; squareness, sharp edges that may damage the insulation, dirt, oil, loose particulate, etc…



Lead Person





Date



Crew Chief





Date

6.9
Insulate the cut ends of the Wedges in accordance with Inner Insulated Wedge Assembly (MC-369338), utilizing the supplied insulation from the Inner Wedge Insulation Traveler.  Coat the ends of the Wedges using General Electric Varnish 7031 (MA-292198).


Technician(s)





Date

X
6.10
Using a Tape Measure (Starrett HC530-50) or equivalent measure and record the Wedge lengths for both the Side A and Side B.


Wedge Length

Side A1 Lead End Wedge


Side A3 Return End Wedge


Side B1 Lead End Wedge


Side B3 Return End Wedge




Lead Person





Date

XX
6.11
Inspect the Wedge Insulation which shall include but not be limited to, exposed metal, tears in the insulation, dirt or debris under the insulation etc.  Verify that Steps 6.1 through 6.10 are complete and comply with Inner Coil Assembly (MD-369032).  Count the number of turns on the Mandrel ensuring that there are three (3) and that the Inner Coil Lead End Spacers are correctly positioned per the Inner Coil Assembly (MD-369032).



Lead Person





Date



Crew Chief





Date

6.12
Position the Wedges for Side A against the third (3) Turn of the Coil with the notch of the Wedges located closest to the Key with respect to the Winding Mandrel.  Position the Wedges in the following order.

6.12.1
Butt the A1 Wedge at the Lead end firmly against Inner Coil Lead End Filler (MD-369071) and Clamp the Wedge into place.

6.12.2
Butt the A3 Wedge firmly against the Inner Coil Return End Spacer 1 (MD-369020) and Clamp the Wedge into place.

[image: image8.wmf]Notch

Facing Pole




Technician(s)





Date

6.13
Slowly engage the Winding Table, turning the radius capturing the spacer.  Install the Inner Coil Lead End Spacer 1 (MD-369072) per Inner Coil Assembly (MD-369032).  Continue the Winding Process stopping the table when the Conductor makes contact with the Spacer at the Lead End.

Note(s):

It is recommended that two (2) pieces of Kapton .005” x 36” cut to size (.5” x 4”) coated with (Red Mold Release MA-292449) be use between the Conductor and the Ends of the Spacers during Installation to protect the Conductors insulation.  Once the Spacers are installed remove the Kapton from the assembly.



Technician(s)





Date

6.14
Position the Wedges for Side B against the third (3) Turn of the Coil with the notch of the Wedges located closest to the Key with respect to the Winding Mandrel.  Position the Wedges in the following order.

6.14.1
Butt the B1 Wedge at the Lead End firmly against Inner Coil Lead End Filler (MD-369072) and Clamp the Wedge into place.

6.14.2
Butt the B3 Wedge firmly against the Inner Coil Return End Spacer 1 (MD-369020) and Clamp the Wedge into place.

[image: image9.wmf]Notch

Facing Pole




Technician(s)





Date

X
6.15
Using a Tape Measure (Starrett HC530-50) or equivalent measure and record the needed Wedge lengths for both the Side A and Side B Center Wedges, then complete the table provided.


Distance between Wedges 1/3
Minus an (1/8”) Long Gap.
Desired Wedge Length

Side A2 Center Wedge

1/8”


Side B2 Center Wedge

1/8”




Technician(s)





Date

6.16
Using a Cut Off Saw (McMaster Carr 4010A11) or equivalent, cut two (2) additional Wedges to the required Wedge length called out in Step 6.15.  Remove the insulation from the cut areas only, using a file, fine rounded (Fermi stock 1246-1760) or equivalent, completely deburr the cut edges such that the cut edges are smooth and tapered.  Clean the deburred Wedges using Isopropyl Alcohol (Fermi stock 1920-0300) and Heavy Disposable Wipers (Fermi stock 1660-2600) or equivalent.  Ensure that all particulate is removed.



Technician(s)





Date

XX
6.17
Inspect the Wedges which shall include but not be limited to; sharp edges that may damage the insulation, dirt, oil, loose particulate, etc…



Lead Person





Date



Crew Chief





Date

6.18
Insulate the cut ends of the Wedges in accordance with the Inner Insulated Wedge Assembly (MC-369338), utilizing the supplied insulation from the Inner Wedge Insulation Traveler.  Coat the ends of the Wedges using General Electric Varnish 7031 (MA-292198).



Technician(s)





Date

X
6.19
Using a Tape Measure (Starrett HC530-50) or equivalent measure and record the Wedge lengths for both the Side A and Side B Center Wedges.


Actual Measured Length

Side A2 Center Wedge


Side B2 Center Wedge




Lead Person





Date

XX
6.20
Inspect the Wedge Insulation which shall include but not be limited to, exposed metal, tears in the insulation, dirt or debris under the insulation etc…  Verify that Steps 6.11 through 6.19 are complete and comply with the Inner Coil Assembly (MD-369032).  Count the number of turns on the Mandrel ensuring that there are three (3) and that the Inner Coil Lead End Spacers are correctly positioned per the Inner Coil Assembly (MD-369032).



Lead Person





Date



Crew Chief





Date

6.21
Position the associated Wedges into their respective locations with the notch of the Wedges located closest to the Key with respect to the Winding Mandrel as follow:

6.21.1
Centrally position the A2 between the A1 Wedge and A3 Wedge, and then Clamp the Wedge into place.

6.21.2
Centrally position the B2 between the B1 Wedge and B3 Wedge, and then Clamp the Wedge into place.

Note(s):

All Wedges are to be positioned with respect to the Lead End of the Coil, i.e. Wedge A1 or B1 would be positioned closest to the Lead End of the Coil.

[image: image10.wmf]Notch

Facing Pole




Technician(s)





Date

XX
6.22
Verify that the Wedges are installed as per Inner Coil Assembly (MD-369032) i.e. 1/16” gap between the Wedges, with the notch of the Wedges located closest to the Key with respect to the Winding Mandrel and clamped into place.



Note(s):




At no point is any one (1) gap location to exceed 3/32”.


Gap Between A1 and A2
Gap Between A2 and A3
Gap Between B1 and B2
Gap Between B2 and B3

Wedge Gaps







Lead Person





Date



Crew Chief





Date

X
6.23
Record the Wedge lengths provided on the table below.

[image: image11.wmf]“A1”

“A2”

“A3”

“B1”

“B2”

“B3”



Technician(s)





Date

6.24
Attach the end pieces of the Cage consisting of the Inner Pre-form End Cap (MD-344546) and the Inner Pre-form End Cap (MD-344544) to its respective location covering the Pre-formed Lead.



Technician(s)





Date

6.25
Slowly engage the Winding Table, turning the radius, continue the Winding Process down the straight section clamping as required, until there are six (6) turns wound and the wire is exiting parallel to the Cage with respect to the Tensioner.



Technician(s)





Date

6.26
Install Inner Coil Lead End Spacer #2 (MD-369073) and the Inner Coil Return End Spacer #2 (MD-369021) per the Inner Coil Assembly (MD-369032).  Slowly engage the Winding Table, turning the radius sufficiently to capture the Spacers. Continue the Winding Process, clamping as required, until there are five (5) turns wound and the wire is exiting parallel to the Cage with respect to the Tensioner, clamping the Conductor as required 

Note(s):

It is recommended that two (2) pieces of Kapton .005” x 36” cut to size (.5” x 4”) coated with (Red Mold Release MA-292449) be use between the Conductor and the ends of the Spacers during installation to protect the Conductors insulation.  Once the Spacers are installed remove the Kapton from the assembly.



Technician(s)





Date


6.27
Securely clamp the Conductor to the Winding Mandrel.  Mark the Coil Serial Number on the exposed faces of both Lead and Return End Saddles with a permanent marker.  Install the Inner Coil Lead End Saddle (MD-369088) and the Inner Coil Return End Saddle (MD-369086) per the Inner Coil Assembly (MD-369032).



Note(s):

Do Not Use Black Markers or markers containing conductive materials.

[image: image12.wmf]Identification
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Saddle

Saddle




Technician(s)





Date

XX
6.28
Verify that Steps 6.21 through 6.27 are completed.  Count the number of turns on the Mandrel ensuring that there are six (6) turns and that the Inner Coil Lead/Return End Spacers #1 are correctly positioned.  Count the number of turns on the mandrel ensuring that there are five (5) turns and that the Inner Coil Lead/Return End Spacers #2 are correctly positioned per the Inner Coil Assembly (MD-369032).



Lead Person





Date



Crew Chief





Date

7.0
Coil Packaging:
X
7.1
Inspect the Wedges and the End parts to ensure correct placement per the Inner Coil Assembly (ME-369032).



Lead Person





Date

7.2
Rotate the Mandrel to the upright position and secure it from rotating.  Remove the Mandrel Clamps and Clamp Bars attached to Side B of the Mandrel.  Attach the Side Pusher Middle Section (MD-344068) with two (2) bolts per Bar, on the Side B of the Mandrel as per the Inner Coil Winding Assembly (ME-369032).  These bolts are not to be tightened at this time.  Install the Side B Arc Pushers Laminated Assembly (MB-344084) with the witness notch closest to the Pusher Bars and Arc Pusher Plates (MB-344079) Shims between the Coil and Arc Pushers laminated assembly as per the Inner Coil Assembly (ME-369032).  Repeat this same Process for Side A.

Note(s):

At no time are all of the Clamps to be removed.  Only remove one section at a time and replace that section with the above before continuing.  Ensure that during the installation that the Bars are matched as stamped, i.e. AA to AA, BB to BB etc…

This and all subsequent steps must be performed in sequence and that the Sizing Bars be installed onto the Mandrel starting from the center and working towards each end.
The Sizing Bars and the Curing Retainers use the same bolt holes.  The screws and sleeves are to be placed in the slotted holes on Retainers.


Technician(s)





Date


7.3
Add Part Plane Kapton Shimming as required for Curing Press Operation



Technician(s)





Date

7.4
While maintaining full winding tension on the Coil until it is fully clamped and packaged.  Remove the two (2) Center (Large) Key Insert Nylon Holders (MB-344299) from the Mandrel.  Leave the two (2) outside Arc Pads (Large) (MB-344836) in place. 



Technician(s)





Date

7.5
Supporting the two Pusher Bars using wooden 4 X 4’s or equivalent.

7.5.1
Attach the Middle Mold Retainer (MD-344109) to the Winding Mandrel starting from center working toward the ends.

7.5.2
Remove the two (2) Mandrel Clamp Rails (MC-344221).  Install the two (2) Side Pushers Return End (MD-344069) on both the  A and B Sides of the Mandrel at the bottom side of the last turn.

7.5.3
Remove the Inner/Outer hold Down Fixture Assembly (MB-344673) with the Inner Arc Pads ((Small MB-344835/Large MB-344836) from the Mandrel.

7.5.4
Position the two (2) Return End Arc Pushers Laminated Assembly (MB-344084), on both 
the A and B Sides of the Mandrel between the Arc Pusher Plates (Shims) and the Side Pushers.

[image: image13.wmf]Mold Retainer Caps Lead End
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Technician(s)





Date

XX
7.6
Inspect the Side Pushers, Arc Pushers and the Arc Pusher Laminated Assemblies and Retainers for proper installation in accordance with the Inner Coil Assembly (ME-369032).



Lead Person





Date



Crew Chief





Date

7.7
Remove the screw from Inner Arc Pad (Large MB-344836), coat the Shoulder Hole Fillers (MB-369068) with B-Stage Epoxy (MA-125203), and push it into the hole in the Key until it is flush with the shoulders.  Coat the Pin Hole Fillers (MB-369066) with B-Stage Epoxy (MA-125203), and install them into the Return End Key.  Then install the Return End Retainer (MD-344110).



Technician(s)





Date

7.8
Starting at the notch in the G-11 Saddle, using a Steel Measuring Tape (Starrett HC530-50) or equivalent, measure eight (8) inches from the notch and remove the insulation from that area.  Measure an additional seventy-two (72) inches from the Lead End Saddle.  At that location measure four (4) inches to each side of the seventy-two (72) inches and remove the insulation from that area.  Cover any exposed parts of the Coil being wound and Conductor Reel with Green Herculite (Fermi stock 1740-0100) or equivalent.  Using Scotch Brite 7447 (Fermi stock 1202-2020) or equivalent, clean the last eight (8) inches of Conductor in the areas that the insulation was removed.
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Technician(s)





Date

7.9
Using a Steel Measuring Tape (Starrett HC530-50) or equivalent, measure out seventy two (72) inches of Inner Cable (Copper Only) (TD-98-008).  At that location measure four (4) inches to each side of the seventy-two (72) inches and remove the insulation from that area.  Using Scotch Brite 7447

 (Fermi stock 1202-2020) or equivalent, clean the last eight (8) inches of Conductor in the area that the insulation was removed.



Technician(s)





Date

7.10
Using a Soldering Iron (McMaster Carr 7711A15) or equivalent, Kester Flux (MC-106761) and Kester Solder (MC-124280), tin the Parting Plane Lead beginning 1” inside the back of the Lead End Saddle to a distance of 1 1/4” beyond the end of the Saddle.  Then tin all the areas of the Conductors where insulation was removed and cleaned.  Once the Conductor has been allowed to cool, cut the (Copper Only) Conductor at the seventy two (72) inch location using Tin Snips (McMaster Carr 3896A1) or equivalent, leaving approximately four (4) inches of tinned material on the Reel.

Caution:

This represent a burn hazard and must be allowed to cool down to 100º F or less before proceeding.



Technician(s)





Date

7.11
Using the Soldering Jig (MD-344703), Kester Flux (MC-106761) and Kester Solder (MC-124280), position 
the two (2) tin Leads into the soldering jig, attach the Leads form the jig to the Soldering Station Controller (MX-XXXXXX), operating the station in accordance with (OP-XXXXXX), solder the Leads together.



Note(s):




The location of the joint must line up with the notch in the saddle.
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Ensure that the two Conductor Keystone angles are opposing one another prior to soldering.



Technician(s)





Date

7.12
In accordance with the operating procedure for the soldering station, shut down the machine and allow the Conductor to cool, once the Conductor has cooled, remove the soldering jig. Using Scotch Brite 7447 (Fermi stock 1202-2020) or equivalent, clean the area that has just been soldered.

Caution:

The soldering jig represent a burn hazard and must be allowed to cool down to 100º F or less before proceeding.


Technician(s)





Date

X
7.13
Verify that the Splice is made in accordance with Inner Coil Winding Assembly (MD-369032).  Ensure that the solder joint is located in accordance with Inner Coil Winding Assembly (MD-369032).



Lead Person





Date

7.14
Insulate the bare areas of the Conductor using Kapton (MB-344386), stopping at the end of the Splice.  All other Insulating is to be done to the individual Conductors.



Technician(s)





Date

XX
7.15
Verify that Steps 7.7 through 7.14 have been completed and complies with the Inner Coil Assembly (MD-369032).  Ensure that the Inner Coil Lead End Saddle is correctly positioned per the Inner Coil Assembly (MD-369032).



Lead Person





Date



Crew Chief





Date

7.16
Remove the two (2) Mandrel Clamp Rails (MC-344221).  Install two (2) Lead End Side Pushers (MD-344067/MD-344489). Then install the two (2) Arc Pusher Laminated Assemblies (MB-344084) between the Side Pushers and Arc Pusher Plates (Shims).



Technician(s)





Date

7.17
Remove the Inner/Outer Hold down Fixture Assembly (MB-344673) from the Lead End.  Remove the screw from the Inner Arc Pad (Large MB-344836), using B-Stage Epoxy (MA-125203), coat the Shoulder Hole Fillers (MB-369067/MB-344307) and push them into the hole in the Key until it is flush with the shoulders.  Coat the Pin Hole Fillers (MB-369068/MD-344605) with B-Stage Epoxy (MA-125203), and install them into the Lead End Key.



Technician(s)





Date

7.18
Install the Lead End Mold Retainer ((MD-344073) with large opening). Attach the Retainer Clamp (MX-XXXXXX) over the Lead End Retainer, using a Large bar Clamp (McMaster Carr 5158A28) or equivalent, tighten the Side bar Clamps under the Lead End Retainer and tighten the Retainer screws.



Technician(s)





Date

7.19
Using a Rubber Mallet (McMaster Carr 5917A4) or equivalent, gently tap to close any remaining gaps between the Retainers to less then .010”.



Technician(s)





Date

X
7.20
Ensuring that the Conductor is properly secured, reduce the tension applied by the Tensioner and shut the Tensioner off.  Cut the Conductor at the seventy two (72) inch location using Tin Snips (McMaster Carr 3896A1) or equivalent, leaving approximately four (4) inches of tinned material on the Reel.



Lead Person





Date

7.21
Using Shrink Tubing (Fermi stock #### ####) slide the Shrink Tubing over Conductors, leaving approximately six (6) inches of Conductor exposed at the end.  Using and a Heat Gun (McMaster Carr 3149K11) or equivalent, shrink the tubing around the Leads.



Technician(s)





Date

7.22
Coat the outside surfaces of the Retainers with a thin coat of Lubriplate Lubricant (MA-116537), stopping 1/2" from the ends of the Retainers.



Technician(s)





Date

7.23
Remove the screws holding all the Razorbacks (MC-344063) down onto the Mandrel.  Install the Lead End Pusher (MC-344214) and the Return End Pusher (MC-344215).  Rotate the Mandrel to the up side down position.



Technician(s)





Date

7.24
Return the spool of excess Conductor to Conductor Insulating area.  Remove a five (5) foot sample of Conductor from the Conductor Reel.  Label the sample with the Conductor Reel Number and deliver it to Process Engineering for storage.



Note(s):

Prior to removing the length of Conductor insure that the area about to be cut has been tinned to prevent it from coming apart.



Supervisor





Date

XX
7.25
Verify that Steps 7.16 through 7.24 have been completed and complies with the Inner Coil Assembly (MD-369032). 



Lead Person





Date



Crew Chief





Date

8.0
Production Complete

8.1
Process Engineering verify that the HGQ Short Inner Coil Winding Traveler (5520-TR-333237) 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

9.1
Attach the Process Engineering O.K. to Proceed Tag to the device that this production operation was performed on.



Process Engineering/Designee



Date

10.1
Proceed to the next major assembly operation - HGQ Short Inner Coil Curing Traveler (5520-TR-333239)

























2 Meter Inner Coil Winding Traveler


HGQI Serial No.  
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