Options

1. Baseline

2. uniform shim every layer (must be overpacked)
3. no shims, extra turn (must be overpacked)
4. hard shims under cladding only

Issues
1. Lateral dimension vs radial dimension



2. “cutting the corners”

3. uneven distribution of turns

4. variable conductor dimensions - +/- .01? each turn
5. how to hold pack when the vulcanizing is put on?
Paths forward

1. Wind a trial on side A, measure, wind again and check for repeatability
2. Finish side B, measure, then pull the shims and squeeze in a third layer?
3. Finish side B with baseline shimming option, but with a slightly full shim size, measure, wind side A with no shims, push into theoretical position.  Try with last TRC casting data to figure out machined surface position.
4. Finish side B with diving boards in 12 places around perimeter between turns 6 and 7, all shims the same thickness? Measure compression of turns 7-9, demonstrate no keystoning.  Try with last TRC casting data to figure out machined surface position.  Wind side A with no shims, force into position relative to casting.
5. Finish side B by;

a. measure height and width of 6 layer pack

b. square up and put hard stops on side clamps

c. push laterally on specific clamps to see if height can be recovered 

d. side studies to consider: think of ways to establish/enforce “square” winding pack at clamp locations, try keystone test with tamping/setting of turns
e. measure height and width again of 6 layer pack

f. shim on top of layer 6 (use some diving boards) so top of shim/ bottom of layer 7 is per Pro-E surface
g. measure layers 7, 8, 9 for info, 
h. try to adjust height of layer 9 with clamps to a prescribed surface
i. tamp between clamps as finishing step
j. periodically check alignment of arm, consider adding more targets (seat type instead of ball type).
k. Figure out how to tell if turns move when vulcanizing tape is put on

In parallel with finishing side B
a) Try with last TRC casting data to figure out machined surface position. 
b) Take whatever TRC surface data is convenient, through ground wrap, on top of cladding, remove one piece of cladding and test that area

c) Finish ground wrap

d) Figure out how to measure conductor dimensions as it comes off the spool

e) square up and put hard stops on side clamps

Wind side B

f) Flip turning wheel

g) Wind side A with no shims, 10 turns
h) try to adjust height of layer 10 with clamps to prescribed surface

i) tamp between clamps as finishing step force into position relative to casting or to prescribed surface










