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1) Add Kapton to edges of casting prior to mold release.  The Kapton on the cladding back cracks during forming.  This will correct that problem.  (Station 1 activity)

2) Increase the length of upper shafts for conductor spools so that a crane can be used for loading spools.

3) During the Groundwrap installation, ensure that the GW is positioned high enough so that it does not become trapped behind the upper most turns.

4) Procure spare drive gears.  Several teeth were lost during the TRC winding operations.

5) Periodically recheck the torque of the clamps.  The conductor creeps.

6) When working the conductor to tighten or to reposition, it is important to work from the coil side to the conductor spool.  
7) Add to procedure that a metal sheet was used to protect the coil during soldering of the cooling lines.

8) Procure 1/16 in. diameter solder for soldering the cooling tubes.  1/8 inch diameter solder was used for the TRC.

9) Ensure that the flux loops are insulated prior to receipt.  The TRC loops were varnished in-house resulting in globs of varnish along the length of the flux loop.

10) Add to procedure that the chill plates need to be punched in the area that the sprues are being installed.

11) Add to procedure to ensure that the sprues/fittings are properly oriented on the coil to minimize any trapped air volumes on the coil during VPI.

12) Add to procedure to sling and rope lower the guide rollers to the floor during the assembly/disassembly of the ring/casting into the turning fixture.  This will eliminate straining the backs of the technicians.

13) Remove reference to French toast for structural wall and add chopped glass and epoxy (“Cotton Candy”) as alternative shell.

14) Add additional tapped holes to side bars to support the “Cotton candy” structural shell.

