Station 2 Field Period Assembly
Modular Coil Half Period

Note: The activities to mate the B to A coil & then the A-B coil assembly to the C coil are essentially identical in the step-by-step processes with the obvious exception that the mating of the C coil to the A-B coil assembly is based on measurements and tolerances achieved during the A to B mating processes. 
Assembly Steps
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1.0 MC Fit-up Check & Surface Insulation





Verify MC’s of MCHP will come together. Iterate until satisfactory.





Set up Station 2 MHCP fixtures & metrology equipment for first article & perform necessary checks to confirm accuracy. Use this set up for production MCHP.





Define A/B shim thickness requirements & compress alumina shims.  Sort by sizes, iterating until get satisfactory samples.





Rack coils & lower Type A/B/C individually onto jacks & rack to proper shape. Iterate until satisfactory.





Rack A coil onto jacks with datum “D” down. Using Type A (B-flange), inboard shim template, locate and mark nose shim locations and then install initial set of shims & place unfilled shim bags in wing regions.





2.0 Pre-Measurement of MHCP Type A/B/C Coil Flanges & Interfacing Type Type A Coil Flange





3.0 Alumina Shim Sizing & Preparation





4.0 Pre-Installation Station 2 Set-up (for First Article Only)





5.0 Pre-Assembly A-A (DELETED)





6.0 a-b Modular Coil Assembly & 7.0 A-B coil to C Coil MCHP





A


For 7.0





Lower B coil (C coil) into position & using selected monuments, position coil accurately. Iterate until requirements met.





Install remaining shims, install studs & supenuts, & torque to 50%. Perform “wiggle test” & adjust as necessary – retighten bolts and recheck.





Measure position of all monuments per DCP & adjust as necessary to meet requirements.





1





1





Measure puck height at numerous points on puck at nose shim puck locations. Use this data to define puck height  requirements.





Raise B (C) to permit installation of proper nose shims, using temporary shims to support the Type flex shims.  Then lightly tack weld flex shims to A and B coils (B & C coils)





Unbolt & remove B coil (C coil) & temporarily store it. Recheck alignment of A (A-B) and adjust as necessary.





Weld Type A (B) flex shims to plasma side & then recheck alignment. Adjust as necessary to meet requirements.





Back Office “HOLD” point to assess measurements after welding.





Ok?





No





Develop and Implement Recovery Plan





Yes





On separate fixture, re-measure B (C) fiducials to establish reference coordinate system prior to welding B  (C) coil nose shims.





Weld Type B (C) nose shims to plasma side & recheck alignment. Adjust as necessary to meet requirements.
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Back Office “HOLD” point to assess measurements after welding.





Ok?





No





Develop and Implement Recovery Plan





Yes





Remove shims as necessary to facilitate mating of A to B coils. Lower B into position & then measure accuracy using selected monuments.  Adjust as necessary tomeet requirements.





Raise B (C) & install remaining shims. Install FUJI paper, studs, supernuts, & re-torque to 50%. Use “wiggle test” & replace shims as necessary.





Once all shims installed, recheck alignment & adjust as necessary to meet requiurements.





Unfasten bolts & remove FUJI paper to assess FUJI paper loads.  Back Office “HOLD” point to assess results. Replace shims and repeat FUJI paper load tests until meet requirements.





Clean FUJI paper test shims & re-install without FUJI paper. Install studs, supernuts, & re-torque to 50%.  Recheck alignment and repeat process until requirements met.





Remove supernuts one at a time to determine hole eccentricity. Install proper bushings (machine as needed).  Replace supernuts & re-torque to 50%,





Re-measure position of all monuments & iterate alignment until requirements met.
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Re-measure alignment & adjust as necessary to meet requirements. Then weld A/B (A-B/C) nose region & re-measure.  





Ok?





No





Develop and Implement Recovery Plan





Yes





Identify set of monuments that have moved <0.005” from original position (will be used in mating C coil to A-B coil).





Fill bushings with Stycast & rescan B (C) for defining shim thickness for mating with C coil. Back Office define needed B/C shim thickness based on these measurements. Compress shims as needed.





7.0 A-B Coil to C Coil MCHP





Install wing support hardware & load to pre-weld condition. Then tighten all bolts to final torque.





Bolt A coil to its fixture and then A-B coil + fixture onto another 20° wedge & bolt together. Check alignment and adjust as needed to meet requirements. Using monuments identified in steps above, establish set of global monuments, including 3 on fixture and 5 on building.





4





Go to “A” & repeat steps, replacing A with A-B and B with C.
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Ok?





No





Develop and Implement Recovery Plan





Yes





8.0 Inflate All Shim Bags





Fill wing bladders & cure.





9.0 Install Trim Coils (Moved to Station 3)





10.0 Complete Local Services  & Interface Details





Inject Stycast or other suitable compound to fill all shim spaces to trap VV/MC insulation.





11.0 Final Measurements & Transfer MCHP to Holding Area





Measure all tooling balls & record/save data & run copies of installation procedures.





Yes





Ok?





No





Develop and Implement Action Plan on How to Proceed.





Install/identify 3 primary fiducials to be used on Station 3.





Do final measurements & record results. Measure bolt lengths on all tension fasteners & record/save results.





Mark part, install base supports, remove from stand & measure weight of completed MCHP.  Remove to holding area.





Repeat for each subsequent MCHP.





END
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