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Figure 18: Put the Kapton on the stretcher (top left) Clamp the sheet to the stretcher (top right)
stretching mechanism to keep the Kapton sheet taut (bottom)

Figure 19: Tape the Kapton in place. Use 3M 8979 tape.

88. Starting at the lead end, tape the Kapton in place with 3M 8979 tape, taping approximately
every 7-8”, stretching it tight and making sure that the crease at 1 34” is tight on the edge.
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89. Watch for any debris between the Kapton and coil, and remove as necessary.

Figure 20: Removing debris

DO NOT apply hot iron to the cable turns
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Figure 21: Do not iron the cable turns

90. Using a hot iron, apply the Kapton with the B-stage epoxy to the coil.

a.
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Check iron for scratches or burrs

Set Variac to 90-95 max

Iron temperature: 135-140 C (275-284 F)

Hold the iron in place for 15-20 seconds, using 50% overlap

Use a roller on the heated Kapton to press it to the coil

Make sure no color distortion on heaters

A gap of 1 mm down the center of the coil is acceptable.

There should be approximately 6 mm of Kapton protruding into the bore side of the
coil.

Ensure that the fold of the Kapton is well aligned with the corner of the coil.
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91. Have the responsible engineer sign off to indicate the Kapton has been laid precisely, free of

defects.

VERIFICATION POINT 13

o

Figure 22: Hot iron to bond the Kapton to the coil

92. Trim the Kapton away from the center slot.

V &

Figure 23: Trim the Kapton away from the center groove

93. Mark Kapton at lead end and return end 20 mm (3/4”) from coil and trim off excess Kapton.

(Use G10 tool for measurement)
94. Transfer the centerline mark to ensure it is visible.

95. Have cognizant engineer sign off.

VERIFICATION POINT 14
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11 Install Extra Midplane if Required

96. If extra midplane is required (see Coil Pack Assembly Work Instructions), transfer the coil
to the roll-over table.

97. Roll the coil so that the midplane section is pointing upwards.

98. Record how much extra midplane is being added.

VERIFICATION POINT 15

99. Add the correct thickness of extra midplane under the GPI so that it is touching the B-stage

epoxy.
100. Clamp one end of the midplane to the lead so it can be stretched flat from there
101. Tape the Kapton in place with 3M 8979 tape, stretching it tight and flat.
Midplane [
under GPI g8
Figure 24: Extra midplane ready to iron
102. Set Variac to 90-95 max. Heat the iron to 135-140 C (275-284 F) to attach the

midplane section of the GPI to the extra midplane.

12 Completion

103. Ensure all component serial numbers are entered in the Verification Signoff Sheet.
104. Enter the completion date in the Verification Signoff Sheet.

105. Have Verification Signoff Sheet signed and dated by Quality Assurance.
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EACH MECHANICAL SYSTEM IS REQUIRED TO HAVE A COMPLETED VERIFICATION SHEET.
VERIFICATION MUST BE DONE BY AN ENTITY OTHER THAN THE ASSEMBLY TECHNICIAN.

Verification Signoff Sheet

COIL SERIAL NUMBER:

START DATE:

COMPLETION DATE:

COMPLETE ASSEMBLY VERIFIED BY (Sign and Date):

VERIFICATION

ASSEMBLY TECHNICIAN

VERIFICATION BY

RECORDED INFORMATION CAL INFO .
POINT (Sign & Date) (Sign & Date)
Coil length N/A
1
Distance from RE to Coil center pin (2265 NIA
2 mm nominal)
Coil prep work with OD up: N/A
O Clear/chase 4 holes on LE, M4 holes on
RE, 8mm bolts, OD side
O Check for proud epoxy/pins, putty high
3 spots

O Endshoes leveled

O Coil leads wrapped, 2 layers, remove
EXCess epoxy

O Trim RE PH wires & relabel
O Rebundle PH wires, VT wires
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COIL SERIAL NUMBER:
VERIFICATION | ASSEMBLY TECHNICIAN RECORDED INFORMATION CAL INFO VERIFICATION BY
ign ate ign ate
POINT (Sign & Date) (Sign & Date)
Lead length: NIA
3 (con't) PH length:
VT length:
Coil prep work with ID up: N/A
O Dremel groove for fiberoptics
4 O Check midplane flashing
O Chase 8mm bolts, ID side
O Chase pion locations
Lot Number/Gage Factor NIA
5
Strain Gauge Bonding Sign-off N/A
6
Strain Gauge Jumpering Sign-off NIA
7
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COIL SERIAL NUMBER:
VERIFICATION | ASSEMBLY TECHNICIAN RECORDED INFORMATION CAL INFO VERIFICATION BY
POINT (Sign & Date) (Sign & Date)
Pins resistances: TOOL ID
O pin 3 & 1=3500hm LAST CAL DATE
O pin 3 &2 =350 Ohm
8 O pin 3 &4 =350 Ohm
O pin 3 &5 =350 0hm
O pinl&5=0-0.7Ohm
O pin2&4=0-0.70hm
9 Strain Gauge Wiring Sign-off NIA
10 Strain Gauge Connector Wiring Sign-off NIA
Interrogator is still sees each gauge after NIA
11 bonding
FBG process complete, tape removed, fiber NIA
12 doesn’t move
Kapton crease is tight to the edge, midplane N/A
13 extends 6 mm into gap
14 Kapton smooth, Trimmed NIA
15 Extra midplane amount (if used) NIA
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