DETAIL STATION TASKS 

(I assume that the top and bottom covers are glued down and probably cured. This also assumes that theconnector has been potted earlier in theconstruction.)

1. crimp module


a) crimp first side


b) turn module crimper


c) crimp second side

2. fly cut one end and start detailing other end (procedures outlined below)

Note: This is only possible if the manifold not being flycut easily reached from the sides of the table since the will have to be moved so that the flycutter can get to the connector.

3. fly cut second end and start detailing first end

4. lift module or module ends

(guess-timate of at least 3", probably more in general, I have small hands)

5. complete detailing top 

6. detail bottom at both ends

(Do we have a cover for the bottom of snout or do we know that the material we are planning on using is tight?)


a) RTV manifold cover seams


b) light seal manifold alignment holes

7. Attach H-clips

8. Light leak test module


a) hook up one end and cover the other … or … hook up a device to both ends


b) use bright light to find leaks


c) record where leaks occur


d) repair leaks with? (RTV, black tape, Al tape, ...?)


e) check again

If the connectors can be flycut while the entire module is elevated above

the table the procedure above could become:

1. crimp

2. lift

3. detail bottom at one end

4. flycut first end, detail bottom then top of second end

5. flycut second end, detail top of first end

6. light leak testing and attaching H-clips
This could allow enough time for the RTV on the bottom to cure, however,

there needs to be more thought and some testing to see if the connectors

can be flycut like this.

Another alternative is to try to RTV the bottom earlier in the

construction, but it is not clear when this could easily occur.

A) Flycutting outline

a) slide module so that connector is accessible (not sure what do with this if the module is elevated, other than do carefully)


b) fly cut


c) visual inspection (bright spots seen in the fibers cracks near the surface)



i) look for bright spots in fibers



ii) cover far end and fiber in manifold that is visible



iii) shine light on fly cut end and look for more spots



iv) recut if bright spots are seen

d) check that connector is square in all directions (This must done before LIMa is attached, otherwise flycutter has reference surface. I don't know how this should be checked. procedure needs to be defined.)


e) inspect surface with magnifier (check for smoothness, and ...?)


f) make corrective cuts if needed


g) note in tracking how much removed and what flaws discovered during inspection

B) Detailing outline


a) light seal glue well in connector


b) attach VWS with a fast curing epoxy


c) attach LIMa (quick cure epoxy) - but only after connector is flycut

d) seal manifold alignment holes (do we know yet if we can plug these or do they need to be left open?)


e) RTV manifold cover seams on top


f) RTV LIMa and VWS seams

MAPPING TABLE TASKS

1. slide module from detail station onto mapper

2. repeat light leak test procedure (This assumes separate readout for leak check and the mapper readout. If this can be done with the readout I think it will be easier.)


a) check top seams


b) check bottom seams


c) repair with ?(RTV,tape,...?)


d) track leak locations

3. hook up mapper readout


a) make connections


b) check that connections are good

c) if connector needs more flycutting ...? (return to detail or can we do emergency flycutting on the mapper? This may not fixable at this point since the reference surface for flycutting is now inside the LIMa)

4. map the module

5. disconnect and pack

*************

A note on quality assurance tracking: At each step the ID of the person

performing that step should be entered in the tracking form. They should

also be required to check off each step. A code for leak positions should

be created so that they can easily be entered into the form as well. In

this way we can see if there is a correlation between leak positions and

operators and work to correct any problems. Also, by tracking where leaks

are each time they are checked we can identify weak places in the modules

which can either be corrected or given extra light tighting automatically.

The light leak checking should also be done at the installation sites, at

least to start. If the check can be done quickly this could save a lot of

frustration during that final mapping before they are installed. If the

modules consistently survive the transport without developing leaks then

this can be discontinued.

