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1. Item Name:  MOTORS, AC, SQUIRREL-CAGE, SHAFT/ROTOR RECONDITION
2. Scope of Work:
2.1  Location: Throughout the ship (see paragraph 3.1).

2.2  Identification: See paragraph 3.1.

2.3  Intent: Recondition the rotating assemblies of designated motor(s) to as-manufactured conditions of horsepower, rotational speed and current.

3. Work Description:
3.1  The Contractor shall recondition rotating assemblies of the following motors:

3.1.1
Name

Location
Mfr

Horsepower
RPM
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CHECK POINT - (Approval of Subcontractor)
3.2  COTR shall approve (or disapprove) use of a specific Subcontractor during Pre-award survey and prior to commencement of work.
CHECK POINT - (Confirm Availability of Subcontractor)
3.3  Verify to COTR availability of approved subcontractor during Pre-award Survey and prior to commencement of work.
3.4  The Contractor shall perform all repairs within the guidelines given by References 5.1 and 5.2. In the event as inspected conditions differ from these references, Contractor shall conduct direct liaison with manufacturer to determine correct repair technique.

3.5  Record all pertinent "as-found" dimensions of the shaft prior to performing any repairs.

CHECK POINT - (Condition Report)
3.6  Remove rotating assemblies from ship, transfer to repair facility and perform the following inspections. If the inspections indicate a condition which exceeds the repairs required by this specification,, notify the COTR via a serialized Condition Report for further direction.

3.6.1  Inspect the shaft including keyway for cracks using non-destructive test methods.

3.6.2  Inspect the squirrel cage rotor for evidence of overheating.

3.6.3  Check for fractures in the rotor bars or detachment from the end ring at the point of connection to the end-ring or at the point where the bar leaves the lamination.

3.6.4  Measure the runout of the shaft. Run out shall not exceed .002 inch (TIR).

3.7  Restore the surface of the bearing journal and threaded ends. Undercutting journals for oversized bearings is not an acceptable repair.

3.7.1  Grind bearing journals and threaded ends to base material, removing any previously-applied resurfacing material.

3.7.2  Resurface machined areas by means of chroming, flame spraying or welding up until the work area build-up exceeds design tolerance.

3.7.3  Place rotating assembly on centers in a lathe and spot heat to remove all runout.

3.8  Machine bearing journals to correct dimensions, re-cut keyway and renew end threads

3.9  Dynamically balance the rotor.

4. Performance Criteria / Deliverables:
4.1  Approval of the specific subcontractor at Pre-award Survey and prior to the commencement of work; paragraph 3.2.

4.2  Confirm availability of approved subcontractor; paragraph 3.3.

4.3  Receipt of Condition Report if repairs exceed specification requirements or if repair of rotating is impractical or not economical to repair.

5. References:

5.1  [Specify Title of motor manufacturers’ technical manuals..]

5.2  [Specify manufacturers’ drawing titles and identification numbers.]

6. Notes: None
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