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Several 7FH2 units have experienced failures of the core step iron.  These 
failures are caused by inadequate compression of the core laminations.  
This issue was first brought to light by GE® TIL 2260, which only covered 
certain units; however, a recent failure was outside the scope of this TIL 
indicating that other units may be at risk of a similar failure.

MD&A recommends that all 7FH2 be subjected to core tightening, 
preferably during rewind of the stator. However, if no rewind is planned, 
then the core tightening should be performed during the next planned 
outage. Many of the 7FH2 units are more than 25 years old and are 
approaching their intended design life. This particular unit had the 
damaged iron replaced and stator windings replaced.

A complete set of new step iron laminations are in stock, along with the 
rewind kits at the MD&A Turbine-Generator Repair Facility in St. Louis 
should they be needed to return an affected unit to service.
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Process

Repair of this unit required that the generator be stripped of all stator 
windings, followed by a thorough cleaning of the stator to remove 
all core ferrous debris from the stator prior to rewind activities. 

The damaged iron was removed from the stator core in circum
ferential sections moving axially inboard from the TE step iron where 
the fretted iron was located. Core iron packs were removed just past 
the damaged section to ensure the post repair core iron would be 
reliable for future operation of the unit. 

Once the core iron was removed, new core iron was replaced in the 
reverse process, moving axially outboard in circumferential bands. 
A core loop test was performed at the completion of the partial re-
stack to help with compression of the new core and  to ensure no 
hotspots were present on the newly installed iron or in the original 
core.

After the core iron was replaced, new 7FH2 generator stator windings 
were installed. All quality checks were performed according to 
MD&A procedure and the newly installed windings surpassed all 
testing requirements for safe reliable future operation.


