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Building 10­
Equipment Products Group 

1. Plant Display 
Building 10 = 250 ,000 sq. tt. or 23,225 
mt(' (total). 170,000 sq. ft. or 15,793 
mtr · used for manutacturing. 
Building 14 = 140,000 sq tt. or 13006 
mtr used for manufacturing. 

2. Small Systems Division 
·	 601 Fixed Disc Drive 

Memorex is tirst in the marketplace 
wi th this medium-capaci ty, small 
packaged drive that requires zero 
maintenance . 
It is nicknamed " Maveri ck' · because 
of it s many departures trom typica l 
disc drive design . 
The 601 Drive wi ll be a major con ­
tr ibu tor to the fu ture success o f 
Memorex. 
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·	 651 Flex Disc Drives 
The Flexib le Disc Drive is manu­
fac tu red tor small systems users. 
Memorex has now sh ipped approx i­
mately 30 ,000 ot these units. 

3. Special Production Operations 
Contigures and tests the 3640 product 
tami ly that Memorex purchases from 
NPL. Used equipment products are 
reprocessed and tested making them 
' ·equivalent to new'· Other spec ial 
projects 
· Assembly ot in -house sophisticated 

test equipment. 
· Rebuild of sUb-assembl ies ot PCB 's. 
· Prototype assembly and engineering 

evaluati ons. 

4. Shipping 
Uni t and the customer orde r merge. 
The unit is packaged using a shri nk 
process and then shipped to the 
customer. 

5. Head Assembly Display 
Display shows the total head process 
from powder to finished head. 

6. 	Drive And Controller Test 
All Drives are tested staticallv and 
dynamically and are given a 48 hou r 
burn- In operational sequencing cyc le 
to ver ify per formance speCifications 
Cont ro llers are tested under Static and 
Dynamic cond itions. 
Internal Uni ts are staged and run for 
an addit ional 24 to 48 hours of 
or;erational sequencing . 

7. a.A. Test 
Eac/l unit submlt1ed by Manufactuflng 
IS Inspected for visual. mechanical 
defec ts Drlor to a func tional tes 

8. Final Assembly And Mechanical 

Sub-Assembly 

In thiS area all purchased and 
Internally bu ilt hardware are assembled 
Into the fina l machine configuration 
and del ivered to Final Test 

9. 1377 Area 
Self-con tai ned asserntJly and test area 

for video terminals 

Two (2) burn· i'l rooms for monitors. 

Burn- in time 15 72 11Ours. 

High volume product: 

. Two (2) shift operallon . 

. ApDroaching 2000 terminals month. 


10. Electrical Sub-Assembly 
Electrical Sub-Assembly pe rforms three 
processing funct ions Building of 
Power System. Loyic Wire Wrap and 
Cable & Harnesses. 
Our Nogales. Mexico . p lan t Is an 
extension of thiS department. also 
bu ilding Sub-Power Units and Cable & 
Harnesses. 

Cable and Harness work is done in 
Nogales, wi th the exception of SpeCia l 
Cables and Engineer ing Changes. 
All Power System Units are indiv idually 
tested to specifica ti ons prior to gOing 
into the fina l machine . 

11. P.C. B. Assembly Display 
PC.B.'s are photo masked and etched 
in ou r Eau Claire , I.A/isconsin , plant. 
The blank boards and components are 
staged and released to manufactur ing 
in kits . The Kit is audited and routed 
Into the process. 
• Componen ts are preformed. 
• Boards are stuffed with preformed 

compone nts 
• Stuffed 	PC.B's are then oven baked 

to eliminate moisture that affects the 
solder quality. 

• The next step IS wave soldering 
components to the board . 

• Each board goes through touch-up to 
verify and correct solder Joints for 
maximum reliability . 

• After touch -up, the P CB goes to: 
· Sub-Assembly and , or 
· Engineering Change or to 
· P C,B Test . 

• PCB Test perforrns a specified te st 
on all PCB·s 

• Tested PCB. 's are then given final 
O.C. Acceptance. rrom here they go 
to a finished goods cage where they 

re Issued for Production. Spares . 
FFO 's, FBM' s. and to our liege. 
Belgium , Plant. 

12. Machine Shop Display 
Machlnc Shop is utilized for production 
of proprieta ry parts and for close 
tol erance mach ini ng to 50 mil li onths of 
an inch. 
Parts built here are establ ished by the 
rnak~ or buy analysis process for 
economics . 
Tape and electronically controlled 
mac lll1les are in operation at tour 
point 12A. 

Building 14 

1. 	Communications Division 

Headquarters 

The Wor ld Headquarters of the 
Communications DIVision is the focal 
point for the Engineering. Finance , 
Ma rket ing, Manu factu ring . and Ouali ty 
Assu rance for the Computer Peripheral 
Market. 

2. 	Communications Division 
En gi neering 
Communications product development 
test facil ity. This validation lab is used 
In deSigning communication products 
Current communication products are 
on display here. 

3. Communications Product 
Devel opment Test Facilities 

4. Engineering Computer Center 
Display shows Mernurex equipmcnt 
working on an IBM 148. P I~J S computer 
games for Ihe child ren 

5. 	Model Shop 
Display of typical and unusual parts 
made by the model shop. 

6. 	Drafting Area 
Display of Drafting and PCB design 
capability 

Building 23 

1. Display Flexible Disc Products 
Hexib le Disc Products are shown as 
they would appear al our customer 
fac /tl tles . 

2. Flexible Disc Manufacturing 
DISCS are punched from rolls of media. 
Tiley are then surface treated. tested 
and placed In preassembl'ecl Jackets 
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4. 	Coating Take-Up And Slilling 
rape is wou nd on Jumbo reels 
follOWing coating and drying. After 
surface treati ng, the tape IS sli t from 
Jumbos into pancakes or onto ree ls. 

5. Scanning Electron Microscope 
Wi th X-Ray An alyses 
The Scan ning Elec tron Microscope 
magnifies materia ls from 5 times to 
more than 100,000 ti mes. The X-ray 
ana lyzer Identi fies the chemica l 
elements In tile mater ial being 
magn ified. 

6. Analytical Chemistry Laboratory 
Raw mater ia ls and process sam ples 
are ana lyzed to insure quality of 
fin ished produc ts 

7. Pilot Line 
Modificat ions to existing processes and 
new products are manufactured in 
small quantities before being released 
for full-scale ITla nufacturlng 

8. Solvent Recovery 
This $1 5 million facility removes 
solvents from coat ing oven exhausts 
for conservation and recycling. It also 
acts as a pollution control deVice 

9. Maintenance Shop 
Production equipment IS rebUilt to mee! 

Disc Pack Division Tour 
1500 Memorex Drive 

1. Lobby-Start of Tou r 

2. Substrate Culling 
All substrates are cut on especiall y 
designed lathes to ensure sur face 
un ifor mi ty at the raIN material level 

3. Substrate Bak ing 
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exacting standards. 	 The subst rates are then put in com ­
pressed stac ks and baked to relieve 

Tape Plant any stress that may be In the diSC 

1. Packaging And Clean Room 4. Substrate Polish 

Test Areas 
 Til e substrates are then put In our six­
Computer and Video tape is tested, step po lisher which pol isl'les each diSC 
labeled and packaged in plast ic bags. to super fine tolerances 

5. Substrate Test 
Each substrate is then tested for 
surface uniformity on test equipment 
vvhich IS set to exacting parameters. 

6. Pre-Sand 
The surface finish of each disc is 
changed to en hance the adhelence of 
the coating to the disc 

7. Cleaning2. Computer Tape Test Laboratory 
Each diSC then goes through an acidExtensive testing IS done to assure that 
bath and IS fully OXidized before the Mernorex products meet and exceed 
coating is applied to the disc the high standards expected by our 


customers. Customers also use this 

laboratory as analytical support on 
 8. Coaling 

A magnetic Iron oxide coat ing IShighly complex problems. 
app lied to the spinning diSC orl bolll 
Sides sim ultaneously to produce a3. Display 
un iform coat ing vvedge. Computer and video tape products are 


shown along INith a Video tape 

demonst rat ion 


9. Bake After Coaling 
Each coated disc IS cured through a 
second baking process. 

10. Polish After Coating 
After the discs are baked, they are 
then polished to a mirror-like finish 

11. Test Assembly 
Extensive testing of the magnetic 
qualities of each polished disc is done 
prior to its insert ion into the disc pack 
or module. 

12. New HDA Cleanroom 

13. Upstairs And 	Proceed 
Down Hallway 

14. Product Display 
Memorex fu ll line of disc products is 
sllown. 

15. Computer Center 
Test equipment is used to check the 
quality and performance of the 
assembled disc packs In a compLJter 
room environment before the pack is 
shipped to the customer. 

16. Downstairs To Lobby 






