Major Tool & Machine, Inc.

1458 East 19th Street
Indianapolis,

MTM N/C: 19392
IN 46218-4289

Page: 1

Date: 03/10/06
User ID: MCCORKLE

Customer:
Contact:
E-Mail:

Part:
Drawing ID:

Reported By:
E-Mail:

Problem:

PRINCETON PLASMA PHYSICS LAB
LARRY SUTTON
S-04286-F

/
SE120-004

DOUG MCCORKLE
dMcCorkle@MajorTool.com

Revision: 2

Telephone
Fax

Customer P.O.

1 609-243-2441
1 609-243-2021

: S005243-F/Ln:1

Serial No./Qty:

Telephone
Fax

The .469 +/-.005 dimension varies around part over and undersized, .240-.432

: 317-636-6433
1 317-634-9420

Proposed Disposition:

SUBMITTING TO PPPL.
REFERENCE DRAWING SE121-013, ZONE B5

Number of additional pages:

Customer Disposition:

[ JUseAsls [ 1 Rework [ 1 Repair [ 1Scrap [ 1 Replace
Technical Contact Approval: Title: Date:
Buyer Approval: Title: Date:
Title: Date:

Major Tool Implemented By:

n:\mtmapps\Mtnonc14.qrp

/Closed /WO:65678-1

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420



Nonconformance Report: Major Tool NC19392

This is for REFERENCE DRAWING SE121-013, ZONE B5

Problem:
The .469 +/-.005 dimension varies around part over and undersized, .240-.432

Doug McCorkle

Project Disposition:

It appears from these dimensions that the tapped holes would break through the seal groove. Fill all holes to provide a
minimum 1/8” cap weld and grind flush for all flanges. Advise PPPL method of filling holes for approval prior to work.
Solution must avoid virtual leaks. Inspect with 8x magnification to verify complete seal.

Approvals:
Digitally signed by Mike Viola
- - DN: cn=Mike Viola, c=US
M I ke VI O I a Reason: | am approving this
document
Date: 2006.04.05 14:40:34 -04'00'

Procurement Technical Representative
B r ad Digitally signed by Brad Nelson
DN: cn=Brad Nelson, c=US,
0=0ORNL, ou=FED,
N I email=nelsonbe@ornl.gov
e SO n Date: 2006.04.05 17:49:10 -04'00"
Responsible Line Manager:

Digitally signed by F. Malinowski

F. Malinowski gct= Mainouski. ¢ =us. o=

Reason: | have reviewed this
document
Date: 2006.04.05 22:22:09 -04'00'

Project Quality Assurance:
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Page: 1

NON-CONFORMANCE REPORT Date: 05/05/06

User ID: MCCORKLE

Non-confor mance: 19392

Occurred: 03/10/06 Identified By: 168-R.BACK

Reported: 03/10/06 By: 168-R.BACK

Customer: PRINCETON PLASMA PHYSICSLAB Part: /
Serial Number: Drawing ID: SE120-004 Rev 2
Links: 1-Type:W: 65678/1.0 Sub: 2 Op: 60 Vendor:
Problem: The .469 +/-.005 dimension varies around part over and undersized, .240-.432
Where Detecte 711-DURING MANUFACTURING PROCES Defect: 127-LINEAR DIMENSION
N/C Type: 1-STANDARD Target Dim: 0.6370 Max Dev:0.0050
Reference:
Last Edited: 03/10/06 By: 168-R.BACK Document:
Disposition: 911-CUSTOMER - COMPLETE/REWORK Due: 04/11/06 By: 775-D.MCCORKLE
Submitted Doc: 19392 Completed: 04/11/06 By: 775-D.MCCORKLE
Act OK Due: 04/13/06 By: 709-K.APPLEBY Approval Due: 03/13/06 By: 927-M.MANUEL

Approved: 04/11/06 By: 927-M.MANUEL / Cft Leader
Rework: 1-Type:W Base:65678 Lot:1 Split:0 Sub: 247 Op: 20
Inspected: 04/24/06 By: 933-D.LEAPLEY
Instructions: REFERENCE DRAWING SE121-013, ZONE B5
REWORK LEG PROVIDED
Last Edited: 04/11/06 By: 927-M.MANUEL

Root Cause/ Corrective Action Due: 03/17/06 By: 775-D.MCCORKLE
Completed: 03/10/06 By: 775-D.MCCORKLE

Root Cause 1: 800-CUSTOMER

Resource: CUS-CUSTOMER (ROOT CAUSE) Approval Due: 03/13/06 By: 596-D.KNAUB
Equipment: Approved: 03/12/06 By: 596-D.KNAUB
Employee:

Description: THE HOLE WASINSTALLED AT THE DETAIL STATE AND THE FACE WAS FINISHED AFTER
WELDING THE FLANGE TO THE VESSEL END. NORMAL WELDING DISTORTION AND PART
ALIGNMENT CAUSED THE RELATIONSHIP TO GO OUT OF THE CUSTOMER APPLED TOLERANCE
ZONE. IF THE FACE WAS MACHINED TO FINISH IN THE DETAIL STATE AS SPECIFIED ON THE
DESIGN DRAWING, THE PART WOULD NOT MEET LATER REQUIREMENTS AND WOULD LIKELY
NOT FUNCTION. THROUGH EARLIER CORRESPONDENCE WITH PPPL, MTM REALIZED THE HOLES
ARE MERELY FOR AN ALIGNMENT JACKING DEVISE THAT ISADJUSTABLE.

Corr Actn: 1: Correction Due 03/17/06 By: 775-D.MCCORKLE
Action: 03/16/06 By: 775-D.MCCORKLE
Completed: 03/10/06
Description: NONE REQUIRED
Verify Due: 03/17/06 By: 927-M.MANUEL
Completed: 03/16/06 By: 927-M.MANUEL
Verify Notess NONE REQUIRED

RC Last Edited 03/12/06 By: 596-D.KNAUB
CA Last Edited By:

Documents: 1)
Last Edited: 05/05/06 By: 775-D.MCCORKLE

Closure: Completed: 05/05/06 By: 596-D.KNAUB
Comments:
Last Edited: 05/05/06 By: 596-D.KNAUB

n:\mtmapps\Mtnonc00.qrp /Closed /1D:19392






MTM NCR 19392 completed and closed. Page 1 of 2

Frank A. Malinowski

From: Manuel, Mike [manuel@majortool.com]

Sent: Friday, May 05, 2006 3:12 PM

To: Frank A. Malinowski; McCorkle, Doug

Cc: Michael E. Viola; Larry L. Sutton; Phil Heitzenroeder; Bradley E. Nelson
Subject: RE: MTM NCR 19392 completed and closed.

Frank,
Our direction was to plug only the bad ones (that was 3 of them)
Mike

From: Frank A. Malinowski [mailto:fmalinow@pppl.gov]

Sent: Friday, May 05, 2006 2:43 PM

To: McCorkle, Doug

Cc: Manuel, Mike; Michael E. Viola; Larry L. Sutton; Phil Heitzenroeder; Bradley E. Nelson

Subject: RE: MTM NCR 19392 completed and closed.

Doug,

We noted the difference between the PPPL disposition, fill all holes, and the MTM work instruction, fill 3 holes.
We are presuming that only the 3 presented any possibility of breaking through. If that's the case, this NCR will
be changed to Closed in the PPPL system.

Frank

Frank Malinowski - MSO1
The DOE Princeton Plasma Physics Lab
PO Box 451

Princeton, NJ 08543-0451

From: McCorkle, Doug [mailto:dmccorkle@majortool.com]
Sent: Friday, May 05, 2006 9:56 AM

To: Frank A. Malinowski

Cc: manuel-majortool-com-offsite; Michael E. Viola

5/8/2006





MTM NCR 19392 completed and closed. Page 2 of 2

Subject: MTM NCR 19392 completed and closed.

Frank,

Please find the attached files regarding the completion and closure of NCR 19392.
<<NCR 19392 mttravir.pdf>> <<NCR 19392 Closed.pdf>>

Doug McCorkle

5/8/2006





AMejor

Page: 1
Date: 05/05/06

_® Tool & Machine, Inc.

Manufacturing Routing Report
User ID: MCCORKLE

Workorder Part ID Qty DrawingID/Rev Engineer
65678/1.0 SE120-002-PPPL NCSX VVSA 1 / SILVER/DOUG MCCORKLE
VVSA 120 DEGREE VESSEL
Sub ID Part ID Qty DrawingID/Rev
247 REWORK-REWORK / REPAIR PER N/C 1 /
Parent Sub:2 Op:90
Operation Resour ce QtyPer StartQty EndQty Drawing D/ Rev
Sub: 247/ Seq: 10 230-FAB MEDIUM SOUTH 1.00 1.00 1.00
(Closed) INSTALL THE SPECIAL SET SCREWSINTO THE THREE HOLES THAT MEASURE BELOW NOMINAL. THESE THREE HOLES ARE LOCATED ON HALF B (CURRENTLY FACING
EAST). THEY CAN BE IDENTIFIED BY MEASURING THE DISTANCE FROM THE FACE OF THE FLANGE TO A BOLT THREADED INTO THE HOLES. THE NON-CONFORMING
HOLES MEASURE 0.230, 0.182, AND 0.219. CONTACT DOUG McCORKLE FOR CONFIRMATION PRIOR TO WELDING.
WELD THE CUSTOM SET SCREWSIN PLACE WITH A MINIMUM 1/8" CAPWELD PER WPS, BLEND / POLISH THE SURFACE. CWI VISUAL INSPECTION REQUIRED.
Operation Resour ce QtyPer StartQty EndQty Drawing D/ Rev
Sub: 247 / Seq: 20 805-INPROCESS INSPECTION - PLANT 1.00 1.00 1.00 SE120-002/0
(Closed) VERIFY REWORK AND COMPLETE NCR 19392
CWI VISUAL WELD INSPECT WELD SURFACE UNDER 8X MAGNIFICATION.
Sub ID Part ID Qty DrawingID/Rev
248 REWORK-REWORK / REPAIR PER N/C 1 /
Parent Sub:247 Op:10
Operation Resour ce QtyPer StartQty EndQty DrawingID/Rev
Sub: 248/ Seq: 10 405-SAWS- PLANT 3 1.00 1.00 1.00
(Closed) SAW AND DEBURR PER MATERIAL CARD
Piece # Part ID Qty DrawingID/Rev Vendor Dimensions
10 INCONEL 625_233-BAR,ROUND,NICKEL ALLQOY .438" DIA 3.0 4434 3
Vendor Part ID: INCONEL 625_233
Mfg Part ID: INCONEL 625
© INCONEL 625
BAR,ROUND,NICKEL ALLOY .438" DIA
Material Certification: Trace ID: 129238
Operation Resour ce QtyPer StartQty EndQty Drawing D/ Rev
Sub: 248/ Seq: 20 107-CNC TURNING (ROMI) 1.00 1.00 1.00
(Closed) TURN / PART OFF THREE PIECES .375-16 UNC-2A X .375 AND DELIVER TO KENNY APPLEBY

mttravir.arp

W:65678/1-247 /Inc Matl /Inc Legs
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