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Problem: Ref: Drawing SE120-004, Sht 4, 5, 6, 7, 8, 9, 10, 11, 12, 13, 14, 15, 16, 17, 18, & 19.  The drawing weld symbol for
joining the port extension to the vessel.
All round ports:  Current design requires the tube to be butted to the exterior surface of the vessel wall, prepped to
the outside of the tube, and welded 100% with no backing weld or interior weld, with a continuous fillet around the
exterior.  The following was actually done:  The hole was cut to the o.d. size of the tube and welding full
penetration from the vessel interior (ground flush) with a continuous fillet weld around the tube exterior.  The
majority of the joint is filled from the interior, and the exterior is back ground and filled in for 100% penetration.  A
3/16" continuous fillet is applied to the exterior of the joint for strength and to properly blend the two surfaces
together.

Ports 4, 12, NB:  Current design offers two welding options.  MTM chose the optional method.  The exterior fillet
wasd welded as a continuous fillet opposed to the specified intermittent weld.

Clevis bosses:  Added a 3/16 fillet to the exterior side of the joint.
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806-PROCEDURE NONCOMPLIANCERoot Cause 1:
Equipment:FAB MEDIUM SOUTHResource:

Manufacturing personnel welded ports to the vessels with a continuous full penetration weld in opposition to theDescription:
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drawing which called for an interrupted weld.   Manufacturing personnel did this in concert with Engineering
personnel under the misguided perception that Engineering was working with the customer to change the drawing to
the weld seam design that they were welding the vessel to.   Manufacturing personnel failed to initiate an N/C in
compliance with QA-SOP-01.

_ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ 

Action: 04/06/06 By: 890-M.VISLAYCorr Actn: 1:
I have communicated to all weld shop T.L.'s via an e-mail sent on 4-4-06 to follow QA-SOP-01. We can not work to
verbal instructions when deviating from a customer drawing. If the drawing hasn't been changed upon request, an
NC must be generated and dispositioned "continue" prior to working on the part.

Description:

Participated in the discussion.  And received a copy of the e-mail.Verify Notes:

806-PROCEDURE NONCOMPLIANCERoot Cause 2:
Equipment:SILVER TEAM, ENGINEERINGResource:

Manufacturing personnel welded ports to the vessels with a continuous full penetration weld in opposition to the
drawing which called for an interrupted weld.   Manufacturing personnel did this in concert with Engineering
personnel under the misguided perception that Engineering was working with the customer to change the drawing to
the weld seam design that they were welding the vessel to.  Engineering personnel failed to ensure that an N/C was
initiated in compliance with QA-SOP-01.

Description:

_ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ 

Action: 04/06/06 By: 927-M.MANUELCorr Actn: 2:
The engineer on the PPPL vessel project will be instructed on the right action to follow per the MTM QA-SOP-01.
The fact that the customer knew of the deviation and engineering was planning to document the change doesn't
change the fact that our processes did not follow the customer requirements. 

Description:

806-PROCEDURE NONCOMPLIANCERoot Cause 3:
Equipment:CWIResource:

Manufacturing personnel welded ports to the vessels with a continuous full penetration weld in opposition to the
drawing which called for an interrupted weld.   Manufacturing personnel did this in concert with Engineering
personnel under the misguided perception that Engineering was working with the customer to change the drawing to
the weld seam design that they were welding the vessel to.  The CWI inspector noted the variance to the drawing but
did not initiate an N/C under the misguided perception that Engineering had an imminent drawing change coming
throught he customer.

Description:

_ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ 

Action:  By: 596-D.KNAUBCorr Actn: 3:
CWI personnel have been instructed on their failure to follow correct procedure and have been re-instructed in the
tenets of QA-SOP-01.

Description:

Issue was discussed with V.P. of Quality.Verify Notes:
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03/21/06 Identified By: 775-D.MCCORKLEOccurred:Non-conformance: 19464
03/21/06 By: 775-D.MCCORKLEReported:
 / Part:PRINCETON PLASMA PHYSICS LABCustomer:


2 PARTS (SN 1&2)Serial Number: RevDrawing ID:
Vendor:Links: 1-Type:W: 65678/1.0 Sub: 0 Op: 10


2-Type:W: 65678/2.0 Sub: 0 Op: 10
Problem: Ref: Drawing SE120-004, Sht 4, 5, 6, 7, 8, 9, 10, 11, 12, 13, 14, 15, 16, 17, 18, & 19.  The drawing weld symbol


for joining the port extension to the vessel.
All round ports:  Current design requires the tube to be butted to the exterior surface of the vessel wall, prepped to
the outside of the tube, and welded 100% with no backing weld or interior weld, with a continuous fillet around the
exterior.  The following was actually done:  The hole was cut to the o.d. size of the tube and welding full
penetration from the vessel interior (ground flush) with a continuous fillet weld around the tube exterior.  The
majority of the joint is filled from the interior, and the exterior is back ground and filled in for 100% penetration.
A 3/16" continuous fillet is applied to the exterior of the joint for strength and to properly blend the two surfaces
together.


Ports 4, 12, NB:  Current design offers two welding options.  MTM chose the optional method.  The exterior fillet
wasd welded as a continuous fillet opposed to the specified intermittent weld.


Clevis bosses:  Added a 3/16 fillet to the exterior side of the joint.


154-WELD FEATURESDefect:704-IN-PROCESS INSPECTIONWhere Detecte
1-STANDARDN/C Type: 545.0000Max Dev:4646.0000Target Dim:


Reference:
03/30/06 By: 927-M.MANUELLast Edited: Document:


914-CUSTOMER - USE AS IS 04/13/06 By: 775-D.MCCORKLEDue:Disposition:
19464Submitted Doc: 04/13/06 By: 775-D.MCCORKLECompleted:


Act OK Due:  By: 03/22/06 By: 927-M.MANUELApproval Due:
04/14/06 By: 927-M.MANUEL / Cft LeaderApproved:


Rework:
Inspected:  By: 


"CUSTOMER USE AS IS"Instructions:
04/14/06 By: 927-M.MANUELLast Edited:


04/21/06 By: 596-D.KNAUBDue:Root Cause / Corrective Action
03/30/06 By: 596-D.KNAUBCompleted:


Root Cause 1: 806-PROCEDURE NONCOMPLIANCE
230-FAB MEDIUM SOUTHResource: Approval Due: 03/31/06 By: 771-B.SCHULTZ


Equipment: Approved: 04/04/06 By: 890-M.VISLAY
Employee: 791-D.WEIDNER


Description: Manufacturing personnel welded ports to the vessels with a continuous full penetration weld in opposition to the
drawing which called for an interrupted weld.   Manufacturing personnel did this in concert with Engineering
personnel under the misguided perception that Engineering was working with the customer to change the drawing
to the weld seam design that they were welding the vessel to.   Manufacturing personnel failed to initiate an N/C in
compliance with QA-SOP-01.


_ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ 


Corr Actn: 1: 04/06/06 By: 890-M.VISLAYCorrection Due
Action: 04/06/06 By: 890-M.VISLAY


04/04/06Completed:
I have communicated to all weld shop T.L.'s via an e-mail sent on 4-4-06 to follow QA-SOP-01. We can not work
to verbal instructions when deviating from a customer drawing. If the drawing hasn't been changed upon request,
an NC must be generated and dispositioned "continue" prior to working on the part.


Description:
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Verify Due: 04/11/06 By: 596-D.KNAUB
04/06/06 By: 596-D.KNAUBCompleted:


Participated in the discussion.  And received a copy of the e-mail.Verify Notes:


Root Cause 2: 806-PROCEDURE NONCOMPLIANCE
715-SILVER TEAM, ENGINEERINGResource: Approval Due: 03/31/06 By: 927-M.MANUEL


Equipment: Approved:  By: 
Employee: 775-D.MCCORKLE


Description: Manufacturing personnel welded ports to the vessels with a continuous full penetration weld in opposition to the
drawing which called for an interrupted weld.   Manufacturing personnel did this in concert with Engineering
personnel under the misguided perception that Engineering was working with the customer to change the drawing
to the weld seam design that they were welding the vessel to.  Engineering personnel failed to ensure that an N/C
was initiated in compliance with QA-SOP-01.


_ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ 


Corr Actn: 2: 04/06/06 By: 927-M.MANUELCorrection Due
Action: 04/06/06 By: 596-D.KNAUB


03/30/06Completed:
The engineer on the PPPL vessel project will be instructed on the right action to follow per the MTM QA-SOP-01.
The fact that the customer knew of the deviation and engineering was planning to document the change doesn't
change the fact that our processes did not follow the customer requirements and engineering did not follow the
MTM requirements. 


Description:


Verify Due: 04/11/06 By: 933-D.LEAPLEY
04/04/06 By: 596-D.KNAUBCompleted:


Quality system requirements thoroughly reviewed and understood.Verify Notes:


Root Cause 3: 806-PROCEDURE NONCOMPLIANCE
806-CWIResource: Approval Due: 03/31/06 By: 933-D.LEAPLEY


Equipment: Approved: 03/30/06 By: 596-D.KNAUB
Employee: 933-D.LEAPLEY


Description: Manufacturing personnel welded ports to the vessels with a continuous full penetration weld in opposition to the
drawing which called for an interrupted weld.   Manufacturing personnel did this in concert with Engineering
personnel under the misguided perception that Engineering was working with the customer to change the drawing
to the weld seam design that they were welding the vessel to.  The CWI inspector noted the variance to the drawing
but did not initiate an N/C under the misguided perception that Engineering had an imminent drawing change
coming throught he customer.


_ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ 


Corr Actn: 3: 04/06/06 By: 596-D.KNAUBCorrection Due
Action:  By: 596-D.KNAUB


03/30/06Completed:
CWI personnel have been instructed on their failure to follow correct procedure and have been re-instructed in the
tenets of QA-SOP-01.


Description:


Verify Due:  By: 933-D.LEAPLEY
04/04/06 By: 933-D.LEAPLEYCompleted:


Issue was discussed with V.P. of Quality.Verify Notes:


RC Last Edited 04/04/06 By: 890-M.VISLAY
04/06/06 By: 596-D.KNAUBCA Last Edited


1) Documents:
Last Edited: 04/13/06 By: 775-D.MCCORKLE


Completed:  By: Closure:
Comments:


Last Edited:  By: 
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