
 

 

 Major Tool & Machine, Inc. Page: 1
 1458 East 19th Street MTM N/C: 19289 Date: 02/20/06
 Indianapolis, IN 46218-4289 User ID: MCCORKLE
  

 PRINCETON PLASMA PHYSICS LABCustomer: 
Telephone: 609-243-3655 Contact: Mike Viola 

mviola@pppl.gov E-Mail: 609-243-3248 Fax: 
 S005243-F/Ln:2 Customer P.O.:  /  Part: 

 3 Qty: 0 Revision:SE120-003 Drawing ID: 
 317-636-6433 Telephone: DOUG MCCORKLE Reported By: 

Fax: 317-634-9420 E-Mail: dMcCorkle@MajorTool.com 
 PORT NB HAS DEFORMATION TO HOLE PATTERN AFTER WELDING HAS BEEN COMPLETED ON Problem: 

PORT 4  A/B AND 12 A/B 
HOLES DO NOT ALIGN TO MATING THREADED HOLE IN NB COVER. HOLES DID ALIGN AFTER NB 
WAS WELDED IN,BUT DO NOT NOW THAT PORT 4 AND 12 IS COMPLETED. 

  
 Proposed Disposition: 

CUSTOMER DISPOSITION REQUIRED. 
THE FLANGE IS ALSO OUT OF FLAT UP TO 1/16". 
UNIT # 1 HOLES WERE OPENED UP TO 5/8" DIAMETER TO PROVIDE THE NECESSARY CLEARANCE 
FOR ASSEMBLY PRIOR TO VACUUM TESTING.  THE EXTRA WELDING ON UNIT # 1 WAS SUSPECTED
TO BE THE CAUSE OF THE EXCESS DISTORTION.  THIS PROVED INCORRECT AFTER UNIT # 2 
FLANGE ALSO DISTORTED.  UNIT # 3 HAS NOT BEEN INSTALLED YET, BUT IS EXPECTED TO REACT
THE SAME.  MTM RECOMMENDS OPENING ALL NB FLANGE HOLES UP TO 5/8" AND RE-FACING THE
FLANGE FLAT AFTER ALL PORTS ARE WELDED IN PLACE (A MINIMUM THICKNESS WILL BE 
NEEDED). 

  
   0 Number of additional pages: 

  
 Customer Disposition:       [   ] Use As Is          [  ] Rework          [  ] Repair          [  ] Scrap          [  ] Replace 
 

 
 
 
 
 
 
 
 
 
 

  Technical Contact Approval: 
  
 

Buyer Approval: 

 Date: Title:

 Date: Title:

Title: Major Tool Implemented By:  Date: 

 /Openn:\mtmapps\Mtnonc14.qrp 
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Page: 1
NON-CONFORMANCE REPORT Date: 05/23/06


User ID: MCCORKLE


02/20/06 Identified By: 791-D.WEIDNEROccurred:Non-conformance: 19289
02/20/06 By: 791-D.WEIDNERReported:
 / Part:PRINCETON PLASMA PHYSICS LABCustomer:


Serial Number: Rev 0SE120-003Drawing ID:
Vendor:Links: 1-Type:W: 65678/2.0 Sub: 119 Op: 10


Problem: PORT NB HAS DEFORMATION TO HOLE PATTERN AFTER WELDING HAS BEEN COMPLETED ON
PORT 4  A/B AND 12 A/B
HOLES DO NOT ALIGN TO MATING THREADED HOLE IN NB COVER. HOLES DID ALIGN AFTER NB
WAS WELDED IN,BUT DO NOT NOW THAT PORT 4 AND 12 IS COMPLETED.


127-LINEAR DIMENSIONDefect:708-RANDOM FINDING - ANY EMPLOYEWhere Detecte
1-STANDARDN/C Type: 0.0100Max Dev:0.5320Target Dim:


Reference:
02/20/06 By: 791-D.WEIDNERLast Edited: Document:


913-CUSTOMER - REPAIR 03/03/06 By: 775-D.MCCORKLEDue:Disposition:
19289Submitted Doc: 03/03/06 By: 775-D.MCCORKLECompleted:


Act OK Due: 03/06/06 By: 840-G.MASOOD 02/21/06 By: 927-M.MANUELApproval Due:
03/03/06 By: 927-M.MANUEL / Cft LeaderApproved:


Rework:
Inspected: 04/25/06 By: 840-G.MASOOD


CUSTOMER DISPOSITION REQUIRED.
THE FLANGE IS ALSO OUT OF FLAT UP TO 1/16".
UNIT # 1 HOLES WERE OPENED UP TO 5/8" DIAMETER TO PROVIDE THE NECESSARY CLEARANCE
FOR ASSEMBLY PRIOR TO VACUUM TESTING.  THE EXTRA WELDING ON UNIT # 1 WAS
SUSPECTED TO BE THE CAUSE OF THE EXCESS DISTORTION.  THIS PROVED INCORRECT AFTER
UNIT # 2 FLANGE ALSO DISTORTED.  UNIT # 3 HAS NOT BEEN INSTALLED YET, BUT IS EXPECTED
TO REACT THE SAME.  MTM RECOMMENDS OPENING ALL NB FLANGE HOLES UP TO 5/8" AND
RE-FACING THE FLANGE FLAT AFTER ALL PORTS ARE WELDED IN PLACE (A MINIMUM
THICKNESS WILL BE NEEDED).


Instructions:


04/25/06 By: 840-G.MASOODLast Edited:


02/27/06 By: 775-D.MCCORKLEDue:Root Cause / Corrective Action
03/03/06 By: 775-D.MCCORKLECompleted:


Root Cause 1: 819-PROCESS DEVELOPMENT
715-SILVER TEAM, ENGINEERINGResource: Approval Due: 03/06/06 By: 927-M.MANUEL


Equipment: Approved: 03/03/06 By: 927-M.MANUEL
Employee: 775-D.MCCORKLE


Description: THE WELDING OF THE PORT 4s IS SUSPECTED TO BE THE PRIMARY CONTRIBUTOR TO
DISTORTING THE PORT NB FLANGE FACE.  THE DISTORTION IS A RESULT OF INWARD WELD
SHRINKAGE FROM WELDING THE PORT 4s IN PLACE.  THE NB PORT ACTS AS A BRIDGE
ABSORBING THE DISTORTION.  IN DOING SO, THE NB PORT FLEXES.  THE ACTUAL CAUSE OF THE
FIRST UNIT WAS NOT DECIDED SINCE THE PORT NB WALL WAS ALSO RE-WELDED AFTER
MIS-LOCATING.  THE TRUE ROOT CAUSE WAS DETERMINED AFTER SEEING THE SAME
DISTORTION ON THE FLANGE FACE.  AFTER MUCH DELIBERATION, IT WAS DECIDED THAT THIS
IS CONSIDERED THE LESSER OF TWO EVILS AND THAT WELDING THE PORT NB IN PLACE AFTER
THE PORT 4s WOULD ALLOW THE VESSEL WALL TO DISTORT INWARD MUCH FURTHER THAN
ORIGINALLY THOUGHT.


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


Corr Actn: 1: 03/10/06 By: 775-D.MCCORKLECorrection Due
Action: 03/03/06 By: 775-D.MCCORKLE


03/03/06Completed:
THIS CONDITION WILL EXIST ON ALL THREE VESSEL SEGMENTS.  AFTER RE-MACHINING THE
PORT NB FLANGE FACE.  MTM WILL PROVIDE PPPL WITH THE FINAL FLANGE THICKNESS.


Description:


 /All /ID:19289n:\mtmapps\Mtnonc00.qrp







Page: 2
NON-CONFORMANCE REPORT Date: 05/23/06


User ID: MCCORKLE


Verify Due: 03/10/06 By: 927-M.MANUEL
03/03/06 By: 927-M.MANUELCompleted:


COMPLETEVerify Notes:


RC Last Edited 03/03/06 By: 927-M.MANUEL
 By: CA Last Edited


1) Documents:
Last Edited: 05/17/06 By: 775-D.MCCORKLE


Completed: 05/17/06 By: 840-G.MASOODClosure:
Comments:


Last Edited: 05/17/06 By: 840-G.MASOOD


 /All /ID:19289n:\mtmapps\Mtnonc00.qrp
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Page: 1
INSPECTION DATA CHECKLIST Date: 05/23/06


User ID: MCCORKLE


Revision: 03/08/06 8:28Workorder: 65678/1-0 Sub:2 Op:60


Part:  -  - VACUUM TESTING / PORT REMOVAL / VESSEL FLANGE MACHINING / FINAL INSPECTION ACTIVITIES  SE120-003-1  120 DEGREE PRIMAR
Drawing ID: SE120-004  Rev: 2 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY


SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLEBY INSPCHARACTERISTIC
P-4834 AWITH/IN.015CALIPER3* D3 {f|0,015} 576-J.GMFG 492-R.E


*QA(10) 03-08-06 03-07-06
Drawing ID: SE121-013  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY


SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLEBY INSPCHARACTERISTIC
P-4834 A.185/.191CALIPER* 576-J.GMFG 492-R.E


*QA(30) 0.188 +/-0.005" 03-07-06 03-07-06
P-4834 A.480 TO .900 (HOLESCALIPER* 576-J.GMFG 854-R.U


 REPAIRED PER N.C. 
19739 AND CUSTOMER 


0.637 +/-0.005" DOC.)
NOTE:  DIMENSION WILL LIKELY BE S


*QA(40) OUT OF TOLERANCE, I.D. CUT AS DET 05-17-06 03-07-06
P-4834 A.432 TO .240   (HOLCALIPER* 576-J.GMFG 854-R.U


ES REPAIRED PER N.C
. 19739 AND CUSTOME


0.469 +/-0.005" R DOC.)
NOTE:  DIMENSION WILL LIKELY BE S


*QA(50) OUT OF TOLERANCE, HOLES CUT AS D 05-17-06 03-07-06
Drawing ID: SE122-072  Rev: 1 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY


SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLEBY INSPCHARACTERISTIC
P-4834 A1.140/1.190  (ACCEPCALIPER* G6 854-R.UMFG 854-R.U


T PER N.C.19393 AND
1.25 +/-0.010"  CUST. DOC.)
PORT NB FLANGE THICKNESS


*QA(60) AFTER REWORK 05-17-06 03-08-06
P-4927 AWITH/IN.007INDICATOR* {f|0,015"} 854-R.UMFG 492-R.E


PORT NB FACE FLATNESS
AFTER REWORK


*QA(80) NOTE 1.5" LIMIT OF TOLERANCE 03-08-06 03-08-06
* To Far Right Indicates Data Package Requirement


NOTE: the recording of false, fictitious, or fraudulent statements or entries on this document may be punished as a felony under federal statutes including federal law, title 18, chapter 47.
Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtinspct.qrp)







Page: 2
INSPECTION DATA CHECKLIST Date: 05/23/06


User ID: MCCORKLE


Employees: 492-R.Elkins / 576-J.Geisinger / 854-R.Upchurch


* To Far Right Indicates Data Package Requirement
NOTE: the recording of false, fictitious, or fraudulent statements or entries on this document may be punished as a felony under federal statutes including federal law, title 18, chapter 47.
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Nonconformance Report: Major Tool NC19289 
 
This is for SE120-003 
  
Problem: 
PORT NB HAS DEFORMATION TO HOLE PATTERN AFTER WELDING HAS BEEN COMPLETED ON 
PORT 4  A/B AND 12 A/B 
HOLES DO NOT ALIGN TO MATING THREADED HOLE IN NB COVER. HOLES DID ALIGN AFTER NB 
WAS WELDED IN,BUT DO NOT NOW THAT PORT 4 AND 12 IS COMPLETED. 
 
THE FLANGE IS ALSO OUT OF FLAT UP TO 1/16". 
UNIT # 1 HOLES WERE OPENED UP TO 5/8" DIAMETER TO PROVIDE THE NECESSARY CLEARANCE 
FOR ASSEMBLY PRIOR TO VACUUM TESTING.  THE EXTRA WELDING ON UNIT # 1 WAS SUSPECTED 
TO BE THE CAUSE OF THE EXCESS DISTORTION.  THIS PROVED INCORRECT AFTER UNIT # 2 
FLANGE ALSO DISTORTED.  UNIT # 3 HAS NOT BEEN INSTALLED YET, BUT IS EXPECTED TO REACT 
THE SAME.  MTM RECOMMENDS OPENING ALL NB FLANGE HOLES UP TO 5/8" AND RE-FACING THE 
FLANGE FLAT AFTER ALL PORTS ARE WELDED IN PLACE (A MINIMUM THICKNESS WILL BE 
NEEDED). 
 
Doug McCorkle 
 
 
Project Disposition: 
 
Rework as proposed – Out of flat flanges are not acceptable.  The project agrees that the flanges should be faced off after 
welding.  Since hole pattern errors would require custom mating parts in the future, the project accepts the proposal to 
open up the holes to 5/8 diameter. 
 
 
Approvals: 
 
 
 
 
___________________________________________ 

Procurement Technical Representative 
 
 
 
 
____________________________________________ 

Responsible Line Manager: 
 
 
 
 
____________________________________________ 

Project Quality Assurance: 
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