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 Major Tool & Machine, Inc. Page: 1
 1458 East 19th Street MTM N/C: 19891 rev. 1 Date: 05/31/06
 Indianapolis, IN 46218-4289 User ID: GRIFFITH
  

 ENERGY INDUSTRIES OF OHIOCustomer: 
Telephone: 216-496-2314 Contact: NANCY HORTON 

NKHFlowen@aol.com E-Mail: 216-328-2001 Fax: 
 S005242-F/Ln:1 Customer P.O.: SE141-114 / MODULAR COIL WINDING FORM TYPEPart: 

A1 Serial No./Qty: 6 Revision:SE141-114 Drawing ID: 
Links: 1-Type:W: 65709/1.0 Sub: 1 Op: 100 

 317-636-6433 Telephone: MIKE GRIFFITH Reported By: 
Fax: 317-634-9420 E-Mail: mGriffith@MajorTool.com 

 Problem: PART IS REJECTED PER ASTM A903/A903M LEVEL 1. 
SEE ATTACHMENT FOR SIZES AND LOCATIONS. 
 
Rev. 1 
5-31-06 Attachment revised to include additional photo of item 15. 

  
 Proposed Disposition: 

Propose to Use As Is. 
  

  12 page attachment Number of additional pages:   
 Customer Disposition:       X Use As Is          [  ] Rework          [  ] Repair          [  ] Scrap          [  ] Replace 
 

 
 
 
The attached group of indications were reviewed during a conference call between F. Malinowski,  R. Sheppard, M. 
Griffith, (who were all at MTM) and D. Williamson and P. Heitzenroeder on 5/24/06.  After consideration of each, 
it was determined that all are accepted as is  based on an assessment of the stress in these regions (which were 
acceptably low ). 
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Carondelet Division 


8600 Commercial Blvd. • Pevely, MO 63070 USA 
Phone:  636-475-2199  •  Fax:  636-479-3399 


E-Mail: Charles.Ruud@MetalTek.com 
     
           Corrective Action  1625 
 Carondelet Division  
 Corrective Action Type NCR 
 Date 3-1-06  
 CA Originator C. Ruud  


Applies to: A-1 Coil  
 


 Description of Defect / Non-Conformance 
 Crack like defect found during machining of A-1 coil. 
  


Root Cause  
The defects may be lack of fusion and sand inclusion.  The area was repaired by 
welding prior to shipment.  RT and LP were acceptable.  This area is covered by views 
62-63 and 113-114.  During the processing of C-3 and A-1 coils problems surfaced with 
repeated lack of fusion defects.  Corrective action reports 1371 and 1403 were issued.  
The action items were completed are the problem decreased significantly.  Both CA are 
part of this CA report. 


 
Corrective Action 


  Completed. 
  
            Verification of Corrective Action 


Subsequent coils have not had the issue. 
 
  Preventive Action 


Monitoring of gas lines and flow rates continues. 
 
  Verification Of Preventative Action 
  Subsequent coils have not had the issue.      . 
 


Actual Completion Date  
 October 4, 2005 for the last item on CA 1403. 
 
  
 Signed:  C. Ruud   
   
  CC: B. Craig, J. Edwards, E.J. Kubick, J. Markham, J. Galaske 







 
 
 


 
 


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 


 
 
 
 
 
 
 
 
 







         
Carondelet Division 


8600 Commercial Blvd. • Pevely, MO 63070 USA 
Phone:  636-475-2199  •  Fax:  636-479-3399 


E-Mail: Charles.Ruud@MetalTek.com 
     
           Corrective Action  1371 
 Carondelet Division - CA / PA / RGA Database 
 Corrective Action Type NCR 
 Date 8/23/2005  
 CA Originator R. Suria  


Applies to: A-1Coil  
 


 Description of Defect / Non-Conformance 
 
            Lack of fusion and porosity in weld repairs were observed during radiography of the R-2 
through R-6 x-ray confirmation shots. 
  


Root Cause  
            Porosity was caused by the use of fans in the welding booth. Lack of fusion was the 


result of poor operator technique and or fatigue. Some repair loops resulted from the 
original defects not fully being removed during excavation. 


 
Corrective Action 
Unplug fans during GMAW welding. Reviewed proper GMAW gun angles and   
excavation techniques with the welders.    


  
            Verification of Corrective Action 
             Re x-ray the defective welds. 
 . 
 
 Estimated Completion Date 
 8/31/05 


 
Actual Completion Date  


            8/31/05 
 
 Signed:  R. Suria   
   
  CC: Barry Craig, Joe Edwards, E.J. Kubick  
 
 
 
 
 







 
Carondelet Division 


8600 Commercial Blvd. • Pevely, MO 63070 USA 
Phone:  636-475-2199  •  Fax:  636-479-3399 


E-Mail: Charles.Ruud@MetalTek.com 
           Corrective Action  1403 
 Carondelet Division - CA / PA / RGA Database 
 Corrective Action Type NCR 
 Date 9-30-05  
 CA Originator C. Ruud  


Applies to: C-3 Coil  
 


 Description of Defect / Non-Conformance 
 


Lack of fusion and porosity in weld repairs were observed during radiography of the R-2 
through R-7 x-ray confirmation shots. 


  
Root Cause  


            Porosity and lack of fusion was caused by leaks in the lines feeding gas to the welding 
booths and leaks from the leads on one welding machine. Some repair loops resulted 
from the original defects not fully being removed during excavation. 


 
Corrective Action 
Took all welders off the main lines and supplied with bottled gas.  Inspect all lines from 
the bulk tanks to the weld booth.  Replaced defective lead.  Reviewed proper excavation 
techniques with the welders.  The start up procedure for welders has been revised to 
include a flow check.  If flow is not adequate, welding will not be performed until repairs 
are complete and re test indicate proper flow. 


  
            Verification of Corrective Action 
             Re x-ray the defective welds. 
 . 
 
 Estimated Completion Date 
 9/16/05 for repairs, other actions 10/21/05. 


 
Actual Completion Date  


 9/16/05 for bottle gas, repairs and RT. 10/4/05 for leads. 
             
 
 Signed:  C. Ruud  
 
  
   
  CC: R Suria, B. Craig, J. Edwards, E.J. Kubick  
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File Attachment
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 PT Inspection Results of A1 – NC19891 

Mike Griffith Page 1 of 12 5/31/2006 

 

Rev. 1 – revised to include addition photo of item 15. 
 
1. Cluster of linear indications – longest is 2”.  Reference dwg. Sheet 4, zone G6.  

The indications are on the edge of the large cutout.  These indications were 
previously reported (see the picture to the left).  The photo on the right is of the 
final PT inspection. 

  
 
1a. Cluster of linear indications.  Longest is .600”.  These indications are adjacent to 
the area shown in #1 but are on the face of the foot.  See dwg. Sheet 3, zone F4. 

 
 
1b. Rounded and linear indications.  Longest is .400”.  These indications are also 
adjacent to #1 but are on the Datum D flange face.  The picture on the right is of the 
indication when previously noted prior to final machining. 
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2. Linear indication, 3.6” in length.  Indication is beneath the VPI groove in the 
radius of the inner casting wall.  (D flange side close to hole 30). 

 
 
3. Linear and rounded cluster, longest is 2”.  Located on D flange side close to hole 

30.  Along both the long and short legs. 
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4. Linear cluster, longest is .400”.  Located on D side close to hole 34. Beneath VPI. 

  
 
 
 
Pictures of Indications 1 – 4. 
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5. Rounded and linear cluster, longest is .400”.  Located on D side close to hole 77. 

 
 
6. Rounded and linear cluster, longest is .750”.  Located on E side close to hole 28. 
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7. Rounded and linear cluster, longest is .500”.  Located on E flange side close to 
hole 43. 

  
 
8. Rounded and linear cluster, longest is .300”.  Located on E flange side close to 

hole 76. 
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9. Single linear, .350” in length.  Located on E side close to hole 80. 

 
 
10. Linear cluster, longest is 1”.  Located on E side close to hole 80. 
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Pictures of Indications 8-10. 

 
 
11. Linear cluster, longest is 1.9”.  See sheet 3, zone C4.  On face of foot, located 

closest to datum D flange. 
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12. Linear and rounded cluster, longest is .300”.  See sheet 5, zone D5. 

 
 
13. Linear cluster in wall of counterbore relief.  Longest is .500”.  Located on sheet 5, 

zone C6, 44.87” from Datum A. 

  
 
14. .700” long linear in counterbore relief.  Located on sheet 5, zone G6, 40.28” from 

Datum A. 
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15. Indication with a total length of approx. 1.700”.  Indication starts at edge of relief, 
travels down the side approx. .700”, along the face approx. .5” and down the wall 
of the hole approx. .500”.  Located on sheet 5, zone G6, 43.40” from Datum A. 
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16. Linear cluster on 4.0” diameter boss, longest is .600”.  Located on Sheet 3, zone 
F4. 

  
 

 
 
17. Rounded cluster, largest is .130”.  Located on sheet 4, zone D5, 32.35 from datum 

A. 
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18. .200” rounded indication.  Located on sheet 4, zone C5, 35.37 from datum A. 

 
 

 
 
Pictures of Indications 17-18. 
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19. .750” long linear located on sheet 3, zone C6. 

  
 



 
 
 
 
 
 
 
 
 



Its not a flattering photo, but I would still accept as-is, due to the low risks of propagation in that region.



 





--------------------------------------------------------------------------------



From: Phil Heitzenroeder [mailto:pheitzen@pppl.gov] 

Sent: Thursday, June 01, 2006 12:30 PM

To: Williamson, David E.

Cc: fmalinowski@pppl.gov

Subject: FW: Revised PT NC and attachment



 



David,



Mike Griffith added another photo on item (15) which shows more clearly the indication in the bolt hole. Are you still OK with the assessment use as is?  Thanks



Phil



 



 



From: Griffith, Mike [mailto:mgriffith@majortool.com] 

Sent: Thursday, June 01, 2006 12:14 PM

To: Phil Heitzenroeder

Subject: FW: Revised PT NC and attachment



 



 



 





--------------------------------------------------------------------------------



From: Griffith, Mike 

Sent: Wednesday, May 31, 2006 8:54 AM

To: NKHFlowen@aol.com; 'RoyJRATC@aol.com'; pdjord@sbcglobal.net

Cc: Bob Skelly (Bob.Skelly@dcma.mil)

Subject: Revised PT NC and attachment



 



I revised the NC and attachment to include an additional photo of item 15.  Now that the part has been flipped over, I took a much better picture of the indication on the inside of the hole.  I felt it was worth the trouble to update the previously submitted documents.



 



Mike Griffith



Major Tool and Machine, Inc



CFT Engineer



Tel: (317) 917-2612



Email: mgriffith@majortool.com
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