VVSA ISSUES


	Date
	ISSUE/REQUEST
	Project Response
	Temporary Disposition
	Final

Disp.

	12/3/4

	Re D. McCorkle communication to M. Viola 11/20/2004 9:23 A.M.  On drawing SE122-104 section F-F (zone E4) the "2X .63" dimension from the datum -A- surface to the center of the NPT hole is a two place, untoleranced dimension.  This requires a lineal location of the hole to be within +/- 0.010" (no problem).  The "2X .125" (x .625 deep) would require a depth tolerance of +/- 0.005".  It is dimensioned to the center of the NPT hole and cannot be checked.  This type of feature would normally be a dimension something like: 2X Dia. 0.125 break through Dia. 0.25 hole.  The .625 depth will not have an inspection record in the data book.  NCSX Project response:  Three place dimensioning was a ProE default; we will change the “2x .125” dimension to two place.  This specific dimension does not require verification.  

2.
Re: D. McCorkle communication to M. Viola 11/20/2004 10:21 A.M.  The holes located by a basic bolt circle radius are toleranced with a true position feature control frame.  NCSX Project response:  The .271 typical dimension in Drawing SE122-019 zone G4 (Detail X) will be changed to reference only.

3.
Vacuum vessel drawings fail to call out the weld detail of the Dome feature.  This will be added to the drawings. [120-004 sht 16]
ADDITIONAL INFORMATION


The Segmentation Scheme, a deliverable required by Section 5.1.1 of the Subcontract Statement of Work, has been received and accepted by the NCSX Project. 
	
	Addendum 
3-1
ECP-019

ECN 4945

ECN 4961
	SPEC REV 4

	12/17/4

	“The zip file tiled VV_Prod_step_Rev1b was added to the production_vessel folder.  This file is identical to the Rev 1 Step file posted 24 November 2004 except that the assembly Step files have been updated to allow the Step model parts to open with the part names listed with a revision number.  Also, included in the zip file is a spread sheet titled VVSA_Revised_Step_Models.xls that lists the revised Step files along with a change description.  The earlier posted zip Step file has been archived.”


	MTM reported some files were blank or empty
	Addendum 
3-2
ECP-019

ECN 4945

ECN 4961
	SPEC REV 4

	1/14/5
	1) Weld Detail for Port 4 Det X on 120-004 SH 5 and 13 per D. McCorkle communication to M. Viola Fri 12/17/2004 5:27 P.M. “Risk mitigation synopsis and three design change recommendation sketches” and the Weld Joint design change sketch.pdf contained.

2) Relax tolerance around 4 ports (#4A, 4B, 12A, 12B) due to estimated local inward distortion (estimating 0.125-0.250”) within 4-8” of the perimeter of the port weld.  

3) Reduce the pumpout requirement on each port cover.  Allow for pumpouts to be provided at the discretion of the supplier to meet specification requirements.  The minimum port connection prescribed by Specification paragraph 4.2.1 must be provided.
	NCSX-DEV-125-001-00
	Answered by Addendum 3-3
	



	
iii.
The installation / welding of the large fabricated ports (made from ½” thick material) is expected to produce the largest amount of local inward distortion (estimate 0.125” -0.250”).  NCSX RESPONSE:  The regions around the four ports in question (#4A, 4B, 12A, 12B) have been evaluated.  Fortunately, the plasma in these regions is sufficiently inboard from the shell.  While the original tolerance is preferred to prevent required alterations to components mounted to the inside of the vessel shell, a tolerance deviation of +3/16 -7/16 at the perimeter which returned to the normal shell profile within 8” of the perimeter of the port weld would be acceptable.  This will be included as a note on the drawings pertaining to these port weld details in the next revision.  


iv.
The estimated inward distortion of the Neutral Beam port is expected to be less than the other large fabricated ports (estimate approximately 0.08” - 0.125”).  NCSX RESPONSE: A local contour tolerance of +3/16 -5/16 within 8” of the Neutral Beam port attachment welds will be acceptable and will be shown on the drawings as a tolerance zone.  

2.
During the review of procedure PS-489 Process Specification – Material Procurement Requirements 65678 PPPL NCSX Vacuum Vessel Sub Assembly, it was discovered that the port covers all had pump out ports requiring the use of 316 material and weld wire.  The drawings required the pump out ports to accommodate the leak check associated with the original concept of attaching the ports prior to boring the holes.  Should Major Tool avail themselves of the option listed in Specification paragraph 3.1.3 to change the sequence which obviates the need for every blank port cover to have a pump out installed, then the pump out provision is at their discretion.  The minimum port connection prescribed by Specification paragraph 4.2.1 must be provided. 

3.
Major Tool requested the final spacer geometry in order to complete their fixturing design.  The VV spacer weldment assembly step file (se121-014_asm.stp) and the VV spacer leak check assembly step file (se121-020_asm.stp) have been placed in the production vessel ftp site.  The spacer design did not change in the ECN# 4933 revision, posted 24 November 2004.  To maintain a complete data set the spacer pdf drawings were placed in the pdf zip file (VV_Prod_pdf_Files_Rev1.zip) but we inadvertently forgot to place the spacer step files in zip file, VV_Prod_step_Rev1b.zip. We will develop a combined data set in the next revision.
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	2/1/5
	From: McCorkle, Doug 
Sent: Tuesday, February 01, 2005 2:58 PM
 

Hello Mike, 
  It appears there is a slight problem with the model geometry.  Please look at the material thickness for the #4 Port Extension.  As we measure it, it varies in thickness.  We will be manufacturing the fixturing to the inside profile.  The material will be 0.50" thick.  The variation in the model surface will affect profile measurements [which will be measured on the OUTSIDE surface (see next message)].  Since we are using the model as our inspection standard, it should be precise.  Please take a look and provide some feedback.
	Port 4 thickness correction on se120-004 sheet 5 and its associated STEP file. Model changed to keep constant thickness. 

	Files corrected
ECP? ECN?
	SPEC REV 4

	2/9/5
	From: McCorkle, Doug 
Sent: Wednesday, February 09, 2005 12:37 PM
Mike,

Since the Laser Tracker profile inspection is performed on the outside surface, it will provide inaccurate measurements.  We would be inspecting the profile to an inaccurate surface.  It may show a surface that is actually within the tolerance as out, and visa-versa.  We couldn't come up with a recommendation other than updating the model.
	Model changed to keep constant thickness. 

	See 2/1/5
	

	2/15/5
	From: McCorkle, Doug 
Sent: Tuesday, February 15, 2005 3:49 PM
 

Hello Mike, 
  Please look at drawing SE120-005, sheet 2, zone E2.  Detail 39 (Tube Clip) is dimensioned as 28 ga and references a tolerance of (.020-.010).  The parts list on sheet 1 specifies material grade UNS NO6625.  Product Specification NCSX CSPEC-121-02-03 3.3.2.1 requires sheet, strip, and plate to conform to ASTM B443.  ASTM B443 does not provide a thickness tolerance for plate less than 0.018-0.025" within the specification.  With this in mind, we are moving forward with the plan of using material in the range of 0.010-0.020" for the Tube Clips.  Please review and confirm we are making the correct interpretation.
	Under advisement. Will be corrected by future ECN. Need feed back on what gauge worked well and what standard is applicable.

	
	

	2/22/5
	From: McCorkle, Doug 
Sent: Tuesday, February 22, 2005 10:04 AM
 Attached is a sketch showing a possible scheme.  The dots marked with "A" are representative of the holes we could add to the Port Extension Flanges.  I didn't draw them on all flanges, but they could certainly be installed on them all.  The dots marked "B" are representative of the monuments we will attach to the vessel exterior.  The view in the upper right shows a closer look at what a monument will look like.  They will be about a half inch in diameter, and will protrude about a half inch.  All holes (on both the flanges and monuments) will be a precise 1/4" hole that will receive a common tooling ball or Laser SMR.  If the flange holes are not necessary for PPPL we would prefer not to install them (we won't need them).  We will need the vessel wall fiducials for in-process alignment assistance.  If the monuments are not desired by PPPL, we can easily remove them prior to shipment.  Also, as I mentioned before, it might be possible to make the monuments longer (say 1.375" long) with a precise hole on both ends, drill through the vessel wall and permanently weld them in place.  This would provide internal reference datums. 
	Under study.
	
	

	2/23/5
	From: McCorkle, Doug
Sent: Wednesday, February 23, 2005 11:23 AM

Mike, 
  Please refer to SE120-004.  I need to ensure I'm interpreting the Port Extension length requirements correctly.  For example, if you look at sheet 4, zone C6, dimension 45.41 (see note 6).  The dimension is not toleranced.  Note six explains the dimension should be plus .50".  We interpret the plus .50" is for the initial positioning and welding, and the half inch is the allowance for removing and re-fitting (at MTM).  I am planning for each port to be plus 1/2" (minimum) at the time of welding.  We will then trim, prep, and fit the port to the drawing dimension (45.41 in the example case) temporarily for final inspection.  Our final inspection operation will verify the port (temporarily re-attached) checks to the drawing dimension.  The ports would be delivered to achieve the drawing dimension (+/- normal weld shrinkage and distortion) at final installation (at PPPL).  Now, if this is the correct interpretation, the two place decimal tolerance (according to the general tolerance block (UOS)) is only 0.010".  I don't believe this is a realistic expectation for the process.  Maintaining a +/- 0.06" would be doing very well for some of the ports.  If my interpretation is accurate, please review your requirements and provide an achievable tolerance for each Port Extension length final trimmed and fit at MTM. 
	Note 6 revised on se120-004 sheet 1 to add +/- 0.125” length tolerances to ports after they are cut off and a .050” tolerance inspection dimension on SE120-004, sht 1.
	ECP? ECN?
	SPEC 
REV 4

	
	Also, Port Extension # 4 poses additional concerns.  Note 7 leads me to believe the dimension (and GD&T tolerance) is inspected after welding and prior to cutting and re-fitting (similar to how #12 and NB are dimensioned).  There is no provision for re-attachment dimension and tolerance.  Some material will be lost in the process.  We need to review this and make sure what you expect and what we can accomplish coincide.  I'll be reviewing the process of cutting and re-attaching Port # 4 in greater detail with our fabricators later this week.
	Port must be repositioned in same location as before cutting and kerf filled. If this requires some further explanation on drawing it will be added to an ECN.
	ECP? ECN?
	SPEC 
REV 4

	2/24/5
	From: McCorkle, Doug 
Sent: Thursday, February 24, 2005 3:30 PM

Hello Mike, 
  The weld that joins the leak check tube to the leak check block is specified as a 1/32" fillet.  We are not able to produce a weld this small.  This type of joint seems better suited for a silver solder.  Please review this requirement and allow a soldered joint for all leak check tube to block attachments (examples on drawings SE120-005, SE122-006, and SE122-007).
	Under study. Present solution not acceptable without further discussion.

	
	

	3/1/5
	From: McCorkle, Doug 
Sent: Tuesday, March 01, 2005 3:39 PM
Subject: VVSA Alternate material request

Mike, 
  For some time now, we have been working with our material suppliers in developing the tubing and pipe requirements for the Port Extensions.  We can now confirm the best approach (considering delivery and quality) will be to manufacture the 6", 8", and 10" tubing (roll and weld from plate).  We are still researching the 2.5" and 3.5" pipe.  We plan to follow ASTM B705 as a guideline during production, but the material certification will be for ASTM B443.  Please review and advise if this approach is acceptable with PPPL.
	Acceptable- Submitted
RFD-12-01
3/8/5
	
	

	3/8/5
	DEVIATION:  Manufacture the 6", 8", and 10" tubing (roll and weld from plate). Follow ASTM B705 as a guideline during production. The material certification will be for ASTM B443. 

JUSTIFICATON: For some time now, we have been working with our material suppliers in developing the tubing and pipe requirements for the Port Extensions.  We can now confirm the best approach (considering delivery and quality) will be to manufacture the 6", 8", and 10" tubing (roll and weld from plate).  We are still researching the 2.5" and 3.5" pipe.  We plan to follow ASTM B705 as a guideline during production, but the material certification will be for ASTM B443.

Cog Engineer, Paul Goranson  DISPOSITION: 

Drawing calls out tubing which spec calls out to be made per B444 or B705. It(spec) also calls out sheet as B443. A simple approval for substitution should take care of things.


	RFD-12-01
	Addendum 3-4
Submitted 3/15/5

ECP-026
	

	3/15/5
	NCSX Project approval is hereby granted for the following Deviation to NCSX-CSPEC-121-02 requested by Mr. McCorkle of MTM on 7 March 2005:  “Manufacture the 6”, 8”, and 10” tubing (roll and weld from plate).  Follow ASTM B705 as a guideline during production.  The material certification will be for ASTM B443.”


	
	Addendum 3-4
ECP-026
	

	3/15/5
	From: McCorkle, Doug 
Sent: Tuesday, March 15, 2005 4:40 PM 
Subject: Missing VVSA drawings

  Mike, It appears the revision 1 download from your FTP site is missing drawing numbers SE120-006 and SE120-007 (derived from SE120-003 parts list).  Please review and advise as soon as possible.
	Correction to the parts list on se120-003, correctly calling out next assemblies se122-006 and se122-007
	ECP? ECN?
	SPEC 
REV 4

	3/16/5
	DEVIATION: The 2 1/2” Pipe;

1. Request authorization to substitute schedule 10 pipe for specified schedule 40.

OR

2. Request authorization to substitute Haynes Alloy C-276 for ASTM B705 / ASTM B444 / ASTM B443.

JUSTIFICATON: Excessive material lead time for schedule 40.
	RFD-12-02
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