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Problem: 1.25 +.01 / -.0725 Port NB flange thickness checks 1.220 to 1.280. (after 19868)

Drawing SE121-013: 0.469 +/- .005 checks .645 - .810.
Drawing SE121-013: 0.637 +/- .005 checks .600 - .750.
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Nonconformance Report: Major Tool NC20120
This is for: VVSA # 2 Profile SE120-004

Problem:

1.25 +.01/-.0725 Port NB flange thickness checks 1.220 to 1.280. (after 19868)
Drawing SE121-013: 0.469 +/- .005 checks .645 - .810.
Drawing SE121-013: 0.637 +/- .005 checks .600 - .750.

MTM Proposed Disposition: Use as is.
Project Disposition:
Use as is.

From: Thomas G. Brown

Sent: Thursday, July 27, 2006 12:12 PM

To: Michael E. Viola; Phil Heitzenroeder; Cole, Michael J.; Paul Goranson (goransonpl@ornl.gov); Bradley E. Nelson
Subject: VVSA2 NCR review

NCR 20120:
1. 1.25+.01/-.0725 Port NB flange thickness checks 1.220 to 1.280. (after 19868)

2. Drawing SE121-013: 0.469 +/- .005 checks .645 - .810. (Located at B5 on drawing)
3. Drawing SE121-013: 0.637 +/- .005 checks .600 - .750. (Located at G5 on drawing)

Comment:

We agree with item 1 (change in NB flange thickness). Use as is. There is some confusion on items 2 and 3
covering se121-013. A PDF drawing is attached. Item 2 covers the locating holes which we thought were to be
welded closed or omit, but maybe we’re wrong. It appears that the .645 -.810 dimension inspected would make
the whole break through the .75 thick part. We agree with the “Use as is” on item 3. This inspection must
have been made on the individual part before the flange was welded on the vessel as the seal plate would be
welded to the flange; Right?

Further comment from Mike Viola below explaining Item 2 and 3.
This was accepted by Tom Brown and Mike Cole.

From: Michael E. Viola

Sent: Friday, July 28, 2006 10:10 AM

To: Thomas G. Brown; 'Cole, Michael J.'

Cc: 'McCorkle, Doug'; Bob Simmons; Brad Nelson; Frank A. Malinowski; Larry L. Sutton; Lawrence E. Dudek; Marianne
Tyrrell; Paul Goranson; Phil Heitzenroeder; Wayne T. Reiersen

Subject: Pictures showing end flange thickness and features

Here are some pictures of the end flange which show why the dimension to the hole
features in the end flanges are further from the face. The flanges are an inch thick in
places.

The flanges were 1.5” original stock. The flange features were put on by translating the measurement to the back side
(shell side) of the flange and then machined. The additional material remained on the front side (flange face) for final
machining. Evidently the shell was trimmed back a bit too far. When the flange faces were machined to final dimensions
extra flange thickness was present therefore the flange features are deeper — further from the face than expected.
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