
 

 

 Major Tool & Machine, Inc. Page: 1
 1458 East 19th Street MTM N/C: 19709 Date: 04/25/06
 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: 50 

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

 Problem: Reference sheet 4, zone G7. 
There is a tool gouge along the short leg of the T section on the Datum -D- side.  The gouge is approximately 13.5" 
long, .900" wide and .200 deep.  See attachments for clarification. 

  
 Proposed Disposition: 

Propose to weld repair the tool gouge.  Indicators would be applied on and around the T section to monitor any part 
movement caused by welding.  The welding process would altered as needed to minimize movement. 
A local mag permeability and PT inspection would be peformed.  This gouge is located on the short leg in the area 
designated as "High Stress".  During the RT of the High Stress area an additional shot would be taken of the repaired
area.  It is likely that this RT shot would prove inconclusive due to it's location. 

  
  Number of additional pages: 

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

 
NCSX agrees with MTM’s recommended disposition to weld repair, followed by local mag. perm. Inspection, PT 
inspection, and RT during the RT of the high stress area.  MTM is requested to provide documentation after the 
repair is completed.    
 
 
 
 
 
 

    Date:Title:Tech. Rep.: 
 

   Date:Title:
 

RLM:  

Title: Date:  Major Tool Implemented By:  
 

 816-PROGRAMMING ERROR Root Cause 1: 
 Equipment: CAD/CAM - MEDIUM MILLING Resource: 

There are 2 root causes here. 
1) The tool gouged the wall because the toolpath was generated incorrectly. The check surface (back wall) was not 
selected and therefore the toolpath gouged the back wall. 
2) The toolpath (n/c program 31501) was released as a good program because the verification did not show / flag an 
error of the toolpath violating the design model. 

Description: 

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

 Action:  By:  Corr Actn: 1: 
 Description: 

n:\mtmapps\Mtnonc17.qrp 
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Nondestructive Test
Certification for Liquid Penetrant Examination


1458 E. 19th Street, Indianapolis, In 4621
TEL:(317)636-6433 FAX:(317)634-9420


05/26/2006 CAST STAINLESS 16858NDT#:Type of Material:Date of Inspection:


 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [  ] Weldment [x]  Machined [x]  Router Instructions[x] Casting [  ] Yes
[  ] In-Process Inspection [  ] Bar Stock [x]  Drawing[  ] Plate [x]  No[  ] Rough
[x] After Repair [  ] Forging [  ] Test Plan[  ] Other [  ] Other
[  ] Final Inspection FINAL MACHINED [  ] Technique Card


SEE NOTES


Part Information: Test Results:
65709/1.0 -Sub:17 -Op:40MTM Job Number: Quantity Inspected: 1
810-LIQUID PENETRANT INSPECTIResource ID: Quantity Accepted: 1
SE141-114Part ID: Quantity Rejected: 0
MODULAR COIL WINDING FORM Part Name:


Serial Number: Run Hours:
Customer P.O.: S005242-F


Customer Unit/Plant:


Inspection Criteria: Customer Inspection Pl SEE NOTES
Customer Specification: ASTM A903/A903MTest Step:


MTM Spec Number: PS582  (REF NDT-WI-009)Revision:
Acceptance Standard: ASTM A903 (SEE NOTES)Material Test Number:


Penetrant Examination Processes:Inspection Materials Used:
II (Visible)  /  Dwell Time: 20 MinutesType:SHERWINManufacturer:
C (Solvent Wipe)Method:DP-51Type of Penetrant:


Method of Drying: Normal EvaporationBatch Number: 41-E47
e (nonaqueous for Type II visible dye)  /  Dwell Time: 20 MinForm:D-100Developer:


65-C6Batch Number:


Inspection Requirements:


100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other
OF REPAIR AREA


 Notes:
INSPECT 100% OF REPAIR AREA SURFACES AS REPORTED ON NCR-19709.


SPECIFICATION: ASTM A903/A903M
METHOD: ASTM E165


ACCEPTANCE CRITERIA: ASTM A903/A903M LEVEL I FOR MACHINED SURFACES INCLUDING THE ENTIRE "T" SECTION (HIGH STRESS AREAS)


This is to certify that the pieces specified have been inspected in accordance with the specifications shown.


Inspector: Date: 581-D.EDWARDS 05/26/2006


 /NDT:All /Dat:All /WO:65709 /Lot:1 /Spl:0 /Sub:17 /Op:40
User ID: GRIFFIT#  Date: 06/01/06Page: 1NDT001 n:\mtmapps\MTNDTLPI.QRP







Page: 1
INSPECTION DATA CHECKLIST Date: 06/01/06


User ID: GRIFFITH


Revision: 04/25/06 16:37Workorder: 65709/1-0 Sub:17 Op:50


Part: REWORK - REWORK / REPAIR PER N/C - N/C # _______
Drawing ID: SE141-116  Rev: 8 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY


SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLEBY INSPCHARACTERISTIC
J-1165 ANO PERMEABILITY RESMASTER GAGE* NC19709 QA 840-G.M


PONSE EQUAL TO OR G
REATER THAN 1.02µ (


RECORD PERMEABILITY READINGS ORSTEADS)
OF THE REPAIRED AREA.
MAG PERMEABILITY TO BE NO 


*(10) GREATER THAN 1.02µ. 06-01-06


Employees: 840-G.Masood


* 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)





fmalinowski
File Attachment
NC19709 PT and MAG Perm.pdf




Frank A. Malinowski 


From: Nelson, Brad E. [nelsonbe@ornl.gov]


Sent: Friday, June 02, 2006 1:36 PM


To: Frank A. Malinowski


Cc: Phil Heitzenroeder


Subject: FW: NC19709 completed Corrective Action


Attachments: NC19709_Signed_Off_A1Gouge.pdf; NC19709 PT and MAG Perm.pdf


Page 1 of 2


6/2/2006


Frank 
  
I understand there was a positioning problem with the RT of the weld repair for this tool gouge.  However, the 
location of this weld should not pose any structural issues and I agree with Phil’s disposition. 
  
Bra 
  
Brad Nelson 
Oak Ridge National Laboratory 
P.O. Box 2008 
Oak Ridge, TN 37831-6169 
nelsonbe@ornl.gov 
voice:  865-574-1507 
fax: 865-576-7926 


From: Phil Heitzenroeder [mailto:pheitzen@pppl.gov]  
Sent: Thursday, June 01, 2006 4:55 PM 
To: Nelson, Brad E. 
Subject: FW: NC19709 completed Corrective Action 
  
 Brad, 
This NC was already signed, but it did not include Mike’s note  below that the RT could not be 
performed was not included.  Frank would like to include this to the NCR with our noted 
acceptance.  If you’re in agreement, please add your statement of agreement and return to 
Frank.  Thanks 
Phil 
  
Waiver of RT  noted below for NC19709 Accepted by: 
  
P. Heitzenroeder, Tech. Rep.   
  
  
From: Griffith, Mike [mailto:mgriffith@majortool.com]  
Sent: Thursday, June 01, 2006 2:41 PM 
To: NKHFlowen@aol.com; royjratc-aol-com-offsite; pdjord@sbcglobal.net 
Cc: Phil Heitzenroeder; Frank A. Malinowski 
Subject: NC19709 completed Corrective Action 
  
Attached is the signed off corrective action for NC19709 and the PT/MAG Perm checks.  During the RT process the 
technician was not able to position the film and source in order to get a clean shot of the repair area.   
  
Mike Griffith 
Major Tool and Machine, Inc 







CFT Engineer 
Tel: (317) 917-2612 
Email: mgriffith@majortool.com 
  


Page 2 of 2


6/2/2006





fmalinowski
File Attachment
NC19709 Attach 2 (email).pdf











Nondestructive Test
Certification for Liquid Penetrant Examination


1458 E. 19th Street, Indianapolis, In 4621
TEL:(317)636-6433 FAX:(317)634-9420


05/26/2006 CAST STAINLESS 16858NDT#:Type of Material:Date of Inspection:


 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [  ] Weldment [x]  Machined [x]  Router Instructions[x] Casting [  ] Yes
[  ] In-Process Inspection [  ] Bar Stock [x]  Drawing[  ] Plate [x]  No[  ] Rough
[x] After Repair [  ] Forging [  ] Test Plan[  ] Other [  ] Other
[  ] Final Inspection FINAL MACHINED [  ] Technique Card


SEE NOTES


Part Information: Test Results:
65709/1.0 -Sub:17 -Op:40MTM Job Number: Quantity Inspected: 1
810-LIQUID PENETRANT INSPECTIResource ID: Quantity Accepted: 1
SE141-114Part ID: Quantity Rejected: 0
MODULAR COIL WINDING FORM Part Name:


Serial Number: Run Hours:
Customer P.O.: S005242-F


Customer Unit/Plant:


Inspection Criteria: Customer Inspection Pl SEE NOTES
Customer Specification: ASTM A903/A903MTest Step:


MTM Spec Number: PS582  (REF NDT-WI-009)Revision:
Acceptance Standard: ASTM A903 (SEE NOTES)Material Test Number:


Penetrant Examination Processes:Inspection Materials Used:
II (Visible)  /  Dwell Time: 20 MinutesType:SHERWINManufacturer:
C (Solvent Wipe)Method:DP-51Type of Penetrant:


Method of Drying: Normal EvaporationBatch Number: 41-E47
e (nonaqueous for Type II visible dye)  /  Dwell Time: 20 MinForm:D-100Developer:


65-C6Batch Number:


Inspection Requirements:


100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other
OF REPAIR AREA


 Notes:
INSPECT 100% OF REPAIR AREA SURFACES AS REPORTED ON NCR-19709.


SPECIFICATION: ASTM A903/A903M
METHOD: ASTM E165


ACCEPTANCE CRITERIA: ASTM A903/A903M LEVEL I FOR MACHINED SURFACES INCLUDING THE ENTIRE "T" SECTION (HIGH STRESS AREAS)


This is to certify that the pieces specified have been inspected in accordance with the specifications shown.


Inspector: Date: 581-D.EDWARDS 05/26/2006


 /NDT:All /Dat:All /WO:65709 /Lot:1 /Spl:0 /Sub:17 /Op:40
User ID: GRIFFIT#  Date: 06/01/06Page: 1NDT001 n:\mtmapps\MTNDTLPI.QRP







Page: 1
INSPECTION DATA CHECKLIST Date: 06/01/06


User ID: GRIFFITH


Revision: 04/25/06 16:37Workorder: 65709/1-0 Sub:17 Op:50


Part: REWORK - REWORK / REPAIR PER N/C - N/C # _______
Drawing ID: SE141-116  Rev: 8 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY


SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLEBY INSPCHARACTERISTIC
J-1165 ANO PERMEABILITY RESMASTER GAGE* NC19709 QA 840-G.M


PONSE EQUAL TO OR G
REATER THAN 1.02µ (


RECORD PERMEABILITY READINGS ORSTEADS)
OF THE REPAIRED AREA.
MAG PERMEABILITY TO BE NO 


*(10) GREATER THAN 1.02µ. 06-01-06


Employees: 840-G.Masood


* 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)








Frank A. Malinowski 


From: Nelson, Brad E. [nelsonbe@ornl.gov]


Sent: Friday, June 02, 2006 1:36 PM


To: Frank A. Malinowski


Cc: Phil Heitzenroeder


Subject: FW: NC19709 completed Corrective Action


Attachments: NC19709_Signed_Off_A1Gouge.pdf; NC19709 PT and MAG Perm.pdf


Page 1 of 2


6/2/2006


Frank 
  
I understand there was a positioning problem with the RT of the weld repair for this tool gouge.  However, the 
location of this weld should not pose any structural issues and I agree with Phil’s disposition. 
  
Bra 
  
Brad Nelson 
Oak Ridge National Laboratory 
P.O. Box 2008 
Oak Ridge, TN 37831-6169 
nelsonbe@ornl.gov 
voice:  865-574-1507 
fax: 865-576-7926 


From: Phil Heitzenroeder [mailto:pheitzen@pppl.gov]  
Sent: Thursday, June 01, 2006 4:55 PM 
To: Nelson, Brad E. 
Subject: FW: NC19709 completed Corrective Action 
  
 Brad, 
This NC was already signed, but it did not include Mike’s note  below that the RT could not be 
performed was not included.  Frank would like to include this to the NCR with our noted 
acceptance.  If you’re in agreement, please add your statement of agreement and return to 
Frank.  Thanks 
Phil 
  
Waiver of RT  noted below for NC19709 Accepted by: 
  
P. Heitzenroeder, Tech. Rep.   
  
  
From: Griffith, Mike [mailto:mgriffith@majortool.com]  
Sent: Thursday, June 01, 2006 2:41 PM 
To: NKHFlowen@aol.com; royjratc-aol-com-offsite; pdjord@sbcglobal.net 
Cc: Phil Heitzenroeder; Frank A. Malinowski 
Subject: NC19709 completed Corrective Action 
  
Attached is the signed off corrective action for NC19709 and the PT/MAG Perm checks.  During the RT process the 
technician was not able to position the film and source in order to get a clean shot of the repair area.   
  
Mike Griffith 
Major Tool and Machine, Inc 







CFT Engineer 
Tel: (317) 917-2612 
Email: mgriffith@majortool.com 
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6/2/2006





		2006-04-25T16:08:41-0400
	Phil Heitzenroeder
	I agree to 'specified' portions of this document


		2006-04-25T17:06:22-0500
	Hutch Neilson


		2006-06-01T14:37:36-0400
	Mike Griffith
	I agree to the terms defined by the placement of my signature on this document




