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A threaded insert in the MCWF A-1 flange has pulled up, compromising the flange flatness.  Major Tool & Machine (MTM) installed two
threaded inserts on A-1 in accordance with RFD-14-020. One of these pulled up when used to lift the casting and now extends roughly 
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NCSX RFD 
Part I 


Number: 14-020 RFD Description:  Type A1 MCWF Flange 
Hole Modifications 


Initiator:  Mike Griffith Organization: Major Tool 


List of Impacted Documents: (Specification, MIT/QA Plan, SOW, drawing, etc.): 
SE141-114  
  
Cost Impact:  (If none, so state):  NONE  


Schedule Impact:  (If none, so state: NONE 


Quality Impact:  (If none, so state): NONE 


State Requirement Deviation is Requested For:  (Specification, MIT/QA Plan, SOW, 
drawing, etc.):  SE141-114    


Full Description of the Deviation Requested: (Use continuation pages, e-mails, letter, 
sketches, etc. as needed and include amplifying information as appropriate to support deviation 
request.): 
 
Major Tool noted casting interference at the bolt locations shown in the attached figures for 
the Type A  MCWFs (See Attachment 1).   RFD-14-018 addressed the resolution for the 
Type A2 through A6 MCWFs.  This casting interference is similar to what was noted on the 
type C winding forms, but more severe in these areas. 
 
After some discussion (teleconference the evening of March 29th), it was decided that this 
interference condition will be accepted “as is” for these locations on the A1 MCWF.  NCSX 
will need to weld in “pucks” with centrally located threaded holes for the studs.  (EIO has 
been requested to give a cost and schedule proposal to manufacture these studs).   However, 
the one exception to this is as shown on the annotation on SE141-114 for two holes which 
will be converted to tapped holes with threaded inserts as shown in Attachment 2 by MTM 
prior to shipment.     
 
Attachments:  


(1) Pictures showing interference details. 
(2) Annotated SE141-114 indicating the two holes which will be converted to tapped 


holes at MTM and the threaded insert that will be used. 
 
 
Initiator Signature:  Mike Griffith/Phil Heitzenroeder  
    
 
 







Attachment (1) 
Type A MCWF Interferences 


 


 
 
 


Relief area cut into cast wall 
The pictures below illustrate how much casting wall interference there will be on the type 
A casting.  The current machining models for all three winding forms have this 
interference problem to some degree.  The models have a 3” counterbore that extends 
.75” from the face and the remainder of the feature is a 1.5” radius (see below).  This is 
why Major Tool had to perform the grinding around the counterbores on C4 in order to 
get the 3” diameter gage to fit. 
 







 
 


 
 


 
 







Attachment (2) 
Proposed Resolution to Type A MCWFs 


 


 







 







 
 


NCSX RFD 
Part II 


Number: 14-020 RFD Description:  Type A1 MCWF Flange 
Hole Modifications 


RLM:  Brad Nelson Organization: ORNL 


Impact on Interfaces with Other WBS Elements/Items: (If none, so state):  NONE 


 
RLM Recommendation: 
 


  Approve    Do Not Approve  
 
Additional remarks:  
 
These modifications will be incorporated in a future revision to this drawing. In the interim 
that “stamp” process will be used to annotate SE141-114. 
 
Does this Change Impact Material Already Procured or Parts/Assemblies Already 
Assembled/Manufactured using this Material:    Yes    No 
 
If “Yes”, what is the recommended disposition of this material/part/assembly?  A1 Casting 
will be accepted “as is” with the exception of the two holes shown. 
 


 
RLM Signature:          
 
 
Project Disposition:   
 


  Approved.  No ECP required.    
 


         
                                                             NCSX Systems Engineering Support Manager 


 Approved. ECP will be assigned and processed. 
 
 


  Not Approved.  Reason(s) for disapproval:   
 
 


 
 





				2006-05-22T10:25:47-0400

		Phil Heitzenroeder

		I am approving this document





				2006-05-22T14:03:11-0400

		Brad Nelson





				2006-05-22T09:04:39-0400

		Bob Simmons

		I have reviewed this document
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Accepted by: 
 
 
 
 
 
Tech. Rep.          RLM  


 Major Tool & Machine, Inc. Page: 1
 1458 East 19th Street MTM N/C: 20449 Date: 09/13/06
 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:2 Customer P.O.: SE141-115 / MODULAR COIL, TYPE BPart: 


B2 Serial No./Qty: 8 Revision:SE141-115 Drawing ID: 
 317-636-6433 Telephone: MIKE GRIFFITH Reported By: 


Fax: 317-634-9420 E-Mail: mGriffith@MajorTool.com 
 Problem: Sheet 5, zone D4. 


8 of the 1.375 threaded holes on datum -E- are out of position by a 1/2 inch (holes 19 thru 26).  
  


 Proposed Disposition: 
MTM RECOMMENDS REPAIRING HOLES PER ATTACHED REWORK PROPOSAL. 


  
   2 Page Rework Proposal Number of additional pages: 


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


 
MTM’s re-work proposal (attached) is accepted, with the understanding that the insert will be made of Stellalloy      
( to assure that magnetic permeability and strength requirements will be met).  The strength of this repair is not an 
issue since the insert is threaded into the flange with 2.5-6 UNC threads and then tack welded in place.    
 
 
 
 
 
 


 


 


Title: Date:  Major Tool Implemented By:  
 /Open /WO:65708-2n:\mtmapps\Mtnonc14.qrp 


 Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218-4289  Tel: 317-636-6433  Fax: 317-634-9420








Page: 1
INSPECTION DATA CHECKLIST Date: 10/06/06



User ID: GRIFFITH



Revision: 09/13/06 10:07Workorder: 65708/2-0 Sub:15 Op:40



Part: REWORK - REWORK / REPAIR PER N/C - N/C # _______
Drawing ID: SE141-115  Rev: 9 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY



SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLEBY INSPCHARACTERISTIC
J-1165 ALESS THAN 1.02MASTER GAGE* QA 854-R.UP



NC 20449
PERMEABILITY OF WELD TO BE LESS



*(10) THAN 1.02µ. 10-04-06



Employees: 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.



Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtinspct.qrp)
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File Attachment
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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



10/05/2006 STAINLESS 18058NDT#:Type of Material:Date of Inspection:



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



Part Information: Inspection Results:Test Results:
65708/2.0 -Sub:15 -Op:30MTM Job Number: Quantity Inspected: 1 Customer N/C #:
810-LIQUID PENETRANT INSPECTIResource ID: Quantity Accepted: 1 [x] Accepted
SE141-115Part ID: Quantity Rejected: 0 [  ] Rejected
MODULAR COIL, TYPE BPart Name: [  ] N/C-Report



Serial Number: [  ] ReworkRun Hours:
20449MTM N/C #:Customer P.O.: S005242-F



Customer Unit/Plant:



Inspection Criteria: Customer Inspection Pl
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:
A (Water Wash)  Method:DP-51Type of Penetrant:



Method of Drying: Forced Air FanBatch Number: 69-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



 Notes:
RE-INSPECT WELD AREA.



NO REJECTABLE INDICTION NOTE AT TIME OF RE-INSPECTION.



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



Inspector: Date: 674-S.WILLIAMS 10/05/2006



 /NDT:All /Dat:All /WO:65708 /Lot:2 /Spl:0 /Sub:15 /Op:30
User ID: GRIFFIT#  Date: 10/09/06Page: 1NDT001 n:\mtmapps\MTNDTLPI.QRP
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NC20449 PT Certification.pdf







Rework Proposal for 
Holes 19 thru 26:


•Oversize holes for a Ø2.50-6 UN 
insert.


•Inserts will be manufactured 
complete with the Ø1.375-6 ID 
thread.


•For 5 Blind Holes: bottom out 
insert in hole (approx. 1.6” deep) 
and tack weld in 4 places on 
flange. 


•For 3 Thru Holes: install insert 
and tack weld in 4 places on 
flange face and 4 places on back 
side of flange.


•All inserts will be faced off flush 
with Datum -E- flange.


SE141-115 Type B2 Flange Hole Rework Proposal


Page 1 of 2







Page 2 of 2





				2006-09-14T10:43:58-0400

		Phil Heitzenroeder





				2006-10-04T14:00:27-0400

		Brad Nelson





				2006-09-21T14:27:53-0400

		Mike Griffith

		I agree to the terms defined by the placement of my signature on this document
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Disposition:    Rework___     Repair ___     Use As Is___     Return to Vendor___     Scrap___    
 
 
 
 
 
 
 
 
 
 
 
 
For rework or repair of vendor supplied equipment, fill in information below: 
 
 # Hours    ________         $ Est Labor__________      $ G&A__________ 
 
    $ Material ________        $ Burden    __________      $ Total __________ 
 
 
 
Disposition by     ___________________________________________ 
 
 
Supervisor's Concurrence   ___________________________________________ 
   
 
Eng. Dept. Head Concurrence  ___________________________________________ 
 
 
Other (i.e., WCO/FPE) Concurrence ___________________________________________ 
 
 
 
 
 
PQA/QC Mgr Disposition Concurrence ___________________________________________ 
 
 
QA Field Verification by   ___________________________________________ 
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NCSX RFD 
Part I 


Number: 14-020 RFD Description:  Type A1 MCWF Flange 
Hole Modifications 


Initiator:  Mike Griffith Organization: Major Tool 


List of Impacted Documents: (Specification, MIT/QA Plan, SOW, drawing, etc.): 
SE141-114  
  
Cost Impact:  (If none, so state):  NONE  


Schedule Impact:  (If none, so state: NONE 


Quality Impact:  (If none, so state): NONE 


State Requirement Deviation is Requested For:  (Specification, MIT/QA Plan, SOW, 
drawing, etc.):  SE141-114    


Full Description of the Deviation Requested: (Use continuation pages, e-mails, letter, 
sketches, etc. as needed and include amplifying information as appropriate to support deviation 
request.): 
 
Major Tool noted casting interference at the bolt locations shown in the attached figures for 
the Type A  MCWFs (See Attachment 1).   RFD-14-018 addressed the resolution for the 
Type A2 through A6 MCWFs.  This casting interference is similar to what was noted on the 
type C winding forms, but more severe in these areas. 
 
After some discussion (teleconference the evening of March 29th), it was decided that this 
interference condition will be accepted “as is” for these locations on the A1 MCWF.  NCSX 
will need to weld in “pucks” with centrally located threaded holes for the studs.  (EIO has 
been requested to give a cost and schedule proposal to manufacture these studs).   However, 
the one exception to this is as shown on the annotation on SE141-114 for two holes which 
will be converted to tapped holes with threaded inserts as shown in Attachment 2 by MTM 
prior to shipment.     
 
Attachments:  


(1) Pictures showing interference details. 
(2) Annotated SE141-114 indicating the two holes which will be converted to tapped 


holes at MTM and the threaded insert that will be used. 
 
 
Initiator Signature:  Mike Griffith/Phil Heitzenroeder  
    
 
 







Attachment (1) 
Type A MCWF Interferences 


 


 
 
 


Relief area cut into cast wall 
The pictures below illustrate how much casting wall interference there will be on the type 
A casting.  The current machining models for all three winding forms have this 
interference problem to some degree.  The models have a 3” counterbore that extends 
.75” from the face and the remainder of the feature is a 1.5” radius (see below).  This is 
why Major Tool had to perform the grinding around the counterbores on C4 in order to 
get the 3” diameter gage to fit. 
 







 
 


 
 


 
 







Attachment (2) 
Proposed Resolution to Type A MCWFs 


 


 







 







 
 


NCSX RFD 
Part II 


Number: 14-020 RFD Description:  Type A1 MCWF Flange 
Hole Modifications 


RLM:  Brad Nelson Organization: ORNL 


Impact on Interfaces with Other WBS Elements/Items: (If none, so state):  NONE 


 
RLM Recommendation: 
 


  Approve    Do Not Approve  
 
Additional remarks:  
 
These modifications will be incorporated in a future revision to this drawing. In the interim 
that “stamp” process will be used to annotate SE141-114. 
 
Does this Change Impact Material Already Procured or Parts/Assemblies Already 
Assembled/Manufactured using this Material:    Yes    No 
 
If “Yes”, what is the recommended disposition of this material/part/assembly?  A1 Casting 
will be accepted “as is” with the exception of the two holes shown. 
 


 
RLM Signature:          
 
 
Project Disposition:   
 


  Approved.  No ECP required.    
 


         
                                                             NCSX Systems Engineering Support Manager 


 Approved. ECP will be assigned and processed. 
 
 


  Not Approved.  Reason(s) for disapproval:   
 
 


 
 





				2006-05-22T10:25:47-0400

		Phil Heitzenroeder

		I am approving this document





				2006-05-22T14:03:11-0400

		Brad Nelson





				2006-05-22T09:04:39-0400

		Bob Simmons

		I have reviewed this document












NCSX RFD 
Part I 


Number: 14-020 RFD Description:  Type A1 MCWF Flange 
Hole Modifications 


Initiator:  Mike Griffith Organization: Major Tool 


List of Impacted Documents: (Specification, MIT/QA Plan, SOW, drawing, etc.): 
SE141-114  
  
Cost Impact:  (If none, so state):  NONE  


Schedule Impact:  (If none, so state: NONE 


Quality Impact:  (If none, so state): NONE 


State Requirement Deviation is Requested For:  (Specification, MIT/QA Plan, SOW, 
drawing, etc.):  SE141-114    


Full Description of the Deviation Requested: (Use continuation pages, e-mails, letter, 
sketches, etc. as needed and include amplifying information as appropriate to support deviation 
request.): 
 
Major Tool noted casting interference at the bolt locations shown in the attached figures for 
the Type A  MCWFs (See Attachment 1).   RFD-14-018 addressed the resolution for the 
Type A2 through A6 MCWFs.  This casting interference is similar to what was noted on the 
type C winding forms, but more severe in these areas. 
 
After some discussion (teleconference the evening of March 29th), it was decided that this 
interference condition will be accepted “as is” for these locations on the A1 MCWF.  NCSX 
will need to weld in “pucks” with centrally located threaded holes for the studs.  (EIO has 
been requested to give a cost and schedule proposal to manufacture these studs).   However, 
the one exception to this is as shown on the annotation on SE141-114 for two holes which 
will be converted to tapped holes with threaded inserts as shown in Attachment 2 by MTM 
prior to shipment.     
 
Attachments:  


(1) Pictures showing interference details. 
(2) Annotated SE141-114 indicating the two holes which will be converted to tapped 


holes at MTM and the threaded insert that will be used. 
 
 
Initiator Signature:  Mike Griffith/Phil Heitzenroeder  
    
 
 







Attachment (1) 
Type A MCWF Interferences 


 


 
 
 


Relief area cut into cast wall 
The pictures below illustrate how much casting wall interference there will be on the type 
A casting.  The current machining models for all three winding forms have this 
interference problem to some degree.  The models have a 3” counterbore that extends 
.75” from the face and the remainder of the feature is a 1.5” radius (see below).  This is 
why Major Tool had to perform the grinding around the counterbores on C4 in order to 
get the 3” diameter gage to fit. 
 







 
 


 
 


 
 







Attachment (2) 
Proposed Resolution to Type A MCWFs 


 


 







 







 
 


NCSX RFD 
Part II 


Number: 14-020 RFD Description:  Type A1 MCWF Flange 
Hole Modifications 


RLM:  Brad Nelson Organization: ORNL 


Impact on Interfaces with Other WBS Elements/Items: (If none, so state):  NONE 


 
RLM Recommendation: 
 


  Approve    Do Not Approve  
 
Additional remarks:  
 
These modifications will be incorporated in a future revision to this drawing. In the interim 
that “stamp” process will be used to annotate SE141-114. 
 
Does this Change Impact Material Already Procured or Parts/Assemblies Already 
Assembled/Manufactured using this Material:    Yes    No 
 
If “Yes”, what is the recommended disposition of this material/part/assembly?  A1 Casting 
will be accepted “as is” with the exception of the two holes shown. 
 


 
RLM Signature:          
 
 
Project Disposition:   
 


  Approved.  No ECP required.    
 


         
                                                             NCSX Systems Engineering Support Manager 


 Approved. ECP will be assigned and processed. 
 
 


  Not Approved.  Reason(s) for disapproval:   
 
 


 
 





				2006-05-22T10:25:47-0400

		Phil Heitzenroeder

		I am approving this document





				2006-05-22T14:03:11-0400

		Brad Nelson





				2006-05-22T09:04:39-0400

		Bob Simmons

		I have reviewed this document












NCSX RFD 
Part I 


Number: 14-020 RFD Description:  Type A1 MCWF Flange 
Hole Modifications 


Initiator:  Mike Griffith Organization: Major Tool 


List of Impacted Documents: (Specification, MIT/QA Plan, SOW, drawing, etc.): 
SE141-114  
  
Cost Impact:  (If none, so state):  NONE  


Schedule Impact:  (If none, so state: NONE 


Quality Impact:  (If none, so state): NONE 


State Requirement Deviation is Requested For:  (Specification, MIT/QA Plan, SOW, 
drawing, etc.):  SE141-114    


Full Description of the Deviation Requested: (Use continuation pages, e-mails, letter, 
sketches, etc. as needed and include amplifying information as appropriate to support deviation 
request.): 
 
Major Tool noted casting interference at the bolt locations shown in the attached figures for 
the Type A  MCWFs (See Attachment 1).   RFD-14-018 addressed the resolution for the 
Type A2 through A6 MCWFs.  This casting interference is similar to what was noted on the 
type C winding forms, but more severe in these areas. 
 
After some discussion (teleconference the evening of March 29th), it was decided that this 
interference condition will be accepted “as is” for these locations on the A1 MCWF.  NCSX 
will need to weld in “pucks” with centrally located threaded holes for the studs.  (EIO has 
been requested to give a cost and schedule proposal to manufacture these studs).   However, 
the one exception to this is as shown on the annotation on SE141-114 for two holes which 
will be converted to tapped holes with threaded inserts as shown in Attachment 2 by MTM 
prior to shipment.     
 
Attachments:  


(1) Pictures showing interference details. 
(2) Annotated SE141-114 indicating the two holes which will be converted to tapped 


holes at MTM and the threaded insert that will be used. 
 
 
Initiator Signature:  Mike Griffith/Phil Heitzenroeder  
    
 
 







Attachment (1) 
Type A MCWF Interferences 


 


 
 
 


Relief area cut into cast wall 
The pictures below illustrate how much casting wall interference there will be on the type 
A casting.  The current machining models for all three winding forms have this 
interference problem to some degree.  The models have a 3” counterbore that extends 
.75” from the face and the remainder of the feature is a 1.5” radius (see below).  This is 
why Major Tool had to perform the grinding around the counterbores on C4 in order to 
get the 3” diameter gage to fit. 
 







 
 


 
 


 
 







Attachment (2) 
Proposed Resolution to Type A MCWFs 


 


 







 







 
 


NCSX RFD 
Part II 


Number: 14-020 RFD Description:  Type A1 MCWF Flange 
Hole Modifications 


RLM:  Brad Nelson Organization: ORNL 


Impact on Interfaces with Other WBS Elements/Items: (If none, so state):  NONE 


 
RLM Recommendation: 
 


  Approve    Do Not Approve  
 
Additional remarks:  
 
These modifications will be incorporated in a future revision to this drawing. In the interim 
that “stamp” process will be used to annotate SE141-114. 
 
Does this Change Impact Material Already Procured or Parts/Assemblies Already 
Assembled/Manufactured using this Material:    Yes    No 
 
If “Yes”, what is the recommended disposition of this material/part/assembly?  A1 Casting 
will be accepted “as is” with the exception of the two holes shown. 
 


 
RLM Signature:          
 
 
Project Disposition:   
 


  Approved.  No ECP required.    
 


         
                                                             NCSX Systems Engineering Support Manager 


 Approved. ECP will be assigned and processed. 
 
 


  Not Approved.  Reason(s) for disapproval:   
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		I have reviewed this document
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