Major Tool

1. They are 75 % done on the machining of the plates which will be used to hold all 3 coil types


2. 75% of the programming for machining the C coil has been completed


3. 50% of the programming for machining Coils A&B has been completed


4. MIT plans for all aspects except LPI (liquid penetrate inspection) have been submitted to EIO & PPPL for approval on 1/17


5. Machining simulations & “dry runs” on the prototype have shown that certain areas of the Coil C casting (on the base of the race track) cannot be reached with the equipment currently proposed. This will be discussed more at meeting on 1/19 at Major Tool

6. Major Tool needs to review the depth of tapping in all holes on print with PPPL. Certain holes would be very difficult to tap to the depth currently specified. All parties (Major Tool & PPPL) agree that is preferable to change all of the holes to a lesser tap depth if possible rather than the few problem holes. Dave Williamson to review to get location of holes in question & see how much (if any) relief can be offered.


7. Major Tool owes PPPL suggested location of permanent fiducials


8. In future, Major Tool has agreed that EIO will first send any deviation requests to Lawton & Metal Tek for review prior to submitting anything to PPPL – That way both Metal Tek & Lawton will be able to confirm that these deviation requests do not negatively impact, or add cost to either the pattern or foundry operations.


9. Major Tool is getting a quote from 3D Scanco for final measurement of all castings. Kevin Bowling thinks this could be a lot quicker than the planned CMM inspection.


10. Major Tool has identified several other print Vs model differences. These will be discussed at the meeting on 1/19


Metal Tek

1. Coil C casting has 1 area that shifted – roughly 10-12” long – on rim of casting. Metal Tek is trying to determine root cause of problem.


2. Due to the problem above, Metal Tek may want to add back in the stock to this rim removed at Princeton’s insistence to reduce weight. Weight penalty is approximately 800 lbs. Would be hard to machine off as it would require back spot facing entire surface.


3. Adding this stock back could also require at least 1 additional solidification model plus reworking of 1 core box by Lawton.


4. Another area of the casting is exhibiting localized shrink. Initial consensus seems to be that there was a shift in the riser attached to this area.


5. Both areas (indicated in # 1 & 4) will be upgraded via welding per our spec previously submitted to PPPL.


6. Coil C pattern is being crated & is expected to ship back to Lawton for repair. Estimated time for repair (according to Metal Tek) 3-4 weeks.


7. Due to problems above, Metal Tek is running another solidification model on Coil A to revalidate certain aspects of the previous run.

8. Coil B solidification task has gone through 2 iterations. Now on hold pending resolution of new modeling on A pattern.


9. Coil C1 was shipped from Milwaukee on 1/18 – Should have arrived that evening.

10. Due to a possible push out of Coil A pattern delivery until April 1st we discussed Metal Tek pouring a 3rd C casting prior to pouring the 1st A – This would make a tentative schedule of   


C1 – poured 12-20
C-2 – poured end of February
C-3 – poured end of March
A-1 – Poured mid April


11. Metal Tek is very reluctant to commit to the changed schedule due to the minor problems on the C pattern & prior to reviewing NDT. This does remain a viable option though


Lawton

1. Brad Goddard announced that he had to move out the delivery schedule for the A & B patterns so as to eliminate all overtime from the schedule. New schedule is Pattern A – On or before April 1st Pattern B – On or before July 1st.


2. Lawton said that Don Dickert is over 50% complete on the modeling for A pattern.


3. Pattern shop is “approximately 2 weeks behind Don” on finishing up the A pattern.


4. Lawton reviewed initial data & overlays from 3D Scanco – Showed slides to PPPL. Overall data seems good – Did identify the 1 area noted above where rim was out of alignment.


PPPL
1. Frank Malinowski felt that there were several areas where Metal Tek’s X-Ray vendor could improve their process.  He felt that there were some changes needed to the MQS procedure. These were all minor, “housekeeping” changes


2. Frank is not sure that Metal Tek’s MTS on a higher level of LPI on high stress areas covered all of the areas outlined by Dave Williamson


3. Frank would like to see a procedure from Scanco on their dimensional inspection. This does not have to be a full blown MTS – A checklist of procedures would suffice


4. As the dimensional inspection for all future coils (after C1, B1 & A1) will be using a different technique, we will need to submit a changed MTS highlighting any changes. Per Chuck Rudd – we would do this by submitting a new MTS with any changes tracked in a revision history index.


5. Frank asked a general question on the level of sensitivity of the equipment that Metal Tek will use to check any casting upgrades. Frank’s concern is that Metal Tek’s equipment might not be able to see all the way through a major structural welding area of 4” or greater. 

6. Frank would like to see more “forward looking reporting” in the weekly report.

7. Phil was thinking that it would be nice to see a new section added to the weekly report – A general area of concerns & ideas – This actually sounds (to me) like a perfect GrandView topic – A general threaded discussion for brainstorming with no contractual obligations.

8. PPPL has a Rapid Response program in effect at the lab used to implement engineering changes in a program when an ECN is requested by a vendor. They want to start using this on the NCSX program. Official contract change would be made later after the ECN has been approved. Discrepancy & deviation requests similar to Major Tool’s could then be handled in hours instead of days.
