 PPPL Quality Notes for the Week of 1/30/06
Tuesday Teleconference 9 AM EST

(877) 952-1506, Passcode: 833648
1. Closed Items: 
1.1. PPPL provided RT locations for corrective action on MTM NC 18776 on 1/23. 
1.2. PPPL provided a VPI groove gage drawing to EIO.  This gage is also in NCSX-CSPEC-141-03-11, Draft D.
1.3. EIO comments on draft NCSX-CSPEC-141-03-11 received 1/26 & 27. 

1.4. 1/30 EIO email implies that the coordinates  provided in the draft table of coordinates for Type C MCWF dimensional inspection were acceptable and now that preferred format has been agreed upon, all that is left is to provide similar information for the Type A & B MCWF’s.  Please let us know if this is not correct.
2. Pending from EIO:

2.1.  (EIO, MTM) Provide the updated MTM process outline. In addition to the processing changes discussed, these inspections changes should be included:
2.1.1. Revised IDC that shows CMM inspection of every other hole on Tee.  All holes will still be inspected for cleanliness and thread integrity.
2.1.2. Revised IDC that shows hand tool inspection of poloidal break dimensions.

Status: (Open) PPPL requested interim processing plan(s) on 1/6 and stated that reviews would be for major issues only. MTM to deliver a plan this week (expected at PPPL by 2/3).
2.2. (EIO, MTM,MTK) Complete corrective action (RT) for dispositioned MTM NC 18776 (C3) addressing rejectable LPI indications found during machining. 
Status: (Open) C-3 NC 18776 will remain open until radiograph of ~18” of the adjacent flange region has been accomplished and it is verified that those regions are free of unacceptable indications. 
2.3. 
(EIO, MTM) Develop a UT Technique and submit the procedure and procedure qualification for examining the high stress areas of the casting.
Status: (Open) New due date is end of February.  In the interim, RT of the high stress area will be performed.  
2.4. (EIO, MTM) RFD’s for port cut-out deviations that:
2.4.1. were seen on C-Type MCWF’s.
Status: (Open)  
2.4.2. are expected on A & B Type MCWF’s. 

Status: (Open)  
2.5. Update CA 1347 (provided 1/24 and concerning the A-1 casting thin wall and actions to ensure wall thickness consistency on subsequent castings) with minimum wall verification on A-2 & A-3.
Status: (Open)
3. Pending from PPPL 

3.1. Disposition MetalTek CA 1538 for B-1 Thin wall condition. Note from EIO: MTK is looking to secure permission to commence rework of the B pattern for areas not related to the thin wall condition (in order to meet the aggressive schedule set forth on 1/14).    This issue is considered “HOT”. PPPL: Areas include flange, tee, and wall, at minimum.  MTK may add weld to tee to assure that part can be located in casting. Rework probably includes modifying tee to ensure that later B-Types do not have tee problem. Rework to address areas where EIO wants improvement should not need PPPL permission.
Status: (Open) due 1/31.  

3.2. Disposition MetalTek CA 1537 (provided 1/24) for B-1 Chemistry. Note that CA includes a request to increase allowable Phosphorous levels.
Status: (Open) 
3.3. Disposition CA 1536 (provided 1/24) for A-3, A-4, A-5, & C-6 chemistry. Note that CA includes a request to increase allowable Manganese levels.
Status: (Open) 
3.4. Disposition final MetalTek CA1323 (1/24) - for erroneous reported chemistry (sulfur and phosphorous values for C-1 through C-4, A-1 & 11 shims, and Manganese on those castings, plus C-5).  Note that C-1 & C-2 packages will not be complete until this NCR is closed.
Status: (Open).  
3.5. Revise drawings to incorporate changes shown below resulting from 1/4, 5, & 6 meeting and to incorporate RFD 14-012 changes.
3.5.1. Drawing change for new conical feature to replace spherical seats.

3.5.2. Change to reference dimensions where tolerances are not needed.
3.5.3. Drawing change increasing tolerance at extended wing.

3.5.4. Provide inspection points for each MCWF Type.
Status: (Open) new date is 2/2.  

4. New Specification & Drawing Changes:
4.1. Draft NCSX-CSPEC-141-03-11 includes the following changes based on the 1/4, 5, & 6 meeting.

4.1.1. Reduced inspection grid for dimensional verification. 
4.1.2. Relaxed surface finish at extended wing.
4.1.3. Relaxed tee stud and poloidal break inspection technique.

4.1.4. Reduced magnetic permeability measurements (also resulted in change to SOW dropping the requirement to provide a grid).

4.1.5. Provided an alternative to individual lot testing of weld filler material (ref. NC 18831). 
