Updated PPPL Quality Notes for the Week of October 24, 2005 

Teleconference Tuesday 9 AM EST (877) 952-1506, Passcode: 833648
1. Closed Items: 

1.1. MTK mechanical test results at -320F for Lincoln Lot # 3018513/78308 received and accepted. 
2. Pending from EIO:  

2.1. Update outstanding C-1 NCR’s with documentation of completion of corrective action(s). PPPL looking for documentation that the CA has been completed on each of these. DCMA signoff desired.  MTM: expect to close out by COB 10/26 but won’t get DCMA signoff this time. Will do in the future. 
2.1.1. MTK chemistry CA 1323 (2.2 below),
2.1.2. MTM tool gouge NC17399 (1st weld repair),
2.1.3. MTM tool gouge NC 17452 (flange face gouge weld repair),
2.1.4. MTM tool gouge NC 17746 (gouges & dents), (E-16)
2.1.5. MTM tool gouge NC 18022 (Tee tool gouge weld repair),
2.1.6. MTM tool gouge NC 18237 (tool gouges-blend).
2.2. Update MetalTek CA1323 - 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).  (E-3 & 4) 
2.2.1. MetalTek is having a Stellalloy standard characterized for use on their spectrometer and will use this reference standard for all future analyses. Wisconsin Centrifugal has characterized the standard.  It is at another lab for 2nd characterization as of 10/3.  MTK reviewing the data.
2.2.2. Starting with Casting C-5, all chemistry will also be analyzed at Wisconsin Centrifugal as a check of the MetalTek results. PPPL has seen the results of chemical analysis from Wisconsin Centrifugal for C-5 and C-6. 
2.3. For the submitted C-1, C-2, C-3 & A-1 documents, update MetalTek chemistry in the documentation packages and spreadsheets to replace the MetalTek chemical analysis with the Wisconsin Centrifugal analysis (ref. 2.2, above). Will Wisconsin Centrifugal certifications be provided? (E-5) PPPL: approach described in draft of 10/4 (Original Ladle + MTK post spectrograph PM Product analysis + WC validation on MTK MTR) could be acceptable. Future castings will have the MTK Ladle analysis with the WC product analysis included as validation.
2.4. Submit MTM special process personnel qualification package (applies to C-1 and likely future castings). (E-12) Note: the LPI certification was hand delivered during 10/13 visit.  MTM will provide a more detailed document, as discussed with PPPL. EIO: by COB 10/27.
2.5. Address comments from PPPL review of MTM C-1 data package, emailed 10/13, which included (E-5): MTM aiming to wrap up by COB 10/26.
2.5.1. Provide corrected electrical inspection results for C-1. (E-15)
2.5.2. For future castings, report surface finish for the “L” sections of the Tee (125 requirement) separately from the rest of machined areas (250 requirement).  Report location and extent for all out of tolerance areas separately. (E-14)  PPPL: revising the spec.
2.5.3. Include surface inspection grid in future packages. For magnetic permeability, agreed to have DCMA witness and have photos taken in progress.  This will not be complete mapping.  Dimensional inspection grid should be apparent from results.  
2.5.4. Address the 4” x 4” and 2” x 2” dimensional grids that, in some locations, were not obtained. (E-17)  Handle as a revision to MTM NCR 18315.
2.5.5. For C-1 and future castings, provide completed shop travelers or process sheets.

2.5.6. Include missing C-1 certifications for weld material, identified as Items #8 & #9 (mc106164.tif & mc106579.tif) in the TOC, and for G11 flat sheet, item #10, (mc107081.tif) in the digital package.  Hardcopies of the weld material certifications showing chemical composition and typical mechanical properties at room temperature (RT) and CVN at -193°C were provided, but actual mechanical properties at 77k and 293K have not been seen. Info provided in initial PQR for MTM weld procedure. MTM will provide number.
2.6. Report of the outcome of EIO investigation into the cause of the thin A-1 casting wall and actions to ensure wall thickness consistency on subsequent Type A castings, as well as, to minimize the chances of recurrence on the Type B casting. It is noted that initial measurements of A-2, taken 10/5, show acceptable wall thickness and that better assembly methods are the suspected difference. (E-2)   Status:  Due 10/25/05. Received update 10/25. MTK CA 1347- Still open until A-2 completes dimensional checks.
2.7. Provide MTK NCR(s) for noncompliant chemistry of Metrode Lot # WO21735 and Metrode Lot # WO19711 weld material. NCR’s must identify the castings on which this material was used. Note that these lots conform to EN1600.  The Lincoln material used by MTK (LNM 4455) and the Metrode material used by MTM (ER316MnNF) both comply with EN12072, the standard from which the NCSX-CSPEC-141-03-09 chemistry table was derived. (E-11).  NCR received 10/24; update requested showing which castings used this material. MTK promised 10/31.
PPPL & consultants evaluating the acceptability of EN1600 based on risks of hot cracking & permeability problems. (Item 3.8)  
MTK notes that weld procedures (PQRs) were based on the Metrode material. This may create problems for weld procedure qualification. Action: PPPL to review. 
2.8. Copies of the actual issued versions of revised MetalTek casting MTS and Shim MIT/QA Plan (conditionally approved - 10/11 email), with the noted changes (one per document), must be provided to PPPL. (E-7 & E-8)  MTK requests PPPL comments be re-sent.  PPPL will re-send.
3. Pending from PPPL

3.1. Review and disposition MTM C1 NCR NC 18297 for dimensional nonconformances. (due 10/21)  Overdue
3.2. Review and disposition MTM C1 NCR NC 18315 for missing dimensional inspection data. (due 10/21)  Overdue
3.3. Disposition outstanding PPPL C-1 NCRs: Responsibility: PPPL.  But for expediency PPPL will send copies of these to EIO/MTM tomorrow.
3.3.1. PPPL 3617 - MTM hole numbering, 

3.3.2. PPPL 3618 - MTM PB Fasteners, 

3.3.3. PPPL 3619 – Cooling Tube hole drilling, 

3.3.4. PPPL 3620 – PB Shim contour, 

3.3.5. PPPL 3621 – MTM back spot face/thru-hole interference.
3.4. Review and disposition of CA 1379 addressing unsuccessful A-1 Casting weld filler metal test and the re-test information sent on 9/15.  CA is approved, PPPL needs to track down signed copy or sign another copy!  (due 10/21)  PPPL is getting another copy signed. No issues other than administrative delay.
3.5. Review MetalTek special process personnel qualifications. (E-6) DCMA has reviewed these. PPPL will also review, but with lower priority. Still low priority.
3.6. Advance review of preliminary MetalTek documentation packages for:

3.6.1. C-2 (E-1), note: partially reviewed.  Comments sent to EIO on 10/17.    
3.6.2. A-1 (E-9) and C-3 (E-10). Note that these preliminary packages are still being updated by EIO and will be reviewed by PPPL as time permits to reduce delays later.  C-2 has higher priority.   Discussed the usefulness and maintenance of the spreadsheet. It is both an index and potentially a status document provided it is maintained. Action: EIO internal discussion.
3.7. Specification and drawing changes.  Draft revision 10 of NCSX-CSPEC-141-03 changes are still under discussion.  These include:
3.7.1. Radiography acceptance standard additions.
3.7.2. Changing post-machining LPI acceptance standard from A902 Level II to Level I.  (LI  max  allowable Linear. 1/16”, nonlinear 1/8” -- LII max. allowable Linear 1/8”, nonlinear 3/16”) MTM indicated this was no problem as they currently check the entire tee to the LI standard anyway (easier than having 2 acceptance standards).
3.7.3. Also coming are drawing changes including proposed new tolerances for spherical seats and proposed new tolerances/possible machining of the female wing area. 
3.8. PPPL to evaluate whether EN1600 is acceptable for weld material and if so, modify the NCSX-CSPEC-141-03 chemical table.  EN1600 allows lower levels of Cr (15-18 vs. 16.5-19.5) and Ni (14-17 vs. 15-18) and much lower levels of Mn (1-4 vs. 5-9). 
