PPPL Quality Notes for the Week of November 21, 2005
Teleconference Tuesday 9 AM EST (877) 952-1506, Passcode: 833648
1. Closed Items: None when notes were written on 11/18/05
2. Pending from EIO:  

2.1. 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).  As of 10/25 MTK is awaiting return of the new Stellalloy standard from the 2nd lab.  Note:   due by 11/21.  Note:  Chuck is in the process of updating the corrective action – MTK wants to obtain more test results using Stellalloy calibration “buton” (rather than a similar alloy) before finalizing.  
2.2. For A-1, update MetalTek chemistry in the documentation package and spreadsheets to report the post-PM MetalTek Product Analysis with the Wisconsin Centrifugal results as validation. (ref. 2.2, above). As of 11/10, the C-1, C-2 & preliminary C-3 packages are updated and posted. Note: Frank  notes 3 of 4 are updated – C3 incorporated into doc. Package but the others are yet to be incorporated into doc. Packages.  
2.3. Address comments from PPPL review (10/13) of MTM C-1 data package. The first 3 are items for inclusion in the updated MTM C-1 documentation package. The other 2 concern documentation for C-2 and on.      
2.3.1. Provide corrected electrical inspection results for C-1. Document posted 10/28. This needs to be incorporated into the C-1 documentation package.
2.3.2. For C-1 and future castings, provide completed shop travelers or process sheets. C-1 document posted 10/28. This needs to be incorporated into the C-1 documentation package.  
2.3.3. 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.
2.3.4. 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. 
2.3.5. For future castings, include surface inspection grid. 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.  
2.4. Update of CA 1347 with the outcome of EIO investigation into the A-1 casting thin wall and actions to ensure wall thickness consistency on subsequent castings. Note:  still open, awaiting A2 and A3 measurements to confirm dimensional consistency.  NO Change 
2.5. Provide a copy of the issued 9/28/05 revision of MetalTek casting Quality Plan (conditionally approved - 10/11 email), with the noted changes. Will follow issuance of Rev.10 of NCSX-CSPEC-141-03. Note   spec was issued;  Chuck thinks he will revise next week.  
2.6. Provide a copy of the updated MTM process outline incorporating recent changes. Will follow issuance of Rev.10 of NCSX-CSPEC-141-03  Note   spec was issued;  Kevin expects to get revision to NCSX by 12/6.
2.7. EIO/MTM input on PPPL C-1 NCR’s 3618, 3619, 3620, & 3621. Due 11/9   Input for 3617 provided on 11/10 in form of MTM internal NCR. Discussed with Mike G. – he’ll send an email addressing the remaining four.    Note:  Frank discussed with Mike & Kevin during his visit;  he suggested they  send an e-mail with elaborations. MTM hopes to supply by 11/28. 
2.8. MTM NCR addressing elongation below specification requirements for Metrode ER316Mnnf, Batch # W020132, used to repair C-1.   Note:  MTM will supply by 12/5.   
2.9. Room temperature tensile test results for Metrode ER316Mnnf, Batch # W020132, MTM used to repair C-1.   Note: Looking for actual tests on that heat of wire yet.  If they can’t get this from Metrode, they will make specimens and test.  Will “gap” 316 plates and fill in with Metrode to make pure Metrode specimens.   
2.10. Results of MTK review of what caused the porosity in C-6.  Note:  Possible root causes are insufficient burn-out of mold; core wash not being adequately dried; atmospheric moisture; metal gas.  Actual root cause not apparent – therefore MTK plans to attack all potential causes.  Note:  Chuck says their plan is to go forward with “best foot forward” (ie, combination of actions).  
3. Pending from PPPL

3.1. Review and disposition MTM C1 NCR NC 18297 for dimensional nonconformances. Revised copy received 11/10.  Note:  Phil to process as proposed last week.  (by 11/28)
3.2. Review and disposition MTM C1 NCR NC 18315 for missing dimensional inspection data. Revised copy received 11/10.  Note:  Phil to process as proposed last week (11/28) 
3.3. Disposition outstanding PPPL C-1 NCRs: (requires EIO input – see 2.6, above)  
3.3.1. PPPL 3617 - MTM hole numbering,  DONE.
3.3.2. PPPL 3618 - MTM PB Fasteners, (Note:  Phil will set up conf. call (hopefully today) to discuss with Dick Reed, Kevin, and Brad.  Tentative plan is to procure 30% of fasteners with PPPL responsible for replacement costs of those not meeting permeability requirement.   
3.3.3. PPPL 3619 – Cooling Tube hole drilling,  Note:  Phil will set up conf. call  (hopefully today) with Brad, David, and Kevin to discuss.  
3.3.4. PPPL 3620 – PB Shim contour,  Note:   For c2 the shim is like C1 but future shims will be machined with contours. 
3.3.5. PPPL 3621 – MTM back spot face/thru-hole interference.  Note:  MTM will hand grind off extra stock as required to eliminate interference.  
3.4. Review MetalTek special process personnel qualifications. DCMA has reviewed these. PPPL will also review, but with lower priority than other items on this list. Note:  Unchanged.  
3.5. Advance review of preliminary MetalTek documentation packages for:

3.5.1. C-2, Review updated version posted 11/8 addressing PPPL comments.   Note:  new version posted;  will be reviewed.  
3.5.2. A-1 and C-3. Note still under development. Partial C-3 posted. A-1 to come. 
4. Specification and drawing changes.  Revision 10 of NCSX-CSPEC-141-03 is in the signature cycle and is likely to be issued by the time of the Tuesday teleconference.
4.1. PPPL to follow up on tolerance update on Sheet 10 of 141-116, zone D2.  Need to get drawing posted and notify EIO through Larry and added to drawing change list in the spec.  Note:  drawing updated and will be formally transmitted with spec revision. Note:  Phil  will check on status with David.  
4.2. NCSX-CSPEC-141-03-10 includes this wording in 3/1/1/8:  Note:   This is now in Rev 10 which has been issued.  
3.1.1.8 Inspection for Internal Defects in the High Stress Areas

Each casting shall be free of internal defects exceeding 0.080” (major dimension) in the web

region of the Tee in the High Stress Areas (as defined in Appendix A - 7.1 ) . Radiographic

inspection or radiographic inspection in combination with ultrasonic (UT) inspections shall be

used. Radiographic inspections shall be performed as defined in MSS SP 54. UT inspections

shall be performed in accordance with procedures and personnel qualifications submitted to

PPPL for approval prior to use. Defects exceeding these limits shall be repaired per Section

3.2.3.2 (Repairs) if performed prior to any significant amount of machining has been

accomplished. Defects exceeding those limits which are identified after the winding form is

significantly machined (i.e., within 0.25” of final dimensions) shall be reported on an NCR for

evaluation. Repairs at that stage shall only be made if formally approved in the disposition of the

NCR, and as defined in the NCR disposition.
