PPPL Quality Notes for the Week of November 7, 2005
Teleconference Tuesday 9 AM EST (877) 952-1506, Passcode: 833648

NOTE: PPPL call will originate from the Procurement, rather than the Engineering, conference room

1. Closed Items: 
1.1. MTM tool gouge NC 17746 (gouges & dents), 
1.2. MTM tool gouge NC 18237 (tool gouges-blend). (E-19)
1.3. MTM tool gouge NC 17399 (1st weld repair), 
1.4. With the update of the MetalTek chemistry (MTR), the PPPL comments on the MetalTek portion of the C-1 documentation package have been addressed. (E-5)
Note:  Just need Major Tool portion and an official submittal.  
2. Pending from EIO:  

2.1. Update outstanding C-1 NCR, MTM tool gouge NC 17452 (flange face gouge weld repair), (E-17) with documentation of completion (DCMA signoff desired, but not mandatory) of corrective action(s). Note:  NC18236 & 18238 had no MTM CA and so were already closed in PPPL’s system. NC18022 applies to C-2 (E-18)  
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).  As of 10/25 MTK is awaiting return of the new Stellalloy standard from the 2nd lab.   Note: Not sure if it’s back – not in use
2.3. For the C-2, C-3 & A-1 documents, update MetalTek chemistry in the documentation packages and spreadsheets to report the post-PM MetalTek Product Analysis with the Wisconsin Centrifugal results as validation. (ref. 2.2, above). As of 10/28, the C-1 package is updated and posted. (E-4)   .   
2.4. Address comments from PPPL review (10/13) of MTM C-1 data package, which included (E-5):  Note:  Kevin will respond to all of the below by Wednesday, 11/9.
2.4.1. Provide corrected electrical inspection results for C-1. (E-15) Document posted 10/28. This needs to be incorporated into the C-1 documentation package.
2.4.2. 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)  
2.4.3. 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.  
2.4.4. Revision of NC18315 with proposed corrective action addressing the 4” x 4” and 2” x 2” dimensional grids that, in some locations, were not obtained and other areas that were not inspected on C-1. (E-16)  
2.4.5. 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.  
2.4.6.  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.
2.5. Update of CA 1347 with the outcome of EIO investigation into the thin A-1 casting wall and actions to ensure wall thickness consistency on subsequent castings. (E-2)  
2.6. Copy of the actual issued version of revised MetalTek casting MTS (conditionally approved - 10/11 email), with the noted changes, must be provided to PPPL. (E-7)  Due 11/4  Note:  MTK is awaiting for Rev. 10 of the spec – Chuck will send Frank the current MTS. 
2.7. EIO to evaluate practicality of using the casting summary spreadsheets as status documents in addition to document package indexes.  Note:  This refers to “real time” posting – EIO does want to use it as an index internally- not yet sure if it will meet NCSX’s initent.   Frank notes NCSX  (or EIO) needs  to review  chemistry and test results as early as possible to be sure there’s no issues in a poured casting.    
2.8. EIO/MTM input on PPPL C-1 NCR’s 3617, 3618, 3619, 3620, & 3621. Due 11/4   Note:  MTM will supply by Wednesday, 11/9.  
2.9. MTM updated process outline incorporating recent changes.  Note:  MTM has this in process now.  Will re-submit shortly after Rev10 is received– changes will apply to all 3 casting types.
2.10. MTM NCR addressing elongation below specification requirements for Metrode ER316Mnnf, Batch # W020132, used to repair C-1.  Note:  NCSX spec requires elongation for weld wire to be the same as for the casting alloy.  MTM (Kevin)  will submit a NCR - PPPL will review the spec requirements and consider possible change to elongation requirement for weld wire.   
2.11. Room temperature tensile test results for Metrode ER316Mnnf, Batch # W020132, MTM used to repair C-1.  Note:  Kevin accepts this and will work on this.   Frank notes that the supplier might be able to supply test data for this batch.  
3. Pending from PPPL

3.1. Review and disposition MTM C1 NCR NC 18297 for dimensional nonconformances. Overdue NOTE:  This is an extremely long list that requires cross referencing with other documents.  The main issue is if any tolerances/requirements can be revised for future castings.  Note:  MTM will revise the list to be consistent with Frank’s IDC list.
3.2. Review and disposition MTM C1 NCR NC 18315 for missing dimensional inspection data. (due 10/21)  ON HOLD - MTM will revise with proposed corrective action.  
3.3. Disposition outstanding PPPL C-1 NCRs: (requires EIO input – see 2.8, above) 
3.3.1. PPPL 3617 - MTM hole numbering, (E-13)  
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 is signing another copy – overdue. Note: In process at PPPL.
3.5. Review and disposition MTK CA 1423 for noncompliant chemistry of Metrode Lot # WO21735 and Metrode Lot # WO19711 weld material. 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. MTK notes that weld procedures (PQRs) were based on the Metrode material. 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). (E-11).    Note:  In process at PPPL.
3.6. Review MetalTek special process personnel qualifications. (E-6) DCMA has reviewed these. PPPL will also review, but with lower priority.  NOTE:  NCSX to add “Web” and “base” callouts to the drawing in Appendix A. 
3.7. Advance review of preliminary MetalTek documentation packages for:

3.7.1. C-2 (E-1), note: partially reviewed.  Comments sent to EIO on 10/17.    
3.7.2. 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.  
3.8. Specification and drawing changes.  Revision 10 of NCSX-CSPEC-141-03 was in the signature cycle, but is being held until the radiography discussions are completed.  There only changes in the current version that have not already been provided to EIO in draft form are:
3.8.1. Radiography of the shim, accidentally omitted from 4.2, has been added back.
3.8.2. The red outline on Figure 7-1 was modified to no longer show the base as High Stress.

3.8.3. In 3.2.2.1, “Strict adherence to the dimensions and tolerances defined in the production drawings referenced in Section3.2.1.”  has been changed to “Strict adherence to the dimensions and tolerances defined in the production drawings referenced in Section 3.2.1 is required.”
3.8.4. In 3.2.1 “These items shall be fabricated in accordance with the models and drawings Pro/Engineer CAD files listed in.” has been changed to “These items shall be fabricated in accordance with the Pro/Engineer CAD files listed in Table 6-1.”  
3.8.5. PPPL to follow up (with Dave and Tom)  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.  
Discussion of Radigraphy Inspection Requirements: (follow-up to yesterday’s conference call with B. Nelson, F. Malinowski, K. Bowling, N. Horton, P. Heitzenroeder, & L. Sutton).

· Kevin discussed  UT on castings with MTM’s personnel.  They’d prefer using this for the web inspection and feel that they can find that flaw size without any problem.  

· Suggest 90 degree radiography shot;  validate as much as possible with angle shot upon inspection.

· This would detect flaws that could be readily weld repaired.  

· Between 3 and 5 axis, UT high stress region of web to detect flaws which exceed 0.080.  This will pick up flaws that might have been hidden in the overcast.  MTM has a lev. 2 inspector in house and also has MQS as backup.  Will use angle probes from both sides of the T.  MTM will make a step block calibrator from cast blocks of Stellalloy.  

· MTK notes that they don’t have much experience in using UT on castings – would “like to learn a lesson” from this if possible. 
· MTM may have some initial results to discuss during NCSX’s visit Friday.  
The team is requested to comment on the Strawman revison below which will permit the use of both radiographic and UT inspections. 
3.1.1.6 Radiographic Inspection
Each casting shall be free of internal radiographic indications of defects as defined in MSS SP 54 for radiography.  Defects exceeding these limits shall be repaired per Section 3.2.3.2 (Repairs
3.1.1.7  Inspection for Internal Defects in the High Stress Area
Each casting shall be free of indications 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   and / or ultrasonic (UT) inspection can be used.  If radiographic inspection is used, inspections shall be  as defined in MSS SP 54 for radiography.  If UT inspection is used, it shall be performed in accordance with  XXXX.  Defects exceeding these limits shall be repaired per Section 3.2.3.2  if performed prior to any significant amount of machining has been performed.  Defects exceeding those limits which are identified after the winding form is significantly machined (i.e. to 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.   .
