Week of 2/13/06+
PPPL Quality Notes 

Tuesday Teleconference 9 AM EST (877) 952-1506, Passcode: 833648
1. Closed Items: 
1.1. Revised drawings to incorporate changes shown below resulting from 1/4, 5, & 6 meeting and to incorporate RFD 14-012 changes were posted on 2/8.

1.2. Dispositioned MetalTek CA 1538 for B-1 Thin wall condition was returned to EIO. Note that documentation of completion of corrective actions is needed.

1.3. Dispositioned and closed MTM NC 18812 was provided to EIO.

1.4. Dispositioned and closed MetalTek CA 1537 for B-1 Chemistry was provided to EIO.

1.5. Dispositioned and closed MTM NC 19215 for C-3 Counterbores was provided to EIO.  Note that it is requested that the nonconforming holes be identified on the MCWF.

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. Now due 2/13. EIO has it and will forward today
2.2. (EIO, MTM) 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. Planned for week of 2/17.
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) Due date is end of February.  In the interim, RT of the high stress area will be performed.  
2.4. (EIO, MTM) Propose RFD’s for port cut-out deviations:

2.4.1. seen on C-Type MCWF’s.
Status: (Open)  by 2/17
2.4.2. expected on A & B Type MCWF’s. 

Status: (Open)  May not be needed
2.5.  (EIO, MTK) Update CA 1347 (concerning the A-1 casting thin wall) per the following comments (sent  2/9). The Root Cause section says that the wall thicknesses of A3, 4, & 5 are consistent with the thin wall condition on A-1.  Shouldn’t A-2 be listed there as well?  Also, the Verification of Corrective Action section says that the minimum wall thickness is still to be verified.  I believe this has been done and the text is a remnant.  Please confirm and modify the CA if appropriate
Status: (Open) by 2/17
2.6. (EIO, MTK) Document completion of corrective actions for MetalTek CA 1538 for B-1 Thin wall condition. Actions include adding stock to Core Box #9, weld repair of the thin flange area, and further evaluation/possible action regarding wing interference areas.

Status: (Open) before 2/28 ship date
2.7.  (EIO) Provide final documentation packages for completed MCWF’s.

2.7.1. C-1 
Status: (Open) – awaiting PPPL disposition of CA 1323.
2.7.2. C-2 

Status: (Open) – awaiting PPPL disposition of CA 1323.
2.8. (EIO, MTM, MTK) Initiate NCR for LPI indications found on C-3. MTM does see weld repair as needed and does not plan to weld unless directed by PPPL.  The casting is moving to CMM (scheduled 2 day duration) immediately. If welding is required by PPPL, it needs to be communicated as soon as possible. MTM concurs with EIO’s evaluation that most indications are foreign material, probably washed out sand. MTM can x-ray area #19, which EIO identified as an area of concern.  They will discuss the added scope of work, time delay, and cost.   Area #9 is on the opposite side of the wall to be radiographed as part of NC 18776 (2.2 above) and so we’ll get a look at the general area, if not the specific LPI indications. Areas 3 & 4 are in the high stress areas and so there will be RT of them as part of the normal process. Area 9b bleeds out on both sides of the wall, from the machined area to the cast area. MTK will check the original RT reports for Areas #16 and #9b and report back what indications, if any were present.  PPPL has the film.  
Status: (Open) New
2.9. (EIO, MTK) Initiate RFD for casting areas where it is proposed to not inspect and not repair. MTK prefers to mark an area, including a 2” safe zone cushion, that will not be repaired.  Options include not inspecting areas that fall completely within the etched area and excavating defects, LPI clearing them, but not repairing them.  The idea of removing these areas at the foundry was also discussed. MTK will submit a proposal prior to the teleconference scheduled for 10:15 eastern time.  
Status: (Open) New
3. Pending from PPPL 

3.1. 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) in signature cycle again
3.2. 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).  Status unknown
3.3. Respond to EIO/MTM request to modify RFD-14-013 to allow a drill point in the bottom of the counter-bored seats.

Status: (Open)  may have been addressed by email. If so, only action is formal revision of the RFD, if needed.
3.4. Disposition CA 1549 for low Mn on C-6 Shim.

Status: (Open)  Being referred to metallurgical consultants.  Disposition by 2/21
3.5. Disposition NC19209 requesting RT of C-4 weld repair be waived.   

Status: (Open) PPPL questions: How much weld metal is left?  Why not RT? Remaining material expected to be no more than 0.2” at deepest.  Waiving RT is to save the cost & time of RT for what is considered a low risk repair.  It will have magnetic permeability checked and LPI.
4. New Specification & Drawing Changes: MTM will review this section and respond with any questions or comments.
4.1. NCSX-CSPEC-141-03-11 was released and posted  Changes, as listed in the CSPEC, were:
• 3.1.1.4 (Surface Finish) – Changed and clarified surface finish requirements in the “wing” area to permit “scalloping”. New Figure 3-1 added to shows “scalloping” permitted in the “wing” area.

• 3.1.1.5.3 added to reflect relaxed permeability requirements for bearing plates per approved RFD-14-011.

• 3.1.1.8 modified to remove requirement for RT in combination with UT inspection – now either RT or UT inspection is satisfactory.

• 4.2.2.5 (Weld Filler Material) – provided alternate method(by supplier or material supplier) to verify weld filler material properties.

• 4.2.5.3 (Verification of Relative Magnetic Permeability for Machined Surfaces) – simplified verification requirements.

• List of approved RFDs now shown in Table 6-4

• 4.2.6 (Verification of Dimensions and Tolerances) –revised and clarified verifications for all cast and machined surfaces.

o Clarified the verification methods acceptable to perform dimensional and tolerances checks for cast surfaces.

o Machined surfaces shall be checked in a defined pattern provided NCSX for all of the remaining winding forms. Drawings will be updated and included in Table 6-1, Table 6-2, and Table 6-3 to reflect this guidance.

o The revised pattern to verify the ground clear space dimension in 7.2 is acceptable.

o Dimensional verification by CMM of the poloidal break bushing holes and break flanges is waived with Rev. 11 of this document. In lieu of this, a 0.002 inch “no-go” feeler gauge or pin gauge shall be used to verify that the fit-up of the polodial break flanges and bushings do not exceed this dimension.

• Table 6-1 and Table 6-2 have been updated to reflect the latest approved drawings.

• Table 6-3 has been added to show the list of revised STEP files since Revision 10 to this CSPEC.

• Added 7.2 (Appendix B) to show T-Base Grinding Template

• Added 7.3 (Appendix C) to show inspection point details - Figure 7-6 and Table 7-2.

4.2. NCSX-SOW-141-02-05 was released and posted.  The only change was that Section 5.4.3 was revised to remove reference to “inspection grid”
4.3. Revision 7 zipped files of Production Winding Form pdf & step files were posted.  The changes are described in the following ECN’s:

4.3.1. ECN 5059R2 was issued and documented the following changes:

The purpose of this revision is to incorporate changes made to Type-C after C1 delivery into

the Type-A and –B drawings:

• SE141-101, -102 – replaced washer with bearing plates in pol break assembly, revised

note #10 regarding thread lubricant, added note #15 regarding bolt torque

requirements

• SE141-048, -058 – added 0.060” – 0.090” edge chamfer.

• SE141-114, -115 – changed sph seat size tolerance, added edge chamfer, added four

additional cooling holes , consistent with changes made to Type-C winding form in

ECN-5026, Items #5,6, and 9.

• SE141-137, -138 – deleted note referring to magnetic permeability.

• SE141-139, -140 – new drawings which describe Type-B bearing plate details.

• SE141-141, -142 – new drawings which describe Type-A bearing plate details.

4.3.2. ECN 5059R2 was issued and documented the following changes:

Drawing changes reflect discussions held at Major Tool, Jan 4-6, 2006. Some changes were implemented through RFD-14-012 and -013. This ECN incorporates those changes also.

Item #2b, Wing Surfaces Machining – 

References dwg SE141-114, -115, -116, SHT-1, G-2

References SE141-114/SHT-10/D5, SE141-115/SHT-11/C3, SE141-116/SHT-10/C4

Action is to change wing surface tolerance from +/-.125 to -.12/-.25-in.

Item #3b, Flange Holes –

References SE141-114/SHT4-5, SE141-115/SHT4-5, SE141-116/SHT4-5

Action is to change cylindrical zone tolerance from .01 to .06 and diam from 1.88+/-.01 to

1.885+/-.003-in.

Item #4b, Tee Holes –

References SE141-114/SHT2, SE141-115/SHT2, SE141-116/SHT2, DETAIL-C

Action is to change cylindrical zone tolerance from .01 to .06-in.

Item #5, Tee Profile-

References SE141-114/SHT2, SE141-115/SHT2, SE141-116/SHT2, DETAIL-A

Action is to change profile tolerance on top of tee web to .100-in total, change profile tolerance

below VPI groove from .100 to .200-in. Leave “L” surface profile tolerance as is.

Item #6, Tee Base Grinding-

References SE141-114/SHT2, SE141-115/SHT2, SE141-116/SHT2, DETAIL-A

Add note, “GRIND BASE OF TEE TO GIVE ACCESS FOR STUD WELDING.

CLEARENCE DEFINED BY TEMPLATE, SE141-130, OVER ENTIRE LENGTH OF

COIL.”

Item #12, Port Openings

References SE141-114/SHT7-8, SE141-115/SHT7-8, SE141-116/SHT7-8

Revise geometry to match hole cuts made using a single setup, change dimensions to reference

or increase tolerance to be greater than drawing sheet tolerance.

Item #13, Spherical Seats

References SE141-114/SHT4-5, SE141-115/SHT4-5, SE141-116/SHT4-5

Change feature to conical seat, 1.38 diam x 1.25 dp, chamfer 1.88 diam x 90-deg. Change

position tolerance from .01 to .06-in.

Item #1, RFD-14-012, Flange Profile Tolerance

References SE141-114/SHT10, SE141-115/SHT11, SE141-116/SHT10

Eliminate profile tolerance note for flanges, or change to .030-in total.

T. Brown, PPT Slide, “added_chamfer_to_type-c_wing.ppt”, 12/16/05

References SE141-116/SHT1/C3

Add chamfer, 1. x .38 x ~9 LG to improve mod coil clearance at assembly.
