Week of 2/20/06
PPPL Quality Notes 

Tuesday Teleconference 9 AM EST (877) 952-1506, Passcode: 833648
1. Closed Items: 
1.1. MTM IDC revised to show CMM inspection of every other hole on Tee and all holes inspected for cleanliness and thread integrity received 2/20/06.
2. Pending from EIO:

2.1. (EIO, MTM) Complete corrective action (RT) for dispositioned MTM NC 18776 (C3) addressing rejectable LPI indications found during machining. 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 Status: Data has been posted on the FTP site (\Quality_Review\C3_Doc\C3_indications_xray).Reader sheets will be Fed Ex’ed to PPPL today for evaluation.  X-ray results exceeded machining specs; Pete will check if they exceed foundry specs.  Frank suggests that 18 776 and 19291 be linked.  Delete
2.2. 
(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.  
2.3. (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
2.4.  (EIO) Provide final documentation packages for completed MCWF’s.

2.4.1. C-1 
Status: (Open) – awaiting PPPL disposition of CA 1323.
2.4.2. C-2 (includes RT film)
Status: (Open) – awaiting PPPL disposition of CA 1323.
2.5. (EIO, MTK) Initiate RFD for casting areas where it is proposed to not inspect and not repair.  
Status: (Open) Initial approach discussed 2/16.  Update expected by 2/22.  Pete will check on status..
2.6. (EIO, MTM, MTK) Update NC19269 for LPI indications found on C-3 with information from MTK film review and results of MTM RT.  
Status: (Open) New
2.7. Update MTM process outline to include:

2.7.1. Hand tool inspection of poloidal break dimensions.(See reference 130)
2.7.2. PT of machined areas only. Status: MTM will update procedure.
2.7.3. Electrical test correction   Status: MTM will update procedure to be agreement with the specification.
2.7.4.  MTM will send Verasurf data on C-3 today.  Steve will work with MTM on reviewing the data.
3. Pending from PPPL 

3.1. Transmit dispositioned NCR’s CA 1536 for A-3, A-4, A-5, & C-6 chemistry, CA 1549 for low Mn on C-6 Shim, and CA 1323 - for erroneous reported chemistry.  Also transmit modified RFD-14-013 which allows a drill point in the bottom of the counter-bored seats.
Status: (Open); these have been process but need to be sent by PPPL yet.
3.2. Disposition NC19209 requesting RT of C-4 weld repair be waived.   

Status: (Open) in review.  
3.3. Process EIO’s proposed RFD for C-Type MCWF port cut-out deviation received 2/17.
Status: (Open)  Type A & B angle of approach for cut not a problem? PPPL will submit the approved deviation requests for type C.  MTM confirmed that this is not required for type A and B; the approach angles for these will be normal to the casting.
3.4. Process EIO’s NCR for LPI indications found on C-3, NC19269 received 2/17. Awaiting results of RT from MTM.  
Status: (Open) see 2.1.
3.5. Disposition CA 1347 concerning the A-1 casting thin wall. Updated copy with open items resolved received 2/17.
Status: (Open) New
3.6. Review the updated MTM process outline provided 2/17/06. In addition to the processing changes discussed, these inspections changes should be included:

3.6.1. Revised IDC that shows hand tool inspection of poloidal break dimensions.

Status: (Open) discuss electrical tests where it doesn’t look like 4.2.3.1 is done.  The CSPEC says:

4.2.3 Verification of the Electrical Properties of the Poloidal Break

4.2.3.1 Mid-Plane Insulation

The resistance of the mid-plane electrical insulation shall be measured for compliance with the requirements stated in Section 3.1.1.3. The insulation resistance between the mid-plane poloidal break shim and winding form shall be measured. During this test, the bolts should be in their normal state (i.e., electrically “floating”). The mid-plane shim shall be connected to one side of the megger, and the casting shall be connected to the other.

4.2.3.2 Bolt Insulation

All of the bolts shall be electrically connected (jumpered) together in one group. The mid-plane casting (shim) and the winding form shall be electrically connected together in a second group. The insulation resistance between the jumpered bolts (group 1) and the jumpered winding form and mid-plane (group 2) shall be measured for compliance with the requirements stated in Section 3.1.1.3

The processing plan says:

PERFORM ELECTRICAL RESISTANCE TEST.----WIRE ALL OF THE BOLTS TOGETHER. SET ONE JUMPER DIRECTLY ON CASTING

FLANGE AND ONE ON THE BOLTS. RECORD RESISTANCE BETWEEN THE BOLT AND CASTING COMBINATION AND THE MIDPLANE

SHIM IN KOHMS ON IDC.----SET A JUMPER BETWEEN THE POLOIDAL JOINT MIDPLANE AND THE CASTING. SET ONE

JUMPER ON THE POLOIDAL JOINT MIDPLANE AND ONE ON EACH OF THE BOLTS. RECORD RANGE OF RESISTANCE IN KOHMS

ON IDC.--

4. New Specification & Drawing Changes: none
