Week of 2/27/06
PPPL Quality Notes 

Tuesday Teleconference 9 AM EST (877) 952-1506, Passcode: 833648
1. Closed Items: 
1.1. PPPL transmitted the following documents:

1.1.1. CA 1347 concerning the A-1 casting thin wall – Closed

1.1.2. CA 1536 for A-3, A-4, A-5, & C-6 chemistry – Closed

1.1.3. CA 1549 for low Mn on C-6 Shim – Closed

1.1.4. CA 1323 - for erroneous reported chemistry – Closed  

1.1.5. RFD-14-013, Rev. 1, which allows a drill point in the bottom of the counter-bored seats.
1.2. PPPL notified EIO that the revised IDC pages and updated MTM process outline provided 2/22/06 addressed the poloidal break inspection and electrical testing concerns. 

2. Pending from EIO:

2.1. (EIO) Update NC 18776 to show completion of corrective actions (RT and MTK evaluation of cause). 
Status: (Open) RT is documented by NC 19291.EIO to send email documenting Corrective Actions.
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.  Update: Will submit by the end of week
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) due before 2/28 ship date from MetalTek by 2/29 (B-1 in final LPI today and expected to ship to MTM tomorrow) 
2.4.  (EIO) Provide final documentation packages for completed MCWF’s. Final assembly of packages will resume this week.
2.4.1. C-1 
Status: (Open) – PPPL provided CA 1323.
2.4.2. C-2 (includes RT film)
Status: (Open) – PPPL provided 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.  This has been delayed as making the template is more complicated than expected.
2.6. (EIO, MTM) Updated NC19209, requesting RT of C-4 weld repair be waived, with documentation of post-weld inspections.

Status (Open) To be included in MTM portion of C-4 doc package Will submit by the end of week
2.7.  (EIO, MTM) Update NC 18607 to show that corrective action has been accomplished

Status (Open) To be included in MTM portion of C-3 doc package
2.8. (EIO, MTM) Update NC 18654 to show that corrective action has been accomplished

Status (Open) To be included in MTM portion of C-3 doc package
3. Pending from PPPL 

3.1. Process EIO’s proposed RFD for C-Type MCWF port cut-out deviation received 2/17.
Status: (Open)  Needs to be put on NCSX form and processed
3.2. Process NC19269 for LPI indications found on C-3. 
Status: (Open) Will transmit by the end of week
3.3. Process EIO’s NCR’s NC19290 & 19291 for RT indications found on C-3 received 2/21/06.  
Status: (Open) Dispositioned and in transmittal queue Will transmit by the end of week
4. New Specification & Drawing Changes: none
For discussion:

MTM has requested that we revisit the following item at the upcoming QA meeting: (From 1/4/06 notes taken by PPPL during meeting at MTM):  

· 5.7.a.ii. Intermediate CMM poloidal break inspection - change to a fit-up check with feeler gauges (for example 0.002” feeler gauge on shim parallelism and bushing fit check by QA)  

The 0.002” does not seem to appear to have been incorporated onto any drawing or in the spec as a formal requirement; however the figure was published on the notes and is on their IDC. On Friday 2/24, MTM advised that there isn’t a way to hold this to such a tight tolerance. They believe they could hit 0.020” and would like to discuss whether this would be acceptable.
MTM can keep .002” for bushings, but seeks something closer to the .013” measured on C-3. Perhaps, for the poloidal break flange fit-up,  .005” through and .015” at edges – edge defined as no more that 1/8” penetration. MTM is measuring both bushing PB fit using .001” shims, either singly or stacked.  
At the conclusion of the rough machining of the flange, MTM noticed a visual surface indication on A-1which is now currently under evaluation by the EIO team. 

EIO is still evaluating and will update NCSX and issue any needed NCR’s after evaluation. The gouge is located by a vent hole, which allows PPPL to readily identify the location. This gouge needs repair.  MTM will resubmit the NC with the proposed weld repair process.  They do not know the root cause yet, but will update the NC later with that if/when determined.
