Week of 3/6/06
PPPL Quality Notes 

Tuesday Teleconference 3/7 9 AM EST (877) 952-1506, Passcode: 833648
To be followed by a presentation of the PPPL C-3 preliminary inspection results at 10AM – same Phone # and Passcode.
1. Closed Items: 
1.1. Dispositioned NC19290 & 19291 for RT indications found on C-3 sent to EIO 2/28/06.  
1.2. EIO provided email summary of the corrective actions for NC 18776 addressing completion of corrective actions (RT and MTK evaluation of cause). 

2. Pending from EIO:

2.1. 
(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. Will try procedure on C-4 and compare results to the RT results. Kevin feels that the results with UT will be slightly better than radiography with the advantage of also giving depth information.  It will also be faster to perform than RT.
2.2.  (EIO) Provide final documentation packages for completed MCWF’s.

2.2.1. C-1 
Status: (Open) – Sections are updated, now they will be merged or an index added.
2.2.2. C-2 (includes RT film)
Status: (Open) – Sections are updated, now they will be merged or an index added. Films were sent with C-3 films.

2.3. (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.  MetalTek will look at the technique used by MTM and see if that is helpful.
2.4. (EIO, MTM) Updated NC19209, requesting RT of C-4 weld repair be waived, with documentation of post-weld inspections.

 Status (Open) Was expected by 3/3 – EIO weekly says it will come with the C-4 doc. package. The documentation of corrective action will clearly be tied to the NC – either on that form or separate document with references.
2.5.  (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 The documentation of corrective action will clearly be tied to the NC – either on that form or separate document with references.
2.6. (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 The documentation of corrective action will clearly be tied to the NC – either on that form or separate document with references.
2.7. (EIO, MTK) Update CA 1625 (A-1 linear indication) after machining. 

Status (Open) MTM to document condition after machining for MTK evaluation.
2.8. (EIO, MTM) Address actions to prevent recurrence of issues (listed below—not all may need specific actions) discussed in 3/7/06 C-3 Results from Visual Inspection teleconference. 
2.8.1. Modify CMM inspection to include poloidal break (to detect shifts such as seen on C-3). 
2.8.2. Better identify surface divots – especially those on tee edges.
2.8.3. Remove steel bushings.
2.8.4. Watch for rust indications –possible permeability issues.
2.8.5. Assure cooling line holes are clear
2.8.6. Verify 2” clearance on flange holes.
Status (Open) new 
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 Phil is preparing
3.2. Process NC19269 for LPI indications found on C-3. 

 Status: (Open) Was due by 3/3 in signature cycle
3.3. Disposition NC19321 with weld repair approach, including waiving RT, for gouge on C-4.  Note: with the reduced dimensional inspection, how will MTM assure that the profile is within tolerance? CMM will get at least 4 points, so profile will be assured.

  Status: (Open) 

3.4. Provide ECN or drawing update showing revised poloidal break tolerances as discussed on 2/27. MTM can hold 0.002” for bushings, but seeks something closer to the .013” measured on C-3 for the break gap. Perhaps, for the poloidal break flange fit-up, 0.005” through and 0.015” at edges – edge defined as no more that 1/8” penetration - would be practical. 

  Status: (Open) Rapid response after ORNL review
3.5. Process EIO’s NC 19233 & 19234 for bearing plate permeability
Status: (Open) Under discussion – Permeability was ranging as high as 1.05 – New readings found on the A & B style are ranging 1.15 – 1.2 Grinding unsuccessful – MTM will try solution anneal. Possibly use the Stellalloy cut-outs from A-Types, cast Stellalloy bearing plates, or get certified compliant material.  MTM will check availability of certified material.
PPPL will check on acceptable alternative materials such as 304 or  17-4 ph material and what condition is required for the plates (Kevin notes that for 17-4, lower hardness is better)
3.6. Evaluate revised document 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) submitted 3/5 Phil will have to download to process.
3.7. Process NC 19314 for C-3 dimensional deviations.

Status: (Open) ORNL says all are acceptable – PPPL needs to disposition and process.
4. New Specification & Drawing Changes: none
EIO Proposed For discussion:
During a telecon Friday, 3/3 with EIO, Mike Griffith raised another area of concern, similar to a problem discussed in 2/10 weekly report; flange thickness. That report detailed a change to a reference dimension on the A casting flange from (1.38”) to a minimum of 1.25”. The change, though not yet incorporated into a drawing, was to take effect on all subsequent A castings. MTM discovered that an area on the C flange is also below the reference spec. Mike is getting actual measurements and mapping the location for EIO. He has promised to try to have this in time for the QA meeting on Tuesday. Thin areas are on C-5 (and C-4?). MTM to send more info on locations today
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Flange reference dimension on C castings (1.38)
Also, PPPL has received no test coupons since the shipment of C-1.  When are more coming?  EIO will check
