PPPL Quality Notes for the Week of September 12, 2005

TUESDAY CALL AT 9AM EDT 1-877-952-1506, ACCESS CODE: 833648 

1.     Closed Items: 

1.1.  Spectrometer service report received and added to MetalTek CA1323 (C-1 through C-4, A-1, & 11 shims) regarding erroneous values reported for sulfur and phosphorous. (E-4)

1.2. Corrected A-1 Weld Map showing repair cycles (R-1, R-2, etc) rather than new weld numbers was posted on 9/6/05. EIO, MetalTek, and PPPL agreed that the first cycle of weld repairs will have only repair numbers.  Subsequent repairs of the same areas will use the same repair (location) number, plus a cycle indicator (R1, R2, etc.) These designations will be consistent on the Weld maps (Major Welds only), RT film, RT reports, and any other associated documentation. (E-9)

1.3. Revision 2 of MTM WPS 433 approved.  As noted in 9/8 email, there are WPQ document corrections needed (signature, date & rev.) and the NCR still needs to be closed (see 3.1, below) (E-1)  Status: Procedures need signatures & date- Roy has them and will re-send.  PPPL needs to address the NCR.  
1.4. DCMA Witness Point for MetalTek cryogenic CVN testing was added to the MetalTek ITP. Status:  Chuck will e-mail updated MIT with this added.  Frank suggests holding until he gets PPPL’s comments.  
2.     Pending from EIO:  

2.1.      Outcome of EIO investigation into the cause of the thin A-1 casting wall and actions to ensure wall thickness consistency on subsequent Type A castings, as well as, to minimize the chances of recurrence on the Type B casting. EIO to report determination of root cause and action(s) to ensure acceptable future Type A & B castings.  Investigation will not be complete until after A-2 is cast (E-3) Status:  Just awaiting for A2 confirmation.
2.2. Update MetalTek CA1323 (C-1 through C-4, A-1, & 11 shims) regarding erroneous values reported for sulfur and phosphorous to reflect investigation results and manufacturer’s inputs and explanations. MetalTek to provide results of independent verification of constituents, other than Sulfur and Phosphorous, for at least 2 of the 4 castings (C-2, C-3, C-4, or A-1). Samples for 3 castings were at Wisconsin Centrifugal 8/15 – still awaiting results as of 9/3. Although the results have not been provided, EIO informed PPPL that manganese levels for all castings are lower than previously reported and in some cases below specification requirements. (E-5) (E-4)   Status: See pg. 2 on this issue.  
2.3. Update MetalTek documentation packages and update spreadsheet. All document revisions for C-1 have been made and an updated document package posted.  The spreadsheet is yet to be updated. Note that the manganese content corrections will require revision of the documentation package and spreadsheet. (E-6) Status:  Mn, S, and P content has to be updated on spreadsheets – PPPL requests that both sets of chemistry be reported on Mn, S, and P with (*)’s noting the reason for the dual readings.    
2.4. Awaiting corrective action for NCR17746 for gouges & dent on C-1.  DCMA to verify CA. (E-7) Status:  Kevin needs to submit an update.
2.5. MetalTek special process personnel qualifications. Revised date 9/13 (E-10) Status:  MTK will send tomorrow.  
3.     Pending from PPPL

3.1. Signed concurrence accepting CA and closing NC17339 for incomplete PQR. (E-1) Status:  Will close when we get docs from Roy noted above.
3.2. Review revised MetalTek MTS showing 100% PT after RT and RT of rejectable surface indications. Submitted late 9/5 (E-11)  Status:  Will send today.  
3.3. Review MIT/QA Plan that MetalTek identified as needed to address current shim processing approach. Submitted late 9/5 (E-12)  Status:  Will send today.
3.4. Disposition for NCR 18022 for tool gouge on C-2.  (E-15) Status: Signed;  will transmit to EIO today.  
3.5. Review and disposition of CA 1329 addressing unsuccessful A-1 Casting weld filler metal test. Status:  PPPL needs to address yet.  
3.6. Advance review of MetalTek documentation packages for: Status:  Frank will review and advise.  
3.6.1.    C-2 (E-2),

3.6.2.   A-1 (E-13),

3.6.3.   and C-3 (E-14) 

NEW ISSUE:  
The %Mn in C4 was erroneously reported by MTK’s analysis. This is likely true for all castings. The spec. minimum is 2.3%;  the corrected values for C4 are 1.4,1.5, and 1.9%.  MTK proposes the following corrective actions:

1) Dual analyses will be done.

a. Their analysis will use a new calibration sample with more representative metallurgy.

2) Back-up analyses will be performed by Wisconsin Centrifugal.

In addition, PPPL requests that  approximately additional 150 random magnetic permeability spot checks of the upgraded weld areas in C4 be made since the low Mn might have the most effect on permeability in welds.

EIO is requested to submit an update to CA 1323  which has the test info for C4 including the magnetic permeability tests. PPPL will consider changes to % Mn in the spec. as part of this disposition.  MTK favors something like 1.4-3.3%. 
Machining Status Update:  Kevin reports that MTM finished the new fixture late last night. Expect to begin machining in an hour or so.  Hope to finish machining by Thursday morning.  Expect to do mag. & LPI Perm. Friday.  Sat.-Sun. radiography.  Monday-Tuesday CMM. 

Kevin notes that one of he lead slots is oversized by about 0.100”;  it might also have a taper – PPPL:  need to check if this can be accepted as is and what provisions we might have to make. Kevin will send a sketch of the as built and follow up with a NCR.   Kevin notes that we need to radius the edge of the lead block that interfaces with the T radius.   

Status of C3:  Making what they expect is the last weld repair.  It appears that it was not fully excavated prior to weld. R number will indicate R3.  Will be radiographed at MTK, and then stress relieved, LPI, and grit blasted. 
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