PPPL Quality Notes for the Week of May 23, 2005
UPDATED 5/26/05
1) The open concerns on the MetalTek MTS (their portion of the EIO MIT/QA Plan), as communicated in the 5/16 Quality Notes, were documenting the lot of filler material used and adding information to the high stress area depictions so that shop personnel can locate these areas.  PPPL still views the MetalTek portion of the EIO MIT /QA Plan as needing weld filler material lot identification at each welding step and method of communicating to shop personnel the beginning and end the high stress areas.  However, there appears to be some misunderstanding of what we requested concerning documentation of the filler material.  A 5/19/05 email from EIO supplied another version of the 4/18/05 MTS with the note, “Weld rod ID has been added to steps 120,220,380,430, and S220”.  Adding this info to excavation steps was discussed with Peter and all agreed it was unnecessary, as no welding is involved in the excavation steps.   Due 6/1 (see below)
2) The 5/19 email also asked about PPPL acceptance of MetalTek SOP 0100 for in-process dimensional inspection.  No PPPL acceptance is needed. The decision was made, and communicated to EIO at the time of the initial review, that approval of in-process dimensional inspection procedures has been left to EIO. Closed
3) Regarding qualification of procedure 25-SMAW-CF8MnMn MOD (submitted 3-4-05). PPPL still has only average CVN test data for the weld material.  PPPL is awaiting either satisfactory filler material qualification documentation, including actual CVN data, or CVN results for this specific procedure qualification. PPPL will verify with Weld engineer and get back by 5/31.  Metaltek will provide all 3 CVN test results for the filler material by 6/3 
4) Pending from EIO:

· Nonconformance report for the C-1 casting for lack of zone identification on the specimens and testing in only one direction. Due 6/3
· Nonconformance report for the C-2 casting for testing in only one direction. Due 6/3
· Deviation request for the A-1 (and future?) castings to test in only one direction. Due 6/3
· Resolution of the remaining material test report concerns transmitted in 5/3, 5/4, & 5/9 emails from PPPL  Due 6/3(at minimum lab reports backing MetalTek CMTR)
· Revised MetalTek MIT portion (their MTS) addressing the remaining comments provided by PPPL on 4/15/05 & 5/17/05. Due 6/1
· Submission of a formal nonconformance report for the weld repair of C-1 at MTM. NCR received – additional 4 side bend tests and 1 tension test due ASAP and prior to weld repair on any castings other than C1 (Major Tool).  (Test specimens to be forwarded by MetalTek)
· Follow-up on the different cryogenic yield test results from the 2 different labs.  (Ref. 5/18 Email summarizing the 5/16 Teleconference) Due 6/15
· Discuss with MTM if the “holes” from C2 and A1 can be provided to PPPL – address in an NCR.  Due 6/15.
5) Pending from PPPL

· Concurrence with the proposed corrective action (already taken) for Nonconformance report 1286 for the C-1 casting yield strength reported as 33,300 PSI. Due 6/1, PPPL will request 2 more samples
· Need to revise the SOW to address the accepted changes in the final dimensional inspection documentation. Due 6/15
· Action or communication regarding discussions of material testing in both directions and alternative approaches. Update C-Spec revision – includes possible consideration of additional information on weld procedure requirements - Due 6/15
· Review of the MTM weld repair procedure and qualifications Done
· Clarify alloy chemistry requirement:  is an average OK?  Ref.  ASTM A 751, para. 5.1.1.1.  Due 6/15 .
It is anticipated that these issues can be discussed and actions to resolve agreed upon at the upcoming 5/25 & 26 meetings.
