Week of 4/10/06
PPPL MCWF Quality Notes 

Wednesday Teleconference 4/12 9 AM EST (877) 952-1506, Passcode: 833648
1 Closed Items: (see 4.1 – New Specification & Drawing Change)
1.1 PPPL reviewed and approved MTM’s process outline changes addressing revised poloidal break inspection and counter-bored holes check.
2 Pending from EIO:
2.1 (EIO) Provide final documentation packages for completed MCWF’s.

2.1.1 C-2 (reopened)
Status: (new) PPPL on reviewing package noted (late 4/7) several items needing to be updated.

2.1.2 C-4 (includes RT film)

Status: (Open) –Films already provided. Need open NCR 19475 Rev.1 (3. 5 below) to complete
2.2 (EIO, MTK) Update CA 1625 (A-1 linear indication) after machining. 
Status (Open) Updated by MTM on 3/31- will leave .030” of stock on flange face for cleanup on U-5 – final disposition after that operation. Looks like it’s cleaning up, but won’t know until machining is finished. MTM looked with LPI and considers the indication minor. 

2.3 (EIO, MTK) Provide inspection history requested 3/31 for the area of the 4” linear discontinuity documented on PPPL NCR 3644. PPPL provided a guess at the RT history using the MetalTek C-4 documentation package and the RT Technique sheets to EIO for confirmation or correction on 4/5. 
Status (Open). MTK’s lead radiographer reviewed it, but no firm conclusions yet about which shots included this discontinuity.  Will discuss next week and will try to develop a better way of cross referencing the locations of the shots.
2.4  (EIO, MTK) Revise bearing plate processing plan per 4/7 email.  
Status (Open). MTK revised it and returned it to Peter- will forward to NCSX today.
2.5 A6 test results have below spec elongations for the cast on test bars.  Cast on Test bar is roughly 2x2x7” long;  next to them are the cast specimen plates which are sent to NCSX.  In total there are 18 test bars per casting.  The elongation bars are 5/8” in diameter and cut from the test bars.  Typically if there is a failure it’s due to a flaw in the bar.  There is some confusion about the location of the failures (outside or inside the gauge length).  Chemistry is within spec;  Charpy values are not unusual:  at RT  118, 141, 121 ft-lbs.;    at -320 av=65 (81, 73).  Ultimate, yield, and E are all very good.  Bob K recommends looking at the rate of pulling- MTK will check with Westmorland what the notes mean about the rate of pull. Photos of grain structure are below; MTK’s specialists will report on their appraisal next week;  they will also have photos re-shot at magnifications similar to C5.    Chuck notes that they’re similar to C5.  The option of running additional tests is still available.  Phil will send data to ORNL and Dick Reed for their opinions.  
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2.6 (EIO, MTM) Disposition rejected SS316 bearing plate material documented on EIO’s NC 19233 & 19234.
Status: (Open) Will close after 316 bearing plate material is shipped back to PPPL, which will be after Stellalloy bearing plates are in use. (Plates were poured week of 4/7).  Nancy notes that the shipping date of the Stellalloy plates from MTK to MTM is imminent- will follow up.    
2.7 (EIO, MTM) Get marked up drawing back to PPPL re location of initial thermocouple hole on A MCWF.
Status: (Re-opened) PPPL has not received this yet –MTK will submit info this week.  
2.8 (EIO, MTM) Generate CA for C-4 features compliant to SE141-116, Rev. 7, but not to Rev. 8. Noted to date are the C-B side large wing that does not meet tolerances and the wing chamfer that was added to C-4 just prior to shipment.
Status: (New) CA will be coming from EIO.  EIO will review other changes from 7 to 8 for any other discrepancies. MTM correctly pointed out that the large wing tolerance change was discussed in January as applying only to the Type A & B castings.  The EIO CA should include addressing why the discrepancy between the agreed upon changes and the revised drawings was not identified and raised for discussion/resolution. The CA should also consider a feedback mechanism, as discussed 3/28, where after PPPL delivers a drawing change, changes incorporated by EIO are transmitted back to PPPL. Pete will e-mail the CA to Frank this afternoon.  The CA requires MTM to provide feedback on their controls.  Mike G notes that MTM had some errors in drawing change control which is being addressed; one  (which sounds good to NCSX) is to acknowledge drawing revisions have been incorporated in these quality notes.  
2.9 (EIO) Investigate and take steps to mitigate source of ferromagnetic contamination seen on C-4 & B-1.
Status: (New) – NCSX observation is that it appears to be largely surface material on the surface of the casting.  EIO has been conducting discussions with MTK and MTM to provide suggestions.  EIO will monitor handling to see if contamination is occurring during loading onto the truck.  Frank asked if MTM can inspect upon receipt – Mike said this was done on the last receipt and nothing was reported.  Roy suggests a final inspection at MTM to look for rust spots.  Maybe they’re being lost in the 4” grid.  Will re-visit after next week’s pre-ship inspection at MTM.
3 Pending from PPPL 
3.1 Provide updated requirements documents incorporating the following changes:

3.1.1 CSPEC update addressing revised poloidal break inspection/tolerances. Poloidal break flange fit-up, 0.005” through and 0.015” at edges – edge defined as no more that 1/8” penetration. 
Status: (Open) Rapid response guidance sent 3/16.  Wording for next CSPEC revision is in process.

3.1.2 PPPL to incorporate guidance on Type A MCWF thermocouple hole placement provided 3/20 into requirements documents. 
Status: (Open) – NOTE – marked up drawings are owed from MTM – Have been promised for early next week. (see 2.7 above)
3.2 PPPL approval of final C-1 documentation package is needed.
Status: (Open) due from PPPL by 4/11.  Complete.  Phil will also have dimensional data posted on NCSX’s site.  
3.3 Review submitted final C-3 documentation package. 
Status: (New) – received 4/3  target date is 4/14

3.4 Evaluate NCR (CA-032206-1P) for C-5 flange thickness concern raised by MTM in the 3/7 teleconference. Flange may be shifted so “best fit” makes flange too thin when there‘s actually enough cast thickness.
Status (Open) Applies to C-4 as well, may occur on C-6 (C-1 thru 3?). EIO notes that this was a reference dimension. Mike G notes C4 was documented (1.100”) and submitted;  C6 is expected to have similar dimensions 1.1-1.2” thick.  The Type Cs thin flange regions are always in the same area. 
3.5 Return signed NC19475 (C-4 misc. discrepancies) revision 1, posted 3/29, to EIO.  
Status (Open) – in signature cycle .  This also has the info on the thin flange region noted in 3.4.  NCSX will get it to EIO by next week.  
3.6 Transmit copies of PPPL NCR’s for C-3 to EIO.
Status (Open) –  They are for information only.  Phil will check on status.  
3.7 MTM notes that they received request for more info of their Deviation Request  to add  lifting holes for shim plates from Bob Simmons. Will affect C6, all A’s, and all B’s.  
4 Discussion Topics for Teleconference:
4.1 New Specification & Drawing Changes

4.1.1 The PDF drawings se141-137 thru -142 has been modified with a material change from 316 SS to STELLALLOY, the casting material (Ref RFD-14-016).  The drawing files are updated within the zip file production_mcwf_pdf_r9.  The earlier zip file has been archived.   
4.2 Possible meeting at PPPL last week in April to discuss potential changes to B style casting that could help expedite machining process. NOTE – Per telecon w/MTM on 4/7 – last week of April will not work for them. K. Bowling to discuss internally at MTM on 4/10 and will get back to the team on open dates.  
