 Week of 4/24/06
PPPL MCWF Quality Notes 

Tuesday Teleconference 4/125 9 AM EST (877) 952-1506, Passcode: 833648
1 Closed Items: 
2 Pending from EIO:
2.1 (EIO) Provide final documentation packages for completed MCWF’s.

2.1.1 C-2 (reopened)
Status: (Open) PPPL on reviewing package noted missing documents  
1) The weld map does not correspond to the attached photos. 
2) The data package is missing NCR CA 1320
3) The data package is missing NC’s 18830 & 18831.  These are for weld wire and elongations that were not to specification.  This weld wire was used to repair C-2 (8/05) before the CSPEC was changed in 11/15/05 and so the NCR’s should also be in the C-2 package.
2.1.2 C-3 (reopened)
Status: (Open) Comments from PPPL in process at EIO:

1) Nevermind – my mistake

2) It should be made clear, through initials or signature or similar, that Steps on the MetalTek MTS that are marked “N/A” or “Do Later” have been deleted, skipped, or re-sequenced by authorized personnel. – FOR FUTURE PACKAGES (although this comment has been made before!)
3) MetalTek CA 1581 should be part of their documentation package.  Roy will take care of this.  
4) Some MTM reports, especially some RT reports, are fairly faint. Please generate or scan to be more legible. – FOR FUTURE PACKAGES (Mike Griffith noted that use of electronic signature will improve document legibility). Mike also sent Frank an original scan of the RT report. This is more legible, but shows that care is needed when generating the reports to ensure legibility.  
2.1.3 C-4
Status: (Open) –Films already provided. Need open NCR 19475 Rev.1 (3.2 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. 

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.  MetalTek requested history from MQS.  PPPL ground out this indication and will get the results of the post grinding inspection.  MQS thinks it’s covered in one of their shots, but Chuck disagrees- he’ll further review internal documentation with their person who prepared it.   Jim Chrznowski confirmed that the indication was completely removed after grinding – NCSX now considers this item closed.  
2.4 (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. The bearing plates are currently on hold while it is determined whether or not they can be used, as-cast for B type coils.  For C coils, they must be recast.  Additionally, the first plates received at MTM were found to have magnetic permeability higher than the CSPEC limit. 
2.5 (EIO, MTM) Process CA for C-4 features compliant to SE141-116, Rev. 7, but not to Rev. 8. 
Status: (In-Progress) On 4/12, Peter Djordjevich issued Corrective Action Report 041006-1P to MTM with a request to complete prior to 4/18 Quality Meeting. Due to other workload constraints at MTM, this action is still open.
2.6 (EIO) Investigate and take steps to mitigate source of ferromagnetic contamination seen on C-4 & B-1. Report back so that PPPL can disposition NCR 3633.
Status: (In-Progress) – As planned, this was looked at during this week’s visit. On C-5, there were 18 grey spots that measured high. Some were no more than ¼” diameter, but 2 adjacent areas were probably 5 sq. inches total. Of these 18 areas, 3 were not easily removed by grinding and to remove one required digging in ¼” (diameter was ~1/4”). When a dark inclusion was removed, the permeability passed.  Until now high spots were characterized as easily removed by Scotch-Brite or light grinding.
Castings at MTM that were not yet machined, and in one case not even in the shop, showed visibly detectable dark grey areas that were then confirmed to be high permeability areas. A-5, which has been at MTM about 3 weeks, but not been in their shop yet, has large areas of this dark grey that measure high and that one would expect to be included in a 6” inspection grid. The bearing plates, which were still in their shipping box in Receiving, also had dark grey spots that checked high.  Roy will visit MetalTek in the future to further investigate.  It’s a few tens of spots per casting.  Most can be removed by surface grinding; a few require more aggressive grinding.  Pete wonders if the color differences are due to variability in the grit blasting process.  MTK offers to send someone to MTM to remove these surface indications if necessary.  There is some concern about outside storage.  
2.7 (EIO, MTK) Update CA 1671 (for A6 test results below spec for elongation) with inspection and analysis results.  
Status (Open) – Update is  posted on the FTP site;  it noted that new test bars sent to Westmorland all passed.  It appears that the first set of bars had internal defects.  
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) – EIO has delivered marked up drawings with proposed locations
3.2 Return signed NC19475 (C-4 misc. discrepancies) revision 1, posted 3/29, to EIO.  
Status (Open) – This also has the info on the thin flange region noted in 3.4.  NCSX will get it to EIO by 4/25.  Phil needs  to process the updated NCR this week.  
4 Discussion Topics for Teleconference:
4.1 New Specification & Drawing Changes - None
4.2 Possible meeting at PPPL to discuss potential changes to Type B MCWF that could help expedite machining process.
4.3 C-5 CMM results:
· With best fit to entire T section, m to m1 deviation is now very roughly slightly less than 1 mm.  

· Max. deviation range is now roughly  0.072” and mean is now closer to the center.  (previously it was 0.082”)

· Wing profiles did not change much at all by this new best fit.  

Conference call will resume at 3 today:

Call in info:  1-877-952-1506;  passcode 833648.  

· Mike Griffith will propose a way of decreasing the high spots by grinding.

· Trying to avoid use of Romer arm.  

· May use calipers monitoring thickness of T web.  

· Steve Raftopoulos/ Tom/ Dave will determine what is the max. “out of bounds” combination of dimensions that can be accepted for correction by winding.  

