 Week of 5/1/06
PPPL MCWF Quality Notes 

Tuesday Teleconference 5/2 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. NOTE -  EIO is searching old records for photos submitted – Some submitted on 7/28/05 were replacements for earlier (unclear photos)
2) The data package is missing NCR CA 1320 Note – will add after resolving above
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) Comment from PPPL in process at EIO:

 MetalTek CA 1581 should be part of their documentation package.  Note – EIO will add week off 5/8

2.1.3 C-4
Status: (Open) –Films already provided. Need open NCR 19475 Rev.1 (3.2 below) to complete
2.1.4 C-5
Status: (New) – Doc package in preparation

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) Update CA 1671 (for A6 test results below spec for elongation) with inspection and analysis results.  
Status (Open) – An update showing that another set of test bars, not traceable by zone, passed elongation testing is posted on the FTP site.  MetalTek has determined that there were defects that caused the initial bar failures and will update CA 1671 accordingly by 5/5. 

2.4 (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) – EIO & MetalTek to get together to look at grey spots, either at MetalTek or at MTM.  MetalTek has examined the first bearing plates and confirmed some, but not all of the high perm. spots.  MetalTek also sandblasted one plate and all high perm spots passed a 1.02 check, while 9 of 10 passed a 1.01 check. PPPL found another 30 spots of high permeability on receipt inspection of C-5. For discussion:
- Results of EIO 5/1 team teleconference.
- If not part of the previous, MetalTek discuss the extended corrosion checks in prototype phase that strongly suggested that the Stellalloy does not rust.
- MetalTek DCMA is witnessing a magnetic permeability check through LPI developer, which is followed by grinding of Permeability spots and LPI indications. MetalTek’s “final” magnetic permeability check, that should be witnessed by DCMA, should be after all processing (per MTS) and on a clean surface. MTK sent their Severin gauge back for calibration and found that it was off by 0.01 (0.005 above calibration limit).  This is thought to account for a large part of the issues.  Chuck will submit a report so we can discuss during next week’s call.  He also plans to visit MTM the week of 5/15  to examine contaminated regions on the castings there and clean up as required.  Chuck notes that B6 looks very good.  
2.5 (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 being cast for the C and B style coils.  Additionally, the first plates received at MTM were found to have magnetic permeability higher than the CSPEC limit and are under review at MTK. 
2.6 (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. Mike forwarded this to EIO.  He suggested that proposed drawing changes be circulated for review and initialing before NCSX initiate a formal change.  NCSX will review the proposal and respond next week. 
2.7 NEW:  Frank noted that C5 inspection indicated a “step” region in the height of the T.  His measurements (using straight edge and scale) showed the step to be ~1/32” on one end, and ~1/16 on the other.  Mike thought the steps must have been within the profile tolerance of +/- 0.050”.  Feedback otherwise:  30 spots of permeability >1.02 were found.  The “feet” were the worst regions, but the spots were only on as cast surfaces.   
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.  David is working on the revision.  
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.  PPPL is overdue – planned to get it to EIO by 4/25. Mike notes that the NCR was revised to note that one of the gouges (that was to be left as is)  was removed by blending.   Phil will process this week.    
4 Discussion Topics for Teleconference:
4.1 New Specification & Drawing Changes

4.1.1 PDF Drawings se141-137-R2-a and -138-R2-a have been revised to change the flatness and parallelism of the poloidal break shim from .001” to .005”.

4.2 Possible meeting at PPPL to discuss potential changes to Type B MCWF that could help expedite machining process.
4.3 Type A Flange hole interferences (RFD-14-018) status/recommendations. Phil needs to check with Tom and Dave which holes they’d really want tapped on the Type A’s, and Mike needs to define exactly how MTM proposes to make the change on A1 in lieu of filling the holes with weld and drilling & tapping them.  
Tom and Dave, please note!  








