 Week of 6/26/06
PPPL MCWF Quality Notes 

Tuesday Teleconference 6/27 9 AM EST (877) 952-1506, Passcode: 833648
1 Closed Items: 
1.1 PPPL approval of C-2 & C-3 documentation packages sent 6/20.
1.2 MTM provided a copy of the IDC with an IDC torque check of poloidal break hardware added.
1.3 MTK provided the missing R-1 RT report(s) for A-1.  EIO will incorporate these into the documentation package.

1.4 NCSX issued se141-048-r3, -058-r3, -114-r7 and -115-r8 which addressed the following open issues:
1.4.1 PPPL to incorporate guidance on Type A MCWF thermocouple hole placement provided 3/20 into requirements documents. 

1.4.2 PPPL to correct drawing SE-141-114, Rev. 6 - the dimensions shown in Sect. Q-Q are the correct ones, and the remnant incorrect dimensions will be deleted.

1.4.3 ECN needed to capture changes discussed on 6/9 regarding Type B thermocouple hole, VPI bleeder hole, thru/tapped holes, & port cut-out

1.4.4 ECN needed to address hole added to poloidal break

2 Pending from EIO:
2.1 (EIO) Provide final documentation packages for completed MCWF’s.

2.1.1 C-4
Status: (Open) –EIO sent preliminary copy sent to PPPL 6/12 and is awaiting feedback. Feedback provided 6/26. 
2.1.2 C-5
Status: (Open) – EIO posted preliminary copy - See 3.4
2.1.3 A-1
Status: (Open) – In-progress at MTM. MTM was awaiting bushing info, which was sent 6/20. Awaiting purchase/receipt of bushings
2.2 (EIO) Investigate and take steps to mitigate source of ferromagnetic contamination seen on C-4, B-1 and subsequent castings. Report back with update to CA 1695 so that PPPL can disposition NCR 3633.
Status: (In-Progress) – MTK inspected and cleaned-up A-2 on 6/19.  B-1 was not accessible at the time - Inspection/Clean-up TBD will be done by MTM
2.3 (EIO, MTM) Document Corrective Action to close NC 19783 (A-1Tee hole counter-bore depths).
Status: (Open) PPPL sent EIO/MTM direction on 6/20 to use 316 material regardless of the permeability.  MTM to initiate manufacture of the bushings. To be ordered this week – PPPL to check on when they are needed
2.4 (EIO, MTM) Provide Stellalloy bearing plates and replacement fasteners for MCWF’s C-1 through C-5. (Needed to close NCR’s 3618 & 3651.)
Status: (Open) Replacement hardware received.  MTM is working on the plates - most of the plates are being machined as a group, so they will ship when all are done.    As of 6/23, MTM did probably with A-3
2.5 (EIO, MTM) MTM to obtain ingredients information for Sherwin penetrant (seen on A-1 PB insulator).
Status: (Open) Initial contact of Sherwin got no response. MTM will pursue. In the interim, MTM has sent the MSDS which only lists alcohol as a hazardous substance.
2.6 (EIO, MTK) Provide additional photos (model) for Type A technique to help match locations to film.
Status: (Open) 7/7 target
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- No Update) Rapid response guidance sent 3/16. 
3.1.2 CSPEC revision to update the inspection points.
Status: (Open) Rapid response guidance sent 5/16.

3.2 Disposition (mark) rejected SS316 bearing plate material and then close EIO’s NC 19233 & 19234.
Status: (Open).  PPPL to verify that all plates are marked with their permeability. Unmarked plates are being marked.
3.3 Review updated CA 1671 (for A6 test results below spec for elongation) with inspection and analysis results.  
Status (Open) – in progress 
3.4 Review preliminary C-5 Doc. Package
Status: (Open) – Target date is 6/30
3.5 Review RT Technique for Type B castings – listed in the EIO Weekly as posted 6/22.
Status: (New) likely to need photos, MTK is working on that presumption
3.6 Disposition NC 20044 generated for LP indications on A-2

Status: (New) in process today
4 Discussion Topics for Teleconference:
4.1 New Specification & Drawing Changes
The production winding form folder of the manufacturing ftp site has been updated with effected STEP and PDF files as called out in ECN # 5128R2.   The drawing files are updated within the zip file production_mcwf_pdf_r13, which include se141-048-r3, -058-r3, -114-r7 and -115-r8.  The corresponding STEP files have been updated in the zip file production_mcwf_step_r8.  The list of changes includes:

1) Revise Type-A flange holes from clearance to tapped holes per RFD-14-018. 

    Ref drawings SE141-114, sheets 4, 5.

2) Revise Type-B flange holes per memo, "Flange Hole Proposal for B Casting", 

    from MTM, 6/9/06. Ref drawing SE141-115, sheets 4,5.

3) Revise Type-A TC2 hole size and location per RFD-14-017. Ref SE141-114, sheet 9.

4) Revise Type-A TC1 hole size and location per memo, "MCWF Type A - New location 

     for TC1 thermocouple", from MTM 4/18/06

5) Revise Type-B TC1/2 hole size and location per email from MTM, 6/9/06. SE141-115, sheet 9.

6) Revise Type-B leads interface features, SE141-115, sheet7, quad B-4, to match lead block geometry. 
7) Revise Type-B port geom to match MTM's NC. (no NC, just email communication) Ref Se141-115, sheet 8, quad C-1.

8) Revise .25-20UNC hole chamfer on -114, sht4, B4, -115, sht4,E1, -115, sht5, F7

9) Correct no. of .25-20UNC holes on -114, sht5, B3

10) Remove conflicting dimensions from poloidal break detail. Ref -114, sht 6, quad F7.

11) Revise size, location of VPI bleed hole shown on  -115, sht-5. (under discussion – may be more changes)
12) Add "tee hole" to poloidal break shims. Ref SE141-048, SE141-058.

13) Removed tapped holes from Type-B tee in high-stress region. Ref SE141-115, sht2

14) Flange hole numbers added, ref -114, sht 4-5, -115, sht 4-5.

MTM Questions with D. Williamson’s Responses.

MTM: I had a drawing review with our internal MTM team today.  All of the changes on the A drawing (SE141-114) were as expected.  There were however, a few changes to the B drawing (SE141-115) that we did not expect.  In the attachment, items 11 and 13 reference changes to the T holes and the VPI bleed holes.  In regards to these changes we have the following comments:

1.      Sheet 2 of the drawing shows that the T holes 63 thru 73 have been omitted but the counterbores are to remain.  Are the counterbores required?  If so, would a drill point be allowed?  The counterbore tool we use requires a pilot drill.  The drill length could be modified to a minimum depth.

DW: We would like to preserve the counterbore as a means to locate a stud for a modified winding clamp.  A drill point is acceptable. (PPPL needs to change drawing to allow drill point)
2.      The callout in detail C of sheet 2 for the 95 3/8-16 holes is no longer correct (if the number of tapped holes is reduced as per #1 above).

DW: Agreed. The number of tapped holes is reduced, but the number of counterbore features is unchanged, so we left the note alone. (Needs to be clarified)
3.      Also in detail C, the depth of the tapped hole was changed from .750” to .562”.  This will require both a tooling change and a program change.  Is the reduced depth necessary?

DW: I thought that MTM had been making the holes .75 deep minus .188 counterbore, so we changed the model to match.  We much prefer the deeper tapped hole and do not wish to change the tooling. (requires PPPL drawing change or note stamp)
4.      The bleed hole shown in the attachment still is breaking out in the relief area on the back of the flange.  The proposed change was to either move the holes or alter the angle of the hole that is breaking out into the relieved area.  Steve Raftopoulos indicated that PPPL may want to consider moving these hole closer to the lead block area.  Let’s discuss further tomorrow.  

DW: The bleed holes are located approximately near the highest point during VPI operations, but this may not be necessary.  I would to defer to Steve whether another location is more suitable. (requires Jim C input)
B-5 final inspection today or tomorrow. B-6 will also be ready this week.

CMM data, w/NCR & IDC today.  Looks as good as C-4 if not better. Visual today.

