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C-1 Documentation Packaqge

List of Documents 10-4-2005

Doc # Description #
Pages
A1l Coil C-1 certificate of conformance S73140-1 revised dated 7-21-05 1
A2 Coil C shim certificate of compliance dated 4-29-05 1
A3 Coil C-1 Shim Final Inspection Report dated 7-26-05 1
A4 Dimensional sketch of shim # 141-073 dated 3-31-05 2
A5 Traveler — MTS Coil C shim orig. dated 12-14-04 — signed/dated 6
A6 Radiographic shooting sketch C shim dated 3-10-05 2
A7 Original MTS for C shim dated 12-14-04 6
4a MTR from MTK post preventive maintenance 1
4b MTR from Wisconsin Centrifugal 1
5 Chemistry of weld material Lot # 3012668/82743 1
7 Westmoreland tensile test report @ -320F dated 4-19-05 1
8 St Louis Testing tensile test report @ room temperature dated 4-22-05 — 2
corrected 6-15-05
8a St Louis Testing tensile test report @ room temperature —retest of heat 1
27728 dated 5-12-05
8b St Louis Testing tensile test report @ room temperature —retest of heat 1
27728 dated 6-1-05
9 St Louis Testing charpy test report of heat 27728 @ -320F dated 1-10-05 1
10 St Louis Testing charpy test report of heat 27728 @ room temperature 1
dated 1-10-05
11 Westmoreland tensile test of weld material @ -320F dated 4-28-05 1
12 St Louis Testing tensile test of weld material @room temperature dated 4- 1
22-05
13 St Louis Testing tensile test of weld material @ -320F dated 4/6/05 1
15 St Louis Testing tensile test of weld material @room temperature dated 2- 2
28-05 — revised 3-2-05
16 Weld map list with mag perm results 11
17 Metal Tek final inspection report 1
18 RT reports — X-ray reader sheets from 1-19-05 & 3-19-05 8
18a Radiographic Technique sheet 17
19 Heat treat chart — dated 12-28-04 1
19a Heat treat chart stress relief dated 3-5-05 1
20 CA1219 — major welds dated 2-18-05 2
21 CA1226 — thru wall weld dated 2-18-05 2
22 CA1251 — second weld dated 3-22-05 1
22a CA 1252 — welding — defects discovered during final LP dated 3/24/2005 1
22b CA 1320 — Lack of test material Dated 7/5/2005 2
23 CA 1300 — test material- lack of ID dated 5-29-05 1
24 CA 1301 — test material lack of direction dated 5-29-05 1
24a CA 1323 — CA for sulfur & phosphorus readings dated 7/26/05 + 5
addendum dated 8/17/05
25 MTS C-1 Coil original dated 12-14-04 includes supplemental routing card 10
on welding dated 3-21-05 — with dated sign-offs
26 Shipping release from EIO 1




Carondelet Division

) C-1 Doc Package
8600 Commercial Blvd. - Pevely, MO 63070 USA
Phone: 636-479-4499 - Fax: 636-479-3399 Document A-1

Certificate of Conformance

ENERGY INDUSTRIES OF OHIO

Order Number PPPL-FP-LTS-2
Pattern MCWEF-C1
ASTM CFBMNMN MOD Revised Date 7/21/2005

Cert Number
S73140-1

Coil C-1, certification number S73140-1 was poured from three ladles known as heat
numbers 27728, 27730 and 27731. Heat 27728 is actually a ladle containing material
from heats 27728 and 27729. Cast on test bars located in each of the three zones were
used for testing purposes. Test reports from St Louis Testing use Heat number 27728
for all test bar samples. Test bars did not have zone identification. Corrective action
number 1300 was issued to correct.

Weld repairs were made using approved procedures and Lincoln material LMN 44/55,
lot number 3012668/82743.

A shim, certification number S73220-1, for C-1 coil was poured from heat number
27728. No weld repairs were necessary.

We certify that we have complied in accordance with the drawings(s) and specifications(s) listed on the above purchase
order. The articles furnished were made and/or processed from parts and/or materials in accordance with all
applicable drawings(s) and specifications(s) pursuant to the afore mention purchase order except as noted by corrective actions.

Respectfully Submitted,
Charles A. Ruud
Quality Assurance Manager

Superior Quality Engineered Metal Products
WWW.MetaIngnt.Com


GUEST
C-1 Doc Package
Document A-1


Carondelet Division

8600 Commercial Blvd. - Pevely, MO 63070 USA
Phone: 636-479-4499 - Fax: 636-479-3399 C-1 Doc Package
Document A-2

Certificate of Conformance

ENERGY INDUSTRIES OF OHIO

Order Number PPPL-FP-LTS-2

Pattern SE-141-073 COIL C SHIM
Alloy CF8MNMnMOD Revised Date  4/29/2005

Cert Number
S73220-1

A shim for C-1 coil was poured from heat number 27728. No weld repairs were
necessary. No testing for mechanical properties was performed.

We certify that we have complied in accordance with the drawings(s) and specifications(s) listed on the above gurchase
order. The articles furnished were made and/or processed from parts and/or materials in accordance with all

applicable drawings(s) and specifications(s) pursuant to the afore mention purchase order except as noted by cprrective actions.

Respectfully Submitted,
Charles A. Ruud
Quality Assurance Manager

Superior Quality Engineered Metal Products

www.MetaIT%dnt.Com


GUEST
C-1 Doc Package
Document A-2

GUEST


2

C-1 Doc Package
Document A-3

Carondelet Division

8600 Commericial Blvd. - Pevely, MO 63070 USA
Phone: 636-479-4499 - Fax: 636-479-3399

Final Inspection Report

Customer Name:  ENERGY Pattern: SE-141-073 COIL C-1 SHIM
INDUSTRIES OF
OHIO
Order Number: PPPL-FP-LTS-2 Revised 7/26/05
ASTM Metal CF8MNMN MOD Date 7/26/2005
Type Description Cert Number Procedure Acceptance Criteria  Actual
Liquid Penetrant S73220-1 CQP - 300 Rev 9 ASTM A903 Level {l Acceptable
Mag Perm S73220-1 SOP Mag Perm 100 Rev 1 <1.02 Acceptable
Radiographic S73220-1 CQP - 401 Rev 5 MSS SP 54 Acceptable
Visual S73220-1 CQP - 500 REV 4 ASTM A802 LEVEL 2  Acceptable

Liquid Penetrant

Technician: Kevin Anderson -
ASNT Level II

CAE.

Respectfully Submitted,
Charles A. Ruud
Quality Assurance Manager

Superior Quality EngineerediMetal Products

www.MetalTekint.Com


Roy Sheppard
C-1 Doc Package
Document A-3
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NTERNATIONAL

Carondelet Division

8600 Commercial Blvd. - Pevely, MO 63070 USA
Phone: 636-479-4499 - Fax: 636-479-3398

Material Test Report

ENERGY INDUSTRIES OF OHIO

Purchase Order Number PPPL-FP-LTS-2
Pattern Number MCWF-C1

CAF Metal Designation CF8MNMnMod
Material Spec  CFSMNMnMOD

C-1 Doc Package
Document #4a

Replaced by product
analysis - See CA1323

Cert Number S73140-1
Pour Date 12/19/2004

Weighted average of 3 heats — 27728(32.4%), 27730(25.1%), 27731(42.5%) Total Weight 28779 Ibs.

Revised 9/15/05

Element Min Actual Max
C ' 0.04 0.06 0.07
MN 2.3 2.7 2.8
SI 0.0 0.5 0.7
CR 18.0 18.1 18.5
NI 13.0 13.1 13.5
MO 2.1 2.2 2.5
px 0.0 0.018 0.035
S* 0.0 0.014 0.025
N 0.24 0.27 0.28

*p & S taken from cast on bar and analyzed by wet chemistries, ASTM E1019-03 for sulfur and Colormetric for phosphorous.

PRODUCT ANALYSIS

Results of spectrometer analysis of cast on test bar after spectrometer preventive maintenance performed.

Element

C KKK -
MN 1.9
SI 0.7
CR 183
NI 13.2
MO 24
P  0.024
S 0.013
N L33 3

**x*Not analyzed on spectrograph.

Respectfully Submitted, '
Charles A. Ruud
Quality Assurance Manager

Superior Quality Engineered Metal Products

www.Metgﬁleklnt.Com



Roy Sheppard
C-1 Doc Package
Document #4a

Roy Sheppard
Replaced by product analysis - See CA1323


TERNATIONAL

Carondelet Division

8600 Commercial Blvd. - Pevely, MO 63070 USA
Phone: 636-479-4499 - Fax: 636-479-3399

Material Test Report

ENERGY INDUSTRIES OF OHIO

Purchase Order Number
Pattern Number

CAF Metal Designation
Material Spec

PPPL-FP-LTS-2
MCWF-C1
CF8MNMnMod
CF8MNMnMOD

Analysis performed by Wisconsin Centrifugal

Revised 10-19-05

Element

Min Actual Max
0.04 0.06 0.07
2.3 1.8 2.8
0.0 0.7 0.7
18.0 18.3 18.5
13.0 13.4 13.5
2.1 2.4 2.5
0.0 0.021 0.035
0.0 0.014 0.025
0.24 0.24 0.28

. See Corrective Action Number 1323

C-1 Doc Package
Document # 4b

Cert Number S73140-1
Pour Date 12/19/2004

Respectfully Submitted,
Charles A. Ruud
Quality Assurance Manager

Superior Quality Eng'%eered Metal Products

www.M_etaITeklnt.Com


Roy Sheppard
C-1 Doc Package
Document # 4b


PRODUCT CONFORMANCE REPORT

Size(s) mm
Lot/Batch
Ttenr No.

Prodyct

Class

Customer Quantity

Cévlu [:)k'}c')‘CVPa'ckavge ‘
Document # 5

Customer ref PO SLOSA508
SW Order Noo 8

CENI0204 318

entified sbove Las been mzmuféxc::umﬁi, 1see
wranee Programme that fdfls the requirements of EN 29000/

P :‘l’}hépzf@fiw;:‘ i¢
- withia Oalit
1850 9001

abové-mentioned standards,

d and supplied in compliance

< Povan Etteger . Q8.

o F"L‘l‘i‘zt;‘fi‘(;)ﬂ,' o

Date = Cert.Nu,

2008 . 3012668/8274
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Westmoreland Mechanical Testing & Research, Inc.

PO. Box 388 N\
. Accredited
% Westmoreland Drive § %
/ Youngstown, PA 15696-0388 U.S.A. —
aterials Testing Laboratory
lelephone: 724-537-3131 Fax: 724-537-3151 ACCREDITED
x Website: www.wmtr.com 621-01 & 621-02
WMT&R is a technical leader in the material testing industry.
April 19, 2005 CERTIFICATION Section 1 of 1
WMTER Report No. 5-25287
MetalTek International WMTE&R Quote No. QN250563
The Carondelet Division Req No. 2767
8600 Commercial Blvd.
1-55 Industrial Park
Pevely, MO 63070-1528
Attention: Rick Suria
Subject: All processes, performed upon the material as received, were conducted at WMT&R, Inc. in accordance with the WMT&R Quality Assurance Manual, Rev. 9, dated 4/1/2000.

The following tests were performed on this order: TENSILE

TENSILE RESULTS: ASTM E21-03a

Requirements: UTS KSI (Min 95/Max —-) 0.2% YS KSI (Min 72/Max —) 4D Elong. % (Min 32/Max ---) Modulus MSI {Min 21/Max ---)
SOAK TIME: 5 Minutes

_ 7 </ [
SPEED OF TESTING: 0.0050 in./in./min., 0.0500 in./min./in. . . S Ll Q\“&x \ & §
MATERIAL: Metaltek CFSMNMnMOD CA57 ¢ xm\o& ? AH \ et

DISPOSITION: Acceptable

27

Sample | TestLog | Temp. uTs 0.2% YS | Elong | RA { Modulus | Uit. Load | 0.2% YLD. Om@. Final | 4D Orig | 4D Final | Orig. Area | Machine | A/JU/R
Number | °F KSI KSI % | % | ms LBS LBS |Dia. (in.) { Dia. (in) | GL(in.) | GL (in.) | (Sq.In.) | Number
Tensile-2 | B67872 | -320 172.0 98.7 62 68 242 16590 9522 0.3504 | 0.1968 1.40 2.27 0.09643131 M9 A
Tensile-4E | B67873 | -320 167.4 97.8 44 36 23.3 16120 9416 0.3502 | 0.2805 1.40 2.02 0.09632126 M9 A
Tensile-5A | B67874 | -320 171.2 98.7 61 64 225 16450 9481 0.3498 { 0.2090 1.40 2.25 0.09610135 M9 - A
A/U/R: A=ACCEPTABLE, U=UNACCEPTABLE, R=REPORT
()
(@)
@
N~
S
a e
g 2 DAY
05 /
£ ra
e) 4 Ol
Sfa / - 7799
oM rpMatt Wojton
KNOWINGLY OR WILLFULLY FALSIFYING OR CONCEALING A MATERIAL FAGT ON THIS FORM ¢\\ .ﬂmor:_om_ Serviges —Sm mmm_.\ Tensile Supervisor April 19, 2005
OR MAKING FALSE, FICTITICUS OR FRAUDULENT STATEMENTS OR REPRESENTATIONS
HEREIN COULD CONSTITUTE A FELONY PUNISHABLE UNDER FEDERAL
EXCLPT I FUts VT T ARG o et O Testing Specialists for Aerospace, Automotive, and Material Testing Fields

Locations in Youngstown, PA U.S.A. ~ Tel. (724 )537-3131 and
Banbury UK. ~ Tel. +44 (0) 1295 261211


Roy Sheppard
C-1 Doc Package
Document # 7


AE/1E/ 2005 B9: 33 214-531-8825 ST LOUIS TESTING Laz PAGE  B5/R6

C-1 Doc Package

wea B/ > 753k | Document # 8

Faundsd / §t.Louis Testing Laboratg”cs

2810 Clark Avenue * St. Louis, MO 63103-2574 » (314} 331-8080 » FAX (314) 531-8085

METALTEK INTERNATIONAL March 22, 2005
8600 Commercial Blvd. Lab No. 05P-0864
Pevely, MO 83070 =.C. No. 12218

Fage 1 of 2
{Corrected Report 6/16/05)
Attention: Chuck Ruud

REPORT OF MECHANICAL TESTS

SAMPLE ID: 3 EA., HT# 27728 Alloy CFBMNMNMOD +70%F
. Elongation
- Reduced Yield Tensile Modulus ”
Sample 1D Oggn::i::rea Area RedALr:c;it;n in Strength Strengik of QLZHG;?E
@-1nChee | sq. Inches ea Psl PSi Elasticity | . "9 ) %
27728-1 .1948 .0683 £4.9 34,600 | 82,500 21.3 1.06 53.0
27728-2 1886 .0697 63.0 34,800 | 85,100 20.5 1.03 | 515
27728-3 .1924 .0683 64.5 33,300 83,900 21.1 1.00 50.0

Round, reduced saction tensiles
Yield taken at .29% offset
Tested in accordance with ASTM A 370-03a

Identification of tested specimans provided by the olient

j /

/é Schrnitz, Director
Materials Tcsmg

. N o AN OFFIT AL CF\PV\)FTE‘- j HEI”DHT WILL BEE PROVIDED 1S LABDRATORY 7. S "’FDUr‘gT 2 NOT NIPAcIUIGE,
Gentificato Na. 0307-7 1 AT OFFICAL WITHOAT THE RAISED SEAL 7@ T | OIS TESTING { ARG ZATO 19!»_, NG
Crritioate No. 0297-03 SEE REVERSF FOF( ,owomom



Roy Sheppard
C-1 Doc Package
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ST LOUIS TEZTI93E LAE
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C-1 Doc Package
Document # 8

229 ( . T ootk ;1 “
/ St. Louis Testing Laboratorjesg .
N GO A P OR A E n

Founded

2810 Clark Avenue * St. Louis, MO 63103-2574 & (314) 531-8080 » FAX (314) 531-8085

METALTEK INTERNATIONAL
8600 Commercial Blvd.
Pevely, MO 63070

March 22, 2005

Lab No. 05P-0864

P.O. No. 12516

Page 2 of 2

(Corracted Report 6/15/05)

Attention: Chuck Ruud

REPORT OF MECHANICAL TESTS

SAMPLE ID: HT# 28597 & HT# 28679

Original Reduced Reduction | Yield Tensile Elongation
Sample ID Area Area ¢ Al": "‘;{: n Strength Strength (2.0” Gage Length)
Sq. Inches | Sq. inches rea PSI PSI in, %
28597 1886 1140 39.5 54,600 84.100 0.48 24.0
28679 1863 .1029 44,7 57,400 ; 82,900 0.46 23.0

Round, reduced section tensiles

W/

%4/0 g

Yield taken at 2% offget
Tested in accordance with ASTM A 370-03a

identification of testad specimens provided by the clien:.

chmitz, Director
aterials Testing

ACCREDITED |

AN DFFICIAL COPY OF TEST HEPORT WILL AE PROVIDED RY)TRIS LABORATORY DK REQIIEST. DO NOT ke i
Y OF , : , EQLIEST = PROCUGCE,
NOT OFFICIAL WITHOUT THE RAISED SEAL 62_ LOUIS TESTING | aBARATIRIEE, 1A ~
SFF REVERSE FOR CONDITIONS.

Carlligata No. (457.0+
Coeriflonte Nz, 03370



Roy Sheppard
C-1 Doc Package
Document # 8


Foymngnd

N RLEA

214-331-8885

8/

ST LOUIS TESTIvG LAB

vSt Louis Testing Latmraton(_;

PAGE

g1/e1

C-1 Doc Package
Document # 8a

2810 Clark Avenue » St Louis, MO 63103-2574 (314) 531-808C = FAX (314) 531-8085

METALTEK INTERNATIONAL
8600 Commercial Blvd.
Pevely, MO 63070

Attention:

Chuck Ruud

May 12, 2005

Lab No. 05P-1439
P.0. No.12516
Fage 1 of 1

REPORT OF MECHANICAL TESTS

SAMPLE ID: HT# 27728

Originai Reduced Reduction | Yieid Modulus Tensile Elongation
Sample ID Area Area e Auc :: n Strength OM;EU Strength {2.0” Gage Length)
8q. Inches | Sq. Inches rea PS PSi in. %%
27728 1948 0651 66.6 37,300 | 281 | 83100 | 1.1 55.0

Round, reduced section room temperature tensiles
Yield taken at .2% ofiset

Tested in accordance with ASTM A 370-03a

fdentification of testsd spechnons provided by e client.

Kart Schmitz, Director
Materials Testing
KS/w

AN DFFICHALL V‘O-"v OF TES AEPDRT WiLlL BE PROVIDED AY GLABOHAtoﬁY QN Rz )k F—ST D() \JO REFRORUCE.
WRT OFFIC AL WITHCUT THE RAISED SEAL OF OUIB TESTING LARCSATONE
SEE REVERSE FOR CONDITIONS

Corlfeate No 0387-01
Corlifiuain N 0307.02


Roy Sheppard
C-1 Doc Package
Document # 8a


o

[aN)

[}
t
§
l
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TS R TS A SRR SR S S O L o)

2670 Clark Avenue = 86 Louis, MO B3108-2574 « (314

METALTEK INTERNATIONAL Jane 1, 20us
8600 Commercial Blva. Lab No. 0HP-16858
Pevely. MO 63070 ) Mo, 12070
Attention:  Chuck Huud
REPORT OF MECHANICAL TES 1%
SAMPLE ID: HT#‘Z"QS‘? 1. 28497, 209563, 295680, 28E50
bé‘/ Griginal Reduced Reduction Yield femn; f Erongation Modulus?
Sample ID Area Area i: A‘;Qa‘ .. | stength | swengit | (207 Gage Length) | Elastisity

\ Sq. Inches | 54. Inches PS| PS in. Yo (MSI)
M 27728 .1886 .0830 56.0 36400 83100 1.0 £2.5 24.4
// 27728k .1888 .0908 51.9 34100 84300 1.0 50.0 23.4

&

[

Qriginal Reduced Reduction Yield Tensie | Elongation
Sample ID Area Area '}’Alﬁ:a o Strengin Strangih {2.07 Gage Length)
th . |
Sq. Inches | $q. inches ? PS| PSy iri. % |

S5 ¢ | 26511 | 1995 1878 05.9 40800 | 60400 n-o 1 080 |
?

25497 1932 772 08.3 35700 62100 0.18 09.0

29563 1847 1840 00.4 37700 37300 0.04 02.0

\/
A8 28560 18683 A7z 073 47500 SRR e ! 2.0

29553 | .1886 1765 06.4 50100 | veroo | ode 1 080 A

ey T

Qound. reduced soction tensiles

Yield taken at .2% offset

Testad in accordance with ASTM A 370-03a , M

Udenidfeation of 12sted specimens providsd by the oliani, ’ m /

Karl Schmitz, Dirsctor
higterials Testing

ME MB E B

AN OFF C AL TOEY OF TEST W G
CEnlizats ol DERTLL NOT DETIY A Wt X oy

Sanfonte e, T 00
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- _ C-1 Doc Package
e '- K> (Document # 9

‘NconPOﬁATED

Faunged

2810 Clark Avenue = $t. Louis, MO 83103-2574 ¢ (314) 531-8080 ¢ FAX {314} 531-8085

January 10, 2005
Lab No. 05P-0008
P.O. No. 12516
Page 3ol 3

METALTEK INTERNATIONAL

8600 Commercial Blvd.

Pevaly, MO 63070

Chuck Ruud
REPORT OF RAPY IMPACT TEST

HT# 27728, Alloy CF8 MnMN-MOD
ASTM A 370-03a

Atte ntion:

MATERIAL (SAMPLE 1D):
SPECIFICATION:

SPI:CIMEN TYPE: “A” Vee Notch
SPI:CIMEN SIZE: 10 mm x 10 mm
TEMPERATURE OF TEST: -320°F
REGULTS:
LATERAL o .
BASE METAL FOOT LBS. EXPANSION % SHEAR
27728-1 o8 0.051 50
27728-2 52l 0.060 50
27728-3 80 0.045 50
Average 90 0.052 50
LATERAL o
BASE METAL FOQT LBS. EXPANSION % SHEAR
27728-4 77 0.038 40
27728-5 86 0.055 50
27728-8 61 0.032 40
Average 75 0.042 43
LATERAL
BASE METAL FOOT LBS. EXPANSION % SHEAR
27728-7 64 0.041 50
27728-8 67 0.043 50
27728-9 72 0.030 40
Average 68 0.038 47 {"/
Jdg Wiication of tested specimens provided by client.
- R itz, Director
. tals Tasting
- MEMB
\ - i ) AN QFEICIAL COPY OF TEST HEPORT WILL 3€ PROVIODED 8Y THIS LABCRATORY ON ASOUEST, DO NO AEFROLDUCE. & l L

NOY QFFICIAI WITHRU T THE BAISED SEAL OF ST, LOUIS TESTING LAROARTORIES, iNG.
SEE REVERSER FOR CONDITIONE

CoritieigaNG, 049" -01
Gorivieatd b O3~
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C-1 Doc Package
Document # 10

Foundud *

‘St Louts Testing Laboratorjes "¢ L
‘NCORPORATEA

2810 Glark Avenue = St Louis, MO 63103-2574 » (314) 531-8530 © P2 214, 531-8086
METALTEK INTERNATIONAL r_:ﬂ_iary’ 10, 20056
B80C Commercial Blvd. Lapb No. 05P-0008
Peve ly, MO 63070 :;3,‘,, No. 12518
Fzoe 2 of 8

Atte qtion:  Chuck Ruud
REPORT OF CHARPY IMPACT TEST

MA™'ERIAL (SAMPLE ID): CHT# 27728, Alloy CF8 MnMN-AMOU
SPE CIFICATION: ASTM A 370-03a
SPE.CIMEN TYPE: “A” Vee Noich
SPI:CIMEN SIZE: 10 mm x 10 mm
TEMPERATURE OF TEST: +70°F
REGULTS:
LATERAL )
BASE METAL FOOT LBS. EXPANSION % SHEAR
277281 139 0.097 B 100
27728-2 119 0.081 106 ]
27728-3 167 0.091 100
Averaqge 142 0.0890 160
T
LATERAL |
% A
BASE METAL FOOT LBS. EXPANSION % SHEAR
T ————
277284 170 0.107 100
27728-5 124 0.071 100
27728-6 129 0.060 : 100
_ Average 141 0.078 ' 100
LATERAL , .
BASE METAL FOOT LBS. EXPANSION % SHEAR
27728-7 141 0.103 1040 -
27728-8 137 0.052 100
27728-9 160 0.114 100
Average 143 0.090 100 4 D/w

Ide atificatior. of tasted specimens provided by chent.

~

" —
e

r_mi ;; :

amband
- A OFFCAL SOFY OF TERT REPORT WILL BE PROVIDED 8Y TS 1 ABOR:
- ~OT OFFCIAL W THOUT THE RASED BEAT OF €T LGS Te
SEE REVERSE FOR CONDITIONS

MEMB ER

Cortitiuaws™No
Ceavlcate Mg 0% 7 03
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Westmoreland Mechanical Testing e Research, Inc.

P.O. Box 388 ,
Westmoreland ‘Drive @ Accreditad
Joungstown, Pa. 15696-0388 11.5.4. . §
Q(m@&c:m.. 724-537-3131 Fax: 724-537-3151 0 Metarials Testing Laboratary
Website: wumw.wmtr.com S
WMTerR is a technical leader in the material testing industry.
April 28, 2005 CERTIFICATION Section 1 of 1
WMTE&R Report No. 5-26097
MetaiTek International P.O. No. 19386R9
The Carondelet Division WMTER Quote No. QN250563
8600 Commercial Blvd. Req. No. 4315
1-55 Industrial Park
Pevely, MO 63070-1528
Attention: Rick Suria
Subject:

All processes, performed upon the material as Teceived, were conducted at WMT&R, Inc. in accordance with the WMT&R

Quality Assurance Manual, Rev. 9, dated 4/1/2000.
The following tests were performed on this order: TENSILE

TENSILE RESULTS: ASTM E21-03a

Requirements: UTS ksi (Min 95\Max -} 0.2% YS ksi {Min 72\Max --) 4D Elong. % {Min 32\Max
SOAK TIME: 5 Minutes

SPEED OF TESTING: 0.0050 in./in./min., 0.0500 In/min.fin.

MATERIAL: 316 S/S

--) Modulus Msi (Min 21\Max ---)

DISPOSITION: Acceptable
Sample TestLog | Temp. UTS 0.2% YS | Elong { RA | Modulus | Uit. Load | 6.2% YLD. Orig. Final | 4D Orig | 4D Final | Orig. Area | Machine | A\U\R
Number | °F ksi ksi % % Msi lbf 1bf Dia. (in.) | Dia. (in.} ] GL (in.) GL (in.) (59. in.) Number
Bar#1 (Lot#3012668/82743) | B75123 | -320 187.7 126.3 33 |22 271 37740

25394 0.5060 | 0.4471 2.00 2.65 |0.20108020 M3 A
21990 0.5056 | 04315 | 2.00 2,67 {0.20077240 M9 A
AWR: A=ACCEPTABLE, U=UNACCEPTABLE, R=REPORT

Bar#2 (Batch#W019711) | B75124 | -320 166.9 109.5 34 (271 264 33500

C-1 Doc Package
Document # 11

MaRo<T

¥ensile Supervisor April 28, 2005

KMOWINGLY OR WILLEULLY FALSIFYING OR CONCEALING A MATERIAL FACT DN THIS FORM Technical
OR MAKING FALSE, FICTITIOUS OR FRAUDULENT STATEMENTS OR REPRESENTATIONS

HEREIN COULD CONSTITUYE A FELGNY PUNISHABLE UNDER FEDERAL
STATUTES, THIS CERTIFICATE OR REPORT $HALL NOT BE REPRODUCED
EXCEPT IN FULL, WITHOUT THE WRITTEN APPROVAL OF WMTR, ING.

Testing Specialists for Aerospace, Automotive, and Material Testing Fields
Locations in Youngstown, 24 U.SA. ~ Tef, (724) 537-3131 and
Banbury UK, ~ Tel, +44 (0) 1295 261211
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2810 Clark Avenue * St. Louis, MQ 63103-2574 = (314) 531-8080 » FAX (3143 531-8085

METALTEK INTERNATIONAL April 22, 2005
8600 Commercial Bivd. L.ab No. GEP-1170
Pevely, MO 63070 P.O. No. 12516
Page 1 of 1
Attention: Chuck Ruud (revised 6/15/05)

SAMPLE ID: 1 Ea., Sample Bar #1, Lot 3012668/82743
1 Ea., Sample Bar #2, Batch # WO19711

Original Reduced . Yield Tensile Elongation
Area Reduction ” : i
Sample 1D g Area in Area % Strangth Strength {2.0” Gage Length) Elastic
Q- Sq.Inches | orea psi psI in. % Modulus
Inches
#1 .1801 .0855 55.0 56,500 85,000 0.80 550 25.5 M3
#2 1917 .0881 54.0 63,900 98,100 0.88 54.0 23.1 M8I

Round, reduced section all weld room temperature tensiles
Yield taken at .2% oftset
Tested in accordance with ASTM A 370

tdentification of tegted spacimens providsd by the client

chmitz. Director
erials Testing
KS/tw

h

MEMBER

o )
[ACCREDITED |
AN DFFICIAL COPY OF TEST REPORT WILL BE PROVIDED %\SI' S LABORATORY O REQUEST. DO NOT RFPRODIICE,

Cotifficato No. 0387-01 MOT QCFICIAL WITHOUT THE RAISED SEAL LOUIS TESTING L2BGRATORIES, INC
Cerlifivale Mo. 039702 SEE REVERSFE FCR CONDITIONS
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2810 Clark Avenue & St Louis, MO 63103-2574 e (314) 531-8080 » FAX 53141 531-8085
METALTEK INTERNATIONAL A 5, 2005 3
8600 Commercial Bivd. Lab No. GEP‘J!{;%,!?
Pevely, MO 63070 O N 10518

Fage 1 of 2
Atftention: Chuck Ruud

BEPORT OF CHARPY ~RT OF CHARPY IMPACT TEST

MATERIAL (SAMPLE ID): 1 Ea., Material (1) LNM445%, Lot # 3@?2668582743
SPECIFICATION: ASTM A 370-03a

SPECIMEN TYPE: “A” Vee Notch

SPECIMEN SIZE: 10 mm x 10 mm

TEMPERATURE OF TEST: -320°F

f ! ' !

: LATERAL o aup i
P ALL WELD METAL » FOOT LBS. EXPANSION % SHEAR
o T :
LNM4455-1 52 0.027 40
LNM4455-2 50 0.022 40
LNM4455-3 50 0.018 e
Average 51 C.02z : 33
{dentification of tested speciren providad by clier:t,
H ’__,-"
o
}’m wochmite, Director
/iferials Testing
KS4Aw J

[ACCREDITED |

Coetheale No, J8%7 0
Cerfificn Np, Q3570

ShOFRICAL LOTCOF TES NEROAT WILL BE PROVIDED & 5 LABGEATIRY o ST, B
0T CFRICIAL WITRSUT To IF»AIS:D :;E/\L’gs LOUIS TERTID | AOGSATARIES NG,
GRI PEVERSE FOR CONDITIONS,
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BE/15/ 2005

METALTEK INTERNATIONAL

&9

1332

f"oundcf-“ K

2810 Clark Avenue « St. Louis, MO B3103-2574 (314) 5

J14-531-86885

939 .

8600 Commercial Bivd,
Pevely, MO 63070

Attention:

Rick Suria

/ { ST LOUIS TESTING LAR

g p

k!
]

/' st. Louis Testing Laboratories
\NCQF{PORAT

BEPORT OF CHARPY IMPACT TEST
301266082743

PAGE  B3/86

C-1 Doc Package
Document # 15

February 28, 2005
Lab No. 08P-0554
P.O. No. 12516
Page 1 of 2
{Revised Report 3-2-05)

31-B080 *+ FaX (314) 531-80a5

MATERIAL (SAMPLE ID): Electrode LNM 4455 & B314NF y Che
L wo)i7 G
SPECIFICATION: ASTM A 370-03a Wol /itlos—
SPECIMEN TYPE: "A” Vee Notch, All Weld
SPECIMEN SIZE: 10 mm x 10 mm
TEMPERATURE OF TEST: +70°F
RESULTS:
| LATERAL
ALL WELD JOULES FOOT LES. EXPANSION % SHEAR
L . E— i NS oy ——
LNM 4455-7 149 110 0.055 50
LNM 4455.3 130 96 0.050 50
LNM 4455-9 134 29 0.051 50
Average 138 102 0.052 50
LATERAL
ALL WELD JOULES FOOT LBS. EXPANSION % SHEAR
B316NF-7 155 114 0.056 50
B316NF-8 151 111 0.053 50
B316NF-9 146 108 C.052 50
_Average 151 111 0.084 50
Identification of tested specimen provided by clieni.

Carfliicate No. 059701
Certificara No. 035 - (12

- o~
A -
)ﬁ{

f.’

1 Bonhmitz. Director
£ Viterials Testing

A6 DFFICIAL COEY OF TEST REPORY wiLL B8 PROVIDER RY, h?s LABORATORY O REQUEST Do NOT FEPHRODICE.
LOUS TEGTING SAUORATORIZS, NG
SEF BEVEASE FOR CONDITONG

NOT OFFICIAL WImHDLT THE HARED SEAL O
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‘NCDRPOHATED

2810 Clark Avenue ¢ St Louis, MO 63103-2574 (314) EZ1-8080 » FAX [314) 531-8085

METALTEK INTERNATIONAL February 28, 2005
8600 Commercial Bhvd. Lab N;m OSPn9554
Pevely. MO 63070 S Nn 19518

Page 2 of 2
{Revised Report 8-2-05)
Attention: Rick Suria

WELDER: TERRY STANFIELD
MATERIAL: 1" CF8MnMn, Mod
SPECIFICATION: ASME IX
ELECTRODE: B316NF
PROCESS: SMAW

REDUCED SECTION TENSILE

TENSILE
SAMPLE WIDTH THICKNESS | AREA sQ. ACTUAL . , , .
in INCHES INCHES INCHES LBS. ST R§§!GTH FRACTURE
T8.2 750 1.000 .7500 70,000 S3.200 VWald Metal
TS-5 | 750 1.010 7578 71,000 23,700 Weld Metal
GUIDED BEND TEST
SAMPLEID | BEND RESULTS N
18-1 Side Acceptable, No Discontinuities
185-3 Side Acceptable, No Discontinuities 7
T5-4 Side Acceptable, No Discontinuities
T5-6 Side Acceptable, No Discontinuities
, s
f -
Z
‘2R Achmitz, Director
L erials Testing
KSelm CW! No. 92120151

[ACCREDITED |

\ 3
Crriificate No. 0387.01 NOT CFFICIAL WITHCUT THE RAISED SEAL 'g LOUIS TERTING, LABZEATORIES 1N,
Zerlifiemn No, 0397-02 GRE REVERSE FOR CONDITIONS

AN OFRICIAL CToY OF TEST HEPORT wilLi. BE PRGVIDED 8 LABDRATONY i FELUERT DO NOT AEPROOUCE,
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C-1 Doc Package
Document # 17

Carondelet Division

8600 Commericial Blivd. - Pevely, MO 63070 USA

Phone: 636-479-4499 - Fax: 636-479-3399

Final Inspection Report

Customer Name: ENERGY Pattern: MCWFE-C1
INDUSTRIES OF
OHIO
Order Number: PPPL-FP-LTS-2 Revised 7/26/05
ASTM Metal CFS8MNMN MOD Date 7/26/2005
Type Description Cert Number Procedure Acceptance Criteria  Actual
Radiographic S73140-1 Technique # 12726 MSS SP 54 Acceptable
Liquid Penetrant S73140-1 CQP -300Rev 9 SEE NOTE Acceptable
Notes Acceptance per ASTM A903. Acceptance criteria - level 1 for high stressed areas, level 2 for all other areas.
Mag Perm S73140-1 SOP Mag Perm 100 Rev 1 <1.02 Acceptable
Visual S73140-1 CQP - 500 REV 4 ASTM A802 LEVEL 2 Acceptable

Liquid Penetrant
Technician: Kevin Anderson

ASNT LeveT TI1

Respectfully Submitted,
Charles A. Ruud
Quality Assurance Manager

Superior Quality Engineere@®etal Products

www.MetalTekint.Com
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Document # 20

MetalTek Corrective Action 1219

Carondelet Division - CA / PA / RGA Database

Corrective Action Type  FOR CASTING DISCONTINUITIES
Date 2/18/2005
CA Originator Ruud Pattern Number: C-1 Coil

Description of Defect / Non-Conformance
96 major weld defects found in the C-1 RT1 coil casting. Two defects were on opposite sides of a wall and after excavation
resulted in a through wall defect requiring repair. See CA 1226.

Root Cause : Incorrect parameter used during solidification modeling at ESI Group. They used 75% fraction solid cutoff as a
feeding criterion. This made the simulation result look like the casting fed correctly with the rigging that was used.

Corrective Action: Weld upgrade C1 casting. Welding will be performed following the approved procedure FOR WELDS <2” -
WPS 10-SMAW-CF8MNMN MOD REV 1. FOR WELDS <8” - WPS 15-GMAW-CF8MNMN MOD REV 2.

Verification of Corrective Action: All repairs will be verified by the inspection method used to discover the original defect.

Preventive Action: We used the xray information from the C1 casting to re-simulate the solidification using different fraction
solid cutoff numbers. A good correlation between the C1 xray results and a 50% fraction solid cutoff number was found. As of 2-
18-05, we are revising the rigging to give good simulated results with a 50%fraction solid cutoff.

Verification Of Preventative Action: Radiograph C-2 coil and compare results.

Estimated Implementation Date: Prior to shipment.

Signed: CA Ruud

CC: EIO, Barry Craig, Joe Edwards, E.J. Kubick, Geoff Mergel, File
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Corrective Action 1219

Concur:

P. Heitzenroeder, PPPL Tech. Rep.

B. Nelson, RLM

cc: F. Malinowski, PPPL QA
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C-1 Doc Package

Document # 21
MetalTek Corrective Action 1226
Carondelet Division - CA / PA / RGA Database
Corrective Action Type  FOR CASTING DISCONTINUITIES
Date 2/18/2005
CA Originator Ruud Pattern Number: C-1 Coil

Description of Defect / Non-Conformance
Two defects were on opposite sides of a wall and after excavation resulted in a through wall defect requiring repair.

Root Cause : Incorrect parameter used during solidification modeling at ESI Group. They used 75% fraction solid cutoff as a

feeding criterion. This made the simulation result look like the casting fed correctly with the rigging that was used.

Corrective Action: Weld upgrade C1 casting. Welding will be performed following the approved procedure FOR WELDS <2” - WPS
10-SMAW-CF8MNMN MOD REV 1. FOR WELDS <8” - WPS 15-GMAW-CF8MNMN MOD REV 2. Copper backing plates will used.

Verification of Corrective Action: All repairs will be verified by the inspection method used to discover the original defect.

Preventive Action: We used the xray information from the C1 casting to re-simulate the solidification using different fraction
solid cutoff numbers. A good correlation between the C1 xray results and a 50% fraction solid cutoff number was found. As of 2-
18-05, we are revising the rigging to give good simulated results with a 50%fraction solid cutoff.

Verification Of Preventative Action: Radiograph C-2 coil and compare results.

Estimated Implementation Date: Prior to shipment.

Signed: CA Ruud
CC: EIO, Barry Craig, Joe Edwards, E.J. Kubick, Geoff Mergel, File
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Document # 21
Corrective Action 1226

Concur:

P. Heitzenroeder, PPPL Tech. Rep.

B. Nelson, RLM

cc: F. Malinowski, PPPL QA
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MetalTek Corrective Action 1251

Carondelet Division - CA / PA / RGA Database

Corrective Action Type  FOR CASTING DISCONTINUITIES

Date 3/22/2005

CA Originator Ruud Pattern Number: C-1 Coil

Description of Defect / Non-Conformance
Two major weld defects found following verification of weld repairs. Lack of fusion was found. These are repairs of existing

weld deposits.

Root Cause
Defective weld.

Corrective Action
Excavate and repair.

Verification of Corrective Action
Radiography indicated part was properly repaired.

Actual Completion and File Date: 3-22-05

Signed: CA Ruud W

CC: Barry Craig, Dean Berger, E.J. Kubick, R Suria, File

&/" ceR: X(F %ﬂ_—\
/'& ﬁ-g;,w&\_, 3/2¢ Jos
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MetalTek

Carondelel Division - CA / PA / RGA Daltabase

Corrective Action Type  FOR. CASTING DISCONTINUITIES
Date 3/24/2005
CA Originator Ruud

Description of Defect / Non-Conformance
Maijor defects were ohserved during final Penetrant inspection.

Root Cause
Inherent casting discontinuities.

Corractiva Action
Excavate discontinulties and weld repair.

Verificalion of Corvective Action
Penetrant Inspaction of weld repairs.

Actual Completion and File Date: 3-24-05

Signed: CA Ruud M
¢

CC: Barry Cralg, Dean 8erger, E.3. Kubick, R Suria, Fle

FUSTONORNL 1 PAGE

a2/a2

C-1 Doc Package
Document # 22a

Corrective Action 1252

Pattern Number: C-1 Coil

0/‘/‘/1«7\/6»% 2V LT Mnly Boos

83
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C-1 Doc Package

Corrective Action 1320 Document # 22b
Carondelet Division - CA / PA / RGA Database

Corrective Action Type NCR

Date 7/5/2005

CA Originator C. Ruud

Pattern Number: C 1, C2 and A1 Coil castings

Description of Defect / Non-Conformance
Lack of test material in violation of paragraph 4.2.2.4 Additional Test Material.

Root Cause
Specification was not communicated to Pattern shop personnel.

Corrective Action
Test coupons were added to pattern and will be cast on all future coils.

Verification of Corrective Action
Pattern was inspected prior to molding C-4 casting.

Preventive Action
Create Inspection and Test Plan summarizing all requirements.

Actual Completion Date
Complete.

T

Signed: C. Ruud

CC: Roger Broman, Barry Craig, Joe Edwards, E.J. Kubick
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C-1 Doc Package
Document # 22b

PPPL and EIO agree that additional test material is not available for the C1, C2, and Al
castings, but will be provided for the remaining castings.

This NCR is approved based on EIO’s corrective action and the above agreement.

Brad Nelson, NCSX Core Systems Engineering Manager

Phil Heitzenroeder, NCSX MCWF Subcontract Tech. Rep.
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Corrective Action 1300
Carondelet Division - CA / PA / RGA Database
Corrective Action Type NCR

Date 5/29/2005

CA Qriginator C. Ruud

Pattern Number: C-1 Cail

Description of Defect / Non-Conformance

Failed to differentiate test material on pattern/casting per the requirement of
NCSX-CSPEC-141-03-07, SECTION 4.2.2.

Root Cause

Failed to communicate specification to Pattern Shop to add location identifiers to
cast on test material specimens.

Corrective Action
Add location identifiers to pattern and track through testing.

Verification of Corrective Action
Verified on Coil C-2 those identifiers were present.

Preventive Action
Create Inspection and Test Plan summarizing all requirements.

Estimated Completion Date
Identifiers will be added prior to making C-2. Inspection plan by 6/15/05

Actual Completion Date
|dentifiers were added 4-15-05.

CH

Signed: C. Ruud

CC: Roger Broman, Ba?i’Cra‘ , Joe Edwards, E.J. Kubick

7&«« PP rSE
Qc?,,-r A ao ,<,o/~ /. Vel
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INTERNATIONAL

Caorrective Action 1301
Carondelet Division - CA/ PA [ RGA Database
Corrective Action Type NCR

Date 5/29/2005

CA Originator C. Ruud

Pattern Number: C-1 Coil

Description of Defect / Non-Conformance

Failed to differentiate two directions of test material on pattern/casting per the
requirement of NCSX-CSPEC-141-03-07, SECTION 4.2.2.

Root Cause

Failed to communicate specification to Pattern Shop to add cast on test material
specimens in the transverse direction.

Corrective Action
Will request a deviation to eliminate requirement.

Verification of Corrective Action
N/A

Preventive Action
Create Inspection and Test Plan summarizing all requirements.

Estimated Completion Date
6/15/05

Actual Completion Date

Signed: C. Ruud

CC: Roger Broman, Barry Craig, Joe Edwards, E.J. Kubick P
g oo wesy cspee 1070
b0 Atin s /Lw}‘/a—?”( :'lo “@QMG}C ohs j,

bo deod o R diichero . fC0S PP
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Nonconformance Report: CA 1323 (phosphorus levels exceeds specification
limits for castings C1- C4 and Al and C1 shim and four Type C and six A coil
shims)

Project Disposition:

The erroneous levels were due to calibration errors with the spectrometer. As
reported in MTK's attached report, preventive maintenance has since been
performed on the spectrometer. The reported chemistry will be accepted for the
castings and shims noted above. The specification chemistry will not be changed at
this time.

Approvals:

R Digitally signed by Phil Heitzenroeder
Ph i I DN: CN = Phil Heitzenroeder, C = US,
. 0 =PPPL, OU = Mech. Eng. Division

Reason: | egree to 'specified’ portions

Heitzenroeder grsgame =~ o

Procurement Technical Representative

Digitally signed by Brad Nelson
B ra d . DN: cn=Brad Nelson, c=US,
0=0RNL, ou=FED,
" email=nelsonbe@oml.gov

N e I SO n Date: 2006.02.21 14:16:12

-05'00"

Responsible Line Manager:

88



Corrective Action 1323

Carondelet Division - CA / PA / RGA Database

Corrective Action Type NCR

Date 7/27/2005

CA Originator C. Ruud

Applies to: Coil castings C-1, C-2, C-3, C-4 and A-1 and C 1 shim and four C coil and six
A coil shims

Description of Defect / Non-Conformance
Phosphorus levels in material produced to date exceed specification limits. Both
phosphorus and sulfur readings reported erroneously in certifications.

Certification reports have shown phosphorus and sulfur levels in the <.01% range.
Independent laboratory data confirmed phosphorus in the .018 to .033% range and
sulfur in the .005 to .022% range. Actual levels of some tests are above those in PPPL
Specification NCSX-CSPEC-141-03-07 Rev 7.

Nonconformance was first suspected as a result of analysis of zoned attached test
specimens volunteered by MetalTek International as response to PPPL questions on
weighted average chemical analysis and quality of blending in the gating system.
Nonconformance was verified on the bars used in the study and has been extended to
evaluation of previously poured products.

Root Cause ,

Specification limits were set below the levels achievable through use of available raw
materials. Spectrometer did not properly calibrate for phosphorus and sulfur at levels of
specification due to equipment malfunction.

The chemical specification of EIO heats uses alloy CFBMNMn-Mod which incorporates a
type standard calibration with a certified reference material (CRM) BS180. This enables
the operator of the spectrometer to match the elemental concentrations of this alloy with
corrective factors. These factors are determined by analyzing the CRM and having them
compared with the calibration curves for each element. The phosphorus and sulfur
content have very low measured intensities due to low concentrations. Intermittent
failure of the spectrometer intensity measuring card caused higher intensity readings for
phosphorus and sulfur. Subsequent checks with the CRM resuilted in low corrective
factors that were not detected. This in turn resulted in low reported concentrations for
the EIO samples. All the major elements, which are measured on other intensity cards,
have been closely monitored and matched very well with the CRM and thus were
reported correctly.

Corrective Action

Modification to specification for phosphorus and sulfur will be requested. Limits will be
set based on process capability and consistent with other stainless steel grades.
Replacement of deficient card in spectrometer will be made upon delivery.

1 of3
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Subsequent immediate analysis of chemistry results, obtained by wet analysis, is
attached and demonstrate top of specification for sulfur and over specification for
phosphorus. The spectrometer manufacturer has performed an analysis to determine
the cause of the malfunction and verified that the intensity card has an intermittent fauit
and must be replaced. The card has been ordered and scheduled for replacement on
August 15, 2005.

Until the card is replaced we will be performing additional type standardizations to
ensure accurate sulfur and phosphorus analysis. Additionally, for coils made untii the
card is replaced, an independent laboratory will perform a verification of the chemical
analysis.

Verification of Corrective Action
Will be determined at a later date.

Preventive Action

fn addition to spectrometer faults, we have identified that the specification ranges for
sulfur and phosphorus is unattainable. Analysis and specifications for virgin charge
materials predict sulfur at 0.040% maximum and phosphorus at 0.040% maximum. We
have no way to remove phosphorus from the melt and do not intentionally add
phosphorus. So, the confirmed coil analyses, along with analyses of virgin material
heats, demonstrate sulfur in the range of 0.010% to 0.022% and phosphorus in the
range of 0.018% to 0.033%. These results are consistent with our charge material
analysis. We will request a deviation for phosphorus in the subject parts and also
request a permanent specification change to 0.040% maximum for both phosphorus and
sulfur, to allow us to provide non-discrepant material. This change will not affect, in any
way, the physical properties or material performance because all coils and test material
exhibited sulfur and phosphorus within the new ranges despite inaccurate reporting.
Other actions: Specifications have been added to the BS 180 standard and the type
standard will be measured against the criteria.

Estimated Completion Date
August 15, 2005

Actual Completion Date TBD

Signed: C. Ruud W -

CC: Jim Galaske, Barry Craig, Joe Edwards, E.J. Kubick

20f3
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Guide to St Louis Testing Report Dated 7-26-05

Sample name Sample origin
A1Z1 Cast on bar A-1 coil, zone 1
A1Z2 Cast on bar A-1 coil, zone 2
A1Z3 Cast on bar A-1 coil, zone 3
C1 _ Cast on bar C-1 coil
C2Z1 ' Cast on bar C-2 coil, zone 1
C222 Cast on bar C-2 coil, zone 2
C273 Cast on bar C-2 coil, zone 3
C3Z1 Cast on bar C-3 coil, zone 1
C322 Cast on bar C-3 coil, zone 2
C3Z3 Cast on bar C-3 coil, zone 3
F1 Final analysis button from ladle for C-4 coil
F2 Final analysis button from ladle for C-4 coil
F3 Final analysis button from ladle for C-4 coil
P1 Preliminary analysis button from ladle for C-4
coil '

Testing is underway of the heat used to pour the four C coil and six A coil shims.

3of3
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Aot
CA 323

Ve
4

. Long ," - j Fing e \:
5 St Louis [25Und Eeboraiories g
NCORPORATGE 5

Chemica!l, Metallurgical, Mechanical, Nondestructive, Environmental Testiing, Analyses and Field Service.

July 26, 2005
Lab No. 06C-0608
Invoice No. 59891
P.Q No 21324
METALTEK INTERNATIONAL Page 1 of 1
8600 Commercial Blvd.
Pevely, MO 63070

Attention: Chuck Ruud
REPORT OF CHEMICAL ANALYSIS

SAMPLE ID: A1 Z1, A1 22, A123,C1,C221,C2 22, C2 Z3,
C3271,C32Z2,C3Z3,F1,F2, F3, P1

RESULTS: %
ANALYTE Al1Z1 AlZ2 A1Z3
Sultur | 013 | 005 010
Phosphorus 025 023 018
ANALYTE C1 , C2Z1 cazz2 C2Z3
Sulfur 014 022 .018 015
Phosphorus .018 _ 024 . 021 025
ANALYTE C3z71 Cc3zz2 C3Z3
Sultur 013 014 .012
Phosphorus .024 .025 .021
ANALYTE 1 F2 F2 P1
Sulfur 014 .018 .012 010
Phosphorus .029 033 .028 .030

Sulfur Test Method: ASTM E1019-03

+ Phosphorous Test Method: Colormetric /(/é |
Idé;ﬂlfication of tettad gpecimen provided by the client. / ' g\\\
Robin E. Sinn

. Laboratory Director
RES/nme
MEMBER

‘A<—JIL 2810 Clark Avenue ¢ St Louis, MO 83103-2574 e (314) 531-8080 e FAX {314) 531-8085
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A\
ENERGY INDUSTRIES
OF OHIO

Purchase Order Number:
S005242-F

Part Number:
SE141-103-1

Part Name:
MCWF C-1

MTM Work Order Number:
65707/1.0
Data Package Revision: 1

AMefor

Tool & Machine, Inc.




Quality Assurance Documents For
Workorder: 65707/1.0

Table of Contents

Page: 1

Date: 01/16/06

User 1D: GRIFFIT#

Customer: 8909 - ENERGY INDUSTRIES OF OHIO
Customer P.O.: S005242-F
Customer Part ID: SE141-116 - MCWF C-1

Item#

= O e N N B L

—_— —
N = O

DS141-036 - STUD

Item# Sub Op

Document Description / Material Description / File Name / Heat Lot

CERTIFICATE OF CONFORMANCE
COMPLETED SHOP TRAVELERS: - 65707-1 completed shop travelers.xls

NC17399

NC17452:

NC17746:
NC18236:

NC18237

NC18238:
NC18297:

NC18315

NC18588:
NC18830:
NC18831:

Pc  Document Description / Material Description / File Name / Heat Lot

- 17399 dispositioned.pdf
- 17452 dispositioned.pdf
- 17746 dispositioned.pdf
- 18236 dispositioned.pdf
- 18237 dispositioned.pdf
- 18238 dispositioned.pdf
- 18297 dispositioned.pdf
- 18315 dispositioned.pdf
- 18588 dispositioned.pdf
- 18830 dispositioned.pdf
- 18831 dispositioned.pdf

14 4 10

DS141-060 - NUT
Item# Sub Op

30 Material Certification: TEST REPORTS / DS141-036 - STUD - mic108260.tif / 8969595

Pc  Document Description / Material Description / File Name / Heat Lot

15 4 10

50 Material Certification: / DS$141-060 - NUT - mc108258.1it' / 8977349

DS141-079 - FLAT WASHER

Item# Sub Op

Pc  Document Description / Material Description / File Name / Heat Lot

16 4 10

60 Material Certification: /DS141-079 - FLAT WASHER - mc108259.tif / 8990135

SE141-078 - POLOIDAL BREAK SHIM ASSEMBLY

Item# Sub Op Pc¢ Document Description / Material Description / File Name / Heat Lot

17 2 30

20 Certificate of Conformance: C OF C / LOCTITE 411 - LOCKING COMPOUND - mc106141.tif / CERTIFIED

SE141-078-03 - INSULATING SLEEVE

Item# Sub Op Pc¢_ Document Description / Material Description / File Name / Heat Lot

18 3 10

10  Certificate of Conformance: /G11CR_] - ROUND, BAR, 1.75 DIA - mc108545.1if / CERTIFIED

SE141-103-1 - MOD COIL WINDING FORM ASSEMBLY TYPE-C

Item# Sub Op Pec

Document Description / Material Description / File Name / Heat Lot

19 0 10

20 0 10

40  Material Certification: TRACE ID: 116255/ ER316MNNF_093_GTAW - WELD WIRE,GTAW .093 DIA - MCI06579.TIF 7 W020132/

WO020132

40 Material Certification: TRACE ID: 113686 / ER316MNNF_093_GTAW - WELD WIRE,GTAW .093 DIA - MC106164.PDF 7 W0201327

WO020132

SE141-103-4 - INSULATING SHEET

nimtmapps‘mtqaplad.qrp
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‘/q o Table of Contents Page: 2
_@ ?/” Quality Assurance Documents For Date: 01/16/06
Tool & Machine, Inc.

Workorder: 65707/1.0 User ID: GRIFFIT#

Customer: 8909 - ENERGY INDUSTRIES OF OHIO
Customer P.O.;: S005242-F
Customer Part ID: SE141-116 - MCWF C-1

Item# Sub Op Pc_ Document Description / Material Description / File Name / Heat Lot

21 7 10 10 Certificate of Conformance: GI ICR / G11CR_3 - SHEET, FLAT - mc107081.tif / CERTIFIED

SE141-103-5 - INSULATING SLEEVE
Item# Sub Op Pc Document Description / Material Description / File Name / Heat Lot

22 5 10 10 Certificate of Conformance: /G11CR_1 - ROUND, BAR, 1.75 DIA - Same as Item #18 / CERTIFIED

SE141-116 - MODULAR COIL WINDING FORM TYPE-C
Item# Sub Op Pc_Document Description / Material Description / File Name / Heat Lot

23 1 90 Inspection Data Checklist: 2 steps

24 1 100 Nondestructive Liquid Penetrant Test Certification #13726
25 1 120 Inspection Data Checklist: 137 steps

26 1 140 Inspection Data Checklist: 2 steps

106
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‘, g Page: 1

_@ ng CERTIFICATE OF CONFORMANCE Date: 12/05/03
Tool & Machine, Inc. . ey

User ID: GRIFFITH

TO: ENERGY INDUSTRIES OF OHIO DATE: 10/25/2004

ATTENTION: Receiving Department

Seller certifies that:

Part Number: SE141-103-1 Purchase Order: S003242-F
Part Name: MCWF C-1 Workorder: 65707/1.0
Part Serial Number: Cl Quantity: 1

1. These materials and/or parts were produced in conformance with all contractually applicable Government
and/or Customer specifications referred in. or furnished with. the above Purchase Order.

2

. The materials and/or parts furnished under the above Purchase Order were produced:
[X] From materials furnished by Customer for the production of such parts.

[X] From materials for which the seller has available for examination chemical and/or physical test reports
or other évidence of conformance to applicable specifications.

. All processes required in the production of these part and/or materials are listed below and were performed
by a facility or personnel approved or certified by the Seller and the customer when such approval or
certification is required by contract.

(V%3

Certifications are on file at this plant.

Other Requirements:

Signature: Title: 62,44[;4/ %4;4, Date: _/_ng%)/

QA001D 12/12/02 Original: QA FFolder Copy: Customer Data Package
wAnmapps\imqapCOC.qrp



AMefor

Tool & Machine, Inc.

Activity

Visual Mfg Ref.

Op Status

Close Date

Emp ID

Final Inspection----Prepare part for source inspection.----Review and
complete QA data package per QAP and the requirements of the product
specification NCSX-CSPEC-141-03.--Contact CFT to review data package
prior to notifying source inspection.

65707/1.0 -Sub:0 Op#:20

Closed

9/29/2205

840-G.Masood

Source Inspection

65707/1.0 -Sub:0 Op#:30

Closed

9/29/2205

840-G.Masood

Package and Ship----Build a box/crate suitable for protecting the part from
the environment.----Weigh the finished part and metal stamp the value in
pounds on the casting in the area marked on the customer drawing.----Part
must be protected and wrapped in plastic prior to inserting into the crate.
Refer to PS583.----Part is to be shipped to PPPL in Princeton- NJ per QAP
shipping address.----Crate must be marked/stenciled per the MTM drawing.

65707/1.0 -Sub:0 Op#:40

Closed

10/1/2005

131-W.Allen

Receive customer supplied material. --Verify the receipt of quality
documentation for the casting.--Check off IDC noting receipt of material
and receipt of quality documentation.----Part Number: SE141-116 Rev: 6--
Part Description: PRODUCTION WINDING FORM TYPE-C

65707/1.0 -Sub:1 Op#:10

Closed

4/1/2005

825-B.Jarrett

Setup the machining fixture on the rotary table. Load casting into the
machining fixture with the initial pickup pads facing up. Indicate the pickup
pads and orient the casting for machining. ----Rough machine the top
flange face and the outer periphery leaving .25- +.060/-.000-. The outside
surfaces of the flange will serve as qualifiers for the next operation. Record
the qualifier dimensions on the IDC.----Install the lifting holes per the MTM
drawing.----Rough machine the top side of the -T- section leaving .25-
+.060/-.000-.----Remove the casting from the machining fixture and flip
over with the bottom flange facing up. Re-load into the machining fixture.
Pickup the qualifiers and orient the casting for machining.----Rough
machine the bottom flange face leaving .25- +.060/-.000-. ----Rough
machine the poloidal break leaving a minimum of .25- of stock per side.----
Install temporary shim filling in the poloidal break and hold together with
temporary c-clamps. Tack weld in place.----Rough machine the bottom side

of the -T- section leaving .25- +.060/-.000-.----Finish machine both sides of {65707/1.0 -Sub:1 Op#:20

Closed

7/20/2005

219-T.Laird

Mike Griffith

1/16/2006 Pag$(1)§f 5




Mefor

Tool & Machine, Inc.

Activity

Visual Mig Ref.

Op Status

Close Date

Emp ID

Perform an in-process inspection of the magnetic permeability of the
material using the Severn Permeability Indicator Gage. Inspect a minimum
of (8) points on the rough machined flange face and an additional (8) points
on the rough machined -T- section. Record the upper and lower range
values on the IDC's. Values that exceed 1.02 must be documented with a
non-conformance record and dispositioned prior to continuing.

65707/1.0 -Sub:1 Op#:40

Closed

8/26/2005

744-P.Schumacher

Finish machine the -T- section and wings. Run a probe pass to inspect the
surface for stock.----Remove the casting from the machining fixture and flip
over with the bottom flange facing up. Re-load the casting into the
machining fixture. Pickup the qualifiers and orient the casting for
machining.----Finish machine the -T- section and wings. Run a probe pass
to inspect the surface for stock.----Obtain sketches SE141-116 FLATNESS
D and SE141-116 FLATNESS E from the team leader. Use this sketch as
a map and record indicator readings at each tooling ball location and near
each point. Record information on the IDC prior to moving the part to the
next workcenter.

65707/1.0 -Sub:1 Op#:70

Closed

9/21/2005

274-M.Moorman

Setup the machining fixture with the casting installed. Machine the
inspection fiducials per the MTM drawing. Finish machine the poloidal
break to drawing requirements. Remove the casting from the machining
fixture.----Install temporary shims in the poloidal break. Use the temporary
shim 1.75 thick with additional shims as necessary and C-clamp before
moving the part.

65707/1.0 -Sub:1 Op#:80

Closed

9/21/2005

274-M.Moorman

DEBURR ENTIRE PART- NO SHARP EDGES ALLOWED. HAND WORK
THE TWO SIDE -L-'S OF THE .750 WIDE TWISTED SHAPE OR -T-
SECTION TO YIELD A SURFACE FINISH OF 125 RMS OR BETTER.
SEE ENGINEERING TO CLARIFY SURFACES NEEDING HANDWORK.
INSPECT SURFACE FINISH AND RECORD ON IDC. SPRAY UP WITH
BLUE AND HANDWORK UNTIL BLUE IS TOTALLY REMOVED.
SURFACE PROFILE TOLERANCE IS CRITICAL SO ONLY REMOVE
THE STOCK NECESSARY TO PRODUCE THE REQUIRED SURFACE
FINISH.--ALL GRINDING WHEELS AND DISKS MUST BE VIRGIN
MATERIAL NOT PREVIOUSLY USED ON ANY MATERIAL TO AVOID
MATERIAL CONTAMINATION.

65707/1.0 -Sub:1 Op##:85

Closed

9/30/2005

219-T.Laird

Mike Griffith

1/16/2006 Page 2 of 5
109
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Tool & Mabhine, inc.

Activity

Visual Mfg Ref.

Op Status

Close Date

Emp ID

Inspect the magnetic permeability of the entire casting using the Severn
Permeability Indicator Gage. Refer to PS584. All as cast surfaces must be
inspected on a 6- x 6- grid. Record range of actual values on IDC. All
machined surfaces must be inspected on a 2- x 2- grid. Record range of
actual values on IDC. Permeability measurements shall be per
supplementary requirements S24 of ASTM A703/A703M and S1 of ASTM
AB00/800M except the results will be expressed as relative permeability (u)
rather than ferrite content (FN). Values that exceed 1.02 must be
documented with a non-conformance record and dispositioned prior to
continuing.

65707/1.0 -Sub:1 Op#:90

Closed

9/20/2005

212-J.Lehr

SOURCE FOR MAG PERMEABILITY----CONTACT ENGINEERING. DO
NOT HOLD FOR CUSTOMER IF THEY ARE NOT PRESENT.

65707/1.0 -Sub:1 Op#:91

Closed

9/21/2005

840-G.Masood

PT 100% of the part as-cast surfaces as well as finished machine surfaces.
See PS582 for processing instructions. During the inspection also perform
a visual inspection of the casting surface per ASTM A802/A802M and
accept per the same. Include reference to ASTM A802 on the certification.-
--Specification: ASTM A903/A903M----Method: ASTM E165----Acceptance
Criteria: ASTM AS03/A903M Level Il for as cast surfaces----Acceptance
Criteria: ASTM A903/A903M Level | for machined surfaces including the
entire -T- section (high stress areas)----Certification: MTM certification to
include the information per Supplementary Requirements S1 of ASTM
A903/A903M--MTM NDT Cert: LPI CERTIFICATION

65707/1.0 -Sub:1 Op#:100

Closed

9/21/2005

840-G.Masood

SOURCE FOR PT----CONTACT ENGINEERING. DO NOT HOLD FOR
CUSTOMER |IF THEY ARE NOT PRESENT.

65707/1.0 -Sub:1 Op#:101

Closed

9/29/2005

840-G.Masood

Setup and inspect the part 100% per the drawing requirements. Refer to
PS593.--Surface profile dimensions are to be taken on a 2- x 2- grid for
machined surfaces and 4- x 4- grid for as cast surfaces.--Inspect fiducials
that are located around the periphery of both flanges. --Record dimensions
as required per the IDC's.--Forward and IGES file of the 2 x 2 and 4 x 4
grid points as well as points representing the locations of the inspection
fiducials to Kevin Bowling for reporting to the cuslomer.

65707/1.0 -Sub:1 Op#:120

Closed

9/29/2005

295-C.Weaver

SOURCE FOR DIMENSIONAL

65707/1.0 -Sub:1 Op#:121

Closed

9/29/2005

840-G.Masood

Mike Griffith

1/16/2006 Page




i -4z
" ool & Machine, Inc.

Activity Visual Mfg Ref. Op Status |Close Date |Emp ID

Clean the casting thoroughly to remove all coolant- oil- tapping fluid etc...

Rinse the part thoroughly and wipe down with isopropyl alcohol to remove

any residue or film. Refer to PS583.----Install the poloidal break shim

assembly and accompanying hardware and insulation per the assembly

drawing.----Stamp numbers near every fifth -T- hole per sketch. See

engineering for sketch. 65707/1.0 -Sub:1 Op#:130 |Closed 9/30/2005]219-T.Laird
Perform electrical resistance test.----Wire all of the bolts together. Set one

jumper directly on casting flange and one on the bolts. Record resistance

between the bolt and casting combination and the mid-plane shim in

kohms on IDC.----Set a jumper between the poloidal joint midplane and the

casting. Set one jumper on the poloidal joint midplane and one on each of

the bolts. Record range of resistance in kohms on IDC. 65707/1.0 -Sub:1 Op#:140 [Closed 9/29/2005[840-G.Masood
SOURCE FOR ELECTRICAL TEST 65707/1.0 -Sub:1 Op#:150 [Closed 9/29/2005(840-G.Masood
WELD BUILD UP AREA PER NC17399. 65707/1.0 -Sub:8 Op#:10  |Closed 5/31/2005[099-J.Velez
WELD BUILD UP AREA PER NC 17452 65707/1.0 -Sub:9 Op#:10  |Closed 6/6/2005]465-J.Bever
RECEIVE CUSTOMER SUPPLIED CASTING 65707/1.0 -Sub:2 Op#:10  |Closed 9/2/2005|883-S.Dulworth
MACHINE THE SHIM COMPLETE PER THE DRAWING AND CNC

PROGRAMS. 65707/1.0 -Sub:2 Op#:20 |Closed 9/8/2005|506-R.Liston
ASSEMBLE (5) OF THE INSULATING SLEEVES INTO THE SHIM AND

BOND USING LOCTITE 411. DO NOT INSTALL THE BUSHINGS IN THE

OUTSIDE HOLES. THEY WILL BE INSTALLED LATER. 65707/1.0 -Sub:2 Op#:30  |Closed 9/12/2005|746-G.Davidson
SAW OFF 16- AND MOVE TO NEXT WORK CENTER. 65707/1.0 -Sub:3 Op#:10  |Closed 6/1/2005]|227-D.Bockover
MACHINE PER THE DRAWING FOR A SLIP FIT WITH MATING DETAIL.

OBTAIN FINISHED MACHINED CASTING SHIM BEFORE FINAL SIZING

THE O.D. OF THE SLEEVE. 65707/1.0 -Sub:3 Op#:20 |Closed 7/18/20051821-J.Leggins
RECEIVE MATERIAL--NOTIFY CFT AND FORWARD MATERIAL

STORES. 65707/1.0 -Sub:4 Op#:10  |Closed 5/19/2005(825-B.Jarrett
SAW OFF 30- LENGTH AND MOVE TO NEXT WORK CENTER. 65707/1.0 -Sub:5 Op#:10 _ |Closed 6/1/2005|227-D.Bockover
MACHINE PER THE DRAWING FOR A SLIP FIT WITH MATING DETAIL.

CHECK FINISHED MACHINED CASTING BEFORE FINAL SIZING THE

0O.D. OF THE SLEEVE. 65707/1.0 -Sub:5 Op#:20 |Closed 9/21/2005|565-S.Woods
SAW 13- LENGTH AND MOVE TO NEXT WORK CENTER. 65707/1.0 -Sub:6 Op#:10  |Closed 6/1/2005]227-D.Bockover

Mike Griffith

1/16/2006 Page 4 of 5
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Tool & Maéhine, Inc.

Activity

Visual Mfg Ref.

Op Status

Close Date

Emp ID

UNRELEASED DO NOT PERFORM THIS OPERATION DUE TO
PRODUCT CHANGES THIS PART HAS BEEN ELIMINATED FROM THE
ASSEMBLY.

65707/1.0 -Sub:6 Op#:20

Closed

276-B.Probst

RECEIVE MATERIAL

65707/1.0 -Sub:7 Op#:10

Closed

4/5/2005

131-W.Allen

MACHINE THE PROFILE LEAVING STOCK PER PROGRAM.----ALSO
MACHINE OUT FLAT STOCK PIECES FOR SHIMS BEHIND THE
OUTSIDE OF POLOIDAL BREAK FLANGE PER CNC PROGRAM.

65707/1.0 -Sub:7 Op#:20

Closed

9/2/2005

568-J.Kereszturi

OPEN UP THE OUTSIDE (2) HOLES ON BOTH SIDE PLASTIC SHIM
PIECES TO 1.670- TO ALLOW FOR BUSHING ASSEMBLY. SEE
ENGINEERING OR CHAD EASTMAN FOR SPECIFIC INSTRUCTIONS.

65707/1.0 -Sub:7 Op#:30

Closed

9/21/2005

361-M.Westerfield

HANDWORK AREAS AS DESCRIBED BY CUSTOMER DISPOSITION
OF NC 18237. SEE ATTACHMENT SECTION OF NC FOR CUSTOMER
DISPOSITION AND ASSOCIATED MAPS. DO NOT REMOVE MARKING
WHILE REWORKING THESE AREAS. THE MARKING WILL REMAIN ON
PART FOR REVIEW BY CUSTOMER AFTER SHIPMENT. DO NOT USE
ANY FLUIDS OTHER THAN ISOPROPYL ALCOHOL ON THE G11
(PLASTIC) MATERIAL THAT IS LOCATED AT THE POLOIDAL BREAK
(SPLIT LINE).

65707/1.0 -Sub:10 Op#:10

Closed

9/29/2005

164-L.Freeland

Mike Griffith

1/16/2006 Pngf,lﬁé)f 5




Major Tool & Page: 1
Machine, Inc.
1458 East 19th Street MTM N/C: 17399 Date: 05/24/05
Indianapolis, IN !
: WLIN
46218-4289 User ID: BOWLINK

ENERGY INDUSTRIES OF OHIO Customer:
Contact: NANCY HORTON Telephone: 216-496-2314
NKHFlowen@aol.com E-Mail: 216-328-2001 Fax:

SE141-116 / MODULAR COIL WINDING FORM TYPE Part:
S005242-F/Ln:1 Customer P.O.: SE141-116 Drawing 1D: 3 Revision: C1 Serial
No./Qty: Links: |-Type:W: 65707/1.0 Sub: 1 Op: 20 ’

KEVIN BOWLING Reported By: 317-636-6433 Telephone: E-Mail:
kBowling@MajorTool.com Fax: 317-634-9420

Problem: Part was gouged by an errant tool path.
Gouge is approximately 2" wide by 10" fong and at worst case 1/2" deep.

Proposed Dispesition:
SUBMIT TO CUSTOMER REQUESTING WELD
REPAIR.

Number of additional pages:

Customer Disposition: | Use As Is [ | Rework X Repair | ] Scrap [ ] Replace

'1&, deat Mradin fu‘ﬁumb o BT PSS - Fulk fokfcGbing
td M- AdpiHed far chawf Aif AP and AL WM

+o el Py [ b uﬁn
w d JLQT,W Phj eulzenroeder ch% [e% Jﬁ\/cj

Technical Contact Approval: 2 05.25 00 PPPL Tech. ch Sfua /0 6‘
Buyer Approv% Cc TiteSK YU {d#.4  Date: 5[2@/0 5

Major Tool Implemented By: /’][j/)u_,}\bm"g,mA Title: 2o sidiii Date: 27-MAY-72.905

UL A

816-PROGRAMMING ERROR Root Cause 1:

L9T0PEBPIE SSIEISJ’JF‘OS uul ReptioH ep0:01 SC 92 Reu




Major Tool & Machine, Inc.

1458 East 19th Street

MTM N/C: 17452

Indianapolis, IN 46218-4289

Page: |
Dute: 06/03/03

User 1D: BOWLINK

Customer:
Contact:
E-Mail:

Part:
Drawing [D:
Links:
Reported By:
E-Mail:

Problem:

ENERGY INDUSTRIES OF OHIO

NANCY HORTON Telephone:
NKHFlowen@aol.com Fax:
SE141-116 / MODULAR COIL WINDING FORM TYPE Customer P.O.:
SE141-116 Revision: 3 Serial No./Qty:
1-Type:W: 65707/1.0 Sub: 1 Op: 20

KEVIN BOWLING Telephone:
kBowling@MajorTool.com Fax:

THERE IS A TOOL GOUGE ON A CORNER OF THE FLANGE FACE.

216-496-2314
216-328-2001
S005242-F/Ln:1
1

317-636-6433
317-634-94220

Proposed Disposition:
SUBMITTED TO CUSTOMER REQUESTING PERMISSION TO WELD REPAIR.

Number of additional pages:

Customer Disposition: |

] Use As Is [ ] Rework X] Repair | | Serap

ASTM A488.

[ ] Replace

PRI Heitzenroeder
Technical Contact Approval: 2005.06.03 11:39:21 -04'00' Title: Date:
RLM Approval: Brad Nelson . Title: Date:

Major Tool Implemented By: m /I )O‘.L&’Q\
1 h

& Title:R2otlpnh. WA AT Dae: 10N - ¢
Rout Cause 1: 806-PROCEDURE NONCONMIPLIANCE
Resource:  40FT MITSU Equipment:
Description: MACHINIST TOUCHED OFF THE PART AND SET ZERO INCORRECTLY.
Corr Actn: 1@ Action: By:
Description: N / A
mminwppsiMinonc1? qrp Q1 WO 83707

NMajor Tool and Machine, Inc. 1458 East 19th Street, Indianapolis. IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420

114

MTM is authorized to weld repair the gouge. Welding may proceed per N/C 17339, which authorizzs repairs on the
Cl1 casting based on the submitted weld qualification procedures which lack some of the test results required in |

[}

1
|

M



Major Tool & Machine, Inc.

1458 East 19th Street

Indianapolis, IN 46218-4289

MTM N/C: 17746

Page: 1
Duate: 08/19/05
User ID: BOWLING

Customer:
Contact:
E-Mail:

Part:
Drawing ID:

Reported By:
E-Mail:

Problem:

ENERGY INDUSTRIES OF OHIO
NANCY HORTON
NKHFlowen@aol.com

SE141-116 / MODULAR COIL WINDING FORM TYPE

SE141-116

KEVIN BOWLING
kBowling@MajorTool.com

Revision: 5

Telephone

Fax:

Customer P.O.:
Serial No./Qty:

Telephone:
Fax:

1 216-496-2314
216-328-2001

S005242-F/Ln:1

317-636-6433
317-634-9420

Part has multiple gouges from tools and one dent. See attached sketches describing the non-conformances.

Proposed Disposition:
SUBMIT TO CUSTOMER FOR DISPOSITION.

Number of additional pages:]

Customer Disposition:

Technical Representative:

Major Tool Implemented By: f"‘\\,()g_—m,@
AT

n:umimapps\Mtnonc 14.qrp

Use As Is |X Rework

| 1 Repair

[ 1Serap

I I Replace

used.

NCSX reviewed the descriptions of the three tool gouges and one dent shown in the attached sketches.  The gouges
need to be blended to avoid sharp edges. The dent defect needs to be worked as necessary so the tapped hole can be

Phil Heitzenroeder

2005.08.25 16:13:48 -04'00'

N Dﬂlmlw ;gm ulgm m:amh?mom
RLM Brad Nelson f matmenie
- 1N

20050825 1722:21 0400

Title: BT € RETL.

Date: 1 [16

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420

115
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Major Tool & Machine, Inc,

1458 East 19th Street

MTM N/C: 18236

Indianapolis, IN 462184289

Page: 1
Date: G9/21/05
User ID: BOWLINK

Customer:
Contact:
E-Mail:

Part:
Drawing 1D:

Reported By:
E-Mail:

Problem:

ENERGY INDUSTRIES OF OHIO
NANCY HORTON
NKHFlowen@aol.com

SE141-116 / MODULAR COIL WINDING FORM TYPE
SE141-116 Revision: 6
KEVIN BOWLING

kBowling@MajorTool.com

Telephone
Fax

Customer P.O.
Serial No./Qty

Telephone
Fax

1 216-496-2314
: 216-328-2001

: S005242-F/Ln:]
:Cl

: 317-636-6433
1 317-634-9420

AFTER MACHINING SEVERAL MACHINING DEFECTS WERE DETECTED UPON VISUAL
EXAMINATION. SEE ADDITIONAL DOCUMENTS FOR MAPS AND LISTS OF (16) SEPARATE

NON-CONFORMING FEATURES.

Proposed Disposition;
SUBMIT TO CUSTOMER CONTINUE PROCESSING THE PART.

Customer Dispesition: [>Q,Use AsTs

Technical Contact Approval:

fetMm

[ ] Rework [ 1 Repair [ 1Scrap [ | Replace
PL UL PATTR  InPERFCCnovs RITH
Fitlgo Eloxy MIXN2C

Bozar Approval:

Major Tool Implemented By: /4

almimapps Munoncl4.qep

Title:

~
Title: el /é‘rb

Date: Lf /2"7//0\5/

Rip)

Title: PIZ&Q& - M[l 72—

Date: 9[22/ 8Y

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420
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Major Tool & Machine, Inc. . Page: 1
1458 East 19th Street MTM N/C: 18237 Date: 09/21/05
Indianapolis, IN 462184289 : User ID: BOWLINK

Customer: ENERGY INDUSTRIES OF OHIO

Contact: NANCY HORTON . Telephone: 216-496-2314
E-Mail: NKHFlowen@aol.com Fax: 216-328-2001
Part: SE141-116 / MODULAR COIL WINDING FORM TYPE  Customer P.O.: S005242-F/Ln:|
Drawing ID: SE141-116 Reviston: 6 Serial No./Qty: Cl
Reported By: KEVIN BOWLING Telephone: 317-636-6433
E-Mail: kBowling@MajorTool.com Fax: 317-634-9420

Problem: AFTER MACHINING SEVERAL MACHINING DEFECTS ON THE QUTSIDE OF THE PART WERE
DETECTED UPON VISUAL EXAMINATION. SEE ADDITIONAL DOCUMENTS FOR MAPS AND LISTS OF
(9) SEPARATE NON-CONFORMING FEATURES.

Proposed Disposition:
SUBMIT TO CUSTOMER CONTINUE MANUFACTURING.

Customer Disposition: { |UseAslIs )dRework [ 1Repair | }Scrap [ ] Replace

TTEM X - RLeErp TROULH SnooTHLY

Teme 152,48, b, 7,8, - Rerove SHARP EDGES, GRino

fLosh
Technical Contact Approval: S Title: T‘&a‘ @(‘73 Date: ] l 22{08
RL Bager Approyshs % — Tine__RLM pates_9/2t/0x
Major Tool Implemented By: - ‘ Title: /ﬂ% ' W!Z . Date: ZQ/SEV -5

nimumappsMincac 4.9
Major Tool and Machlae, Inc. 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420
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Major Tool & Machine, Inc. Page: |

1458 East 19th Street MTM N/C: 18238 Date: 09/21/05
Indianapolis, IN 46218-4289 User ID: BOWLINK
Customer: ENERGY INDUSTRIES OF OHIO
Contact: NANCY HORTON Telephone: 216-496-2314
E-Mail: NKHFlowen{@aol.com : Fax: 216-328-2001
Part: SE141-116 / MODULAR COIL WINDING FORM TYPE Customer P.O.: S005242-F/Ln:|
Drawing ID: SE141-116 Revision: 6 Serial No./Qty: Cl
Reported By: KEVIN BOWLING Telephone: 317-636-6433
E-Mail: kBowling@MajorTool.com Fax: 317-634-9420

Problem: VIEWING PART FROM THE OUTSIDE LOOKING TOWARD THE POLOIDAL BREAK WITH DATUM E
SIDE FACING UP THE (2) LEADBLOCK POCKETS ARE MACHINED OVERSIZE.

THE LEFT POCKET CHECKS 1.754
THE RIGHT POCKET CHECKS 1.625

PRINT DIMENSION 1S 1.56" +/- .0t

Proposed Disposition;
SUBMIT TO CUSTOMER CONTINUE MANUFACTURING.

Customer Disposition: [’)4 Use As Is | | Rework I | Repair [ ) Scrap [ ] Replace

PPPL Lot £1T Aerrettiogg G-t CR - SHimS
T Fuy GCACs Y17 L6AL [LleCES

2

Technical Contact Approval: \ . Title: 7;C«i\ l%r? Date: ?/ }3/00
RLM BuyesAppro P A Tiiee__RLM l)ntc:l/z.z} 23

MajorToollm;;lemented By:K gM) e PROG . Whe. Date;_2% -5V -05

£ Mimapps Minonc 13.qmp

Major Tool and Machine, Inc, 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420
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Major Tool & Machine, Inc.
1458 East 19th Street
Indianapolis, IN 46218-4289

Page: 1
Date: 09/30/05
User ID: BOWLINK

MTM N/C: 18297

Customer:

Contact:
E-Mail:

Part:
Drawing 1D:

Reported By:
E-Mail:

Problem:

nimIimappaMinencld g

ENERGY INDUSTRIES OF OHIO

NANCY HORTON

Telephone: 216-496-2314

NKHFlowen@aol.com Fax: 216-328-2001
SE141-116 / MODULAR COIL WINDING FORM TYPE Custamer P.O).: 8005242-F/Ln:1
SEl41-116 Revision: 6 Serial No./Qty: Cl

KEVIIjI BOWLING Telephonc: 317-636-6433
kBowling@MajorTool.com Fax: 317-634-9420

Workorder: 65707/1.0 Sub:1 Op:120

Inspection Test #: 70 rejected: : {g].5|A|BIC}: REFERENCE IGES INFORMATION

Inspection Test #: 140 rejected: P TO M: {g|.1|R|S[T}: REFERENCE IGES INFORMATION

lnspection Test #: 160 rejected: Q TO N: {g]. 1|R|S[T}: REFERENCE IGES INFORMATION

Inspection Test #: 180 rejected: M TO N: {g|.02|R|S|T): REFERENCE IGES INFORMATION

[nspection Test #: 250 rejected: @ (.01} .032

Inspection Test #: 260 rejected: : R76.00: REFERENCE IGES INFORMATION

Inspection Test #: 270 rejected: : R73.70: REFERENCE IGES INFORMATION

Inspection Test #: 280 rejected: 8X
?1.13 THRU
BACK SPOT FACE @2.38
MIN DEPTH FOR C'UP: {#].01|A|B|C): .010 - .031

Inspection Test #: 290 rejected: 3X @1.88 THRU ©3.00 BACK SPOTFACE MIN TO CLEANUP:
{#.010|DJA|N}: .0304 - .0442 . >3.00 SPOT, 1.87 - |.88 DIA.

Inspection Test #: 300 rejected: 3X SPH R.75 TO .75 DEEP: {#|d.01|DJA|N}: .019-.020, R.74-.745

Inspection Test #: 310 rejected: 17X ¢31.88 THRU 3.00 BACK SPOTFACE MIN TO CLEANUP:
{#]d.01|D|AIN}: .009 - .059, >3.00 SPOT, 1.87 - 1.88

Inspection Test #: 320 rejected: 3X @1.13
32.38 BACK SPOTFACE
MIN TO CLEANUP: {#/d.01|DJAIN}: .047 - 054, 1.126 - 1.127

Inspection Test #: 340 rejected: 3X 31.375-6 UNC THRU: {#|d.01|DIA|N}: .022 - .039

Inspection Test #: 350 rejected: 5X @1.88 THRU ¢33.00 BACK SPOTFACE MIN TO CLEANUP:
{#'d.01|D|A|N}: .0019 - .0182, >3.00 SPOT

[nspection Test #: 360 rejected: B1.88 THRU (33.00 BACK SPOTFACE MIN TO CLEANUP: {#[d.01[D|AIN}:
018, >3.00 SPQOT, 1.879 DIA.

Inspection Test #: 380 rejected: @1.88 THRU ¢33.00 BACK SPOTFACE MIN TO CLEANUP: {#d.O1E|AD
0.77, >3.00 SPOT.

Inspection Test #: 410 rejected: 3X SPH R.75 TO .75 DEEP
: (#/d.01[EJAJT}: .020 - 021

Inspection Test #: 430 rejected: 24X @31.88 THRU @33.00 BACK SPOTFACE MIN TO CLEANUP:
{#]0.01[E|A|T}: .008 - .040, >3.00 SPOT.

Inspection Test #: 440 rejected: 3X B1.5 TO 2.00 DEEP ©3.00 TO 1.00 DEEP: {#|d.01[E]AIT}: .013 - .037

Inspuction Test #: 550 rejected: : R7.00: REFERENCE IGES INFORMATION

Inspection Test #: 560 rejected: : 2X R1.50: REFERENCE IGES INFORMATION

Inspection Test #: 580 rejecied: : 907 87.92

Inspection Test #: 610 rejected: @ 6.50 ~.010: 6.486

Inspection Test #: 620 rejected: : 3.06 ~ .010: REFERENCE IGES INFORMATION

Inspection Test #: 630 rcjected: : R4.00 ~ .010: REFERENCE IGES INFORMATION

Inspection Test #: 640 rejected: : 2.10 ~ .010: REFERENCE IGES INFORMATION

Inspection Test #: 650 rejected: : 4.00 ~.010: 3.98

Inspection Test #: 670 rejected: : R4.00 ~ .010: REFERENCE IGES INFORMATION

Inspection Test #: 690 rejected: : 9.38 ~ .010: REFERENCE IGES INFORMATION

Inspection Test #: 700 rejected: : 6.0": REFERENCE IGES INFORMATION

Inspection Test #: 710 rejected: : d8.0X) ~ .010: REFERENCE IGES INFORMATION

Inspection Test #: 720 rcjected: @ 5.9": REFERENCE IGES INFORMATION

Inspection Test #: 730 rejected: : 7.81 ~ .010: REFERENCE IGES INFORMATION

Major Tool and Machine, Inc, 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420
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Major Tool & Machine, Inc.

= Page: 2
1458 East 19th Street MTM N/C: 18297 Date: 09/30/03
Indianapolis, IN 46218-4289 User [D: BOWLINK

Inspection Tesi #: 740 rejected: : 7.25 ~ .010: REFERENCE IGES INFORMATION
Inspection Test #: 750 rejected: : 6X d..375-16 UNC TO .75 DEEP
.03 X 45" CHAMFER: ACCEPT THREAD/CHAMEFER, .53 - 1.32 DEPTH
Inspection Test #: 780 rejected: : 2,19 ~ .010: 2.172 - 2,198
[nspection Test #: 790 rejected: : 2.19 ~ .010; 2.176 - 2.19]
Inspection Test #: 830 rejected: : 2X 1.56 ~ .010 THRU: 1) 1.56 2)1.79
Inspection Test #: 840 rejected: : 3.75 ~ .010: 3.90
[nspection Test #: 850 rejected: : 2X 7.50 ~ 010 THRU: 1.)7.53 2.} 7.63
Inspection Test #: 860 rejected: : 8X R.25: .25 - .28
Inspection Test #: 870 rejected: : 2X 2.52 ~ .010: 2.04 - 2.08 . 2.65 - 2.66
Inspection Test #: 900 rejected: : 2.54 ~ .010: REFERENCE IGES INFORMATION
Inspection Test #: 910 rejected: : 5.08 ~ .010: REFERENCE IGES INFORMATION
Inspection Test #: 940 rejected: : 2.44 ~ .010: REFERENCE IGES INFORMATION
Inspection Test #: 950 rejected: : 1.22 ~ .010;: REFERENCE IGES INFORMATION
Inspection Test #: 980 rejected: : {g].125|A|B|C}: REFERENCE IGES INFORMATION
Inspection Test #: 990 rejected: @ (g].5|A[B|C): REFERENCE IGES INFORMATION
Inspection Test #: 1000 rejected: : {gl.02[R|T|S}: REFERENCE IGES INFORMATION
Inspection Test #: 1010 rejected: : {g|.125|A!B|C}: REFERENCE IGES INFORMATION
Inspection Test #: 1020 rejected: @ [g.02|R|T|S}: REFERENCE IGES INFORMATION
Inspection Test #: 1030 rejected: : (g].5|A|B|C}: REFERENCE IGES INFORMATION
Inspection Test #: 1040 rejected: UOS ALL MACHINED SURFACES TO BE 250 RMS SURFACE FINISH
RECORD RANGE: : 31 - 500
inspection Test #: 1060 rejected: : 22,13 ~ .010: TAP
Inspection Test #: 1070 rejected: : 47.79 ~ .010: 47.76
Inspection Test #: 1080 rejected: : 59.18 ~ .010: 59.16
Inspection Test #: 1090 rejected: : 73.27 ~ .010: TAP
Inspection Test #: 1100 rejected: : 80.49: 80.46
Inspection Test #: 1110 rejected: : 87.87 ~ 010: 87.84
Inspection Test #: 1130 rejected: - 31.83 ~ .010: TAP
Inspection Test #: 1150 rejected: : 11.48 ~ .010: [1.46
Inspection Test #: 1240 rejected: : 28.17 ~ 010: TAP
Inspection Test #: 1270 rejected: @ 43.42 ~ 010: TAP
Inspection Test #: 1300 rejected: : 86.42 ~ .010: 86.40
Inspection Test #: 1320 rejected: : 28.71 ~ .010:28.69
Inspection Test #: 1390 rejected: : 4.91 ~.010: 4.88
Inspection Test #: 1410 rejected: - 2.17: REFERENCE IGES INFORMATION
Inspection Test #: 1420 rejected: : 2.63 ~ .010: 2.63 - 2.65

Proposed Disposition:
SUBMIT TO CUSTOMER CONTINUE MANUFACTURING AND QA ACTIVITY.

Number ol additional pages:

Customer Disposition: [ 1UseAsls [ JRework [ 1Repair [ 1Scrap [ 1 Replace

nminappsiMisurcldgep

Major Tool and Machine, Inc, 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420
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Page: 3
Date: 09/30/05
User ID: BOWLINK

Major Tool & Machine, Inc.
1458 East 19th Street MTM N/C: 18297

Indianapolis, IN 46218-4289

Title: Date:

Technical Contact Approval:

Titles Date:

Buyer Approval:

Major Tool Implemented By: "V"(\MWWG Title: (€T ©m3& W42 Dater_| Z'lgag 256

AmumappaMnone g

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis,

138

IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420




Nonconformance Report: 18297

Project Disposition:

MCWF C-1 has been accepted “as is”. However, this does not relieve EIO from any
of the requirements of NCSX-CSPEC- 141-03 (latest revision) on future castings, for
which full compliance with the Specification is expected unless otherwise agreed 10
in writing.

Approvals: . . Digitally signed by Phl Heitzearoedsr

pprovais: Phil Heitzenroeder on: cu = pni heizenroecsr. C = US, 0
= PPPL, OU = Mecn Eng. Divsion
Reasaon: | am approving this document
Date: 2005.11.07 11:47:52 -0500"

Procurement Technical Representative
Digitally signed by Brad Nelson

: cn= , c=US, o= L,
Brad Nelson S @

Date: 2005.11.67 13:20:40 -05'00°

Responsible Line Manager:
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@ Meyor
L Tl & Machine, e,

g e b—

Euc.«((ms\‘\' ond Aj;ue, 7/]u oS

S, Q&"’:’k“?’”[“g , T Brwn~, i
INSPECTION DATA CHECKLIST

b.\/\)..ll\'mnﬂjoﬂ/ ﬂl'l-Ca(c—/

g . /\Jc/‘;o,ﬂ) T Chzeawmsl:
Cagel

Date: 09/30/05

Jf)r.f—‘r “O (u/ucl\"‘kx"r“’( (\f(fﬁSC 5{: C’i

Quality Assurance Documentation for Part 1D: SE141-116 - Item: 15

Workorder: 65707/1-0 Sub: 1 Op:120

Part: SE141-116 - MODULAR COIL WINDING FORM TYPE-C - PRODUCTION MODULAR COIL WINDING FORM TYPE-C

User 1D: BOWLINK#

Drawing 1D: SE141-116 Rev: 6 [ INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SHEET] ZONE CHARACTERISTIC GAGE/EQUIP BY |[SAMPLE SER# DATA/REMARKS | INSP |VERFD{AUDIT
/ 1* | E8 |47.19+.03 CMM QA 00064 47.17 - 47.18 339-E.R
10) 09-29-05
1* | G8 |R17.00 +.25 -.00 CMM QA 00064 17.09 339-E.R
(1) 09-29-05
1* | B8 [47.19+.03 CMM QA 00064 47.18 - 47.19 339-E.R
(20) 09-29-05
I* | D6 |47.19+ .03 CMM QA 00064 47.18 - 47.19 339-ER
30) 09-29-05
5/ 1* | C6 [47.19+.03 CMM QA 00064 47.20 339-E.R
40) 09-29-05
1* 1/ ].02] A CMM QA 00064 0109 339-ER
50) 09-29-05
1* | B6 1//]02fA CMM QA 00064 .0045 339-ER
(60) 09-29-05
1= | F3 []s[a]s]c] CMM QA 00064 REFERENCE IGES INF {339-ER
(70) RMATION 09-29-05
2* | H6 [2X R.187 +.025 -.005 INDICATOR QA J-651 .185-.187 339-E.R
30) 09-29-05
_— 2* | G8 |2X.03X45° . i QA VISUAL  [NOT PRESENT 339-E.R
4 (0 90) Uy e {ge‘. EE) th&u\s 09-29-05
2* | G8 [40£.010 CALIPER QA 1707 39 - .41 339-E.R
100) 09-29-05
- |>| 2* | G8 [2X.030 X 45° QA VISUAL  |NOT PRESENT 339-E.R
(110) - 09-29-05
2* | F7 [2X.32 CALIPER QA 3-707 31-.33 339-E.R
(120) 09-29-05
2* | F7 [2X R.11 RADIUS GAGE QA R-25 12 339-E.R
(130 09-29-05
> 4 2* | G6 |[oliRr]s]T] CMM QA 00064 REFERENCE IGES INF [339-E.R
(7 (140) PTOM ‘ RMATION 09-29-05
2* | G6 [4.790 + .005 QA [ VISUAL  |ACCEP 339-E.R

‘\\\\0

QAM3  {nAmtvappsinigapl 10.qip)

Major Towl and Machine, Inc. 1458 East 19th Sticet, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420

149

B > ORI e ~ s et

JERRIRER M

b3
[



Page: 3
@ INSPECTION DATA CHECKLIST Date: 09/30/05
hal& Madme tnc, _ User 1D: BOWLINK#
(50 [ B [ B 09-29-05
A\ 2+ | 63 [@[[R[S]T] CMM QA 00064 REFERENCE IGES INF |339-E.R R
17 (160 QTON O RMATION 09-29-05
2 | G3 [4.790 + 005 QA VISUAL  |ACCEPT 339-F.R A
RECORD NUMBER USED TO
_ (170) IDENTIFY POINT Q 09-29-05
> 9 2r | Fs [fo2[R[s]T CMM QA 00064 REFERENCE I[GES INF [339-E.R R
MV aisoy MTON RMATION 09-29-05
2+ | G5 |#lorfR[s|T] CMM QA 00064 0043 - 1657 , .62 339-E.R R
96X 3-.626
> o ©.375-16 UNC .188 DEEP OF
(190) C'BORE @625 AS SHOWN THREAD PLUG GA A-46 09-29-05
2* | B4 |2X.03 X 45° QA VISUAL  |ACCEPT 339-E.R A
(200) ‘ 09-29-05
3* | G7 [@loilalB|C CMM A 00064 010 -.043 339-ER R
™~ Y|4 8X ©1-8 UNC THRU i= @ 09-29-05
3* | 14 |.25+.01 CMM QA 00064 SET 2 339.E.R A
- (220) \ 09-29-05
3* | H3 | CMM A 00064 015 339-E.R R
r$ (230) vk < 09-29-05
3* | F3 [25+.01 CMM QA 00064 SET 339-E.R A
(240) 09-29-05
> * | ;3 [=z]o CMM QA 00064 032 (usgers N2 1339.ER R ey v
250) of $ve, lsaxs Wb 109.29-05 Yo (het
> 3* | F5 |R76.00 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(260) Ol= RMATION 09-29-05
N 3* | ES |R73.70 ’ CMM QA 00064 REFERENCE [GES INF [339-E.R R
(270) Ok RMATION 09-29-05
3* | E4 |#lofAlB[C] CMM QA 00064 .010-.031 339-E.R R
8X
-> ©1.13 THRU of
BACK SPOT FACE ©2.38
(280) MIN DEPTH FOR C'UP 09-29-05
4* | H8 [4]010]D|A|N CMM QA 00064 0304 - .0442 ,>3. 339-E.R R
- 00 SPOT, 1.87- 1.8
3X ©1.88 THRU ol 8 DIA.
©3.00 BACK SPOTFACE

VAT P ma—

5‘\)&1 ’u &(“3“)

QA003  (n:\mtmapps\mtqapl10.qrp)
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Tool & Machine, Inc.

INSPECTION DATA CHECKLIST

Page: 4
Date: 09/30/05

User 1D: BOWLINK#
[(290) [MIN TO CLEANUP ~ |scALE T 1 1922 B 09-20.03
1| 17 [@]g.o1p]AlN CMM QA 00064 019-.020, R.7 339-ER R
(300) 3X SPH R.75 TO .75 DEEP 4-.745 09-29-03
4* | H6 |4|B.0|D[A]N CMM QA 00064 009 - .059, >3.00 339-F.R R
17X ©1.88 THRU SPOT, 1.87 - 1.88
©3.00 BACK SPOTFACE o\1C
(310) MIN TO CLLEANUP SCALE 1922 09-29-05
4* | H5 [¢]B.0in]A[N] CMM QA 00064 047 - 054, 1.126 339-E.R R
IXO1.13 -1.127
02.38 BACK SPOTFACE Ok
(320 MIN TO CLEANUP 09-29-05
4* | E6 |4]8.01|D|A[N CMM QA 00064 .022-.039 339-ER R
(340)|  |3X 01.375-6 UNC THRU oK 09-29-05
4 | E6 j¢|@.01lD[AlN CMM QA 00064 0019 - .0182, >3. 339-ER R
5X ©1.88 THRU 00 SPOT
©3.00 BACK SPOTFACE  O|c
(350) MIN TO CLEANUP SCALE 1-922 09-29-05
4* | D4 [4|g.oifp]A[N] CMM QA 00064 .018, >3.00 SPOT, 339-ER R
@1.88 THRU 1.879 DIA.
©3.00 BACK SPOTFACE ¢
(360) MIN TO CLEANUP 09-29-05
4* | B5 |4|@B.01D]A[N CMM QA 00064 .001 - .007, >2.38 339-E.R A
3X01.13 SPOT.
©2.38 BACK SPOTFACE O
(370) MIN TO CLEANUP SCALE 1922 09-29-05
% 5* | E8 (@|@.01]E[A[Y CMM QA 00064 '-\lo 77{ >3.00 SPOT. 339-E.R
- ©1.88 THRU \,
/M7ﬂfj @3.00 BACK SPOTFACE W 5 of RY ) ?
(380) MIN TO CLEANUP SCALE 1922 o\ P ! 09-29-05
5+ | F6 |3X @1.375-6 UNC THRU THREAD PLUG GA | QA A-375 ACCEPT 339-E.R A
(400) 09-29-05
'8 5% [ Fo [GIPolelAls o\ [CMM QA 00064 | .020- 021 339-ER R
410 3X SPH R.75 TO .75 DEEP 09-29-05
5* | F7 [7X.25-20 UNC -2B THREAD PLUG GA | QA A-67 ACCEPT 339-E.R A
(420) 09-29-05
5* | E7 |@lga]E]A]Y CMM QA 00064 .008 - .040, >3.00 339-F.R R
24X 91.88 THRU of SPOT.
@3.00 BACK SPOTFACE

QA3 (n:\mtmapps\miqapl 10.qvp)
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Page: 5

_MIv_ V_‘%ﬁ"’ INSPECTION DATA CHECKLIST Date: 09/30/05
ool & Machine, Inc. User 1D: BOWLINK#
(430) MIN TO CLEANUP SCALE w22 | 09-29-05
D 5* | E7 [@]BoE[A]Y] CMM QA 0006+ 013 -.037 339-E.R R
D" 3X@1.5TO 200 DEEP  9IC
(440) ©3.00 TO 1.00 DEEP 09-29-03
5* | D7 |3X ¥1.88 THRU CMM QA 00064 1.87 - 1.88, >3.00 339-ER A
?3.00 BACK SPOTFACE
MIN TO CLEANUP O
(450) SCALE J-922 09-29-05
/ 5* | G2 [SPHR.75 CMM QA 00064 736 - .74 339-ER A
TO .75 DEEP
—1(460) 09-29-05
* ) 5
| ol ol d.f .. g 05 QA
N 6* | F2 [1.125+.010 05 QA
—d f (520)
6* | F2 |2.250+.010 03 QA
(530)
6* | E2 |@[g.oiF|rP|V] 05 QA
7X
|@1.625 THRU BOTH SIDES
140 [4X ¥3.00 TO .500 BOTH SIDES :
7* | G2 |R7.00 05 QA REFERENCE IGES INF [339-E.R R
= |550) , ot RMATION 09-29-05
;} 7* | F2 [2XR1.50 05 QA REFERENCE IGES INF [339-ER R
1560) 8{¢ RMATION 09-29-05
7* | E2 [2.52+.010 CMM QA 00064 251 339-ER A
(570) 09-29-05
: 7% | B2 [90° CMM QA 00064 87.92 339-E.R R
'Q> (580) | Ok . 09-29-05
7* | El [2.0° CMM QA 00064 2.04 339-ER A
(590) | - 09-29-05
7% | B2 [2.64%.010 DEPTH MICROMET | QA 1-851 2.64 339-E.R A
600) 09-29-05
= 7* | E2 [6.50£.010 CMM QA 00064 6.486 339-E.R R
(610) o(cC : 09-29-05
= 7% | E2 [3.06+.010 CMM QA 00064 REFERENCE IGES INF [339-FE.R R
(620) 0fc RMATION 09-29-05

QA3 (nmimappsmigapl i 0.qrp)

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420
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INSPECTION DATA CHECKLISY

AL o e SRV,

Page: 6
Date: 09/30/05
User ID: BOWLINKG

D2 |R4.00 = .010 CMM | QA 00064 [REFERENCE IGES INF [339-ER | 1%““/ *
(630) - RMATION ’ 09-29-05 Bt
7+ | D3 [210+£.010 CMM QA 00061 REFERENCE IGES INF [339-E.R R N3
(640) RMATION 09-29-05 P
8* | G7 [4.00+.010 CMM QA 00064 395 Pty 0K & [39-ER o R
(650) : 09-29-05] 2.5 S
8* | G7 [.25+.010 CMM QA 00064 SET 7 339-ER OF/I‘E- A
(660) | - \ - 09-29-05
> 8* | G7 [R4.00+. o( ;\)aﬁL 3 CMM QA 00064 REFERENCE IGES INF [339-E.R RAP
(670) ac hoaf RMATION ~ 09-29-05 Rt &
8* | F7 [2.00+.010° 7 lcMM QA 00064 1.99 339-ER A
(680) 09-29-05
N g* | E3 [9.38+.010 (M vers Fq ok o \L MM e_gﬁ QA 00064 REFERENCE IGES INF [339-E.R R
690) | be re RMATION 09-29-05
- g« | E2 [6.0° Need C‘Wc R vy QA 00064  |REFERENCE IGES INF [339-ER R
(700) en) T l(}( RMATION 09-29-05
8* | C2 |®¥8.00+.010 v CMM A 00064 REFERENCE IGES INF [339-E.R R
e (710) nied clovdprdale ? 11493 RMATION 09-29-05
8 | B3 159° Naed clov) da' CMM QA 00064 REFERENCE IGES INF [339-ER R
720) RMATION 09-29-05
g* | B3 [7.81=.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
730) need clovd dale RMATION 09-29-05
8* | c6 [7.25+.010 CMM A 00064 REFERENCE IGES INF [339-E.R R
(740) @ ateeq Yelde © RMATION 09-29-05
8* | D7 |6X @..375-16 UNC TO .75 DEEP THREAD PLUG GA | MFG A-46 ACCEPT THREAD/CHA [339-E.R R
.03 X 45° CHAMFER ER, .53 - 1.32 DEPT
(750) QW*""\OV CALIPER 1-707 H 09-29-05
g* | D7 [13.6° CMM MFG 00064 13.16 339-ER A
760) 09-29-05
8* | D7 [5.88+.010 CALIPER QA 1-707 5.89 339-E.R A
(770) 09-29-05
8* | D7 |2.19%.010 CMM QA 00064 2.172-2.198 339-E.R R
(780) oKL 09-29-05
8* | D7 [219£.010 ok CMM QA 00064 2.176 - 2.191 339-ER R
790) 09-29-05
8* [ B7 [4XR.50 RADIUS GAGE QA R-25 50 339-ER A
(800) 09-29-05

QA003  (n:\mtmappsimiqapl 10.qip)
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Page: 7
Date: 09/30/05
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Major Too! and Machinc, Inc. 1458 East 19th Sticet, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420

Tool & Machine, Inc. User 1D: BOWLINK#
8 | B7 |3.50=.010 CALIPER 0A 1707 3.60 339-E.R A
(310) 09-29-05
8" | B7 [1.75+ 010 SCALE QA J922 175 339-ER A
(820) 09-29-05
8* | C8 |2X1.56 = 010 THRU CMM QA 00064 1)1.56 2)1.79 339-ER R
(830) oY 09-29-05
8* | C8 [3.75+.010 CMM QA 00064 |3.90 339-ER R
(840) ok 09-29-05
8* | C8 |2X7.50 .010 THRU CMM QA 00064 1)7.53 2.) 7.63 339-E.R R
(850) o 09-29-05
8* | C8 |I8XR.25 RADIUS GAGE QA R-25 25 - 28 339-ER R
(860) o & 09-29-05
8* | C8 |2X2.52+.010 A CMM QA 00064 |2.04-2.08,2.65 339-ER R
870) - 2.66 09-29-05
8* | E2 |{$8.00+.010 CMM QA 00064 |7.992 339-ER A
(880) ol 09-29-05
9* | F7 [4X @.63+.010 THRU PIN GAGE QA 3652 .62 339-ER A
(890) 09-29-05
9* | E7 |2.54+.010 CMM QA 00064 REFERENCE IGES INF [339-ER R
(900) Ok RMATION 09-29-03
9* | E7 |5.08+.010 CMM QA 00064 |REFERENCE IGES INF [339-E.R R
(910 Ql< RMATION 09-29-05
9* | F3 |4X .63 +.010 THRU PIN GAGE QA 1-652 SEE #890 339-ER A
(920) 09-29-05
9* | F3 [2X @ 50+.010 THRU PIN GAGE MFG 1-652 498 339-ER A
(930) 09-29-05
9x | E3 [2.44+.010 CMM A 00064 REFERENCE IGES INF |339-ER R
(940) need b vesdlve Q RMATION 09-29-05
o« | E3 [1.22+.010 iy CMM QA 00064 REFERENCE IGES INF [339-ER R
(950) RMATION 09-29-05
9* | C7 [4X ®.63%.010 THRU PIN GAGE QA 1652 622 - 624 339-ER A
(960) 09-29-05
9% | C6 |[2X .25 T.C. HOLE TO 2.5 DEEP PIN GAGE QA 1-652 24 339-E.R A
970) 09-29-05
10* | C8 []125]AlB]C CMM QA 00064 |REFERENCE IGES INF [339-E.R R
(980) ok RMATION 09-29-05
10 | C8 [D]s|alBlC 5Y¢ CMM QA | 00064 REFERENCE IGES INF |339-E.R R



A
" Yool & Machinw, ine.

INSPECTION DATA CHECKLIST

Page: 8
Date: 09/30/05

Uscer lD: BOWLINK#

[(990) i RMATION ~109-29-05
10| ¢s []oz[R[T]S] CMM QA 00064 REFERENCE IGES INF [339-E.R R
(1000) DX RMATION 09-29-05
10* | ¢4 [n]1zs5]alBlC CMM QA 00064 REFERENCE IGES INF |339-E.R R
(1010) ‘ ok RMATION 09-29-05
10* | G1 [oz[R[T]S] CMM QA 00064 REFERENCE IGES INF [339-E.R R
(1020) AS RMATION 09-29-05
10* | El [&[s[a]8]c] CMM QA 00064 REFERENCE IGES INF [339-E.R R
(1030) o€ RMATION 09-29-05
* © \C |PROFILOMETER | QA J-1152 31-500 339-ER R
UOS ALL MACHINED SURFACES
TO BE 250 RMS SURFACE FINISH
(1040) RECORD RANGE 09-29-05
1= QA SCALE 5080LBS 339-E.R A
RECORD THE WEIGHT
OF THE PART
050) 6000LBS MAX 09-29-05
4% | H7 [22.13+.010 Y (MO [CMM QA 00064 TAP 339-ER R
(1060) ¢ W - 09-29-05
4+ | H7 [47.79 £ .010 CMM QA 00064 47.76 339-ER R
1070) O1C 09-29-05
4* [ He6 [59.18 +.010 CMM QA 00064 59.16 339-E.R R
(1080) ¢ 09-29-05
4* | H6 [73.27+.010 CMM QA 00064 TAP 339-ER R
1090) O¢ 09-29-05
4* [ H5 [80.49 CMM QA 00064 80.46 339-E.R R
1100) Oy 09-29-05
4* | H5 [87.87 +.010 CMM QA 00064 87.84 339.ER R
1110) ol 09-29-05
4* | HS5 [89.64 +.010 CMM QA 00064 89.64 339-ER A
(1120 6 09-29-05
4* [ G4 [31.83+.010 L CMM QA 00064 TAP 339-E.R R
1130) o\ 09-29-05
4* | F4 [24.10+.010 CMM QA 00064 24.08 339-E.R A
1140) 0k 09-29-05
4* [ F4 [11.48%.010 CMM QA 00064 11.46 339-ER R
1150) ol 09-29-05

QA3 (n\mitmappsyntgapl H0.qmp)
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INSPECTION DATA CHECKLIST

Page: 10
Date: 09/30/05

- " ool & Machine, Inc. User 1D: BOWLINK#
| 5~ ] D4 J22.117 £.005 CMM QA 1 o064 22118 339-ER A
(1340) 09-29-05

s+ | D4 [38.14+.010 CMM QA 00064 38.14 339-C.R A
(1350), 09-29-05

5* D5 |21.33%.010 CMM QA 00064 21.32 339-ER A
(1360) 09-29-05

s* | D7 [87.62+.010 CMM QA 00064 37.63 339-ER A
(1370) 09-29-03

s* | E8 [7.53+.010 CMM QA 00064 7.53 339-E.R A
(1380) 09-29-05

5* E8 [4.91+.010 CMM QA 00064 4.88 339-E.R R
(1390) 0l 09-29-05

s* | G8 [36.13+.010 CMM QA 00064 36.12 339-ER A
(1400) 09-29-05

7* | D4 |2.1° o€ CMM QA 00064 REFERENCE IGES INF |339-E.R R
(1410) RMATION 09-29-05

8* | D8 [2.63+.010 CMM QA 00064 2.63 - 2.65 339-E.R R
(1420) o] &N 09-29-05

QA003  (n:\munappsimiqapl 10.q:p)
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Mefor

INSPECTION DATA CHECKLIST

Page: 9
Date: 09/30/05

User 11): BOWLINK#

520 + 010

4+ | r4 CMM QA | 00064 |5.19 339-E.R A
(1160) 09-29-05
4* | D4 [18.31+.010 CMM QA 00064 18.32 339-C.R A
(1170) 09-29-03
4* | D4 [32.50+ .010 CMM QA 00064 32.50 339-E.R A
(1180) 09-29-05
4* | C5 [77.13+.010 CMM QA 00064 77.13 339-E.R A
(1190) 09-29-05
4* | C6 [55.56+.010 CMM QA 00064 55.55 339-E.R A
(1200) 09-29-05
4* | B7 |23.74 £.010 CMM QA 00064 23.73 339-E.R A
(1210) 09-29-05
4* | C7 [37.09+.010 CMM QA 00064 37.08 339-E.R A
(1220) 09-29-05
4* | D8 [17.22+.010 CMM QA 00064 17.23 339-E.R A
(1230) 09-29-05
4* | F8 [28.17+.010 CMM QA 00064 TAP 339-E.R R
1240 Lt 09-29-05
4* | G8 [12X .250-20 UNC-2B THREAD PLUG GA | QA A-517 ACCEPT 339-ER A
1250) VISUAL 09-29-05
4* | G8 140.75+.010 CMM QA 00064 40.74 339-E.R A
(1260) 09-29-05
4* | G8 [43.42+ .010 CMM QA 00064 TAP 339-ER R
(1270) W 09-29-05
4* | DI [12X .25-20 UNC THREAD PLUG GA | QA A-517 ACCEPT 339-E.R A
@.5 X 82° INCL, CHAMFER
(1280) VISUAL 09-29-05
s* | H8 {88.39+.010 CMM QA 00064 88.39 339-ER A
(1290) 09-29-05
s* | H7 [86.42+.010 C CMM QA 00064 86.40 339-ER R
(1300) 0 09-29-05
5* | Hé [59.08 +.010 CMM QA 00064 59.06 339-E.R A
(1310) 0% 09-29-05
s* | Hs [28.71+.010 CMM QA 00064 28.69 339-ER R
(1320) s 09-29-05
5+ | G5 |32.42+.010 CMM QA 00064 32.41 339-E.R A
(1330 09-29-05

QAY03  (n\mimapps\migapl10.qp)
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Major Tool & Macline, Inc.
1458 East 19th Street
Indianapolis, IN 462184289

MTM N/C: 18315

Page: L
Date: 10/03/05
User ID: BOWLINK

Custamer: ENERGY INDUSTRIES OF OHIO
Contact: NANCY HORTON Telephone: 216-196-2314
E-Mail: NKHFlowen@aol.com Fax: 216-328-2001
Part: SE141-116 / MODULAR COIL WINDING FORM TYPE Cusiomer P.O.: $005242-F/Ln:1
Drawing ID: SE141-116 Revision: 6 Serial No./Qty: C1
Reported By: KEVIN BOWLING Telephone: 317-636-6433
E-Mail: kBowling@MnjorTeol.com Fax: 317-634-9420
Problen: THE FOLLOWING INSPECTION STEPS PER MTM SUBMITTED IDC REPORT DID NOT HAVE
SUPPORTING DIMENSIONAL DATA FROM THE CMM:

510, 520, 530, 540, 620. 630, 640, 670, 690, 700, 710, 720, 730, 740, 900, 910, 40, 950,

ALSO ONE OF THE FLANGE FACES DID NOT HAVE THE 2" X 2" GRID POINTS IN THE IGES FILE AS
REQUIRED BY THE PRODUCT SPECIFICATION,

Proposed Disposition:
SUBMIT TO CUSTOMER CONTINUE MANUFACTURING.

Custamer Disposition: XUseAsls [ ] Rework { ] Repalr | ) Sevap { ] Replace

MTM is to take corrective actions to provide all supporting data from the CMM on

subsequent winding forms. To address the situation in the flanges which resulted in inadequate
dimensional information, Rev. 10 of NCSX-CSPEC-141-03 has been revised

as indicated below:

4.2.5 Verification of Dimensions and Tolerances

All cast surfaces, machined surfaces and features such as holes, ports, supports, etc. shall
be dimensionally checked to assure compliance with Section 3.2.2. Cast surfaces shall be
checked with measurements taken to approximate 4” x 4” grid; machined surfaces shall
be checked with measurements taken to approximate a 2 x 2™ grid; features such as
holes, ports, supports, etc. shall be verified per standard machine shop practices. On the
winding tee flange, where a 2” x 2” grid would result in a single line of measurements. a
minimum of 2 readings (two lines of measurements) shall be recorded.

Digitally signed by Phil Heitzenroeder
DN: CN = Phil Heitzenroeder, C = US, O
= PPPL, OU = Mech. Eng. Division
Reason: | agree lo 'specified' portions of
this document

Date: 2005.11.28 20:11:23 -05'00°

Phil
Heitzenroeder

Digitally signed by Brad Nelson
DN: cn=Brad Nelson, ¢=US,

B rad N e | SO n?-o=ORNL, ou=FED,

email=nelsonbe@ornl.gov
Date: 2005.11.29 08:22:00 -05'00'
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PPPL _NONCONFORMANCE REPORT NQ; 3617  Open Date 10/10/05

Status 9 - Closed NCR Trend 01-Deviation From Doc/Proc

Department NCSX Division NCSX Project

Source/Org VENDOR

Item Dwg/Part# SE141-116,Rev 6 Procurement #  S005242-F Cost Center 9450 1°°* 1404
RAP# 3209 Job Doc #  S005242-F Vendor Energy Industries of Ohio

RAP Title NCSX - Modular Coil Winding Forms
™ HoldTag Applied

nconf i iti i requi iol :
C-1 MCWF - Web hole numbering information was extracted from drawing SE141-123 and sent to the supplier by email. It shows the #1
hole near the center of the lead block opening and the numbering increasing in the direction of the poloidal break. The stamped numbering
does not follow this scheme. The first number, praceeding fram the lead block openings toward the poloidal break, is 95.

Lot Size Recd 1 Sample Size Insp 1 Lot Reje... # Rejecled 1
Reported By  Williamson Validated By Malinowski F Validated Date 10/06/05
Disposition: Rework*__ Repair__ Use As Is*__ Return To Vendor*___ Scrap™_ Use As Is

MTM recognized their error on this casting and will take care to insure that it's corrected on future castings. See attached MTM N/C 18588.

For rework or repair of vendor supplied equipments, fill in information below: Distribution
#Hours $Est Labor $SG&A Cog Heitzenroeder P
—_ - _— Insp Various
$Material $Burden $Total Proj. Doc Contral (when
closed)
Disposition By Heitzenroeder P Date  11/18/05 QG Files
Malsbury J
Supervisor's Concur Williams M Date  11/18/05 Boscoe J
Eng. Dept. Head Concur Wiliams M Date  11/18/05 (S;h;zanﬁwsli
utton
WCO/Other N/A Date Malinowski F
Raftopoulos S
Nelson B
Williams M
PQA/QC Mgr Dispos Concur  MalinowskiF__ Date 11/21/05 Reiersen W
QC Field Verification By Phelps C Date 11/23/05 Lumberger J
— | Tyrrel M
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Major Tool & Machine, Inc. Page: 1

1458 East 19th Street MTM N/C: 18588 Date: 11/09/05
Indianapolis, IN 46218-4289 User ID: BOWLINK
Customer: ENERGY INDUSTRIES OF OHIO
Contact: NANCY HORTON Telephone: 216-496-2314
E-Mail: NKHFlowen@aol.com Fax: 216-328-2001
Part: SE141-116 / MODULAR COIL WINDING FORM TYPE Customer P.O.: S005242-F/Ln:]
Drawing ID: SE141-103 - Revision: 2 Serial No./Qty: Cl
Links: 1-Type:W: 65707/1.0 Sub: 1 Op: 130
Reported By: KEVIN BOWLING Telephone: 317-636-6433
E-Mail: kBowling@MajorToeol.com Fax: 317-634-9420

Problem: "T" HOLE NUMBERING WAS INCORRECTLY STAMPED ON THE PART. THE NUMBERING SCHEME
WENT THE WRONG DIRECTION FROM THE STARTING POINT.

Proposed Disposition: .
CUSTOMER RE-STAMPED THE PART WITH THE CORRECT HOLE NUMBERING SCHEME.

Number of additional pages:

Customer Dispositions [ ] Use AsIs [ ] Rework [ ] Repair [ ]Scrap [ ] Replace

Technical Contact Approval: Title: Date:

Buyer Approval: Title; Date:

Major Tool Implemented By: ’YYLL)@:@J%S(D Title: (ST . €6 (WS Date: Mze[}gzo

Root Cause 1: 809-PROCESS INSTRUCTION
Resource:  WHITE TEAM, ENGINEERING Equipment:
Description: SKETCH FROM CUSTOMER FOR HOLE NUMBERING SHOWED THE HOLE NUMBERING STARTING
FROM THE CENTER OF THE LEADBLOCK OPENINGS AND PROGRESSING TOWARD THE POLOIDAL
BREAK. THE SKETCH WAS MIS-READ AND THE HOLE NUMBERING WAS ACTUALLY PERFORMED IN

THE WRONG DIRECTION.

Corr Actn: 1; Action; 11/09/05 By: 861-K.BOWLING

Description: CREATE AN MTM DRAWING DETAILING THE MARKING WITH MORE ILLUSTRATION TO ELIMINATEL
CONFUSION.

n:\mtmepps\Minoncil.qrp

Major Tool and Machine, Inc. 1458 'East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420
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Major Tool & Machine, Inc. Page: 1

1458 East 19th Street MTM N/C: 18830 Date: 12/09/05
Indianapolis, IN 46218-4289 User ID: GRIFFITH
Customer: ENERGY INDUSTRIES OF OHIO
Contact: NANCY HORTON Telephone: 216-496-2314
E-Mail: NKHFlowen@aol.com Fax: 216-328-2001
Part: ER3J16MNNF_093_GTAW / WELD WIRE,GTAW .093 DI  Customer P.O.: S005242-E/Ln:]
Drawing [D: Revision: Serial No./Qty: C1
Reported By: MIKE GRIFFITH Telephone: 317-636-6433
E-Mail: mGriffith@MajorTool.com Fax: 317-634-9420

Problem: NCSX-CSPEC-141-03-10 section 3.1.1.2 table 3-4 requires Elongation percentage 10 be a minimum of 32% at 77K.
Actual test results for elongation are 27%.

Proposed Disposition:
Major Tool proposes that the elongation percentage be accepted as is and the specification be revised to include this
elongation percentage.

Number o1 additional pages:

Customer Disposition: X Use As Is [ ] Rework [ ] Repair | ] Scrap [ ] Replace

NCSX-CSPEC-141-03-10, Sect. 3.1.1.2, Table 3-4 was revised; the min. elongation at 77 K is now specifisd to be
25%. This is still adequate ductility.

. Cigitally signed by Phil Heitzenroeder
Ph | I CN: CN = Phit Heitzenroeder, C = US,
0 = PPPL, OU = Mech. Eng. Division

Reason: | agree lo 'specified’ portians

Tech. Rep. Approval  HEitzenroeder gwsgeomen =~ -

Digitally signed by Brad Nelson
B ra d DN: cn=Brad Nelson, c=US,

0=0RNL, ou=FED,

email=nelsonbe@ornl.gov

RLM Approval: N e | SOon Date: 2005.12.15 17:01:45

-05'00"

T Title: Frob (¥ Date: o
Major Tool Implemented By: ‘_’ILM_\L@L____ itle: OFT S ie: |

n:\mtmapps\Mmonz14.gp 1Oper, FW0:65727-1

Major Tool and Machine, Inc, 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420
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Major Tool & Machine, Inc. Page: 1

1458 East 19th Street MTM N/C: 18831 Date: 12/09/05
Indianapolis, IN 46218-4289 User 1D; GRIFFITH
Customer: ENERGY INDUSTRIES OF OHIO
Contact: NANCY HORTON Telephone: 216-496-2314
E-Mail: NKHFlowen@aol.com Fax: 216-328-2001
Part: ER31I6MNNF_093_GTAW / WELD WIRE,GTAW 093 D1  Customer P.O.: S005242-F/Ln:1
Drawing ID: Revision: Serial No./Qty: C1
Reported By: MIKE GRIFFITH Telephonc: 317-636-6433
E-Mail: mGriffith@MajorTool.com Fax: 317-634-9420

Problem: Actual results for the room temperature Tensile Test were not supplied on the material test report.

Proposed Disposition:
Metrode has supplied conforming test results from a previously tested batch of weld wire. Major Tool is propesing
that these results be used for acceptance as they are respresentative of the actual wire used by Major Tool.

— Number of additional pages.

Customer Disposition:  [X ] Use As Is [ ] Rework [ ] Repair [ |Scrap | | Replace

MTM has the chemistry certification for this batch. Since it is in conformance, the test results from the previousiy
tested batch will be applicable to this batch,

NCSX will revise the spec with Rev, 11 to accept “typical” test results of weld wirc that has certificd chemistry.

Major Tool Implemented By: jm&%@__ Title: (FT EdGERR_ Date: V[2low

Tech, Rep. Approval:

. - Dlglld‘y signad by Phil Helzenroedar
Ph” + DN; CN = Phit Heltzenroeder, C =
us o- PPAL, OU=Mach Eng.

Heutzenroeder Resio oo o'costdpartons

"oT this' document
Dato: 2006.! 01.09 17:07:36 -05°00"

RLM Approval:

Digilally signed by Brad Nelson
B ra d . DN: ¢n=Brad Nefson, c=US,
-0=ORNL, ou=FED,
: emai! nelsanbe@arnl.gov

2006.01.10 5:50
Nelson - oszecriiss

nnmazpiMosenc lé.qp 1Qper AW Q637074

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fux:317-634-9420
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mc108260.tif (1753x2220x2 tiff)

. .- - o~ -
Frem® Eactwosd Manufacturing 231.447.0088 To MAJOR TOOL & MACHINE Cate 61712005 Tima: 1°45:22 FM Page 2122

<

EASTWOOD MANUFACTURING
CERTIFICATION OF COMPLIANCE N
CUSTOMER : MAJOR TCOL AND MACHINE DATE - 5.16-08 B
ORDER # *  P0S5-01160 OUR NUMBER 32984
WE CERTIFY THAT THE MATERIALS SUPPLIED ON YOUR ORDER.
LISTED ABOVE COMPLIES WITH THE REQUIREMENTS OF YOUR ORDER
AND OF THE SPECIFICATIONS LISTED BELOW Y
DESCRIPTION ,
LotNo.. Part . 4
32984-1 28 PIECES  DS141-036 Heat No.. 8965595 1 7/16 Round, machined 1c size
ASTM A286 Heat Treat. 36691
Sliver plated Silver plate. IMF 00132563
Per AMS2410 Post plate bake, SEi 37305
Tensile test, WH 05-0420-01 i
I
: i
TENSILE KSI YIELD KSI ELONGATION REDUCTION HARDNESS
150 120 , 14 : 5
PASS PASS PASS Y PASS PASS
4
gt
DALE STARK :
EASTWOOD MANUFACTURING
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mc108260.1if (1777x2240x2 tiff) [2]

Fram: Enmod MAnufac!uﬂ:\a 281-447-0068 Ta:MAJOR TOOL&MACHINE . Dm 511772008 'ﬂn. 1:48:22 PV Pagadaf22
) - - et ] kool e
’ * 401.ROSE AVE 5 E
_“m MABSILLON, OH 44646 FAX 330-837-7017
CERTIFICATE OF TESTS  REPUBLIC ENGINERRED ;PRODUCTS JANUARY 26, 200
EAERSANAE S A s AN YR T AN S RA N ASEARN R RS P AR AN YT NSNS .‘.-...Eéeg;-l-lﬂ.-.
UR RDER: $3904-3 PURCMASE ORDER DATE: 054“6“
¢ sk 42870 ACCOUMT NUMBER . . :
RDER NUMBER:  12-52585-06 821 SCHEDULE : 5882

. L R
H 5
i

- Cﬁhﬁaﬁ ADDRESS --x-:--:z:::::---------'1----- BHIP TO wanmasssmussanssssusss

FRY STEEL COMPANY FRY ? :

TEEL_ COMPANY
BUNN B E ISAKA
13335 HOLETT§ ST C/0 CH%
BANTA FE SPRINGE CA 90670 £201 W e{Hg
N CHICAGO 1L 60623
o ;
------------------------------- MATERIAL DESCRIPTION --=-=vw----macsscc--e--o--
COLD FINISHED STEEL BARS ALLOY ngugms SpEC DMB-1555H GRADE B_DTD °Z£°2/91 EXC
PARA 3.4 OIL TEMP & 3,5 BORING spzc BMS g-zea ASTM A 3*.;&5 ™ A
108-03 LEVEL 1 MIL S 5000E COND E-4 EXC MARK AM8 6415K EXC 8 64098 AMS
2310E MS 2301J AMS 2304R mg 6484B AMS -S- 5000 ISB 3{39 COND E-4 EXC MARK &
-AISI-E-G:&EO AIRCRAFT DBL TRANSV MRCH PROP COLD DRAWN NOR
Mk suacm'r:cr ANN BEFORE CD REST
8IZR 1.4375 X 3
...... ?’9?..-...?---3%-4}-2‘?-- LADLE CHEMISTRY feoromeoccccccaccsme e
c MN p 8 S1 cu N1 CR MO AL
0.42 00.75 .Og% .002 0.22 0‘10 01.70 00.84 0.21 00.028
.005 .00864 0.002 .00 . ;
9-9-"-----.----. ........... SEMI-FINISK RESULTS--~-=-=<< eem—msmmme— - e .-

AUSTENITIC GRAIN S12E
UST GRAIN §Z 7.

EVE RANS ASTM A370
DEVELOPED TENSOTRMALIZE Augrzﬁrmza us{% TEWPER 1
DESe” 1550. _ 500, W
TEMP 1 TIME
HQURS (\)
2.0 4
T RE us TION AREA
BCE X 10102 ?grgoitls fgg . ~0
0302 180280. 5.8 .
R . S g
gc H 30102 180570. §1.4 ,
CE 0302 153750. 5300 :
PCE T 30504 135240. 6.3 L
EVELOPED TRANS TENSILE ASTM EB ASTK A370
\3 vED Né%S.%LIZE %gcs;'rgmnzs QUENCHANT EE’&P,’?R 1
: &S 1500. o1IL 475,
§ TE 2/SR TEMP 1 TIME TEMP 2 TIME
% FENPER 2/ HoURs HO
A 475, 2.0 2.0
— TENSILE Y1ELD {.2%) gg.gucnon AREA gg'.gncmnon
> CKNI
ggs B 10102 252320. 223800. 47 RGENT 10.4
B 10302 264250. 232910. 44.6 11.4
BCE T 10503 262170. 323100 44.6 1443
3 E i :34 %o% %giggg- g% 120' 3%'9 114
pSs ¥ 30303 %eisss: 282130, i3 12.9

AMAN BHA’ 3

MG ow FINISH OPERATIONS ':‘
0:; ; ARG/ Py
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mc108260.1if (1756x2228x2 tiff) [5]

PFrom: Eastwaod Manufaciuring 281-447-0044 To: MAJOR TOOL & MACHINE

Date: 54772005 Tima: 1:45:22 PM

Paga8car22

84/22/9885 12:1¢ 7138958985 We qumavmlEs PAGE 12
!
y
Tenafle Test Roport
Company:  Esstwood Mfy. Date: ‘ 4/22/2005
Lab Report #: 06~0420-01
Attantion: Date Stark P.O. tr 82984
|dantification: AlSI 4340 '
Procedure: 1-3/8" 0.D.
Procags: '
Filler: Heat#8869505
Quslification:
: W)
Weldar: ) (\)
[Lab] Yieid Utimate { Yield | Tonslle | ~
U\ 10 | Dimensions | Ares Lbs Load Lbe P.B.\. PSl
C | .504 raund 199§ 31,860 34,700 1 159,700 174,000 |
N I .
M Reduction of ‘ o ‘
Elongation | Area Fflw_.lw ments
182% | 52.3% Ductile ]
] J
Teats parformad In scsardanca wih ABTM A378, ES, and WH L LLC Quaity A Meamusl,
e e A B e
Approved by: 7
g Robert Franch

[
3

5/”’70(
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32984

mc108260.tif (1659x2211x2 tiff) [6)

Data: 81772005 Time: 1:48:22 PM

Page 7 =22

From: Eastwood Manufacturing 281-447-0088 Te: MAJOR TOOL & MACHINE
MAY-13-2885 12:55 FROM: q T0: 2814472298 pia-z
i .
SEI HEAT TREAT
FOROX 16338 HOUSTON, TX 77212 i
PHONE (713) 6993802 FAX (711) 694-0891 " .
i
CUSTOMER: T CERTIFICATION DATE: ,
EASTWOOD MANUFACTURING MAY 11, 2005
CERTYIFICATION/SO NUMBER: ﬁ;CL!Sf'mﬂER ORDER NUMBER: ’ “
27905 ~ | 32084
J
|
MATERIAL: NUMBER OF PIECES: ‘ :
4340 28 | '_ !
. | ‘
DESCRIPTION: PART NUMBER(S): i 1
1./8° X 8° STUDS BLIVER PLATED NIA J
"SPECIFICATION NUMBER: REFERENCE: !
EASTWOOD MANUFACTURING NA
HEAT TREAT PROCESS TIME AT HEAT COOLANT 0" §
: ~
P ) o~ .
Brde 950 Ys” Sk —
LN
- |
] |
] :
I
] :
b
HARONESS TEST: NUMBER OF PIECES TESTED:
§
WE HEREBY CERTIFY THAT THE SERVICE | QUALITY CONTROL: ’
FURNISHED ON THE ABOVE PURCHASE | :
ORDER IS PROVIDED IN_ACCORDANCE %«4 .
WITH OUR QUALITY CONTROL MANUAL, . ‘ ;
REVISION B, DATED JANUARY 21, 2004 ]

3
'
v

Copyright © 2000 SEI How! Treat

3{1?/4(
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INIHOVA 7 T0OL YOV 0L R800-Lyy+}5Z Bupnipesnueny PW!B waug

Ea: twood Manufscluring INSPECTION DATA Past Number (Delail / Sub-Assy/ Assy) Rev. Page o ]
8825 Breen Rd. C“EE(')(RUST DS141-036 1 1
Houslon, Texas 77086 Major Tool & Machise Lnc. Part Nane (Detai} / S 1b-Assy / Assy)
(281) 447-0081 fax (281) 447-0098
. Stud, 1.375-6 2A »x-9 1lg
MATERIAL: WORK ORDER # Quentity
P.C. P05-01160 32984 126
P.0. - DRAWING - SPECIFICATION INSPECTION INSTRUCTIONS INSPECTION RESULTS. INSPECTED BY —}
DESCRIPTION
SHT | ZONE CHARACTERISTIC | GAGEEQUIP. | BY | SAMPLE DATA, CAR NO, REMAR! 'S MFG QA DATE
ngth 9.00 *-2> faliper #20] ns | 25 9.025 - 9.217 Ns [-5-05
4.50 Caliper #20( ns 28 4.50 NS -5-05
Piftch : .
Dj - Mic 1-2 ns 23 1.261 —_1.2572 NS E-50%
sohy Dia, 1.375 *°00% #2907 1 1 o5 1.3748 - 1.3749 5-5-05
u "‘;‘ead; . Gage fG017A° o 25 ok NS §-5-05
_l )
l | N i
COMMENTS: RECORD ALL DIMENSSONS THAT CARRIES A TOLERANCE OF [+-) 23nvm OR LESS

v

_gﬁg /-

170
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mc108260.lif (1762x2241x2 tiff) (8]

Fram: Eastwocd Manufsciuniag 281-447-0088 To: MAJOR TOOL & MAGHINE B Dale: §/57/2005 Tima: 1:48:22 2}

i
INDUSTRIAL METAL FINISHING

CERTIPICATE OF COMPLIANCE
TO:  EASTWOOD MFG. 5/86 "

P.Q, BOX 41447
HOUSTON, TX 77241 !

THIS IS TO CERTIFY THAT THE METAL PINISHING SERVICE RENDERED ON ITEM(S)
d26 EA, - 1,375 X 9 DE STUDS

252 EA. = 2,73 OD WASHERS

252 EA, = 1,076 12PT NUTS 7

ON PURCHASE ORDER 12984 LISTED ON OUR INVOICE #00132583

MEETS OR EXCEEDS THE REQUIREMENTS OF SPECIFICATION NUMBER

CERTt+ SILVER PLATE PER AMS§ 2410 "
o NO BAKE REOUIRED _

QUALITY_PROGRAM DATED: 05/01/93 REVISION: 1 D}TED: 04/01/94
o WA _ _
N t // /

TITLE DATE

171
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mc108258.TIF (1754x2223x2 tiff)

Oate: /1712005 Tima: 1:48:22 P4

Erom: Eastwocd Manufacturing 281-447-0088 Tc: MAJOR TOOL & MACHINE

Paga § of 22
EASTWOOD MANUFACTURING
* CERTIFICATION OF COMPLIANCE
CUSTOMER : MAIOR TOOL AND MACHINE DATE : 5.16-05
ORDER # :  P0S.D116¢ OUR NUMBER 32982
WE CERTIFY THAT THE MATERIALS SUPPLIED ON YOUR ORDER
LISTED ABOVE COMPLIES WITH THE REQUIREMENTS OF YOUR ORDER
AND OF THE SPECIFICATIONS LISTED BELOW
DESCRIPTION :
Lot No.: Part .
32982-1 56 PIECES "DS14]1-060 Heat No.: 8977349 1 5/8 Round, forged and machined 10 size
ASTM A286 Heat Treat; 36891
Siver plated Silver plate; IMF 00132583
Per AMS2410 Post plate bake: none
Tensile test; WH 05-0426-20
N
TENSILE XS . YIELD KSI BELONGATION REDUCTION HARDNESS
150 120 14 a5
K PASS PASS  PASS PASS PASS
# % !
DALE STARK
: EASTWOOD MANUFACTURING
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|

Eram: Eas'wood Mnnuhclurlnn 231-“7-003& To MAJOR TOOL & MACHINE

L
#Rep

CERTIFICATE OF

CHA
ORDER NUMBER:
HEAT

1| HEREBY CFRTI
TES

TED IN ACCORDANCE NITH THE METHODS PRESC

AND
SPECIFICATIONS
* TESTING HAS BE

GINFFEPD unen-a-\

mc108258.TIF (1664x2194x2 1iff) |3]

—_ g e B - -

Data: 5!17/2005 'hms 1:48:22 PM

URCHASE ORDER DATE:
ACCOUNT Nb BER . .
SCHEDULE ., . . . .

NOT EDR
FY THAT THE MATERIAL HE&EIV NE %EN INSPECTED

UPO
EQNAPPROVED FOR

IBED IN THE GOVERNING
N THE INSPECTIQN.'AND
CONFORMANCE TQ THE SPECIFICATIONS

CERTIFICATE OF TESTS: SHALL NOT BE REPRODQCED EXCEPT IN FULL
S BEEN ”PERFORMED USING THE CURRENT REVISION OF THE

' ALL TESTING HA
TESTING SPECIF

!
MF@ IN THE U.S.

EVELYN GREENE
NOTARY PUBLIC,

IANA Hady )
MY COMMISSI N EXPIRES OCTOBER 1 - c \
E OF DATA mmpeo~m-cpocoemmanan cC END OF DATA -----
ATTENTION BUNNIE ISAKA 562-802-7481 !
ATTENTION BUNNIE ISAKA

FAX FAX PC
MAIL SOuD TO

FILE
WITH. SHIPMENT

ICATION::
A.

TATE OR.IND3

| 0T oS 2

174

‘N

s

Paga 110122

T COLD F INISHED AR PLANT
- prong: 3Ry - SO0 TINTSHER BAR,PLAYT

TESTS REPUBLIC ENGINEERED PRObUCTB

123

" SEPTEMBER 27, ZGQ%
PAGE

2'OF



From

mc108258.TIF (1594x2178x2 tiff) 4]

Dala: 8/17/2005 Tima: 1:44:22 PM

175

: Eastwocd Manufacturing 281.447-0088 To: MAJOR TQOL & MACHINE Page 12 af 22
84/27/2005 ©7:39 7136950985 ‘- 4 LABORATORIES PAGE 92
Tenglie Tost Report
Compeny:  Emstwood Mg, Date: 4/27/2005
Lab Report #: 06-0426-20
Attention:  Dale Stark P.O. ¥ 32082
Identification: AISI 4140
Procadure: . 1-5/8" Dismetar Bar
Process:
Filler:
Quaiification:
Walder:
TENSILE TRST
Lab ’ " Yield Ultimate Yield Tenslle |
ID | Dimansions | Area | Lba Load Lbs P.S.1 P.S.I.
E | .252cound | .0486 [ 7,140 8,000 143100 | 180,400
| | ;
Reducticn of (
._Elongation Area Frecture Commanis
18.9% 61.2% Ductie ]
|
B e i st e S =
Toat wpockmena retaindd for one (1) wesk maximum; urusid Mteried Ja fetlmined for orve (1) montn,
Approved by: z Zd e Eé ¢
. Robert French
(o
5‘[ lalpy



3 Manufacturing INSPECTION DATA Part Number (Detail / Sub-Assy/ Assy) Rev. Page  of | ?
7 #8258reenRd. ; C“ngl"'—'“ = DS141-060 - S S RS | 1 i
I :5!0"; ;mzsmﬂosc . Major Tool & Machine Inc. Part Name (Detail / Sub-Aswy / Assy) g
(261) 4 i‘m X (281) 447-009 Nut, 12 pt 1.375-6 UNC-2B 3
! MATERIAL: WORK ORDER # Quaniity H
E PO5-01161 32982 252 2
P.0. - SKAWING - SPECIFICATION INSPECTION INSTRUCTIONS TNSPECTION RESULTS (NSPECTED BY B
. _|_DESCRIFIION _ i
SHT | 4.5 JE | CHARACTERISTIC | GAGE/EQUIP. | BY | SAMPLE DATA,_CAR NO, REMARKS MFG | QA [ DATE 3
1 . - B
1.375 Maximum |Caliper #2490 ns] 25 1.375 - 1.370 NS ,5-5-0 2
‘ 2.216 Maximum {caliper #240 ns| 25 2.210 - 2.205 Ns [5-5-0f %
° =
! 1.00 Caliper §240 ns| 25 1.010 - 1.000 Ns_|5-5-0 g
i 1.225 Iy
Minor Dia.1.195 |[Ccaliver #240 ns’ 25 1.210 - 1.205 NS [5-5-0% £
—3 ] [e3
&'hread GO - NOGO [gage- 3ﬁ2 ns 25 ok NS 15-5-B% %
Caliper #240 ns 25 1.62 Ns 5-5.*0»

hpcores Flat 1.62

THAT CARRIES A TOLERANCE OF (+-1.23mm OR LESS

176

Wid TT:9v:} euwiL SO0Z/LIMS ‘9iNg
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mc108258.TIF (1752x2243x2 tiff) [6]

From: Eastwood Manutactudng 281:447:0088 To: MAJOR TOOL & MACNINE Dale: 8/17/2005 Time: {:48:22 PM

Page 22 ¢122

INDUSTRIAL METAL FINISHING

CERTIFICATE OF COMPLIANCE

TO: |'EASTWOOD HFG. 5/86
P.0, BOX 41447
'HOUSTON, TX 77241

THIS IS TO CERTIFY THAT THE METAL FINISHING SERVICE RENDERED ON ITEM(S)

126 FA, - 1,378 X 9
252 EA, = 2,75 OD WASHERS
282 EA, - 1,375 12PT NUTS

ON PURCHASE ORDER 12984 LISTED ON OUR INVOICE #00132583

MEETS OR EXCEEDS THE REQUIREMENTS OF SPECIFICATION NUMBER
|

NO BAKE REQOUTRED
[

Loshe S

QUALITY_ PROGRAM DATED: 05/01/93 REVISION: 1 DATED: 04/01/94

177




mc108259.TIF (1604x2170x2 tiff)
b

'_[' : Eastwoed Manufacturing 281-447-0094_ To: MAJOR TOOL 8 MACHINE Cala: 8/17/2005 Tima: 1:48:22 Pad
i O S
EASTWOOD MANUFACTURING
CERTIFICATION OF COMPLIANCE
CUSTOMER : MAJOR TOOL AND MACHINE DATE - 5.16-05
ORDER# :  POSOI162 - - OUR NUMBER 32083

q

I WE CERTIFY THAT THE MATERIALS SUPPLIED ON YOUR ORDER
LISTED ABOVE COMPLIES WITH THE REQUIREMENTS OF YOUR ORDER
AND OF THE SPECIFICATIONS LISTED BELOW

|
DESCRIPTION :

|
LclatNo.: Part ;
32983-1 56 PIECES  DS141-079 Heat No.: 8950135 23/4 Round, machined to size
ASTM A286 Heat Treat; 36891
Silver plated Silver plate: IMF 00132583
Per AMS2411 Post plate bake: SEI 37904
Tensile test; WH 05-0420-01
i
[
]
i TENSILE KSI YIELD XSI ELONGATION REDUCTION HARDNESS
| 150 120 14 35
| PASS PASS PASS PASS PASS
| g
DALE STARK
BASTWOOD MANUFACTURING

waslﬂ5

178
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mc108258.TIF (1620x2176x2 tiff) [4)

me EnMod Mmufne(uﬂng 201-«1-0095 To MAJOR TOOL & MACH\NE Dala: 871772005 Time: 1:48:22 PM Page 17 122
' ic: " * 401 ROSE AVE

’Rmmbll.g gion OH “us FAX 330-837-7017
. CEIRTIFICA‘!B OF TESIS REPUBLIC ENGINERRED PRODUCTS FEB%E{E%Y lg ' Olz?oog

l..--.-----.-.------.-..-.---.--.IIIIIll.-----------.lx--------------.---z;----

P KRQ&BB ORDER: 4 004-6 PURC]%B OR.DBR. DA'I'E 074136

ART 3 48960 ACCO t g
DER R:

HEAT

-

-52806-08 821 SCHEDULR . . . . . :

: 89901 NOTES CON'IINUE ----
lHHREB% SERTIFY THAT THE MATERIAL LISTED H 21 8&1 INBPBCTED
AND TESTED IN ACCORDANCE WITH THE METRODS PRESCRIB THB GOVERNING
SPECIFICATIONS AND BASED UPON THE RESULTS OF S ggg QN AND
TE TING HAS BEEN APPROVED FOR CONFORMANCE 10O THE FICATIOBB.

) CBRTIFICATB OF “TESTS SHALL NOT BE REPRCDUCED EXCEPT IN FULL.

1
RS MR L S e o

ALL TESTING HAS BEEN PERFORMED USING THE CURRENT REVISION OF THE
TESTING SPECIFICATIONS,

b
MPG IN THE U.S.A.

ONDHEIM
STATE OF OHIO
EXPIRES MARCH 10, 2009

A ecacoasvmemmsomaaa cmmnnan memesmcmceman END QF DATA -----
1 COPY ATTENTION BUNNIE ISAXA 562-602- ‘MBl

} 88%% ATTENTION BUNNIE ISAXA

1 copy SHIPPING ARER:

FAY 8TEEL CO. CERTIFIES THAT THIS I8 \Q

A TRUE CO"V OF THE ORIGINAL Mill TEST
PORT NOW ON FILE.
HECEIVED ANO INGPECTED

FEB 3 12003

) AMAN BHATIA )
@::tca :cow FINISH OPERATIONS

181



mc108259.TIF (1596x2182x2 tiff) [5]

i
From: Enstwood Manufacluring 281-447-0088 To: MAJOR TOOL & MACHINE

|
'
i

Date! 5/17/2005 Tima: 1:48:22 PM Pags13cf22
2472272285 12:14 7138958906 WH LABORATORIES PAGE el
Nz
Tonslle Teat Report
Company: Eastwood Mfg._ Date: 4/22/12005
Lab Report # 05-0420-01
Attention; Dale Stark PO # 32084
Identification: AlS! 4340
Procedure: 2-3/4" Q.D. Washer
Procass:
Fller, Haat#8880135
Qualification:
Welder: \)J
TENSILE YEST D
Lab Yield Ultimate Yield | Tensie | (ﬁ
ID | Dimansions | Ares | Lbs Load Lbs P.S.I. PSl | &
C .245 round 0471 7,880 8,770 164,700 186,000 l
il
| Reduction of :
Elongation Area Fracture Commanis
14.0% 41.7% Duclile Transverse

Yeats patformad N acoordence with AATM A370, EB, end WH Labarstortes, LLC Qualty Amurence Menusl.
2% Offsel Yiald = Gage Length 2.000° for 300", and 1.400” kor 350° ienale per ASTM AD70.
Teat spocimens retaned fur o0 (1) wesk MEXMUM; Ummad Iiterial & reained f ona (1) month.

Approved by: HQ@HZE L

Robert French

182
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f

'P‘QY-IB‘EBQS 12153 FROM:

mc108259.TIF (1623x2184x2 liff) [6]

i
F'?Ln: Eastweod Manufacluring 28 1-447.0C58 Tc: MAJOR TOOL & MACHINE

L O P

SEI HEAT TREAT

POROX 16319 HOUSTON, TX 77221
PHONE (711) 692.3892  FAX (1)) 694-069)

Date: 8/17/2005 Tima: 1:48:22 PM

T0:281447R0SE

FURNISHED ON THE ABOVE PURCHASE
ORDER IS PROVIDED IN ACCORDANCE
WITH OUR QUALITY CONTROL MANUAL,
REVISION B, DATED JANUARY 21,2001 |

CUSTOMER: [ CERTIFICATION DATE:
EASTWOOD MANUFACTURING MAY 11, 2005 |
CERTIFICATION/SO NUMBER: CUSTOMER ORDER NUMBER: o
37504 32883 ,
j
[ MATERIAL: NUMBER OF PIECES:
4340 52
DESCRIPTION: PART NUMBER(S):
2.3/4" WASHERS SILVER PLATED NIA
SPECIFICATION NUMBER: REFERENCE:
EASTWOOD MANUFACTURING NIA
I
HEAT TREAT PROCESS TIME AT HEAT COOLANT
’ e
| Db 22X PR A
HARONESS TEST: 'NUMBER OF PIECES TESTED:
]
WE HEREDY CERTIFY THAT THE BERVICE | QUALITY CONTROL:

SEe A

Copytight © 2000 SEI Waal Trool

S)M’/m/

183

Paje 186122
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— Eastwood.Manufacturing ~ . INSPECTION DATA Purt Number (Detail / Su'I}Au'yi Asy) Rev. Page of -
6825 Broen Rd. C Efcgﬂmr - DS141-079 = w— T :;-l_= - 3_
Houston, Texas 77086 M . Part Name (Detall / S i>-Amsy / Ansy) : g
Tool & Machine Inc. y{ Amy

(281) 447-0081 fax (281) 447-0098 o H
. Flat Washer - 2
P.O. P05-~01162 MATERIAL: WORK ORDER # Quamtity g
32983 252 5
— g
P.0.— DRAWING — SPECIFICATION INSPECTION INSTRUCTIONS INSPECTION RESULTS INSPECTED BY 2
DESCRIPTION : '-;-
SHT | ZONE CHARACTERISTIC | GAGE/EQU¥. | BY | SAMPLE DATA, CAR NO, REMAR! S MFG | QA | .ATE %.
b.D, 2.75 1.05 {cali 230 _ns 25. 2.745 - 2.740 NS | 5-5-0 : ;
h.p. 1.66 £.010 jcaliper $2Q0 na| 25 1.660 - 1.655 NS | 5-S=-05 ,; %
»
TK .500 +.010 _|caliper 200 nsj 25 .505 - .4989 NS | 5-5- g
-
S
2
| z
g
[ @
H}
* . E
) 8
2

) —

COMMENTS: RECORD ALL DIMENSIONS THAT CARRIES A TOLERANCE QF (+-) 2510m OR LESS

s

@J\// {‘/" i

184
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mc108259.TIF (1628x2199x2 tiff) [8]
l![

From: Eastwood Manufacturing 261:4470088 Te: MAJOR TOOL & MACHINE Dala: 871772005 Timae: 1:48:22 PM Pags 21 6122
. iz
MAY~17-2085 12:25 FROM: T0: 2514476099 Pilcl
Nt s P
! .
, SEI HEAT TREAT

POBOX 14329 HOQUSTON, TX 77121
PIIONE (713 6993892 FAX (713) 6340191

' CUSTOMER: CERTIFICATION DATE: \
i EASTWOOD MANUFACTURING APRIL 13, 2005 "
]
CERTIFICATION/SO NUMBER: CUSTOMER GROER NUMBER: ] !
35881 12084 J |
i MATERIAL; NUMBER OF PIEGES: :
4340 a78
OESCRIPTION: PART NUMBER(S): :
128 PCS. 138" X 9" OE 8TUDS NIA :
! 252 PCY, 2.75" WASHERS
i SPECIFIC NUMBER: REPERENCE:
EASTWOOD MANUFACTURING N/A ‘
i‘
HEAT TREAT PROCESS TIME AT HEAT COOLANT | :
) T |
| Akdes A5 3% on @
~—— / ] / AY
LEmlER 950 Z% AK
| | |
l

| |

HARDNESS TEST: UMBER OF PIECES TESTED:

A
37-38 /9

WE HEREBY CRRTIFY THAT THE SERVICE | QUALITY CONTROL:

FURNISHED ON THE ABOVE PURCHASE . ;
ORDER 1§ PROVIDED IN ACCORDANCE 2; !
WITH OUR QUALITY CONTROL MANUAL,

REVISION B, DATED JANUARY 21, 2001

f Capynight © 2000 SEI Heol Troat |

185



mc108259.TIF (1773x2256x2 tiff) [9]

From: Bastwaod Manufaciuring 281-447.0048 To: MAJOR TOOL & MACHINE Dala: 8/17/2008 Time: 1:48:22 PM

Y
., W
Uiy 8

INDUSTRIAL METAL FINISHING

t CERTIFICATE OF COMPLIANCE

TO: Y EASTWOOD MFG. 5/86
i P.O. BOX 41447
{ HOUSTON, TX 77241

t
Tazssxs T0 CERTIFY THAT THE METAL FINISHING SERVICE RENDERED ON ITEM(S)
126 EA, - 1,375 X 9 DE STUDS
252 EA, = 2,75 OD WASHERS =~~~
252 EA, - 1,370 MBI NUTS ..
[}
ON PURCHASE ORDER 12984 LISTED ON OUR INVOICE #20132563
MEETS|OR EXCEEDS THE REQUIREMENTS OF SPECIFICATION NUMBER
GERT:YSILVER PLATE PER AMS 2410

. _NO BAKE REOUIRED .
I

QUALI‘}“[Y.PROGRAM DATED: 05,/01/93 REVISION: 1 DATED: 04/01/9¢

ok (1

| Mg Tk

186

Page 22 ¢122
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mc108545.1if (1628x2145x2 tiff)

2 Spaulding

55 Nadeau Drive
Rochester, NH 03867 °
Ph: (603) 3320555 Fax: (503) 332-5357
www.spsuldingcom.com
Sold to : STANDARD GRINDING & MFG CO
3721 W. CHASE AVENUE
SKOKIE, IL 60076

Shipping List 072435

Customer No 101193
Sales Order Shipper

i

Ship to : STANDARD GRINDING & MFG CO
3721 W, CHASE AVENUE
SKOKIE, IL 60076

United States United States
Ship Dale Custorme PO Sekez Order gf:; Weght Ship VIA Bl ef Lading Fos
05/17/2005 50824 08517100 1 0 YELLOW 072435 DE
Bem Port / Descristion / Details Order Quantiy Shio Qy i
000007 [38G1CNT7I125NMWLF UM SHT S0 ltem 4 1.00G00
I e T — . o] -

48" +untrimmead X 36"+unttimmed
Thickness: 3.125" +/-.110°

PLEASE NOTE THAT THERE IS NO NEMA STANDARD FOR G-11 CR SHEET

SPAULDING COF CTO G «11 CR SHEET
NO TESTING REQUIRED AT TIME OF ORDER

!
o
|

Lol
s
.. ‘jl

7

2

EGEITE
MAY 1 9 2005 U

Yo

Sfil/o(

CERTIFICATE of CONFORMANCE

WE HEREBY CERTIFY THAT TKE MATERIAL SUPPLIED ON THIS ORDER WAS MADE IN ACCORDANCE WITH THE
STANDARDS AND PROCESSES ESTABLISHED BY SPAULOING COMPOSITES COMPANY FOR THE REQUIREMENTS

OF MATERIAL DESCIBED ABOVE.
LOT # DOM.
7‘7‘,.,(4 ~ C
Authorizad By oA @AULD Data05/1712005
Customer Copy T Page# 1 Form: SCSHIP Ruv: 8/99
€00/200@ ‘00 JYAId SVILY CILY VL9 LYSE 00:¢T S0/9¢/S0
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mc108545.1if (1644x2177x2 tiff) [2]

ot Shipping List 072434

. - -
spauld[ng Customer No 101193
a CoMPOSiTIS Sales Order Shipper
55 Nedeau Drive
Rochester, NH 03867 *

Ph: (603) 3320558 Fax: (603) 332-5387
www.spauldingcom.com

Sold to : STANDARD GRINDING & MFG CO Ship to :' STANDARD GRINDING & MFG CO
3721 W. CHASE AVENUE ' 3729 W, CHASE AVENUE
SKOKIE, IL 60076 o SKOKIE, IL 80076
United States United States
Ship Dats Cuslomer FO Sales Order B:i Weighl Ship VIA Bifl of Lading FOS3
05i1712005 60624 06516900 1 716 YELLOW 072434 DE
Rem Pant / Deseriplion/ Debods Order Quantity Sh'p Qy
000001 [I9G1CNT71B50NMWLF UMSHT SO ltem 5 1.G0000
e | GISCRT T Pl e = —- - - N B - E

48" *UNTRIMMED X 36"+UNTRIMMED
THK: 1.850° +/-.070"

PLEASE NOTE THAT THERE IS NO NEMA STANDARD FOR G-11 CR SHEET

SPAULDING C OF C TO G-11 CR SHEET
NO TESTING REQUIRED AT TIME OF ORDER

ECENVE n
MAY 1 g 2005 SPifoy

o bt

CERTIFICATE of CONFORMANCE

WE HEREBY CERTIFY THAT THE MATERIAL SUPPLIED ON THIS ORDER WAS MADE IN ACCORDANCE WITH THE
STANDARDS AND PROCESSES ESTABLISHED BY SPAULDING COMPDSITES COMPANY FOR THE REQUIREMENTS
OF MATERIAL DESCISED ABOVE.

LOT # DOM

777,.,4,. = C '
Authorized By: oA @,,Ufw Date?5/17/2005
— . .
Customer Copy Page# 1 Form: SCSHIP Rev: 893
-
£00/£00@) 02 FWAId SVILV CILT VLS LFSE 00:¢T  $0/97./€0
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METROOE PRODUCTS LIMITED CERTlFlED MATERIAL
SURREY, UK, KT16 9LL

THIE PRODUCT NAS BEEN MANUFACTURED
Tol: 44 (0) 1922 566721 AND SUPPUIED THMROUGK A SYSTEM

Fax oAd {3) 1532 585188

EmuiE info@melrode.com
Wabnila: www.mstrode.com

APPROVED TO 130 8001 & 2 OR EQUIVALENT

TEST CERTIFICATE NUMBER
[ 193895 J
INVOICE TO DESPATCHEGC TO IR
EUROWELD LTD | EUROWELD LTO )
265 ROLLING HILLS ROAD 255 ROLLING HILLS ROAD J
MOORESVILLE | MOORESVILLE ]
NC 20117 NC 28117 R
USA USA i
]
CUSTOMER ORDER NUMBER N.05-34 ]
DELIVERY NOTE DOCUMENT NUMBER DN0105859 M)
QUANTITY (KG) 15.0000
QUR ORDER REFERENCE SO1787730 7 1 J
'DATE 02/03/05 |
METRODE WELDING CONSUMABLE ERIIGMNNF MG 2.4mm
FORM TiG WIRE
BATCH NUMBER wo20432
BS EN 12072:2000 W20 18 3Mn L
SPECIFICATION
Chemical Anatysis {Weight %) [ Type: BS EN 10204: 3.1.B/ ASME SFA-5.01: scg. H :
c Mn sl s P cr Ni Mo N Cu : |
;0016 | 743 | 042 | 0008 | 0014 | 199 | 154 | 262 | 0.14 0.20 | {
i ' A
Mechanical Tests { Type: BS EN 10204: 2.2/ ASME SFA-5.01:Sch. G B
Tensila Tosts Impact Energies
Lateral
Tost Rpoay Rm Ad z Temperoture Impact
°°"°‘“f’“ Yemperature | (MPa) | (MPa) | (%) | (%) {c) Energy [J) E"f;’{,‘,‘;"’“
AS-WELDED ROOM >400 | >600 | 40 - <196 70 - ]
| [
Metode Prooucts Limited conies ihal the —
atove h; forms o the g ASME SFA-5.01; Lol clasaificetion 54 j/é/g}j/
This dogument 18 produod gleckonicely and 9
W TS wioud signalre, Linc / ﬂ/j
%oxm%. oruse m:'"" Horas: '
#5 {ACEy hmAed wnd govemed by ::L.(c--;mam. ‘°""1'§'-':- wtedis 4 ‘
o aordtiona of Busleoes Forrhn L2 groen o3 BN F ervits Durder) and mearyrud o0 al-wreid pad Usng el wnenl salllneled o guis i KBS letng l
ﬂlﬂ‘.""t-mnln'r FO0ONdITY Sprderds |Bey AWE Ad 1-G7) uries s tNOrwI M0 004 S0 ed \
3!7/ b s~
cd WYLS:6D SPOC Co "4EeW 8286 G939 PBL : "ON Xud CL-A=MENs
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gt —y ‘( .vwll o~ ’ ot T 7 LR '~‘ .
Hestinoreland Mechanical Jesting e Research ne.

40 Boy 8N < )
‘Ii.i‘g{;«;(‘/”m’ri'.xi _ ) o (,/ [RELLS: ;u. o
Qowsigstorein, Tu., I3E06-0388 LS. ;Z\’a(l(zﬁl/‘)
‘]l’/;’}’/i(’/h'.‘ ’—:3‘7__:,'_';“-_-'; 1_‘;1 »}*H\ /—:/ :"‘;‘“‘;151 Matanzis Tostna Laboratory
b ) ACCREDITED
4 IWebsite: . womtr.conm
WMTCTR 15 a technical leader in the malterial testing industry. paronasanez
April 22, 2005 CERTIFICATION Page IM1 of 1
WMT&R Report No. 5-25008
Maijor Tool & Machine Inc. P.0O. No. P05-01764
1458 East 19th Street Corrected Date PQR No. 434
Indianapolis, IN 46218 May 4, 2005 Welder Jason Bever #465
Attention: Josh Mayne
Subject: All processes, performed upon the material as received, were conducted al WMTE&R, Inc. in accordance with the WMT&R Qualily Assurance Manual, Rev. 9, dated 4/1/2000.
The following tests were performed on this order: IMPACT and TENSILE
IMPACT RESULTS: ASME Section IX and AWS B2.1, ASTM E23-02
No Requirements
MATERIAL: Metaltek CFBMNMN MOD
SAMPLE TYPE: Charpy V-Notch DISPOSITION: Report
Specimen | TestLog | Sample | Temp. | Energy | Energy | Mils A\UR
ID Number Size "F\°C | ft-lbs | joules | LatExp
Weld-1 B65835 | Standard | 68\20 173 2346 84 Report
Weld-2 | B65836 | Standard | 68\20 160 216.9 68 Report
Weld-3 | B65837 | Standard | 68\20 [ 157 212.9 81 Report
AWR: A=ACCEPTABLE, U=UNACCEPTABLE, R=REPORT
s ‘fr /(‘"
------ — S/
S -~ 3 "~ ] af__
AR MR Y ORCARLTLALY 13 OR CONCASLING £ MATLIVZL FATT OF TiiS FORN Project r-’;én’é‘é]er/lnduﬁtriai Technology Engineer May 4, 2005

THUMERING AL SE F.CTITIOUS DR FEautiL RPEREBINTATIONG

Testing Specualists for Aerospace. Automatice, and Mazeral Testing +iclds
Locattons in Youngstoivn, 44 (‘19 1t Tel (724) S37-3131 and
Banbury VSR, - el 411071295 201211



Iy BT ) . PR J O L
" Westmoreland Mechanical " Testing ¢
‘ 0. oy 388

Testmoreland Dive

D‘Enz:{q‘.\'mzwz, Pa. 15696-0388 (1.5.7.

T Research Inc.

Nadeap

Materials Tecting Laboratory

e : . LS 37.373 . S ",'", b e
Telephone: 724-; ‘3/.').131 axr Tl4-537-31481 ACCREDITED
‘ Hebsite: wre nmtreon ) : -
yd NIV erR 15 a technical leader tn the material testing industry. prren s
gt - '

April 20, 2005 CERTIFICATION Section 1 of 2
WMT&R Report No. 5-25008

Major Tool & Machine Inc. P.O. No. P05-01764

1458 East 19th Street PQR No. 434

Indianapolis, IN 46218 Welder Jason Bever #465

Attention: Josh Mayne

Subject: All processes, performed upon the material as received, were conducted at WMT&R, Inc. in accordance with the WMT&R Quality Assurance Manual, Rev. 9, dated 4/1/2000.

The following tests were performed on this order: IMPACT and TENSILE

TENSILE RESULTS: ASME Section IX and AWS B2.1, ASTM E21-03a
SOAK TIME: 5 Minutes
SPEED OF TESTING: 0.0050 in./in./min., 0.0500 in./min./in.

MATERIAL: Metrode ER316Mnnf DISPOSITION: Report
Specimen | TestLog | Temp. uTS 0.2% YS | Elong { RA | Modulus Ult. Load 0.2% YLD.
ID Number °Fr°C KSIMPA KSI/MPA % % | MSI/GPA |LBS/NEWTONS|LBS/NEWTONS
T1 B65833 | -320/-196 191.8/1320 | 148.7/1030 | 27 | 39 | 28.7/198 | 2630/11699 2039/9071

AJU/R: A=ACCEPTABLE, UsUNACCEPTABLE, R=REPORT
DISPOSITION: Report

Specimen | Testlog|  Orig. | Final Orig. Fnal | Org. | 4DOng | 4DFinal |  Orig. Area Failure | Machine | AUR
! ! N
D Number | Width (in./mm) | Width (in./mm) | Thick (in./mm) | Thick (in./mm)| Dia. (in./mm) | GL (in./mm) Gl.(in/mjl_ (Sq. In./Sg. mm) Location/Type | Number
T1 B65833 0.1802/4.577081‘ 0.1437/3.650 | 0.0761/1.933 | 0.0582/1.478 | 0.2511/6.378 | 0.70/17.78 | 0.89/22.61 | 0.04183816/26.992307 |WELD/DUCTILE| M9 R

AJUIR: A=ACCEPTABLE, U=UNACCEPTABLE, R=REPORT

Roy E. Starr/Matt Wojton A
Technical Services Manager/ Tensile Supervisor Aprit 20, 2005

FNOWINGLY OR WALFULLY FALSIFYING OR CONCEALING A MATERIAL FACT ON TH4S FORN
OR PUAKING FALSE, FICTITIOUS GR FRAUGAL FIT BTATERENTS OR RCPRESE™ TATIONS
HEREN CORD CONSTITUTE A FELONY PUNIGHARLE LNDER FLDERAL

AL AL WIS T8 01 1 UL RO Testing Specialists for Aerospace, Automotive, and Material Testing Fields
Locations in Youngstown, $:1 UL~ Tel. (724) 3373131 and
Banbury UK, ~ Tel. +44(0) 1295 261211

¢ Jo z abed



April 20, 2005

Major Too! & Machine Inc.

TENSILE RESULTS: ASME Section IX and AWS B2.1, ASTM E21-03a

SOAK TIME: 5 Minutes
SPEED OF TESTING: 0.0050 in./in./min., 0.0500 in./min./in.
MATERIAL: Metrode ER316Mnnf

Wesimorcland Mechanical Jesting & Rescarch L.

P

11 rL'S(:’m"« aend
Doungstou'n,

Roy 38N

f)fl"c
. 15696388 11.5.51.
Telephone: 724-337-3131
Mbsite:

Jux; 724-537-3151

wadmlir.com

WA LR is a technical leader in the material testing industry.

CERTIFICATION

DISPOSITION: Report

N Accredited
:

‘;\Naclcap

Materials Testing Laboraiory

ACCREDITED!

8 Ans

f821.01 & 374-02

Section 2 of 2
WMT&R Report No. 5-25008

P.O. No. P05-01764

DISPOSITION: Report

Failure

Location/Type | i Number

‘ Machine

AUR |

RN S —1

Specimen | TestLog | Temp. uTs 0.2% YS |Elong | RA | Modulus Ult. Load 0.2% YLD.
1D Number °F/°C KSI/MPA KSI/MPA % % | MSIGPA |LBS/INEWTONS|LBS/NEWTONS
T2 B65834 | -320/-196 | 204.7/1410 | 156.5/1080 | 29 | 34 [29.9/206 | 5095/22664 3894/17323
AJU/R: A=ACCEPTABLE, UsUNACCEPTABLE, R=REPORT
Specimen | TestLog Orig. - FiﬁmDio;E;— 174D Final ‘} Orig. Area
1D Number | Dia. (in./mm) | Dia. (in./mm) | GL (in /mm) | GL (in./mm) | (Sq. In./Sq. mm)
T2 B65834 | 0.1780/4.521 | 0.1444/3.668 } 0.70/17. 78 1 0.90/22.86 0.02488456/16. 05:1524()<[WELD/DUCTILE; M9

R |

KHOWINGLY OX WILLFULLY FALSIFYING U< LORCEALING A MATEHIAL FACT ON TS FORM
ORMANING FALSE FICTINDAIR OR FRALOGLENT STATEAMENTS CGR HEFRESEN 1 ATIONS
FEREIN COULD CONSTITUTE A FELONY PUNISHABLE UNDER FECERAL

STATUTES TS CeRTIFICATE OR REPORT SHALL 0T BE K
EXCERT 114 FULL WITHOUT THE WRITTES 4PPROVAL €5 WA

E PRODUCED
AT NG

AJUIR: A=ACCEPTABLE, U=UNACCEPTABLE, R=REPORT

Testing S pecial i'.s.!sﬁ)r Aerospace, Automotive,
Locations in Youngstown, 824 U4,

Banbury VN,

P .
H{)y E. étarr? O] on

____Technical Services Managerl /z/fensl

. and Material Testing Frelds

Tel (724) $37-31

~Tel +44 (Q? 1295 261211

3and

O _E.Lrggij <

Supervisor = April 20, 2005

€ Jo ¢ abed
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Stress (MPA)
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2000

1800

1600
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1200

1000
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400
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Stress vs. Strain

Customer: Major Tool & Machine Inc.
WMT&R Report: 5-25008

Test Log: B65823
Test Temperature: -320 °F
Malerial: Metrede ER316Mnnf

/ |
/ i
/ 3

G SR——
[

Stress (KSl)

Test Date: 04/16/2005
Specimen ID: T1

Modulus: 28.7 MSI

0.2% Offset: 148.7 KSI
Ultimate Load: 2630 LBS
Ultimate Stress: 191.8 KSI

T RLAARM T T LLAAARAARAR | T T U

T
.0020 0.0000 0.0020 0.0040 0.0060 0.0080 0.0100 0.0120 0.0140 0.0160 0.0180 0.0200

Strain (IN/IN)

Test Log: B65833
Test Temperature: -196 *C 5
Material: Metrode ER316Mnnt

Y v

Stress (MPA)

\
\%

Test Date: 04/16/2005

Specimen 1D: T1

Modulus: 198 GPA

0.2% Offsel: 1030 MPA

Ultimate Load: 11699 NEWTONS
Ultimale Stress: 1320 MPA

v

T e

T T T T T T T T
.0020 0,0000 0.0020 0.0040 0.0060 0.0080 0.0100 0.0320 0.0140 0.0160 0.0180 0.0200

Strain (M/M)

WESTMORELAND MECHANICAL TESTING & RESEARCH, Inc

T Phone (724)537-3131
P.O. No.: P05-01764

PQR No.: 434
Welder: Jason Bever #465

350 A 1 WY | |t salysiiaaant e
T« Log: B65834
228 Test Temperature: -320 °F
Material: Metrode ER316Mnnf
200 - ‘
175 - / l
Y
150 /
125
100 4
Test Dale: 04/16/2005
E Specimen ID: T2
753 Modulus: 29.9 MSI
0.2% Ofiset: 156.5 KS!|
50 4 Ullimate Load: 5095 LBS
E Ultimate Stress: 204.7 KSI
25
0 T T T T T N T T T T T
-0.0020 0.0000 0.0020 0.0040 0.0060 0.0080 0.0100 0.0120 0.0140 0.0160 0.0180 0.0200

Strain (IN/IN)

I TPITEUE I ! ! ! i

2000 i 1 Lo
Tes! Log: B65834
1800 Test Temperature: -196 °C
Material: Metrode ER316Mnn! /
1600
1400
1200 3
1000 . /7[.,/
800 4
Test Date: 04/16/2005
Specimen 1D: T2
800 9 Modulus: 206 GPA
0.2% Offset: 1080 MPA
400 Ultimate Load: 22664 NEWTONS
: Ultimate Stress: 1410 MPA
200
0 . . Ty e T U

g T T
-0.0020 0.0000 0.0020 0.0040 D.0060 0.0080

Strain (M/M)

KNOWINGLY OR WILLFULLY FALSIFYING OR CONCEALING A¢4§éGIAL FACT ON THIS FORM OR MAKING FALSE. FICTITIOUS OR
L

FRAUDULENT STATEMENTS OR REPRESENTATIONS HEREIN CO!

NSTITUTE A FELONY PUNISHABLE UNDER FEDERAL STATUTES.

0.0100 0.0120 0.0140 0.0160 0.0180 0.0200




METRODE PRODUCTS LTD
HANWORTH LANE A
CHERTSEY SURREY
ENGLAND KT16 9Lt

Tel: +44 (0)1932 566721
Fax: +44 (0)1932 565168

—

L A g men

TEST CERTIFICATE
THIS PRODUCT HAS BEEN MANUFACTURED
AND SUPPLIED THROUGH A SYSTEM APPROVED
T0 1SO 9001 & 2 OR EQUIVALENT

'RODE

\VVELDING, CORISURMABIES|

—_ .

e

]
Email: info®@metrode.com M '‘BATCH No.
Internet: hypv/www.metrode.com - TEST CERTIFICATE NUMBER 194277 3 wE26352
OUR ORDER
- REF. .
INVOICE TO DESPATCHED TO: ¢ —S03768013 T
4Lrms 7
o) 976385
EUROWELD LTD EUROWELD LTD PRODUCT
255 ROLLING HILLS ROAD 255 ROLLING HILLS ROAD 1, ERITOMMNF - TIHG—— 24—
MOORESVILLE MOORESVILLE fronM
- 281 L WERE:
85928117 SEAQul‘H $PECIFICAT‘ONTIu WIRE
] 3§S EN 12072:2000 W 20 16 2 Mn L
INPORTANT: Any liability arising fronm eitheér reliance on this certificate, or use of f
our products, is strictly limited and qaverned by our conditions of business., _ =
CUSTOMER ORDER No. ) DELIVERY NOTE DOCUMENT No. H QUANTITY (Kg)
N os-a ‘ INO106163 17.5000
)
1 }
CHEMICAL ANALYSIS (WEIGHT %) e CERTIFIED MATERIAL TEST REPORT: BS EM 102G4: 3.1.3
S Mn Si S } F cr Ni [uls] N 1‘ Cu
0.015 7.43 | 0.42 0.006 |4 0.014 19.9 15.4 2.62 0.11,-( 0.29
| o
| ]
|
x_
TYPICAL ALL-WELD METAL MECH. PRORERTIES, AS WELDED: - ’ Metrode Products Ltd. certifies that the above
TS: »600 N/mm2; 0.2%P3: »400 N/mm2: EL. ON 4T 40 % ymaterial conforms to tha indicated specifications
CYN © ~196 DEG.C: 70 J. ) . / ; 1
P2 3123fs”
d ! 4 4
S 2Jeslos : Gbsiot
_4 4._{5 5 B. KYIET
i .0 AMANAGER
NOTES: ot incluceg incieMal Co un'ess otharwise spacit ed 1

ToNE () viekeCrs icioetial Ta Lnings OIldIwive Apacitivd,
Fenite s give as P (Veaite Number) ant measured on af-wetd pad using insi-umont

Al LEATRE agningt NS et Secardary Staninics (Sew AWS 44 2.97) Lniess oiherwen spaciiier

1

195

1 A0 Tea? certiheates i55ued Ly METRODE will conzain the, @mbogyed cant.

4 nay recipient of a vy of METHODE Tt Cemiticute arthout e cal shouks
Y aguen 1zm ihm Suplic et 1L i6 3 108 and wecurate MPTOtUCTan

"ot v originan

v

(11 Zx€01ZXCS9L) M°6259040W



mc107081.tif (1668x2198x2 liff)

() GE Advanced Matérials, Polymergbapesg

3
Certificate of Conformance B
Date:
Attn: Rec'eiving Inspection Customer P.O. Number: 1905 - Ol 9 8 8

To  MAecTel HVoomee. Sales Order No: _ F )G )5 S
Address: [\ <, 19h. S,

It is hereby certified that the product information provided below conforms to the corresponding information
in the possession of GE Advanced Materials, Polymershapes with respect to such products. This certification
and the sale of preducts are subject to GE Advanced Materials, Polymershapes’ standard conditions of sale.
This document shall not be reproduced, except in full, without prior written approval.
1
Quantity - Description Lot/Specification/Standard Nuniber

_%_*MZ&MQ;A@L‘MM L% XR7\N) SuL./ N33.007075
o

—— —

GE Advanced Materials, Polymershapes

APR -5 2005

By:

ﬂ'}ftle: wf éﬁd(_s'é.wf kﬁ r

DISCLATMER:  THE MATERIALS AND PRODUCTS OF THE BUSINESSES MAKING UP THE GE ADYANCED MATERIALS UNIT OF GENERAL ELECTRIC COMPANY, ITS SUBSINARIES AND
AFFILIATES, (“GEAM®) ARE SOLD SUBJECT TO GEAM’S STANDARD CONDITIONS OF SALE, WHICH ARE INCLUDED IN THE APPLICABLE DISTRIBUTOR OR OTHER SALES AGREEMENT,
PRINTED ON THE BACK OF ORDER ACKNOWLEDGMENTS AND INVOICES, AND AVAILADLE UPON REQUEST. ALTHOUGH ANY INFORMATION, RECOMMENDATIONS, OR ADVICE CONTAINED
HEREIN IS CIVLN IN GOOD FAITH, GEAM MAKES NO WARRANTY DR GUARANTEL, EXPRESS OR IMPLIED, (1) THAT THE RESULTS DESCRIFED HERETN WILL B ORTAINED UNDER END-USE
CONDITIONS. OR (k) AS TO THE EFFECTIVENESS OR SAFETY OF ANY DESIGN INCORPORATING GEAM MATERIALS, PRODUCTS, RECOMMENDATIONS OR ADVICE. EXCEZT AS FROVIDED LN
GEAM'S STANDARD CONDITIONS OF SALE, GEAM AND I'TS REPRESENTATIVES SHALL IN NO EVENT BE RESPONSIBLE FOR ANY 1.OSS RESLLTING FROM ANY USE OF ITS MATERIALS OR
PRODUCTS DESCRIBED HEREIN. Each user bears full responsibiity for making its own determinstion 8 10 the suitsbZity of GEAM's materiaks, products, recommendations, or advice f0r s own pariculsr usc. 14¢h user mast
cntify and perform all tests and analyses acccstary (o masure (hat its finzshed parcs incorporating GEAM muterials or prodicts 3 be safe and suitable for use under enc-use conditions, Nothing in this or any uthet docment, ot any oral
recommendalion. or advice, shall e deemed 10 alter, vary, supersede, or waive axy provision of GEAM's Stndard Canditioos of Sake or <his Dinclaimmer, unless any such modificatoe, is apecifically agreed (o - & writing signed by GEAM
No statement conteined hercin conceming s possible or suggesisd use of any material, product or design i kxtended, oF shou'd be coustrued, 1o grunt any Beense under amy patent or other intelleciual peopeny right of Gereral Electric
Company o1 aay of its subsidiarics or affilistcs covering such use or design, o as & recormmendatian for the use of such material, product of design in the infringement of any patent or other itcllectual propety right

OB _
4 5‘/0 3/ L. qﬁg—zf——u

196



Page: 1
INSPECTION DATA CHECKLIST Date: 01/]56/06
User ID: CRlFFlﬂ

Quality Assurance Documentation for Part ID: SE141-116 - Item: 23
l Workorder: 65707/1-0 Sub:1 Op:90 |
Part: SE141-116 - MODULAR COIL WINDING FORM TYPE-C - PRODUCTION MODULAR COIL WINDING FORM TYPE-C

Drawing 1D: SE141-116 Rev: 6 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET] ZONE CHARACTERISTIC GAGE/EQUIP | BY [SAMPLE SER# DATA/REMARKS | INSP |VERFD| AUDIT
* MASTER GAGE QA 1-1270 LESS THAN 1.01 (LE [212-1.LE A
SS THAN RANGE OF G
RECORD RANGE UPPER AND LOWER GE)
LIMITS OF MAG PERMEABILITY READI
(10) (Mu) FOR THE AS CAST SURFACES 09-20-05
x MASTER GAGE QA 1-1270 LLESS THAN 1.01 (LE [212-J.LE A
SS THAN RANGE OF G
RECORD RANGE UPPER AND LOWER GE)
LIMITS OF MAG PERMEABILITY READI
(20) (Mu) FOR THE MACHINED SURFACES 09-20-05

QAN (mtnppstaatgapliO.qm) Ngar Toal wnd Machine, Tneo 1138 Fast 19 Strect 1lg7ihvllm IN 40N (3ID6I0-0133 Fus (317)034-9420



Nondestructive Test

Certification for Liquid Penetrant Examination

458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE141-116 - Item: 25
TEL:(317)6306-6433 FAX:(317)634-9420

Date of Inspection:09/20/2005 Type of Material:CAST STAINLESS NDT#:13726
I ‘ ‘
Stage of Inspection: Manufacturing Process: | Surface Condition: | Test Being Run 1o Heat Treated:
[ ] Incoming Inspection [ ] Weldment [x] Casting | [x] Machined | [x] Router Instructions | {x! Yes
[ ]In-Process Inspection [ ] Bar Stock [ 1Plate [ ] Rough | [x] Drawing | [] No
[ ] After Repair [ ]1Forging [ 1 Other [x] Other |'[ 1TestPlan [
[x] Final Inspection CLEANED & DEBURRED | [ 1Technique Card
| SEE NOTES o
| S —
Part Information: Test Results: |
MTM Job Number: 65707/1.0 -Sub:1 -Op:100 Quantity Inspected: |
Resource 1D: 810-LIQUID PENETRANT INSPE Quantity Accepted: |
Part ID: SE141-116 Quantity Rejected: 0
Part Name: MODULAR COIL WINDING FOR
Serial Number: MCWF C-1 (SE141-103-1) Run Hours: 0.0
Customer P.O.: S005242-F
Customer Unit/Plant:
Customer Inspection Plan: SEE NOTES Inspection Criteria:
Test Step: Customer Specification: ASTM A903/A903M
Revision: MTM Spec Number: PS582 (REF NDT-WI-09)
Material Test Number: Acceptance Standard: ASTM A903 (SEE NOTES)
Inspection Materials Used: Penetrant Examination Processes:
Manulacturer: SHERWIN Type: |1 (Visible) / Dwell Time: 15 Minutes
Type of Penetrant: DP-51 Method: A (Water Wash)
Bateh Number: 41-E47 Methoed of Drying: Normal Evaporation
Developer: D-100 Form: e (nonaqueous for Type Il visible dye) / Dwell Time: 12 Min
Batch Number: 410-L6
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ ]1Back Gouge [ ] Cover Pass (x| Otner

SEE NOTES

Notes:
PT 100% of the part as-cast surfaces as well as finished machine surfaces.

See PS582 for processing instructions.

During the inspection also perform a visual inspection of the casting surface per ASTM A802/A802M and accept per the same. Include reference (o
ASTM A802 on the certification.

Specification: ASTM A903/A903M

Method: ASTM E165-02

Acceptance Criteria; ASTM A903/A803M Level Il for as cast surfaces

Acceptance Criteria: ASTM A903/A903M, Section 7, Table1, Level | for machined surfaces including the entire "T" section (high stress arezs)
Cerlification: MTM certification to include the information per Supplementary Requirements S1 of ASTM A903/A903M

MTM NDT Cert: LPI CERTIFICATION

Deionized water used to preclean and rinse part.

.

This is to certify that the pieces specified have been inspected in accordance with the specifications shown. N

Inspector: 667-J.BANNISTER Date: 09/21/2005 .4._—/04\ /7 3o _,wc(_' Al |P2
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Quality Assurance Documentation for Part ID: SE141-116 - Item: 25
[ Workorder: 65707/1-0 Sub:1 Op:120 |
Part: SE141-116 - MODULAR COIL WINDING FORM TYPE-C - PRODUCTION MODULAR COIL WINDING FORM TYPE-C

QA0 (namtmapps\gapt 1 0.qm) Majen Tocland Muchine, Ine. 1438 East 19th Sm'vl,1ng~9|mli~;‘ INAO2I8 (317)636-0433 Fux (31 7)034-9420

Drawing ID: SE141-116 Rev: 6 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SHEET]| ZONE, CHARACTERISTIC GAGE/EQUIP | BY |[SAMPLE|  SER# DATA/REMARKS | INSP |VERFD| AUDIT

1* | L8 |47.19 + 03 CMM QA 00064 47.17 - 47.18 339-ER A
(10) 09-29-05

1* | G8 [R17.00 +.25-.00 CMM QA 00064 17.09 339-E.R A
(i1) 09-29-05

1* | B8 [47.19+ .03 CMM QA 00064 47.18 - 47.19 339-ER A
(20) 09-29-05

1* | D6 [47.19+.03 CMM QA 00064 47.18 - 47.19 339.ER A
(30) 09-29-05

1* | C6 |[47.19 +.03 CMM QA 00064 47.20 339.ER A
(49) 09-29-05

1* //1.02| A CMM QA 00064 .0109 339-ER A
(50) 09-29-05

1* | B6 |//]02]A CMM QA 00064 0045 339.ER A
(60) 09-29-05

1* | F3 ||5]A|B|C CMM QA 00064 REFERENCE IGES INF [339-ER A
(70) RMATION 09-29-05

2* | H6 |2X R.187 +.025 -.005 INDICATOR QA J-651 185 - .187 339-L.R A
(80) 09-29-05

2% G8 [2X .03 X 45° QA VISUAL NOT PRESENT 339-E.R R
(90) 09-29-05

2% | G8 |.40+.010 CALIPER QA 1707 39- 41 339-E.R A
(100) 09-29-05

2% | G8 |2X.030 X 45° QA VISUAL  |NOT PRESENT 339-E.R R
(110) 09-29-05

2% | F7 |2X .32 CALIPER QA 1707 31- .33 339-E.R A
(120) 09-29-05

2 | 17 |2XR.A1 “IRADIUS GAGE QA R-25 12 339-E.R Ta
(130) i 09-29-05

2* | G6 [O[[R[S]T CMM QA 00064 REFERENCE IGES INF |339-E.R e
(140) PTO M 7 B _[RMATION 09-29-05

2% G6 14.790 £ .005 QA VISUAL ACCEPT 339-E.R l;‘\




-
- Tool & Machine, Inc.
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QAVOY  (ndmtappsantqapl 1 0.gi)

Major Toal and Machine, Ine. 1438 East 191h Slrm'li\b’uo'mnlis_ IN Q6218 (317630-6433 Fax (317)634-9420

(150) 09-29-05
2* | G3 |[o]i|R[s]|T CMM QA 00064 REFERENCE IGES INF |339-L.R R
(160) QTON RMATION 09-29-05
2% | G3 |4.790 +£.005 QA VISUAL ACCEPT 339-E.R A
RECORD NUMBER USED TO
(170) IDENTIFY POINT Q 09-29-05
2* | F5 |2]o2|Rr]s|T] CMM QA 00064 REFERENCE IGES INF |339-E.R R
(180) M TON RMATION 09-29-05
2¢ | ¢5 [@lofRr[s]|T]| CMM QA 00064 .0043 - 1657 , .62 339-E.R R
96X 3-.626
©.375-16 UNC .188 DEEP
(190) C'BORE 0.625 AS SHOWN THREAD PLUG GA A-46 09-29-05
2% | B4 [2X .03 X 45° QA VISUAL  |ACCEPT 339-E.R A
(200) 09-29-05
3* | G7 $|.o1| A | B | c| CMM QA 00064 .010-.043 339-E.R R
(210) 8X ©1-8 UNC THRU 09-29-05
3* | H4 [.25%.01 CMM QA 00064 SET 339-E.R A
(220) 09-29-05
3* | H3 |ZZ]o CMM QA 00064 REFERENCE IGES INF [242-M.G A
(230) RMATION 11-09-05
3* | F3 [.25+.01 CMM QA 00064 SET 339-ER A
(240) 09-29-05
3* | F3 |=Z]o1 CMM QA 00064 REFERENCE IGES INF [242-M.G A
(250) RMATION 11-09-05
3* | F5 |R76.00 CMM QA 00064 REFERENCE IGES INF |339-E.R R
(260) RMATION 09-29-05
3* | E5 |R73.70 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(270) RMATION 09-29-05
3+ | F4 [@]o[a]s]c] CMM QA 00064 .010 - .031 339-L.R R
8X
™1.13 TIIRU
BACK SPOT FACE 32.38
(280) MIN DEPTH FOR C'UP 09-29-03
4% | 118 |@]ow|D[A|N CMM QA 00064 0304 - .0442 | =3, 339-E.R R
00 SPOT, 1.87- 1.8 |
IX O1.88 THRU 8 DIA. |
?3.00 BACK SPOTFACE |
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290) MIN TO CLEANUP SCALE J-922 09-29-05
4% | H7 [@|@.01D|AIN CMM QA 00064 .019-.020, R .7 339-L.R R
(300) 3X SPH R.75 TO .75 DEEP 4-.745 09-29-05
4* | Ho |4|@d.01D|A[N CMM QA 00064 0.009 - 0.059, >3.0 295-C.W R
17X &1.88 THRU 0 SPOT, 1.87 - 1.88
@3.00 BACK SPOTFACE
(310) MIN TO CLEANUP SCALE J-922 10-01-05
4% | H5 [€|B.01|D|A|N CMM QA 00064 0.001 - 0.007,>2.3 295-C.W A
3X91.13 8 SPOT
?2.38 BACK SPOTFACE
(320) MIN TO CLEANUP 10-01-05
4%* E6 |4 |B.01D|A|N CMM QA 00064 .022 -.039 339-ER R
(340) 3X @1.375-6 UNC THRU 09-29-05
4* E6 |4|D.01|D|A|N CMM QA 00064 .0019 - .0182, >3. 339-E.R R
5X @1.88 THRU 00 SPOT
(?3.00 BACK SPOTFACE
(350) MIN TO CLEANUP SCALE J-922 09-29-05
4* D4 ~$|Q§.01| D | A N| CMM QA 00064 .018, >3.00 SPOT, 339-E.R R
©1.88 THRU 1.879 DIA.
©3.00 BACK SPOTFACE
(360) MIN TO CLEANUP 09-29-05
4% | BS [@|d.0o1lD[A[N CMM QA 00064 .047 - .054, 1.126 295-C.W R
3X01.13 -1.127
©2.38 BACK SPOTFACE
(370) MIN TO CLEANUP SCALE J-922 10-01-05
5* ES |4 |@.01E[A|J CMM QA 00064 0.77,>3.00 SPOT. 339-ER R
?1.88 THRU
?3.00 BACK SPOTFACE
(380) MIN TO CLEANUP SCALE 1-922 09-29-03
5% FG [3X ¥1.375-6 UNC THRU THREAD PLUG GA | QA A-375 ACCEPT 339-E.R A
(400) 09-29-05
5% 6 |@|@o1le|A]J CMM QA 000064 020 -.021 339-ER R
(410) 3N SPH R.75 TO .75 DEED 09-29-05
5% F7 |7X .25-20 UNC -2B THREAD PLUG GA | QA A-G7 ACCEPT 339-E.R A
(420) i , - 09-29-05
5% 17 [4|@.01E|Aald CMM QA 00064 008 - .040, =3.00 339-ER R
24X ?1.88 THRU SPOT.
| ?3.00 BACK SPOTFACE
QAOU3  (nmtmappmtqapl 10.qip)

Mapor Tooband Machine, e, 1458 East 19th ercm.élﬁjul‘npolia IN 46218 (317)636-6433 Fax (317)634-9420
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(430) MIN TO CLEANUP SCALE 1-922 09-29-05
s« [ g7 |[@|doe]alJ] CMM QA 00064 013 -.037 339-E.R R
3X @1.5 TO 2.00 DEEP
(440) ©3.00 TO 1.00 DEEP 09-29-05
5% | D7 [3X @1.88 THRU CMM QA 00064 1.87 - 1.88, >3.00 339-E.R A
®3.00 BACK SPOTFACE
MIN TO CLEANUP
(450) SCALE J-922 09-29-05
s* | G2 |[SPHR.75 CMM QA 00064 736-.74 339-ER A
TO .75 DEEP
(460) 09-29-05
6* | F2 |z]02 05 QA CANNOT CHECK DUE [295-C.W A
(510) ASSY 10-01-05
6* | F2 [1.125+.010 05 QA CANNOT CHECK DUE [295-C.W A
(520) ASSY 10-01-05
6% | F2 [2.250+.010 05 QA CANNOT CHECK DUE [295-C.W A
(530) ASSY 10-01-05
6* | E2 [&|g.oiF|r[V] 05 QA CANNOT CHECK DUE [295-C.W A
7X ASSY
©1.625 THRU BOTH SIDES
(540) 14X 33.00 TO .500 BOTH SIDES 10-01-05
7* | G2 |R7.00 05 QA REFERENCE IGES INF [339-E.R R
(550) RMATION 09-29-05
7* | F2 |[2X R1.50 05 QA REFERENCE IGES INF |339-E.R R
(560) RMATION 09-29-05
7* | E2 |2.52+.010 CMM QA 00064 2.51 339-L.R A
(570) 09-29-05
7* | E2 |90° CMM QA 00064 87.92 339-E.R R
(580) 09-29-05
7* | El [2.0° CMM QA 00064 2.04 339-E.R A
(590) 09-29-05
7% | E2 [2.64 +.010 DEPTH MICROMET | QA J-851 2.64 339-E.R A
(600) 09-29-05
7* | E2 |6.50+.010 CMM QA 00064 6.486 339-E.R R
(610) , 09-29-05
7* | E2 [3.06+.010 CMM QA 00064  |[REFERENCE IGES INF [339-15.R R
6200 | [ [RMATION 09-29-05 _
QA0 (ndmmuppinngapl 10.qm)

NMajor Tool and Machine, Inc. 1438 East 19th S(rcclé\bn?pnlis. IN OIS (317)6306-6433 Fax (317)634-9420
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2 |R4.00 +.010 CMM QA 00064 REFLRENCL IGES INF [339-1:.R R
(630) RMATION 09-29-05
7* | D3 [2.10+.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(640) RMATION 09-29-05
8* | G7 [4.00+.010 CMM QA 00064 3.98 339-E.R R
(650) 09-29-05
8* | G7 |.25+.010 CMM QA 00064 SET 339-ER A
(660) 09-29-05
8* | G7 |R4.00+.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(670) RMATION 09-29-05
8* | F7 [2.00+.010 CMM QA 00064 1.99 339-E.R A
(680) 09-29-05
8* | E3 [9.38+.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(690) RMATION 09-29-05
8* | E2 [6.0° CMM QA 00064 REFERENCE IGES INF [339-E.R R
(700) RMATION 09-29-05
8* | C2 |©8.00+.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(710) RMATION 09-29-05
8* | B3 [5.9° CMM QA 00064 REFERENCE IGES INF [339-E.R R
(720) RMATION 09-29-05
g* | B3 [7.81+.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(730) RMATION 09-29-05
8* | C6 [7.25+.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(740) RMATION 09-29-05
8* | D7 [6X ©..375-16 UNC TO .75 DEEP THREAD PLUG GA | MFG A-46 ACCEPT THREAD/CHA[339-E.R R
.03 X 45° CHAMFER FR. .53 - .32 DEPT
(750) CALIPLR 1-707 H 09-29-05
8* | D7 |136° CMM MFG 00064 13.16 339-ER A
(760) 09-29-05
8* | D7 [5.88+.010 CALIPER QA 1-707 5.89 339-L.R A
(770) 09-29-05
$* | D7 [2.19+.010 CMM QA 00064 2.172-2.198 339-13.R R
(750) , 09-29-05
8¢ | D7 [2.19+.010 CMM QA 00064 2.176 - 2.191 339-E.R R
(790) 09-29-05 |
$* | B7 |4XR.50 IRADIUS GAGE QA ] R-25 50 339-1LR A
son| | o | o jwasns |
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Major Tooland Machine, [ne, 1458 East $9th Strect, Indumapolis, IN 36218 (317)030-0433 Fux (317)634-9420

B7 [3.50 £.010 CALIPER QA 1707 3.60 339-E.R A
(810) 09-29-05
8* | B7 [1.75%.010 SCALE QA 1-922 1.75 339-E.R A
(820) 09-29-05
8* | C8 [2X 1.56+.010 THRU CMM QA 00064 1.) 1.56 2.) 1.79 339-E.R R
(830) 09-29-05
8* [ C8 [3.75+.010 CMM QA 00064 3.90 339-L.R R
(840) 09-29-05
g* | C8 [2X7.50+.010 THRU CMM QA 00064 1.)7.53 2.)7.63 339-E.R R
(850) 09-29-05
8% | C8 [BXR.25 RADIUS GAGE QA R-25 25-.28 339-E.R R
(860) 09-29-05
8* | C8 [2X2.52+.010 CMM QA 00064 2.04-2.08 ,2.65 339-E.R R
(870) -2.66 09-29-05
8* | E2 |®8.00+.010 CMM QA 00064 7.992 339-ER A
(880) 09-29-05
9* | F7 [4X ©.63+.010 THRU PIN GAGE QA 1-652 62 339-E.R A
(890) 09-29-05
o [ E7 [2.54+.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(900) RMATION 09-29-05
9% [ E7 [5.08+.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(910) RMATION 09-29-05
9* | F3 [4X .63 +.010 THRU PIN GAGE QA 1-652 SEE #890 339-ER A
(920) 09-29-05
9% | F3 [2X @ .50 +.010 THRU PIN GAGE MFG 1-652 498 339-ER A
(930) 09-29-05
9% | E3 [2.44+.010 CMM QA 00064 REFERENCE IGES INF |339-L.R R
(940) RMATION 09-29-05
9% | E3 [1.22+.010 CMM QA 00064 REFERENCE IGES INF [339-E.R R
(950) RMATION 09-29-05
9% | C7 |4X @.63 +.010 THRU PIN GAGL QA 1652 622 - .624 339-ER A
(960) , . ) 09-29-05
9* | C6 [2X ©.25 T.C. HOLE TO 2.5 DEEP PIN GAGE QA 1-652 24 339-E.R A
(970) o ~ 09-29-05]
10 | 8 []es[a]s]c] CMM QA 00064 REFERENCE IGES INF [339-L.R | R
(980) , , ) RMATION ~_]09-29-05
10* | c8 |afs[a]e]c CMM QA | 00064 REFERENCE IGES INF [339-LR | Ik



b
o Tool & Machine, Inc.

INSPECTION DATA CHECKLIST

Page: 8
Date: 01/16/06

User ID: GRIFFIT#

(990) RMATION 09-29-05
10 | ¢5 [>loz[riT]S CMM QA 00004 REFERENCE IGES INF |339-E.R R
(1000) RMATION 09-29-05
10 | C4 []azs{a]B]C CMM QA 00064 REFERENCE IGES INF |339-E.R R
(1010) RMATION 09-29-05
10* | G1 [&]o2[r[T[s CMM QA 00064 REFERENCE IGES INF [339-E.R R
(1020) RMATION 09-29-05
10+ | E1 [&]s|a]B|c CMM QA 00064 REFERENCE IGES INF |339-E.R R
(1030) RMATION 09-29-05
* PROFILOMETER QA J-1152 31-500 339-E.R R
UOS ALL MACHINED SURFACES
TO BE 250 RMS SURFACE FINISH
(1040) RECORD RANGE 09-29-05
T QA SCALE 5080LBS 339-E.R A
RECORD THE WEIGHT '
OF THE PART
(1050) 6000L.BS MAX 09-29-05
4* | H7 |22.13+.010 CMM QA 00064 TAP 339-ER R
(1060) 09-29-05
4* | H7 |47.79+.010 CMM QA 00064 47.76 339-E.R R
(1070) 09-29-05
4* | HG6 |59.18 +£.010 CMM QA 00064 59.16 339-E.R R
(1080) 09-29-05
4* | HG6 |73.27 +£.010 CMM QA 00064 TAP 339-ER R
(1090) 09-29-05
4* | H5 |80.49 CMM QA 00064 80.46 339-ER R
(1100) 09-29-05
4* | HS5 |87.87 £.010 CMM QA 00064 87.84 339-E.R R
(1110) 09-29-05
4* | H5 [89.64 +.010 CMM QA 00064 89.64 339-E.R A
(1120) 09-29-05
4* | G4 [31.83£.010 CMM QA 00064 TAP 339-ER R
(1130) 09-29-05
4% | F4 |24.10%.010 CMM QA 00064 24.08 339-E.R A
l(1140) 09-29-05
| 4* | F4 [11.48+.010 CMM QA 00064 11.46 339-E.R R
l(1130) | [09-29-05
QAnt3  (nuumtnwppsantqapll 0.gm)

Major Toolund Machine, Ine. 1438 Fast 191h Slrwlﬁ\d%xpnlis. IN 46218 (317)626-6433 Fux (31 7)034-9420
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E4 5.20+.010 CMM QA 00064 5.19 339-E.R A
(1 160) 09-29-05
4% D4 |18.31 £.010 CMM QA 00064 18.32 339-E.R A
(1170) 09-29-05
4% D4 (32.50 +£.010 CMM QA 00064 32.50 339-E.R A
(1180) 09-29-05
4* C5 |77.13+£.010 CMM QA 00064 77.13 339-ER A
(1190) 09-29-05
4* C6 |55.56 +£.010 CMM QA 00064 55.55 339-E.R A
(1200) 09-29-05
4* B7 |23.74 £.010 CMM QA 00064 23.73 339-ER A
(1210) 09-29-05
4% C7 |37.09 £.010 CMM QA 00064 37.08 339-ER A
1220) 09-29-05
4* D8 [17.22 +.010 CMM QA 00064 17.23 339-E.R A
(1230) 09-29-05
4% F8 [28.17 +.010 CMM QA 00064 TAP 339-E.R R
(1240) 09-29-05
4% G8 [12X.250-20 UNC-2B TIHHREAD PLUG GA | QA A-517 ACCEPT 339-E.R A
(1250) VISUAL 09-29-05
4* G8 |40.75+.010 CMM QA 00064 40.74 339-E.R A
(1260) 09-29-05
4% G8 (43.42+.010 CMM QA 00064 TAP 339-ER R
(1270) 09-29-05
4* D1 [12X.25-20 UNC THREAD PLUG GA | QA A-517 ACCEPT 339-E.R A
@.5 X 82° INCL. CHAMFER
(1280) VISUAL 09-29-05
5* H8 188.39 +.010 CMM QA 00064 88.39 339-ER A
(1290) 09-29-05
5% 117 |86.42 +.010 CMM QA 00064 86.40 339-E.R R
(1300) 09-29-05
S* Ho {59.08 £.010 CMM QA 00064 59.06 339-ER A
(1310) 09-29-05
5% HS |28.71 £.010 CMM QA 00064 28.69 339-E.R R
(1320) 09-29-05
b GS [32.42 +.010 CMM QA 000064 3241 339-IER A
a0 | - - ) ] 09-29-05 ]
QA003  (:mmappstmitqaph 0.qp) Major Tool and Machine, Inc. 1438 ast 19t Steeet, Indianapalis, IN 46218 (317)636-6433 Fux (317)034-9420
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D4 |22.117 +£.005 CMM QA 00064 22.118 339-L.R A
(1340) 09-29-05
5% D4 |38.14 +£.010 CMM QA 00064 38.14 339-E.R A
(1350) 09-29-05
5% D5 [21.33+.010 CMM QA 00064 21.32 339-E.R A
(1360) 09-29-05
5* D7 |87.62 +.010 CMM QA 00064 87.63 339-E.R A
(1370) 09-29-05
5* E8 |7.53+.010 CMM QA 00064 7.53 339-E.R A
(1380) 09-29-05
5% E8 14.91 +£.010 CMM QA 00064 4.88 339-E.R R
(1390) 09-29-05
5* | G8 [36.13+.010 CMM QA 00064 36.12 339-E.R A
(1400) 09-29-05
7* D4 |2.1° CMM QA 00064 REFERENCE IGES INF |339-E.R R
(1410) RMATION 09-29-05
8* D8 |2.63%.010 CMM QA 00064 2.63-2.65 339-ER R
(1420) 09-29-05
QAN03 (o mmuppsimtqapd 1O.qrp)

Major Tool and Machine, Ine. 1458 Eust 19th SUWLQG?‘W“& IN 46218 (317)636-6433 Fax (317)634-9420
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Quality Assurance Documentation for Part ID: SE141-116 - Item: 26

Workorder: 65707/1-0 Sub:1 Op:140

il

Part; SE141-116 - MODULAR COIL WINDING FORM TYPE-C - PRODUCTION MODULAR COIL WINDING FORM TYPE-C

Drawing 1D: SE141-103 Rev: 2 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY [SAMPLE SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 35,000 K-OHMS 242-M.G A
INSPECT AND RECORD
RESISTANCE ACROSS BOLT INSUL.
(10) VALUE TO BE >500 kOHM'S 10-26-05
* QA HOLE 2 >100.000 K-  |295-C.W A
OHMS; ALL OTHERS A
INSPECT AND RECORD RANGE P. INFINITY
OF RESISTANCE ACROSS POLOIDAL
BREAK MIDPLANE AND BOLTS
(20) VALUE TO BE >500 kOHM'S 10-01-05

Employees: 212-J.Lehr / 242-M.Griffith / 295-C.Weaver / 339-E.Root
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