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 FORMDROPDOWN 

 FORMDROPDOWN 

Phone:  636-479-4499  •  Fax:  636-479-3399
 FORMDROPDOWN 
      
Mr. Pete Djordjevich

Energy Industries of Ohio

Park Center One, Suite 200

6100 Oak Tree Boulevard

P.O. Box 31274

Independence, OH  44131

Re:
MetalTek International Review

“Rapid Response Guidance on Radiographic Inspection of High Stress Region”

Dear Pete,

After review of the suggested changes to the inspection of High Stress Regions, we would like to offer the following comments.  We have made a personal trip to the radiographic source on March 1, 2005, to review this request in person.

3.1.1.6.3. Liquid Penetrant Inspection of High Stress Regions

· The part can be inspected and upgraded to Level I Per ASTM A903/A903M within the scope of the current purchase contract.

· Travelers will be amended to reflect this change.

3.1.1.7 Radiographic Examination

· Exposure to achieve the requested level of inspection is not possible with a sufficient level of certainty to warrant implementation.

· The ability to achieve 1T sensitivity in the base of T section is limited to 3-6” maximum material thickness.

· The ability to ascertain discontinuities in this section would rely on the orientation of the defect with respect to the exposure.  The “defect” size requested in the revision would only be ascertained if the defect exceeded the 1T threshold parallel to the exposure.  Therefore any defect that would have an orientation normal to the exposure, while it may exceed the threshold in other directions, would not be detectable in the film.

· There is no means of triangulation to assure that:

· Defects found in the film can be located with respect to depth.

· Defects not found in the normal view can be located in a non-normal view.

· It is reasonable to expect that castings of this size and complexity will have some level of radiographic repairs required, especially at this level of sensitivity.  The best option would appear to be inspection after some level of machining.

3.3.3.2.2.3 Repairs in High Stress Areas

· Can comply with request within current scope.

4.2.8 Inspection for Internal Defects

· Change in requirement for use of 2-2T penetrameter is acceptable and can be achieved within the planned scope.

· Acceptance criteria beyond those in MSS SP 54 need to be agreed upon in light of above response.

4.2.8.2 Post Machining Inspection for Internal Defects in High Stress Areas

· Not within MetalTek International scope.

Figures (Appendix A – Figures 1-3)

· Figures are acceptable for incorporation into the MetalTek International traveler quality and process document.

If there are any questions, please call.  Please advise when I should make the changes to the traveler.

C. A. Ruud

Cc: Joe Edwards, G. Mergel, R. Suria

Superior Quality Engineered Metal Products

www.MetalTekint.com
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