Energy Industries of Ohio (EIO) Team Weekly Status Report

 

Report covers the NCSX Modular Coil Winding Form Activities Under Production Contract S005242-F
Week ending September 30, 2005 
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C-1 – Packed & Wrapped

Administrative Highlights

C-1 was released for shipment by EIO & PPPL on Friday, 9/30 and was loaded onto a truck Saturday, 10/1 for delivery to PPPL Monday, morning 10/3/05.  Let the winding begin!

And, as projected, we also successfully poured our 8th casting, A-2, on Tuesday, 9/27.  Metal Tek is now investigating whether they will next pour A-3 or B-1.  EIO will be working with both MTM and MTK in the upcoming week to update projections in the monthly report, a preliminary copy of which was submitted to PPPL on 9/21 to assist with fiscal year end accruals. 

For the most part this week, administrative effort was centered on completing the final requirements for shipment of C-1.  Throughout the week and particularly as the week came to an end, there were numerous phone calls exchanged and conference calls coordinated as everyone at Major Tool, EIO, PPPL and ORNL worked diligently to review and process final test/inspection results.  At approximately 6:00pm Friday 9/30, PPPL notified EIO that they were prepared to sign the shipping release and EIO notified Major Tool to prepare the part for shipment.   As noted above, C-1 was picked up on Saturday and will arrive in Princeton on the morning of 10/3.
It is recognized by all that there are still open items in the document package along with the final NCR encompassing findings during CMM inspection; however, none of these were thought to impact the functionality of the part.   Further details about these items are covered in both the technical & quality highlight sections below.
Technical Highlights

C-1
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C-1 being readied to ship
Production of C-1 is now complete and the first casting has been prepared for shipment to PPPL. As reported over the last several months, the “learning curve” on C-1 continued to the last moment. The program development for the CMM and the actual scan took over 120 hours. Kevin Bowling of MTM estimates that future C coils will take 30 hours to scan as the same programs can be utilized. CMM measurements were completed on Wednesday, 9/28, with the initial point cloud information and data sent to PPPL later that afternoon. Early indication had shown some deviation in the racetrack path. These indications had been reported to PPPL and were borne out by the initial data. Multiple conferences with PPPL throughout the week indicated that these deviations could be compensated for at PPPL.  Scan results are addressed in greater detail in the QA highlights below.

MTM completed the final hand working and cleaning to C-1 on 9/29 & 9/30. The final 2 broken taps were extracted from the casting, with no damage to the holes. Kevin Bowling reported on Friday afternoon that the casting had passed through final visual & cosmetic “upgrading” - a process to bring the Coil into “showroom condition” by polishing out small nicks & scratches. Once EIO released C-1 for shipping Friday evening, C-1 was crated, weighed (net weight 5,080 lbs – gross weight 7,635 lbs) loaded onto a truck and shipped!
C-2
Due to delays with C-1 and routine preventive maintenance on the U-5 center, C-2 was not machined this week. The U-5 is now serviceable & setup will commence on 10/1

C-3
[image: image1.jpg]=

o
o
o)
o
o)
o)
o)
o
°f

I





On 9/28, Geoff Mergel forwarded a review of the dimensional scan of the C-3 casting to EIO and Major Tool. Overall the layout scan of C3 was very good; however, there was one area identified (see above scan) that shows little or no stock.  The scan shows that it could be anywhere from 3/16” below or above the nominal dimension.  This area was designed to have ½” machine stock. A copy of this report has been posted to the FTP site. Kevin Bowling will use this information in determining best fit during 3-axis machining.

The 3-axis machine to be utilized for machining C-3 was also undergoing scheduled maintenance this week (note: in both cases of the U5 and the 3-axis machines, MTM determined that it would be prudent to complete the maintenance prior to commencing machining the parts, rather than during the production period).  In this instance, MTM ran into problems during the preventative maintenance on the 3-axis machine, so MTM has decided to utilize the back up 3-axis center. C-3 will start setup on 10/3

C-4

C-4 had completed weld on 9/30 but LPI indicated there could be a problem. According to Chuck Ruud, the extent of the problem had not been documented yet as of late Friday.

C-5

C-5 weld map had not been completed yet as of late Friday.
C-6

.  

Expected to ship to MQS next week for initial NDT

A-2

As projected, the A-2 casting was successfully cast late in the night on 9/27 and is expected to be broken out of the mold over the weekend. Initial processing will begin on 10/3.

Thin Wall Condition

As part of the process for evaluating the thin wall condition on the A-1 casting, Tim Wenninger of Lawton Patterns traveled to MTK last week to assist in the molding process of A-2. Tim reported that the de-molding went much more rapidly this time than had been reported for A-1. Tim also took static measurements of the mold prior to it being closed. His initial assessment was positive. 

On Monday, 10/3, Metal Tek intends to rough clean sections of the casting and use calipers to take ROM measurements of the same areas that were thin on A-1. These measurements will give a quick assessment of the area in question and tell whether there is a problem or not. Depending on the results of these measurements, the EIO Team will likely be able to understand and resolve the outstanding issue of the root cause of the thin wall condition.

Technical Action Items
1) (Major Tool) Processing & hand work on C-1
Status: (Closed) Casting shipped 10/1.

2) (Major Tool) Machining C-2

Status: (Open) Delayed – machining to start 10/1

3) (Metal Tek) Processing C-4
Status: (Open) Weld defects being examined


4) (Metal Tek) Processing C-5
Status: (Open) Preparing weld map.

5) (Metal Tek) Processing C-6
Status: (Open) Delayed - plans to ship to X-ray next week.


6) (Metal Tek) Processing  A-2
Status: (Open) Poured 9/27
7) (Major Tool) Machining of A-1
Status: (Open) Currently on-hold for processing of C castings

8) (Major Tool) Machining of C-3

Status: (Open) machining commencing 10/3

Quality Activities
EIO and PPPL held our joint QA weekly telecon on 9/27, during which we brought some of the past week’s activities and accomplishments up to date.  Chuck Ruud of Metal Tek joined the call to review outstanding action items and to respond to questions about the C-1 doc package.
Otherwise, the most significant Quality activities this week centered on preparation for the release of the C-1 casting from Major Tool.  Successful accomplishment of our tasks required close coordination between all departments within NCSX and the EIO team. Quality, design drafting and assembly personnel all worked collaboratively to make shipment of the part a reality.  Despite delays caused by programming complexities in the CMM scan, team members worked through the review in real time with a rapid succession of calls and reformatting of data to facilitate resolution of questions.  
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CMM Data from C-1
As part of the preliminary document package, MTM submitted a 1st article layout report on the morning of 9/30. There were 72 deviations that needed to be discussed and dispositioned.  After an intense day of reviews and meetings, the NCSX team concluded that none of these non-conformances would require further machining to correct and that all could be compensated for at PPPL during subsequent operations. As reported above, by late Friday, 9/30, the casting was released for shipping.
Upcoming QA Activities

· Radiography for C-4 and C-6…………..……commencing wk of 10/3

· Review & update of C-1 doc package
QA Action Items:
1) (PPPL, EIO) Submission and review of C-2 Spec sheet and Documentation Package and shipping release of the casting.(PPPL QA note #3.3.1)
Status: (Open - No Update) New documents have been posted to EIO ftp. PPPL has responded with comments which are currently being addressed. 

2) (EIO, Metal Tek, Lawton, PPPL) Determine root cause of the thin wall condition on the A-1 casting. (PPPL QA note # 2.1).
Status: (Open) A-2 has been poured and rough measurements will be taken on 10/3. 

3) (PPPL) CA 1323 issued by Metal Tek on 7/27 for NCR on erroneous sulfur & phosphorus readings (PPPL QA note #2.2).
Status: (Open) A new addendum was forwarded to PPPL on 10/2 & posted to the FTP site. The chemistry for the shims poured from heat # 29198 has been analyzed and was attached as an addendum to the spreadsheet. 
4) (MTK) PPPL has requested complete independent chemical analysis on C-2 through C-4 to verify that the only problems with earlier spectrometer readings were limited to sulfur & phosphorus (PPPL QA note #2.2.2, 2.2.3, 2.2.4)
Status: (Open) MTK has already complied on C-3 and has agreed to check spots on the C-4 casting, required by PPPL.  The new type standard has been created at Wisconsin Centrifugal and has been forwarded to an outside lab. MTK will use this reference standard for all future analyses.  

5) (EIO, MTM, PPPL) All comments on the C-1 doc package have been received from PPPL and are now being incorporated into the final package, in order to expedite review of C-1 after machining. (PPPL QA note #2.3)

Status (Open) MTM has forwarded a preliminary document package for C-1 to EIO. This has been passed along to PPPL for review 
6) (PPPL) PPPL has requested a copy of the Metal Tek Radiographic Technique used on the A & C type castings  (PPPL QA note # 2.5)
Status:  (Open) Technique was supplied and discussed at the QA meeting.  MTK has now addressed additional PPPL comments.  

7) (PPPL) PPPL has requested  Metal Tek’s personnel qualifications for special processes including Penetrant, RT, Weld etc;  (PPPL QA note # 3.2)
Status:  (Open) Qualifications were submitted and are under review at PPPL.

8) (MTK, EIO) PPPL has requested a revised MTS showing 100% PT after RT is complete which must include a commitment to radiograph all rejected areas including those that appear to be only surface indications. (PPPL QA note # 2.5)
Status:  (Open) Submitted to EIO on 10/1 and under review

9) (MTK, EIO) PPPL has requested either an ITP or MTS update to the Metal Tek MIT/QA Plan addressing current shim processing approach (PPPL QA note # 2.6)
Status:  (Open) Submitted to EIO on 10/1 and under review 

10) (PPPL)  Submission and review of A-1 Spec sheet and Documentation Package (PPPL QA note 3.3.2).
Status: (Open) A-1 doc package posted on EIO ftp site for PPPL review and comment.

11) (EIO, MTK, PPPL) Submission and review of C-3 Spec sheet and Documentation Package and preparation of shipping release of the casting. (PPPL QA note # 3.3.3)
Status: (Open) Posted to ftp 

12) (PPPL) MTM issued Non-conformance reports 18236, 18237 and 18238 this week to PPPL for various issues on C-1.  The items were discussed in detail with Phil Heitzenroeder and others at PPPL/ORNL prior to submission and all agreed that this was the most appropriate course of action.  Additionally, MTM/PPPL processed a joint Request for Deviation for C-1 addressing assembly hardware and torque values.
Status: (Closed) Dispositioned by PPPL on 9/29
Many, many thanks go out to all of the NCSX personnel at DOE, PPPL, ORNL, and DCMA, along with EIO team members at Lawton, Metal Tek and Major Tool who have worked so diligently to accomplish production and delivery of the first modular coil winding form.  It has truly been a team effort.
Nancy Horton

EIO Program Manager for NCSX

216-496-2314
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Two views of the finished C-1 waiting to be put into the shipping crate.
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