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 January 6, 2006
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C-3 on U-5
Administrative Highlights

Members of the NCSX & EIO team attended a brainstorming meeting at Major Tool on 1/4 through 1/6 this week to discuss possible design, tolerance and specification changes which could help to reduce the current lead time for machining the winding forms.  Details of the meeting reported herein have been provided by Roy Sheppard, EIO representative at the meeting.  Additional meeting notes have been posted to the EIO FTP site. 

Along with trying to eliminate unnecessary operations, Major Tool is also trying to implement a plan of resource leveling to lower the critical path for machining time. Kevin Bowling explained that their major bottleneck is caused by the number of operations performed on the 40’ Mitsubishi. Any work that can be shifted off this center will directly result in quicker lead times. On C-4, they have started to do this by transferring some operations onto the 40 T Lucas (as discussed in previous reports). During the meeting we learned that currently, the approximate lead times (by operation) are:

· 2 weeks in  rough machining on Lucas T

· 10 weeks on 3-axis machining on 40’ Mitsubishi

· 5 weeks on 5-axis machining on U-5

· 2 weeks on hand work and inspection

The result is a minimum of 10 weeks between ship dates for machined castings. Through resource leveling and task reduction, MTM hopes to reduce their critical path to 5 weeks. Kevin has promised to revisit the above schedule once C-4 comes off the 40’ Mitsubishi. At that point, it will be easier to tell how well the initial steps taken to reduce the load on this center have worked. 
The team would like to thank the members of the NCSX team that made themselves available this week for the meeting at Major Tool. We appreciate the close collaboration that will continue to help make this program a success.
FTP Postings this week

(found at:  ftp.atc-inc.org:/PPPL/shared_info)

	Location
	File Name
	Date

	\Quality_Review\A1_Doc
	prelim_A-1_Doc-1-3-05.pdf
	1/3/06

	\Reports_Weekly-Monthly\Weekly
	05-12-30_eio_wk.doc
	1/4/06

	\Quality_Review
	LPCerts12-21-05.pdf
	1/4/06

	\Reports_Weekly-Monthly\Monthly
	Milestone_Schedule_Monthly_Report_1-3-06.xls
	1/4/06

	\Reports_Weekly-Monthly\Monthly
	01-03-06-readme-file.doc
	1/4/06

	Quality-Meeting_notes
	NCSXMachining_actionlist_010506.doc
	1/7/06

	Quality-Meeting_notes
	NCSXMachining_Fm.doc
	1/7/06

	Quality-Meeting_notes
	PPPLQualityNotes1-3-06.doc
	1/7/06

	\Quality_Review
	EIO_CA_C2-C3_1-02-06.doc
	1/7/06


**note – file names may be changed from the original for clarity

Administrative Action Items

1) (EIO, MTM, PPPL) List of additional changes desired by PPPL for machining on C-2 and beyond, as covered on 10/13 & 10/14
Status: (Open - No update from 12/23 report) Firm price proposal from MTM is still outstanding and will be impacted by the quote for the bearing plates, referenced in the highlights above. When the final quote is received, the EIO proposal will be updated and forwarded to PPPL for consideration.

2) (EIO, MTK, MTM) Revisions to Specification based on agreements at the meeting of 10/13 & 10/14.
Status: (Open - No update) Spec Rev 10 issued to EIO via Amendment No. 8 was formally issued to subtier team members for signature on 11/25 via Amendment #5 to their contracts.  Jim Flanagan reported that his signed amendment should be on its way to EIO.  EIO will follow-up with MTK after the holiday. EIO will sign and return to PPPL when the process is complete.  
3) (EIO) Preparation & Submission of Monthly report
Status: (Closed) Submitted to PPPL & posted to FTP
Technical Highlights

MTM Meeting Highlights

As reported above, the meeting focused on 2 basic areas: Task Reduction; and Resource Reallocation. Implementation of some of these actions will require drawing and specification changes, which are already under review and/or in process at PPPL.  Specific highlights of changes include:
Task Reduction:  Discussions in this area were concentrated on ways to reduce Machining and Inspection hours. As an example, the Parties discussed the possibility of allowing additional scalloping in the wing mating surfaces, a change which can be implemented for castings in process now as well as for all future coils and will result in an immediate time savings. During discussions, the NCSX team indicated that they can accept more scalloping in these areas and Phil Heitzenroeder took the action to revise the spec while MTM begins to reprogram for these changes. Some of the other agreeable changes which will be incorporated are:
· Opening up the true positioning on the flange holes.

· Reducing CMM inspection of T holes to every other hole

· Loosening tolerance on the height of the T section

· Opening up the CMM inspection grid

Resource Reallocation. These discussions centered mostly on operations which MTM felt could be shifted from the 40’ Mitsubishi to the Lucas T.  The major change being considered currently is machining the backside of the extended wings on the Lucas. On the C style castings, Rob Baychek (MTM Process Engineer) estimates that there would be a minimum reduction of 35 hours off the Mitsubishi with this change alone. Kevin Bowling expects similar savings on the A & B style castings as well. To do this, MTM proposed that the tolerance on these areas be made unilateral to the small side and increased from 1/8” to a new tolerance of -3/16th / +0.00. Dave Williamson of ORNL has been tasked with revising the drawings.
More discussions and follow-up activities are expected in the coming weeks.
C-3
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C-3 in 5-axis machining
Major Tool started the initial U-5 operations this week on C-3, while the 5-axis head (pictured above) underwent routine preventive maintenance. The head was placed back into service on 1/5 and the team was able to see the casting in full machining. This was the 1st full week of machining on an estimated 5-week cycle time.
C-4

C-4 continues to run well on the 1st operation of 3-axis machining. According to Mike Griffith, MTM is approximately 15% complete, keeping them on track to projections. By the end of this month Kevin Bowling feels that the team will know of the success of the pre-machining done on C-4 on the 40T Lucas.
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C-4 on 40’ Mitsubishi

C-5

C-5 is ready to be clamped onto the bed of the Mitsubishi. Plunge milling of the poloidal break area will start during the next repositioning of C-4.
A-1

MTM is ready to start rough machining of A-1 on the Lucas T. Some of the machining to the wing sections of C style castings (discussed above) should be applicable as well to the A castings, allowing additional machining time to be re-sourced to the Lucas.
C-6
The initial NDT is complete at MQS on C-6. Metal Tek expects the casting back on Monday, 1/9. Barry Craig continues to expedite the progress of this casting through the shop.
A-2
A-2 has been received at Major Tool and is in queue for machining on the Lucas T. Currently, MTM plans on machining A-2 after machining the C-6 casting.
A-3

As reported last week, MTK performed a preliminary* LPI in order to accelerate the process while other castings are at MQS.  LPI was completed and the part is currently in LPI repair with the expectation that it will be sent to MQS when complete.  *A final LPI will still be conducted and repairs made as required, prior to shipment.

B-1

Work is back underway on B-1 casting at MQS. C-6 had taken priority earlier in the week, over the B casting to make sure the team got the last C casting back to MTK as quickly as possible. B-1 is undergoing RT development & initial x-ray. 
A-4

As projected, A-4 passed through heat treat earlier this week. The casting is now having the remaining gates & risers “washed” off.

A-5
The molding continued this week on the A-5 casting. According to Barry Craig, MTK is still on track to pour this casting by mid January.
Technical Action Items

1) (Major Tool) Machining of C-3

Status: (Open) On U-5
2) (Major Tool) Machining C-4
Status: (Open) On 3-axis Mitsubishi


3) (Major Tool) Machining C-5
Status: (Open) Moving onto bed of 3-axis

4) (Metal Tek) Processing C-6

Status: (Open) Due back from X-ray 12/9
5) (Major Tool) Machining of A-1
Status: (Open)  Ready to start on Lucas


6) (Major Tool) Machining  A-2
Status: (Open) In queue for Lucas
8)
(Metal Tek) Processing A-3

Status: (Open) Working on LPI repairs
9)
(Metal Tek) Processing B-1


Status: (Open) At MQS for new technique


10) (Metal Tek) Processing A-4

Status: (Open) In arc (gate clean up)
11) (Metal Tek) Processing A-5


Status: (Open) Being molded
Quality Highlights
On Tuesday, 1/3, the team had its 1st quality meeting of the year. As MTK was closed for vacation (and MTM was preparing for the coming meeting), the meeting was only attended by EIO & PPPL. Although we were able to close out several older action items, many remain open due to the holidays & vacation schedules. During the MTM meeting on 1/6, Frank Malinowski, Mike Griffith and Roy Sheppard had a side bar meeting on some of the open documentation issues at Major Tool. Frank was able to clarify what was required from MTM. We anticipate that many of these remaining items will be closed in the next couple of weeks.

When A-2 arrived at Major Tool, several discrepancies were noted between features and grinding done on the A-1 casting. These were pointed out to EIO & PPPL during the meeting this week. Photos of the areas & slides from the solid model were prepared and sent to Chuck Ruud at MTK for review. A telecon has been scheduled for 1/9 to discuss any remediation needed.
While looking at the 2 castings, the team noted that it was difficult to tell them apart from each other. There was no serialization or unique number cast on (e.g. A-1 - A-2). PPPL has requested that future castings have the casting number either cast or stamped into the casting.  This will be added to the agenda for Monday’s meeting.
Upcoming QA Activities

· Scan report of A-2 from MTK

· Finalizing C-1 & C-2 doc packages at MTM

· Intra-team meeting on A-1 & A-2 on 1/9
QA Action Items

1. Closed Items: (EIO Recommended from 12/23/05)
1.1. (EIO) Report back on lessons learned and/or corrective actions for the two (2)  C-2 LPI indications found at MTM (2.5 below)

Status (Closed) EIO corrective action submitted on 1/2 (posted to FTP site on 1/7). This corrective action covered both the C-2 linear indications and the C-3 casting porosity/shrinkage exposed during machining. 

2. Pending from EIO:
2.1. (EIO, MTK) Update MetalTek CA1323 - for erroneous reported chemistry (sulfur and phosphorous values for C-1 through C-4, A-1 & 11 shims, and Manganese on those castings, plus C-5).  As of 11/22, MTK did not like the initial results from Stellalloy button and wants to obtain more test results prior to utilizing button for calibration of spectrograph.

Status: (Open) NCR is in review at MTK and is expected at EIO after 1/4/05. New Stellalloy button has been approved and will be used for all future calibrations.  Copy of chemistry data provided to PPPL by EIO.
2.2. (EIO, MTM) Address comments from PPPL review (10/13) of MTM C-1 data package.  The first 3 are items for inclusion in the updated MTM C-1 documentation package.  The other 2 concern documentation for C-2 and on.
Status: (Open) Discussed on 1/6 at MTM. Documents & changes forthcoming.
2.2.1.  For C-1 and future castings, provide completed shop travelers or process sheets 
Status: (Open) C-1 traveler is available. Kevin Bowling will provide a copy to Mike Griffith for inclusion in the document package. Mike will create a similar traveler for C-2 from shop processing forms already in the system
2.2.2.  Include missing C-1 certifications for weld material, identified as Items #8 & #9 (mc106164.tif) in the TOC, and for G11 flat sheet, item #10, (mc107081.tif) in the digital package
Status:  (Open) Cryogenic test results missing.  Frank discussed this again with Mike & Kevin – They will locate missing cert.

2.2.3.  The Table of Contents (TOC) lists certifications to be added later for the casting and for the shim.  These certifications are actually the first part of the package.  

Status: (Open) Mike reports that this change has already been implemented. Will be closed when new C-1 package is forwarded.
2.2.4.  TOC Item #11, G-11 Round Bar C of C is not in the package

Status: (Open until package is posted)  Included in new package as item # 8

2.2.5.  NC17452 for a tool gouge is not in the package

Status: (Open)  Discussed with Mike Griffith. Forwarded him a copy of this week’s quality notes.
2.3. (EIO, MTK) Update of CA 1347 with the outcome of EIO investigation into the A-1 casting thin wall and actions to ensure wall thickness consistency on subsequent castings.  Note: still open, awaiting A2 and A3 measurements to confirm dimensional consistency.
Status: (Open) Based on the results of Dimensional Report from MTK, EIO submitted the Root Cause Analysis to PPPL on 1/3/06.  Dimensional data for A-3 to be collected and analyzed later this month, prior to shipment.
2.4. (EIO, MTM) Provide a copy of the updated MTM process outline incorporating recent changes

Status: (Open ) Discussed at meeting on 1/6 with Kevin & Mike. MTM has updated the internal process plan to incorporate all changes associated with Spec rev 10 and had requested to hold off on submitting the formal process plan until after the UT procedure and the revised machining processes (discussed in the meeting on 1/4 & 1/5) were approved and in-place. Kevin showed Frank Malinowski the current processing plan they are working to. Frank has requested that the interim processing plan be made available to him. He wants a living document, not a “historical artifact.” Kevin acceded to Frank’s request and will make this available. 
2.5. (EIO) Report back on lessons learned and/or corrective actions for the two (2)  C-2 LPI indications found at MTM

Status (Closed) EIO corrective action submitted on 1/2 (posted to FTP site on 1/7). This corrective action covered both the C-2 linear indications and the C-3 casting porosity/shrinkage exposed during machining. 
2.6. (EIO, MTM) Complete corrective action (RT, UT) for dispositioned MTM NC 18776 addressing rejectable LPI indications found during machining. 

Status (Open) Topic of why these weren’t identified during NDT testing at the foundry was addressed during Telecon with PPPL on 12/21.  C-3 NCR will remain open until radiograph of ~18” of the adjacent flange region has been accomplished and it is verified that those regions are free of unacceptable indications.  This was also discussed with Mike Griffith at the meeting on 1/6.


2.7. (EIO, MTM) Develop a UT Technique and submit the procedure and procedure qualification for examining the high stress areas of the casting.
Status (Open) Discussed at 1/6 meeting. Procedure still under development and is expected to be complete by the end of February. If implemented, C-4 looks to be the 1st casting where we will use UT inspection.

3. Pending from PPPL 
3.1.  Disposition NC 18831 regarding missing actual RT test results fro Metrode weld wire.  Results from another lot were submitted to PPPL on 12/1 for possible acceptance in lieu of actual results from lot used which are not available. 

Status: (Open) NCR under discussion at PPPL. Disposition to be provided by 1/10/06

3.2. Updated assembly drawings (SE141-101 & SE141-102) to reflect the bearing plate change. RFD needs to be incorporated into the SE141-137 and SE141-138 bearing plate drawings.
Status: (Open) On 1/3/06 PPPL reported that A and B bearing plate drawings were completed and should be issued by Larry Sutton and posted to PPPL ftp site.  
4. New Specification & Drawing Changes:  

As described herein, multiple topics were broached during the 1/4 - 1/6 MTM meeting that will require changes to both drawings and the specification. 
Please direct your questions or comments about this report to either Roy Sheppard at 800-337-3083 or me at 216-496-2314.
Nancy Horton

EIO Program Manager for NCSX                           
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