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 May 12, 2006
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Tapping flange on A-2
Administrative Highlights

This week the EIO team solidified plans for a number of visits and technical exchanges to address matters relevant to successful completion of the project.  First, on May 15 and 16, two representatives (Grinding Leadman and Level II Inspector) from MTK will be traveling to MTM to clean-up the magnetic permeability surface conditions on the castings.  On May 24th and 25th  EIO and PPPL are scheduled to return to MTM for final inspection activities on A-1.  During this visit, they will be able to evaluate the castings to assess if the magnetic permeability conditions reappear over time, or whether the preponderance of the problem was the result of the gauge calibration.  

Also next week, on May 18 and 19, representatives from MTM, EIO and possibly MTK will be traveling to PPPL to visit the winding facility and gather customer feedback about our first 5 castings delivered to date. While there, MTM will present recently identified opportunities for enhancing the machining process for the B castings, based on the many lessons learned during machining of the C’s and now the A castings.   We will also deliver to PPPL the long awaited and much anticipated MTK video taken during the pouring of B-6, no doubt a memorable event!
FTP Postings this week

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

	Location
	File Name
	Date

	\Reports_Weekly-Monthly\weekly
	06-05-05_eio_wk.doc
	5/8/06

	\Quality-Meeting_notes
	PPPLQualityNotes5-8-06.doc
	5/12/06

	\Quality_Review
	type_a_flange_holes_eval.ppt
	5/12/06

	\Quality_Review\B4_Doc
	B4Coilweldmap5-3-06.pdf
	5/12/06

	\Quality_Review\B4_Doc
	B4Coilweldmap5-8-06.pdf
	5/12/06

	\Quality_Review\B4_Doc
	B4Coilweldmap5-9-06.pdf
	5/12/06

	\Quality_Review\Closed_NCR-CA-RFD\NC
	Signed_off_NC19783_A1Bushings_050806.pdf
	5/12/06

	\Quality_Review\Closed_NCR-CA-RFD\NC
	Signed_Off-NC19475rev1_C4-MiscDef_050806-2.pdf
	5/12/06

	\Quality_Review\Open_NCR-CA-RFD
	type_a_flange_holes_eval.zip
	


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

Administrative Action Items

1. (EIO) List of additional changes desired by PPPL for machining on C-2 and beyond, as covered on 10/13 & 10/14
Status: (Open) Amendment 11 was executed by PPPL and EIO to accomplish the desired changes.  Since that time, the use of bearing plates, (part of this amendment) resurfaced, as none of the acquired plates met permeability requirements. Under the direction of PPPL Change Order 1, MTK is casting new bearing plates which will be machined by MTM.  Previously procured/rejected plates will be shipped to PPPL when new plates are available.  PPPL issued Amendment 13, definitizing this change, on 4/19/06 and EIO issued subtier contract amendments to MTK and MTM on 4/20.  All signed subtier amendments have been received.  EIO signed document is in process.  PPPL signature will close this action.
2. (PPPL) Pattern Storage after six castings have been delivered to MTM.
Status: (Open ) Resequencing of machining the C coils means that the C pattern will need to be stored for an extended period and outdoor storage is not an option.  PPPL has identified a suitable indoor location in their motor generator building and is processing the necessary paperwork to direct the EIO team.  The “A” and “B” patterns are also ready for storage and similar disposition from PPPL is sought.  On 5/12, PPPL requested information regarding weight and handling requirements, which EIO and Metal Tek are in the process of collecting.
3. (PPPL, EIO, MTM) Return of shipping crates to MTM
Status: (Open - No update) On 5/2, MTM inquired about whether the shipping crate for C-4 had been loaded on the truck for return to MTM when C-5 was delivered.  Phil will investigate and talk to Larry Sutton.  Also, Mike Griffith requested that sides of the crate be returned as well.  Phil made a note.   
Technical Highlights

A-1 
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A-1 on last full op
A-1 continues to progress more quickly than projected in 5-axis machining. Mike Griffith now estimates that the 2nd op will be completed by Monday, 8/15. There will be a quick 3rd operation needed to clean up areas of the casting. While this operation will require an additional setup, the actual estimated machining time is only about 1 hour. Mike feels we’ll be off the U5 by Tuesday, 5/16.
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MTM is making the 2 Stellalloy flange bushings shown above. These bushings will only be used on A-1. An RFD is being prepared for the bushings along with the changes that will be incorporated into A-2 and on.
A-2 
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A-2 on the Mitsu

A-2 is on the 1st of 2 operations on the 40’ Mitsubishi. The casting has been progressing very well, showing a marked improvement over cut times on the A-1 coil form. By Saturday morning, the casting should be on the 2nd setup.  This final operation is expected to take approximately 1.5 weeks to complete.  The tapping of the flange holes is working out very well.  Mike projects that this change will save the overall project a week or more in the end.
B-1 & B-2

B-1 is currently being machined on the 40-T Lucas in the 1st of 3 operations. Once this operation is complete, MTM intends to machine B-2 in the same operation prior to starting the 2nd operation on B-1. You can note the machine cuts into the flange in the upper right of the following photo. These mark the boundaries of the windows which will be arced out of the B casting similarly to the rough cuts done on the A style.
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B-1 on the Lucas
B-3

B-3 has passed through stress relief and is ready for the final inspection process at the foundry. Rosa Medina has been scheduled to witness the LPI & mag permeability checks on Monday. If successful, the casting will be ready to ship late Monday, pending EIO release.

B-4
B-4 was shipped back to MQS for final RT verification. The final weld maps showed only 19 major welds. Barry Craig is expediting the processing of B-4 at MQS and expects to have the casting back in house by the middle of next week. At present, B-4 is on track to ship by the end of the month.

B-5

B-5 came back from initial RT earlier this week showing only 14 radiographic failures. The casting is currently in excavation and mapping.

B-6
B-6 was shipped to MQS this week (along with B-4) for initial RT. Once B-4 is processed, MQS will start on this casting. B-6 should be back to MTK the week of 5/22.  With the progress on this final casting, MTK remains on track to complete their contract by the end of June.
Bearing Plates

Bearing plates for the A castings were received at MTM, where machining will commence.  The newly poured bearing plates for the B and C types, were in LP at MTK on Thursday, and are projected for completion/shipment early next week.

Technical Action Items

1) (Major Tool) Machining C-6

Status: (Open) On hold
2) (Major Tool) Machining of A-1
Status: (Open) On final U5 op


3) (Major Tool) Machining  A-2
Status: (Open) Finishing 1st Mitsu op

4) (Major Tool) Machining A-3
Status: (Open) On deck for Mitsubishi
5) (Major Tool) Machining B-1
Status: (Open) On 40-T Lucas

6) (Major Tool) Machining A-4
Status: (Open) Staged for Mitsubishi

7) (Major Tool) Processing A-5
Status: (Open) On hold

8) (Major Tool) Machining A-6
Status: (Open) On hold

9) (Major Tool) Processing B-2
Status: (Open) Staged for Lucas


10) (Metal Tek) Processing B-3
Status: (Open) Final inspection on 5/15


11) (Metal Tek) Processing B-4
Status: (Open) At MQS for final RT


12) (Metal Tek) Processing B-5
Status: (Open) In excavating & mapping


13) (Metal Tek) Processing B-6
Status: (Open) At MQS for initial RT


14) (Metal Tek) Processing Bearing plates
Status: (Open) In LPI

Quality Highlights

   

Most of the QA work this week centered on the problem highlighted over the last several weeks of high permeability in the as-cast areas. In a telecon between MTK & PPPL on 5/8, Chuck Ruud indicated that he was leaning towards burnt in ferritic sand as the root cause for the majority of the spots found on the as-cast surfaces. The Severn gauge inaccuracy discussed in last week’s report would have allowed such areas to go undetected. On 5/13, Chuck submitted a summary of MTK’s investigation and corrective actions to date to EIO for review.  Peter Djordjevich will add his comments and forward to PPPL.
As mentioned under Administrative Highlights, on 5/15, Metal Tek is sending Bob Carlton and Ken Morris out to Major Tool. Bob,  a Level II, is Metal Tek’s Inspection Supervisor for both incoming & outgoing inspection, while Ken is their lead man in the grinding department. They will be rechecking all of the castings in the shop for permeability on as-cast surfaces. Any areas found will be refurbished. The team appreciates MTK’s rapid response to resolving this issue.
Upcoming QA Activities

· Final LPI  & mag perm check of B-3

· LPI of Bearing Plates

QA Action Items 

1 Closed Items: (EIO Recommended) 
1.1 NC 19745 - PPPL signed disposition received by EIO on 5/8 (3.2.below)
2 Pending from EIO:
2.1 (EIO) Provide final documentation packages for completed MCWF’s.

2.1.1 C-2 (reopened)
Status: (Open) PPPL on reviewing package noted missing documents  
1) The weld map does not correspond to the attached photos. NOTE -  EIO is searching old records for photos submitted – Some submitted on 7/28/05 were replacements for earlier (unclear photos) Unchanged
2) The data package is missing NCR CA 1320 Note – will add after resolving above
3) The data package is missing NC’s 18830 & 18831.  These are for weld wire and elongations that were not to specification.  This weld wire was used to repair C-2 (8/05) before the CSPEC was changed in 11/15/05 and so the NCR’s should also be in the C-2 package.

2.1.2 C-3 (reopened)
Status: (Open) Comment from PPPL in process at EIO:

 MetalTek CA 1581 should be part of their documentation package.  Note – EIO will add week off 5/8  Roy Sheppard has initiated this action and hopes to complete prior to Tuesday’s QA telecon.  

2.1.3 C-4

Status: (Open) –NCR 19475 Rev.1 (3.2 below) now complete. MTM can now incorporate this & submit Doc package to EIO
2.1.4 C-5

Status: (New) – Doc package in preparation

2.2 (EIO, MTK) Update CA 1625 (A-1 linear indication) after machining. 
Status (Open) Updated by MTM on 5/8- Looks like it’s cleaning up and will be acceptable as-is.  An NCR will be issued after LPI. Photos are on the EIO FTP site.   

2.3 (EIO, MTK)   (EIO, MTK) Update CA 1671 (for A6 test results below spec for elongation) with inspection and analysis results.  
Status (Open) – MetalTek updated the CA on 5/5 to state that the plates had flaws.  Per discussion on 5/8 with PPPL, MetalTek will update again to include photographs with individual plate identification.

2.4 (EIO) Investigate and take steps to mitigate source of ferromagnetic contamination seen on C-4 & B-1. Report back so that PPPL can disposition NCR 3633.
Status: (In-Progress) – EIO & MetalTek to get together to look at grey spots, either at MetalTek or at MTM.  MetalTek has examined the first bearing plates and confirmed some, but not all of the high perm. spots.  MetalTek also sandblasted one plate and all high perm spots passed a 1.02 check, while 9 of 10 passed a 1.01 check. PPPL found another 30 spots of high permeability on receipt inspection of C-5. For discussion:
- Results of EIO 5/1 team teleconference.
- If not part of the previous, MetalTek discuss the extended corrosion checks in prototype phase that strongly suggested that the Stellalloy does not rust.
- MetalTek DCMA is witnessing a magnetic permeability check through LPI developer, which is followed by grinding of Permeability spots and LPI indications. MetalTek’s “final” magnetic permeability check, that should be witnessed by DCMA, should be after all processing (per MTS) and on a clean surface.
- MTK sent their Severn gauge back for calibration and found that it was off by 0.01 (0.005 above calibration limit).  This is thought to account for a large part of the issue.  MetalTek will submit a report of their activities, including the visit to  MTM on 5/15, investigating the permeability issue. MetalTek discussed this with PPPL on 5/8 and is leaning toward burned in sand being the source and the inaccurate gage being the reason it wasn’t found sooner. 
5/12 update – CA in the process of being written – MTK submitted their summary to EIO on 5/13.  EIO to add comments and submit to PPPL by 5/15.  MTK will be at MTM on 5/15 and 16 to re-inspect and clean any areas of permeability on the castings.  EIO and PPPL will recheck the castings on 5/24 to determine whether this solves the problem.
2.5 (EIO, MTM) Disposition rejected SS316 bearing plate material documented on EIO’s NC 19233 & 19234.
Status: (Open) Will close after 316 bearing plate material is shipped back to PPPL, which will be after Stellaloy bearing plates are in use. The Stellaloy bearing plates are currently being cast for the C and B style coils.  Additionally, the first plates received at MTM were found to have magnetic permeability higher than the CSPEC limit and are under review at MTK. 
5/12 update – all bearing plates should be shipped to MTM by the week of 5/15.
3 Pending from PPPL 

3.1 Provide updated requirements documents incorporating the following changes:

3.1.1 CSPEC update addressing revised poloidal break inspection/tolerances. Poloidal break flange fit-up, 0.005” through and 0.015” at edges – edge defined as no more that 1/8” penetration. 
Status: (Open) Rapid response guidance sent 3/16.  Wording for next CSPEC revision is in process.

3.1.2 PPPL to incorporate guidance on Type A MCWF thermocouple hole placement provided 3/20 into requirements documents. 
Status: (Open) – EIO has delivered marked up drawings with proposed locations

3.2 Return signed NC19475 (C-4 misc. discrepancies) revision 1, posted 3/29, to EIO.  
Status (Closed) – sent to EIO on 5/8/06
3.3 Review updated CA 1671 (for A6 test results below spec for elongation) with inspection and analysis results.  
Status (Open) – waiting for fracture photos from MTK 
3.4 Process EIO CA for C-4 features compliant to SE141-116, Rev. 7, but not to Rev. 8. 
Status: (In-Progress) On 5/2 MTM submitted updated CA which was accepted by Peter Djordjevich of EIO and forwarded to PPPL for informational purposes.  The matter of whether or not MTM’s suggestion to have NCSX circulate drawings for review and initialing prior to formal distribution is being reviewed by PPPL for feasibility.

4 Discussion Topics for Teleconference:
4.1 New Specification & Drawing Changes-None

4.2 Meeting at PPPL on 5/18 and 19 to discuss potential changes to Type B MCWF that could help expedite machining process. MTM is preparing a summary of potential opportunities for presentation and review.
4.3 Type A Flange hole interferences (RFD-14-018) status/recommendations. E-mail from PPPL/ORNL dated 5/4 with Slides on the Type A flange hole changes - Intralink models SE140-130.ASM and SE140-150.ASM show the changes without actually modifying the parts. MTM proposed approach was submitted to PPPL on 5/10/06.
Please contact me at 216-496-2314 or by e-mail, if you have any questions or comments about anything in this report or about the status of any new or existing action items.  As always, your feedback is appreciated as we endeavor each week to highlight, in sufficient detail, topics and accomplishments of interest.    

Nancy Horton

EIO Program Manager for NCSX    
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