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 August 11, 2006
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Parts in action  -  B-1 to the left, B-4 above
Administrative Highlights 
A very productive and rewarding meeting was held at PPPL this week on Thursday, 8/10.  Participants from the EIO team included Roy Sheppard, Peter Djordjevich, Martin Mudry, Nancy Horton, Mike Griffith (MTM) and Joel Manship (MTM).  Participants from PPPL included Larry Dudek, Tom Brown, Wayne Reiersen, Frank Malinowski, Hutch Neilson, Phil Heitzenroeder, Mike Viola, Larry Sutton, Rod Templon, Jim Chrzanowski, Ron Strykowsky, Jeff Makiel (DOE) and Dave Williamson (ORNL - via telecon) along with a breakout session with Rob Goldston.  

The primary purpose of the meeting was to provide PPPL with an up-to-date status of the Modular Coil Winding Forms, reviewing key accomplishments since the beginning of the year, and outlining potential risks, mitigation strategies and contingencies for the remainder of the program.   EIO presented a chart outlining deliveries and projections.   It was noted that Metal Tek had fulfilled their promises to complete their deliveries by the end of June (as promised in January) thus completing their contract more than a month early.  Meanwhile, Major Tool has met their commitment to deliver one casting every month and with the delivery of the Second Field Period, will be on track to meet and potentially exceed their delivery projections.  
The agenda also included several open technical and administrative actions which were addressed and resolved.  The full minutes, captured by Phil Heitzenroeder, have been posted to the FTP site. The following is an abbreviated list of action items generated during the meeting:
· B2 lead block deviation – MTM to recommend disposition via NCR
· Draft Spec 12 revisions reviewed & accepted - PPPL to formally issue
· Riser pad interference on cast wing surface – PPPL to direct machining of the area and EIO/MTM to propose equitable contract adjustment – PPPL to add in extra inspection points to this surface

· MTK ROM given for pattern storage. Formal quote to follow

· MTM to investigate scrap value of prototype
· MTM to look into providing doc packages in searchable formats
Finally, the visit enabled EIO participants to learn more about upcoming events, activities and opportunities at PPPL/ORNL including updates on QPS and ITER programs, (note there will be an Industrial Workshop at ORNL in November) and to tour the NCSX Manufacturing areas to see multiple coils in various stages of assembly and learn more about the intricacies of the process.  A stop at the “Plasma Hutch” enabled us to procure a variety of PPPL souvenirs to overtly display our pride in being associated with this critical area of research and development. 
Throughout the visit, EIO/MTM participants were rewarded with numerous complements and expressions of appreciation.  Phil Heitzenroeder described our team’s weekly and monthly reports as “exemplary” and Ron Strykowsky confirmed with two thumbs up!  Jim Chrzanowski applauded our numerous improvements to each casting as we have responded to PPPL input and applied our learning.  Kudos were given to Mike Griffith and the staff at MTM for their ingenuity and diligence in solving numerous machining dilemmas, thus ensuring regular deliveries of the castings since February.  Rob Goldston expressed his appreciation for the team’s efforts to work together to address PPPL and DOE concerns early in the year and our success in overcoming obstacles to meet our commitments and keep the program on track.  Finally, Hutch Neilson commended the team stating:  “All of us on the NCSX project are keenly aware of the technical challenges of the NCSX winding forms and are equally aware that such accomplishments only result from the efforts of a highly capable and dedicated team.”  

FTP Postings this week

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

	Location
	File Name
	Date

	\Reports_Weekly-Monthly\Monthly
	mnthly_addendum_Aug.doc
	8/11/06

	\Quality_Review\ B-Leadblock
	B2LeadBlockSlot.eioedit.doc
	8/11/06

	\Quality_Review\ B-Leadblock
	Type-Bleadblockregion.ppt
	8/11/06

	\Quality_Review\Closed_NCR-CA-RFD\NC
	signed0ff-NC20124Rev1_oversize_hole-a3.pdf
	8/11/06

	\Quality_Review\Closed_NCR-CA-RFD\NC
	signedoff-NC20166A-3PTIndications.pdf
	8/11/06

	\Quality_Review\Closed_NCR-CA-RFD\NC
	signedoff-NC20201_2__A3IDC_Photos_072806.pdf
	8/11/06

	\Photos\Old_C_Fixture
	old_C_fixture.zip
	8/11/06

	\Meetings
	EIOVisit_081006.doc
	8/11/06

	\Meetings
	20060810EIO-MTMAgenda.doc
	8/11/06

	\Quality_Review\ B-Leadblock
	lead_block_assembly-8-8-06.doc
	


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

Administrative Action Items

1. (EIO, MTK, PPPL) Pattern Storage after six castings have been delivered to MTM.
Status: (Open) EIO gave PPPL a ROM quote from MTK’s pattern storage house at the 8/10 meeting. Price seemed acceptable by both PPPL & DOE. EIO will ask MTK for a formal quote to be submitted to Larry Sutton. 
2. (PPPL) Specification Rev 12 to EIO for comment
Status: (Open) Draft was discussed at 8/10 meeting and spec revisions were reviewed and accepted.  PPPL will issue final specification to EIO  via contract mod.
3. (PPPL) Disposition of Prototype Casting from MTK & Prototype Fixture from JP.
Status: (Open) Discussed at meeting on 8/10. MTM to provide an estimate of scrap value of the prototype casting.  PPPL will likely scrap in place.  Per direction from Larry Sutton, MTM to ship the Remmele fixture back to PPPL with B-1 casting.
Technical Highlights

B-1 
MTM expects to finish 3-axis machining on B-1 this weekend. B-1 will then move on to the U-5 on Monday for final machining. Mike Griffith is pushing to get B-1 through 5-axis machining by 9/1 to allow the shop 2 weeks for final processing. 
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B-1 - Final cuts on 40’ Mitsu

B-2
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B-2 staged for 40’ Mitsu

B-2 completed the resource leveling operations on the 30’ Mitsubishi this week. The casting has been moved over to the 40’ Mitsubishi and will go on the center when B-1 is taken off. Per discussions at the lab this week, the pad between the 2 lead block slots was left unfinished. MTM will provide a rework proposal to EIO early next week. The above shot shows a steel bar (with Stellalloy pads) welded across the large cut out window, to help maintain part rigidity. 
B-3

As projected, B-3 finished the initial Lucas operations last weekend. MTM took advantage of the down time to swap the borrowed main axis drive with the replacement drive from the factory. The machine is now back in service on B-4.
B-4

[image: image5.jpg]AN





B-4 on Lucas

B-4 hit the 40T Lucas this week for the 1st of 2 roughing operations. Mike Griffith reported that MTM has now fully staffed this center. After completing the initial op, the casting will be swapped off with B-3, as the 2 castings progress in tandem through the shop.
Technical Action Items

1)  (Major Tool) Machining B-1
Status: (Open) finishing up on 40’ Mitsu

2) (Major Tool) Machining A-4
Status: (Open) On hold

3)  (Major Tool) Machining B-2
Status: (Open) Off 30’ Mitsu – in queue for 40’


4) (Major Tool) Machining B-3
Status: (Open) On queue for 2nd Lucas op


5) (Major Tool) Machining B-4
Status: (Open) On Lucas T – 1st op


6) (Major Tool) Machining B-5
Status: (Open) on hold


7) (Major Tool) Machining B-6
Status: (Open) on hold
8) (Major Tool) Machining A-5
Status: (Open) on hold

9) (Major Tool) Machining A-6
Status: (Open) on hold

10)  (Major Tool) Machining C-6

Status: (Open) on hold
Quality Highlights

Several QA issues highlighted over the last 3 weeks were the topic of multiple discussions and telecons this week along with a newly identified issue of a lead block pattern shift on B-2. On 8/7, Mike Griffith informed EIO that there was a problem on the orientation of the holes on the B-2 leadblock slot. If the holes were aligned to the slot location, 3 of the holes would have broken out of the pad.
The matter was pressing as this was one of the last operations to be performed on the 30’Mitsu and was scheduled to be run that evening. EIO & MTM put a quick report together and immediately contacted Larry Dudek at PPPL. The team held a telecon that afternoon, during which Tom Brown and Larry Dudek explained that it was not feasible to reorient the holes to the pad, due to the size and rigidity of the electrical connections that passed through these slots. Due to this complexity, the leadblock attachments can not be shifted (see slides below).
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B leadblock with assembled connectors

During the meeting, various suggestions were discussed which ranged from machining the pad flush to the cast wall, to welding on a Stellalloy section. At that point, MTM decided to move the pad-finishing operation off the 30’ Mitsubishi (to the U-5) giving the team more time to come up with a resolution. This matter was discussed in greater detail at the meeting at PPPL on Thursday. MTM will be forwarding a proposal out to EIO early next week.
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During the initial meeting, the team noted that there did not appear to be enough room to place all of the “stuff” onto the leadblock, without running into the cast leg immediately behind the block. Roy Sheppard of EIO made a few quick measurements (see above slide) and found out that this was the case. A report showing the interference was sent to PPPL. During the EIO visit on Thursday, 8/10, PPPL concurred with the team’s findings. ORNL is currently working on a new design for the leadblock interface.
The undersized pad condition covered in last week’s report has also been resolved. MTM will eliminate the four ø 1.0-8unc on each boss and PPPL will weld in studs as needed.
Upcoming QA Activities

· A-1 Doc package from EIO
· A-2 Doc packages from EIO
· A-3 Doc package from MTM

· B-2 lead block NCR

QA Action Items 

1 Closed Items: 
2 Pending from EIO:
2.1 (EIO) Provide final documentation packages for completed MCWF’s. 
2.1.1 A-1
Status: (Open - No update) – MTM portion posted - Complete package in process at EIO 
2.1.2 A-2
Status: (Open - No update) – MTM portion posted - Complete package in process at EIO 
2.1.3 A-3
Status: (Open)  - MTK portion posted – Larry Sutton issued signed NCR’s on 8/11 which will allow MTM to complete their portion.  
2.2 (EIO, MTM) Document Corrective Action to close NC 19783 (A-1Tee hole counter-bore depths).
Status: (Closed) Bushings hand delivered to PPPL on 8/10. Mike Griffith needs to sign and return NCR to close.
2.3 (EIO, MTM) Provide Stellalloy bearing plates and replacement fasteners for MCWF’s C-1 through C-5. (Needed to close NCR’s 3618 & 3651)
Status: (Open) Delivered with A-3. Pete Djordjevich will sign and return, if necessary to close.
2.4 (EIO, MTM) Document Corrective Action to close NC 20124 for oversized hole on A-3.
Status: (Open) – MTM shipped custom G-11 bushing with A-3.  Mike Griffith needs to sign and return NCR to close 
2.5 (EIO, MTK) PPPL has requested permission to borrow MTK models to facilitate review of radiography shots.  While the models are not contract deliverables, they have been extremely useful communication tools during inspection activities.
Status: (Open) – Arrangements underway to have models shipped to EIO (Roy Sheppard) for hand carry into PPPL next week.

3 Pending from PPPL 

3.1 Revise CSPEC to incorporate 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 than 1/8” penetration. 
Status: (Open) EIO sent in preliminary comments discussing errors in the wording most likely do to editing. Spec revisions were reviewed by EIO/MTM and during the meeting on 8/10, the changes were agreed upon.
3.1.2 CSPEC revision to update the inspection points.
Status: (Open) EIO sent in preliminary comments discussing errors in the wording most likely do to editing. Spec revisions were reviewed by EIO/MTM and during the meeting on 8/10, the changes were agreed upon.

3.1.3 Modify high stress area with Tee hole designators and location changes.
Status: (Open) EIO sent in preliminary comments discussing errors in the wording most likely do to editing. Spec revisions were reviewed by EIO/MTM and during the meeting on 8/10, the changes were agreed upon.

3.2 MTM to obtain ingredients information for Sherwin penetrant (seen on A-1 PB insulator).
Status: (Open) EIO sent Sherwin info, which is now at ORNL for evaluation. 
3.3 Review updated Documentation packages

3.3.1 C-4
Status: (Open) –Downloaded 7/24 - Comments provided to EIO on 8/9.
3.3.2 C-5
Status: (Open) – Downloaded 7/24 - Comments provided to EIO on 8/9.
The meeting this week provided EIO another opportunity to express our team’s appreciation for the on-going support and collegial working relationship we have shared with PPPL, ORNL and DOE.  Our success to date is the result of your on-going dedication to process improvements and best practices, all of which have enabled us to use creativity and resourcefulness to address challenges and successfully meet our individual and collective commitments.  Many thanks for arranging and hosting this meeting, as well sharing so much useful (and flattering) feedback.
Nancy Horton

EIO Program Manager for NCSX    
216-496-2314
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