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 15, 2006
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B-1 in Deburr
Administrative Highlights
B-1 entered the last stages of its process this week, with deburring, cleaning and PT all planned for the weekend. By Sunday morning, 9/17, EIO was in receipt of the PT report, which identified only minor non-conformances.  The report is under review for submission to PPPL on Monday 9/18.  Plans are now in-place for EIO and PPPL to visit MTM on 9/25 for final review of B-1 prior to shipment.  

And despite more than its fair share of challenges over the last week, all resulting in numerous meetings, telecons and submissions, it looks like B-2 will also be ready to enter its last phase of machining on the U5 early next week.  
FTP Postings this week

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

	Location
	File Name
	Date

	\Reports_Weekly-Monthly\Weekly
	06-09-08_eio_wkcorrected.doc
	9/15/06

	\Quality-Meeting_notes
	PPPLQualityNotes9-11-06-plus.doc
	

	\Quality_Review\B-Leadblock
	B1andB2LeadBlockCondition.pdf
	

	\Quality_Review\B-Leadblock
	TypeB1andB2ConnectionBlockRepair.doc
	

	\Quality_Review\Open_NCR-CA-RFD
	NC20449_b-2-flangeholes.zip
	

	\Quality_Review\Open_NCR-CA-RFD
	NC20475_b-1_b-2leadblock.rtf
	


Administrative Action Items

1. (PPPL) Disposition of Prototype Casting from MTK & Prototype Fixture from JP.
Status: (Open - No update) 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.  
2. (EIO, MTM) Execution of Amendment 15 to EIO Contract, which includes Specification Rev 14.   
Status: (New) On 9/8 PPPL issued a newly proposed Amendment No. 15 to EIO Subcontract.  This revised amendment was re-issued to Major Tool for review and signature on 9/12. In accordance with the changes clause and as discussed during our meetings with PPPL, we will evaluate the revisions for any potential impact to price or performance, within 30 days if not sooner.

Technical Highlights

B-1 
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Deburring B-1
B-1 made it back to the Lucas T this week for the new operation to remove casting stock in the 2 interference areas discussed over the last 2 weeks. As of Friday, 9/15, the casting was in the deburring operation prior to going into assembly over the weekend. On Sunday morning, 9/17, MTM submitted the results of the PT inspection, noting only minor rejections.  The associated non-conformance will be submitted to PPPL on Monday 9/18 after review by EIO QA Manager.  B-1 is slated to commence the CMM inspection on Monday.

There will be an additional machining operation on B-1 following discovery that the lead block is shifted. This was revealed on Friday morning, when Mike Griffith reported that a problem found in the lead block area on B-2 was also evident on B-1.  Apparently there was misinterpretation of the setup instruction for machining this feature, which resulted in a shift in the XY coordinates and in the Z-axis height for both pad height, hole and slot locations.  PPPL was notified and a telecon was held later that morning to determine the appropriate rework strategy (see QA highlights).  It was anticipated that MTM will implement remediation after CMM inspection.  This will provide precise data for rework.  In addition, it avoids interruption to other parts to perform the correction.
B-2
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B-2 on 40’ Mitsu

As noted above, challenges for B-2 persisted this week; however, by week’s end, all seems to be back on track.  As discussed at the Tuesday telecom, (9/12) there were 2 isolated problems that had developed on the 40’ Mitsubishi:

1 - Very late during the previous week, the low & mid gear on the 40’ Mitsubishi were bent while the Mitsu was being adjusted for cutting on the inner portion of the casting. The machine was taken off line for part of a shift, while MTM determined the extent of the damage, and whether the machine needed to be repaired immediately or if the current operations on B-2 could continue.  MTM’s technicians discovered that while the low & mid gears were bent & non functional, no metal had been sheared off into the casing. The high speed gear was undamaged, and since the speed override control on the Mitsu allows the shop to cut in high gear at lower speeds, it was determined that the current machining operation could continue on the center. Therefore, even though MTM already has the spare new gear in stock,  since replacing the gear could take up to 1.5 weeks, the shop decided to finish B-2 on this center, before taking the 40’ offline, and machining on B-2 continued throughout last weekend.
2 - On Monday, 9/11, MTM reported a further complication on the 40’ Mitsu. This center has a manually adjusted universal head that can be fixed in any angle through 6 positioning bolts.  2 of these bolts had been sheared off previously, but with 4 bolts holding, the machine was still serviceable. An additional bolt sheared off Monday.  Once again the machine was taken offline while MTM rebuilt the head. By Wednesday afternoon 9/13, the Mitsu was back online. 
As machining on B-2 continued, MTM uncovered the problem with the location of the Lead Block slots, which led to the discovery of the problem on B-1 (as described above in B-1 highlights).  After the telecon with PPPL, it was agreed that MTM would machine the lead Block slots per drawing requirements, with the understanding that the slots would be oversized but accepted as is (see QA Highlights for the specific disposition).  Remaining machining of B-2 on the 40’ Mitsu is expected to continue through Monday, with B-2 moving off the center by Tuesday, 9/19. At that point, B-2 will move onto the U-5 for final machining.

B-3
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B-3 on 30’ Mitsu
B-3 was setup on the 30’ Mitsubishi earlier this week. MTM is currently cutting through the poloidal break. Machining is expected to continue on this center through the end of next week.
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B-3 on 30’ Poloidal Break machining
B-4
After some downtime earlier in the week for preventive maintenance, the Lucas is up & running. MTM has begun the 2nd op on B-4. This operation is projected to run through the end of next week.
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B-4 on Lucas
A-4
Although the 40’ Mitsubishi is slated to go offline for gear replacement, MTM has determined that the initial programs on A-4 can all be run with the speed reduced gear. At present, MTM plans to start machining A-4 on the 40’ Mitsu when B-2 comes off. A-4 will stay on the center until 9/25. At that point, the Mitsu will be taken down for gear replacement.
Technical Action Items 
1) (Major Tool) Machining B-1
Status: (Open) In final inspection


2) (Major Tool) Machining A-4
Status: (Open) Planned to start on 40’ Mitsu

3) (Major Tool) Machining B-2
Status: (Open) On final 40’ Mitsubishi operation.


4) (Major Tool) Machining B-3
Status: (Open) On 30’ Mitsu

5) (Major Tool) Machining B-4
Status: (Open) On 2nd Lucas operation


6) (Major Tool) Machining B-5
Status: (Open) Off line


7) (Major Tool) Machining B-6
Status: (Open) Off line
8) (Major Tool) Machining A-5
Status: (Open) Finished initial Lucas op

9) (Major Tool) Machining A-6
Status: (Open) Off line

10)  (Major Tool) Machining C-6

Status: (Open) Off line
Quality Highlights

Early Tuesday morning, Mike Griffith reported that the operator drilled 8 of the flange holes on the E datum for B-2 off position by ½ inch. Although the holes were drilled undersized there is insufficient stock to clean up. Holes needing correction are 19 – 26. Mike suggested filling the holes with tapped Stellaloy plugs, as we had done on an earlier occasion. EIO related the problem to PPPL at the QA meeting later that morning.   MTM submitted NC20449_b-2-flangeholes.zip on 9/13 (see 2.2 below). The NC is currently under review by PPPL & ORNL.
On Friday morning a separate problem came to light that was evident on both B-1 & B-2. As discussed in Technical Highlights, an interpretive error on the lead block program, resulted in the slots, tapped pad holes and pad height to be off location (see figure 1).
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Figure 1.

As MTM was expecting to finish machining on B-2 over the weekend and since B-1 was already off all of the machines (in final deburr), Mike needed a rapid response from NCSX to determine if any repair or modification was necessary. EIO quickly contacted PPPL and a follow-up telecon was setup for 10:30 am 9/15. 
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Figure 2.

During the meeting it was quickly determined that the position of the leadblock slot relative to the winding form was critical. Likewise, the true position of the 6 tapped holes to the slots also needed to be held. The slots being oversized however would not present a problem. Figure 2 (above) illustrates the extra stock that would be machined away in the slots to bring these back into conformance. At the meeting, MTM was directed to remediate B-1 & B-2 as set forth in action item 2.4 below. On Friday afternoon, MTM released NC20475 (see 2.4)
Upcoming QA Activities

· Schedule for Final Inspection Activities for B-1

QA Action Items 

1 Closed Items: 
2 Pending from EIO:

2.1 (EIO, MTM) to document completion of MTM NC20338 corrective action (B-2 lead pad deviation).
Status: (No Change) – the CA is in process now at MTM; it will be documented when completed.  

2.2 (EIO, MTM) NC20449_b-2-flangeholes.zip for B-2 was posted on 9/13. Eight flange holes, #19-#26 on the E datum, are out of position by 1/2” with insufficient stock to clean up. Holes 22-26 are blind. 
Status: (New)  posted for review. ORNL is reviewing fracture analysis to ensure the oversized holes do not pose a potential problem.

2.3 An NCR for PB deviation on B-1 is likely.  MTM will better evaluate now that B-1 is off the U-5.

2.4 (EIO, MTM) NC20475 was issued for lead block areas of B-1 & B-2
Status: (New) posted for review on 9/15 – However, MTM was directed on the changes that needed to be implemented:
Type B1 and B2 Connection Block Repair

B1: 

· Machine the slots to include the correct boundaries.

· Machine the pad base to the correct height.

· Fill in whatever remains of the holes with weld.   

· Face off the pad.

B2:  

· Pad will be per the print.  Holes were not drilled, so they will be located per the print.  

· Machine the slots to include the correct boundaries
3 Pending from PPPL 

3.1 Review Final Documentation Packages

3.1.1 A-1
Status: (open) – Initial comments sent to EIO while under formal internal PPPL review

3.1.2 A-2
Status: (No Change) – 

3.1.3 A-3
Status: (No Change) –

3.1.4 B-1 (posted 9/1)
Status: (No Change) –
3.1.5 B-2 (posted 9/8)
Status: (No Change) –

3.2 Disposition EIO CA 090606(NCR) for Type B-3 & B-6 Vacuum Vessel support pads deviations.
Status: (Open)
4 Discussion Topics for Teleconference: 
4.1 Status of B-1 final inspection

4.2 Discussion of NCSX-CSPEC-141-03 Rev. 14 
If you have any questions or comments about this week’s report, I can be reached at 216-496-2314.
Nancy Horton

EIO Program Manager for NCSX    
The red color around the slots represents areas that are presently machined that would be outside of the slot tolerance if the slots are moved to their correct location.
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