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 October 13, 2006
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B-1 in inspection at the lab
Administrative Highlights
The Project realized a major milestone this week with the delivery of the 1st B casting to the lab, thus providing one of each type to PPPL. Although B-1 had been released for shipment earlier, the casting remained at MTM to accommodate a request from PPPL for additional machining to achieve increased clearance requirements around the flange holes.  As noted in last week’s report, the changes were accomplished and the part was readied for shipment on Monday, 10/9, arriving at the lab on 10/10.  During a visit to PPPL on 10/12, Roy Sheppard had a chance to view the delivered part first hand.  Roy was able to meet with Colin Phelps and Frank Malinowski during part of their incoming QA inspection of the B-1 casting, at which time he captured the above photo.  Colin was particularly impressed with his inspection for mag permeability, finding only 2 spots that held 1.02mu. Other aspects of the inspection and casting review are discussed in both Technical & QA highlights below.
In other Administrative matters, on 10/8, EIO submitted an impact statement regarding changes set forth in Amendment 15.  Specific changes in Amendment 15 impacting cost/schedule include:

· Machining to eliminate potential assembly interferences in type B coils where riser allowance causes casting to exceed clearance requirements

· Changes to Lead Block orientation and VIP Bleed Holes on B castings

· Machining of an as-cast feature (inner wing) on type A coils to achieve a profile below the casting allowance
On Monday, 10/9, EIO and MTM provided additional input in response to questions from Larry Sutton and Phil Heitzenroeder.  The submission is currently under evaluation at PPPL (Admin action item 2 below). 

FTP Postings this week

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

	Location
	File Name
	Date

	\Reports_Weekly-Monthly\Weekly
	06-08-25_eio_wk.doc
	10-8-06

	\Quality_Review\B1_Doc
	B1_Doc_Pack_combined-10-11-06.pdf
	10-11-06

	\Quality_Review\A2_Doc
	A-2_Doc_Combined-10-11-06.pdf
	10-11-06

	\Quality_Review\A3_Doc
	A-3_Doc_Combined-10-11-06.pdf
	10-11-06

	\Quality-Meeting_notes
	PPPLQualityNotes10-9-06.doc
	10-13-06

	\Quality_Review\Open_NCR-CA-RFD
	AmendmenttoCorrectiveActiononCAR090606_100606.pdf
	10-13-06

	\Quality_Review\Closed_NCR-CA-RFD\RFD
	closedRFD-14-023R1-VV-support.pdf
	10-13-06

	\Quality_Review\Closed_NCR-CA-RFD\RFD
	closedRFD-14-024-bearingplate-mod.pdf
	10-13-06

	\Quality_Review\Closed_NCR-CA-RFD\RFD
	closedRFD-14-025b-cast_cntrbores.pdf
	10-13-06

	\Quality_Review
	S5242l10-11-06-thredguard.pdf
	10-13-06


Administrative Action Items

1. (PPPL) Disposition of Prototype Casting from MTK & Prototype Fixture from JP.
Status: (Open)  Remmele fixture shipped back to PPPL with B-1 casting.   Action item remains open pending determination about scrapping the prototype.  
2. (EIO, MTM) Execution of Amendment 15 to EIO Contract, which includes Specification Rev 14.   
Status: (Open) EIO submitted a response to PPPL on 10/8, addressing changes under Amendment 15 (as specified in the changes clause).  While the overall contract price and schedule were not impacted, there is an impact to several of the interim deliveries.  Additional input was provided to PPPL on 10/9.
Technical Highlights

B-1 
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B-1 at PPPL

As predicted, B-1 was shipped from MTM on Monday, 10/9. The casting arrived safely at the lab on Tuesday, 10/10. The initial review of the casting is very positive. According to Phil Heitzenroeder, the lab will start working with this casting almost immediately. B-1 will be used along with a C coil (probably C-1 to check assembly clearance issues. Up to now, clearances have only been “proven out” on a CAD screen.
B-2
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Setting up B-2 for final machining

B-2 started the last U-5 operation on Thursday morning, 10/12. During this op, the clearance issues for the flange holes will be addressed. The final machining should be complete late Friday and the casting will move into deburring. The hand deburring should be complete by Monday, allowing B-2 to move into assembly and test. Mike expects to be able to ship B-2 by 10/27.  EIO will be at MTM during final inspection on 10/25.
A-4
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A-4 on 2nd Mitsu op

A-4 continued operations on the 40’ Mitsu this week. By Wednesday, 10/11, MTM had setup the part for the final Mitsu operation.  MTM expects to complete 3-axis machining of A-4 on 10/18. At that point, the casting will be moved to the U-5 for final machining.

B-3
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B-3 on new Lucas ops

As mentioned in last week’s report, MTM has put B-3 back on the Lucas for additional machining, with the goal of reducing the required leadtime on the 40’Mitsu.  MTM completed the 1st side of the casting on Friday and flipped the coil to begin machining on the 2nd side. The shop will continue processing this part on the Lucas until the 40’ Mitsubishi is available (expected 10/18). 

B-4
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Drilling B-4 on 30’ Mitsu

MTM expected to wrap up the final operations on the poloidal break on 10/13 on the 30’ Mitsubishi.  Following B-3, B-4 will then move to the Lucas for the same resource leveling operations currently being done on B-3. 
B-5
B-5 was slated to move onto the 30’ Mitsu late on Friday, 10/13, after completion of the poloidal break operation on B-4.
A-5

MTM finished Lucas operations on A-5 last weekend. The casting is presently in arc removal before going into the queue for the 30’ Lucas. 
Technical Action Items 
1) (Major Tool) New Ops on B-1
Status: (Closed) Shipped to PPPL on 10/9, rec’d 10/10.

2) (Major Tool) Machining B-2
Status: (Open) Finishing U-5 op
3) (Major Tool) Machining A-4
Status: (Open)  On 40’ Mitsu – final op

4) (Major Tool) Machining B-3
Status: (Open) 2nd resource leveling op on Lucas

5) (Major Tool) Machining B-4
Status: (Open) Finalizing 30’ Mitsu op


6) (Major Tool) Machining B-5
Status: (Open) Setting up on 30’ Mitsu

7) (Major Tool) Machining A-5
Status: (Open) In arc removal
8) (Major Tool) Machining A-6
Status: (Open) Off line

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

10)  (Major Tool) Machining C-6

Status: (Open) Off line
Quality Highlights

There was some confusion this week about the use of Thred Guard Lubricant on the poloidal break bolts, a topic that was first raised last fall.  At that time, it was agreed that it would be appropriate and useful to use the Thred Guard on the studs to facilitate assembly at PPPL.  The use of the compound was added to the drawings in December, 2005 (Rev 3 of each of the assembly prints: 141-101, -102 & -103).  Consequently, all MCWF after C-2 were assembled and shipped using this lubricant.  

[image: image7.emf]
After further review and analysis of the situation, Jim Chrzanowski concluded that use of the lubricant was not advantageous to PPPL, as there is a concern that the lubricant could spread and contaminate the break area during the autoclave operation. Larry Sutton forwarded a letter to EIO directing that MTM cease using the anti-seizing compound on 10/11, and after additional discussion with MTM and EIO, additional clarification was received from Larry on 10/14.  Larry notes that in the near future, appropriate modification will be made to the drawing notes/other sources of the previous direction, to delete the requirement.   The topic has been added to the QA list for review and discussion on Tuesday (see 4.1 below).
During the on-site inspection at PPPL, Frank Malinowski & Colin Phelps noted that the VPI groove ended abruptly. The depth of the step was approx .25” on either side.  With Roy Sheppard on hand, this matter was brought up with Jim Chrzanowski, to determine if this feature would need to be blended better.  Jim commented that a prosthetic device that will be mounted in this area, so implication was not immediately known.  Meanwhile, Roy Sheppard passed along the information to the rest of the EIO team, including the picture below.   Mike Griffith reviewed the photo, noting that it would be a quick fix if PPPL needed the area blended. EIO suggests this as another topic of discussion for next week’s QA meeting (see 4.2 below) to determine the appropriate response.
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During this same meeting, Phil Heitzenroeder noted that the boss pictured below (on B castings) may be obsolete. The boss was originally designed as an interim holding point for the vacuum vessel; however an alternate approach for assembly is now being used, so in essence, this boss has no function. It was suggested that the machining of this boss could be eliminated. EIO would like to discuss this as well in next week’s QA meeting (see 4.3)
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Upcoming QA Activities
· Commence B-2 Doc package
QA Action Items 

1  Closed Items: (EIO recommended)
1.1 Completed B-1 Doc package posted
1.2 Revised A-2 Doc package posted

1.3 Revised A-3 Doc package posted
2 Pending from EIO:

 (EIO, MTM) Share results of investigation and corrective actions taken regarding recent errors. 

· Gear damage 

· Mis-drilled holes 

· Set-up instruction misinterpretation in Lead areas

· Shearing of Head bolts

Status:  (Open) Investigation and report are still in progress. 

2.1  (EIO, MTM) Provide documentation of completion of corrective action for EIO CA 090606(NCR) for B-3 & B-6 Vacuum Vessel support pads deviations.
Status: (New) CA now signed off pending completion of B-3 & B-6
3 Pending from PPPL 

3.1 Review Final Documentation Packages  

3.1.1 A-1
Status: (Open) – in approval cycle.   PPPL response expected imminently
3.1.2 A-2
Status: (Open) – in progress, comments expected by 10/13

3.1.3 A-3
Status: (Open) – The doc. Pkg. needs to include info on  the grinding that was performed to meet clearance requirements.  EIO update provided on 10/11 

3.1.4 B-1 (posted 9/1)
Status: (Open) – Combined B-1 doc package was posted on 10/11.
3.2 Document (RFD/Dwg Change/Spec Change?) Rapid Response guidance provided regarding clearance for counter-bored flange holes.
Status: (Open) PPPL/ORNL have reviewed the clearance issue and have determined that the cut-in using the new clearance requirements is acceptable.   Modifications to B-1 have already been accomplished.  Formal documentation is process at PPPL (note: Frank and Phil will work this out with Bob Simmons).   
4 Discussion Topics For Next Telecon -

4.1 Spec/Drawing Revision to eliminate use of Thred Guard

4.2 VPI groove on B-1 – This can be corrected on B-2 & program edited, but in lieu of the prosthetic device that will be mounted in this area, is mediation necessary?

4.3 Boss on B casting – Should machining of old boss for VV support be eliminated?
Once in a great while the details set forth in our weekly reports come in handy to help us retrace history.  Such was the case this week when we sought to clarify the circumstances regarding the use of Thred Guard.  Notes from our weekly reports (specifically 11/25/05 and 12/2/05) served as a reminder of how and why the use of Thred Guard came about.  We were able to quickly review the circumstances and clarify the earlier intent.   Of course, over time and with experience, the entire team continues to learn, resulting in necessary changes to some casting requirements.  As highlighted in Section 4 of the QA Action Items, we continue to find new items to discuss and ponder.   We are happy that we are able to accommodate this R&D aspect of the program, noting that we have all become quite efficient at answering questions and resolving concerns.  As always, we continue to appreciate the team spirit in which such matters are handled.
Nancy Horton

EIO Program Manager for NCSX    

216-296-2314
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