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 27, 2006
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Assembly Trials at the lab
Administrative Highlights
I am delighted to report that the EIO team achieved a major milestone this week: shipment of B-2 to complete the 1st field period (at least two of each A, B & C type MCWF’s delivered to PPPL).   Of significant note:  there were no RT failures or permeability issues on machined surfaces found during final inspection, and Roy Sheppard found only 5 small areas of permeability (holding 1.02 mu) on as-cast areas, which were quickly remedied by MTM. The casting was released for shipment on 10/26, pending completion of some required rework (see QA Highlights).  The part is scheduled to arrive at the lab on Monday 10/30, along with the prototype casting (see Admin Action #1).

Using the old C prototype fixture, the lab was able to conduct assembly tests of the C to C (above photos) and C to B interfaces. These pictures demonstrate the necessity for the close dimensional tolerances on the winding form! Thanks to Larry Dudek at PPPL for providing these (and other) amazing shots to us.
FTP Postings this week

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

	Location
	File Name
	Date

	\Reports_Weekly-Monthly\Weekly
	06-10-20_eio_wk.doc
	10/22/06

	\Quality-Meeting_notes
	PPPLQualityNotes10-23-06_plus.doc
	10/27/06

	\Quality_Review\Open_NCR-CA-RFD
	NC20670_B-2-visual.zip
	10/27/06

	\Quality_Review\Open_NCR-CA-RFD
	NC20676_B2_IDC.zip
	10/27/06

	\Quality_Review\B2_Doc
	B-2_IGS_data.zip
	10/27/06

	\Quality_Review\B2_Doc
	B-2_Verisurf_data.zip
	10/27/06

	\Quality_Review\B2_Doc
	B2_inspection.ppt
	10/27/06

	\Quality_Review\B2_Doc
	PPPLShippingReleaseFormforB2final.pdf
	10/27/06


Administrative Action Items

1. (PPPL) Disposition of Prototype Casting from MTK & Prototype Fixture from JP.
Status: (Closed) Remmele fixture shipped back to PPPL with B-1 casting.   This week Larry Sutton directed EIO/MTM to return the prototype to PPPL with the shipment of B-2.  Casting is scheduled to arrive at PPPL on 10/30.
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.  Per input from Larry Sutton on 10/26, PPPL response expected by 10/31.
3. (EIO, MTM) Submission of Monthly Report for October
Status: (Open) To be completed in the upcoming week.


Technical Highlights

B-2

MTM finished the new (see QA highlights) CMM measurements on B-2 on Wednesday, 10/25. The data yielded positive results and IGES files & Verisurf data were sent to EIO/PPPL for review the next morning (10/26). The picture below shows the “final touches” being put onto the radius at the base of the T section on B-2 (see also QA highlights for detail). Afterwards, the coil was cleaned and prepped for shipping. B-2 will ship Saturday, 10/28 for delivery to the lab on Monday, 10/30. Shipping details were forwarded to PPPL via e-mail.
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Radius grinding on B-2
A-4
As of Friday morning, 10/27, MTM was finishing up the first U-5 operation, with plans in place to setup the casting to the 2nd op (of 3) and commence machining over the weekend. MTM is projecting that A-4 will be through all U-5 operations by the end of next week and will move into hand work.
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A-4 on U-5

B-3

Work on B-3 continued this week on the 40’ Mitsubishi. Due to the resource leveling operations done on the Lucas, MTM hopes to recoup some of the extra time B-2 took on the 40’ Mitsu. At present, the B-3 casting is scheduled to clear this center on 11/14.
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B-3 on 40’ Mitsu
B-4
B-4 is being machined on the 40T Lucas with the expectation that MTM will accomplish even more resource-leveling machining on this casting than on B-3. The additional scope of work is expected to reduce the 40’ Mitsubishi time down to 3 weeks from the current 4 week projection.
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B-4 on 40 T Lucas

B-5
MTM wrapped up the poloidal break operation on the 40’ Mitsubishi this week. The part is now staged at the 40T Lucas and should follow B-4 on this center.
Technical Action Items 
1) (Major Tool) Finalizing B-2
Status: (Closed) Shipping B-2 to PPPL
2) (Major Tool) Machining A-4
Status: (Open)  On U-5 – 2nd op

3) (Major Tool) Machining B-3
Status: (Open) On 40’ Mitsubishi

4) (Major Tool) Machining B-4
Status: (Open) On Lucas


5) (Major Tool) Machining B-5
Status: (Open) In queue for Lucas

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

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

9)  (Major Tool) Machining C-6

Status: (Open) Off line
Quality Highlights

Roy Sheppard of EIO visited MTM on 10/25 this week, in time to witness the final visual inspection on B-2. A very short list was developed, which was sent over to PPPL for review late on 10/25 (NC20670). During the visual review, a problem was noted with the radius at the base of the T section. The print calls out a .110 radius on both sides of the T section. On the E flange side, MTM found 6 distinct areas of varying length, where the radius jumped up to .25”. These areas encompassed approximately ⅓ of the running inches of the base.
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A call was made to PPPL to advise them of the situation and to determine the appropriate response. It was quickly affirmed that the lab requires the nominal radius in this area to accommodate the winding clamps, so MTM was directed to grind non-conforming radii to .06 - .11” with undercuts up to .030” acceptable.  The work was completed on 10/27 and the affected areas were gauged (photo above) to ensure compliance.
On Thursday afternoon, a telecon was held to discuss the IDC, LP and visual non conformances. The team moved quickly through the list of non conformances. None of these was problematic, although PPPL did note that the flatness of the flange on B-2 was worse than on B-1. Mike Griffith assured the team that he was already working on this internally at MTM and that he does not expect this trend to continue.

Last week’s report highlighted a potential problem on A-4 in the mounting area for the leadblock. After finish machining of the leadblock pad, a .20” step remained below the casting wall in 2 places. MTM machined the area to eliminate the step. PPPL also mentioned that a similar condition had appeared on A-1 thru A-3 necessitating grinding at the lab.
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A review by EIO shows that this problem is inherent to the part design and not due to excess casting stock on the wall. The screen shot above of the machined part file shows a similar step in the upper right quadrant of the pad area, to the photo of the step on A-4. Although the step on the file is lower, the file is drawn at nominal material. If you add in the material allowance, it would be easy to develop the step seen on A-4 (.20”). A review of the A-4 thru A-6 scans show some of the area surrounding the lead pad is .130 - .229” above nominal (within spec). 
[image: image9.emf]
Upcoming QA Activities
· Review of “thin wall” history on B castings to ensure all administrative actions were complete & follow-up was accomplished
· Finalize B-2 doc package
QA Action Items 

1 Closed Items: 
1.1 NC’s 20670, 20676, 20632 for B-2 were signed by PPPL on 10/27. (see 3.4, 3.5, 3.6)
2 Pending from EIO:
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: (Open – No update) MTM confirms that the center hole position is fixed but the tapped hole pattern is being shifted as needed (applies to all Type B castings). EIO/MTM will provide proposed shifted locations prior to drilling.  On B3 & B6 it’s likely that one hole cannot be drilled (corner missing).  The CA will remain open until after B6 is completed. 


2.2 (EIO, MTM) Document Corrective Action on NCR 20676 for discrepant radii at base of racetrack on B-2 (step 130) 
Status: (New) MTM has completed rework of radii. CA/sign-off of NCR to follow. 

3 Pending from PPPL 

3.1 Review Final Documentation Packages  
3.1.1 A-3
Status: (Open) –  PPPL comments expected by 10/24

3.1.2   B-1
Status: (No Change) – Will be reviewed after A-3
3.2 Document, likely by Drawing Change, the Rapid Response guidance provided regarding clearance for counter-bored flange holes.
Status: (No Change) Documentation approach not yet resolved. 
3.3 Spec/Drawing Revision to eliminate use of Thred Guard.  
Status: (No Change)

3.4 NC 20670 – Final visual – B-2
Status: (Closed) Submitted on 10/25 – PPPL accepted on 10/26 – signed PPPL disposition received by EIO on 10/27.

3.5 NC 20676 – IDC
Status: (Closed) Submitted on 10/26 – PPPL accepted on 10/26 – signed PPPL disposition received by EIO on 10/27.

3.6 NC 20632 – LPI
Status: (Closed) Submitted on 10/20 – PPPL accepted on 10/26 – signed PPPL disposition received by EIO on 10/27.
4 Discussion Topics For Next Telecon

4.1 Discussion of the CMM inspection challenges on B-2 and actions taken by MTM to avoid this problem in the future, as mentioned in the Weekly QA notes. Mike’s email text follows:
“We did however have a big setback on the CMM inspection.  The data that was presented to me yesterday portrayed B2 as dimensionally challenged to say the least (worst part to date).  Had this been the case I would have known about it already.  I quickly invalidated the inspection.  Unfortunately this meant starting over from square one.  I believe the cause was a setup error from the inspection of side 1 (datum E side).  When inspecting these parts it is critical to make sure that the setup on side 2 matches the setup on side 1.  This ensures that the data for the two halves are a matched set and best fit can be performed.  Because of the setup error on the first side we intentionally induced the same error on side 2 ultimately making both data sets invalid.  I am still investigating the actual cause and at the same time am working with quality to develop a full proof setup process for the B castings (and others).”

4.2 CA 1538 from Metal Tek detailed variations from the cast model on the Scanco scan for B-1. Part 4 of the NCSX response dealt with the thin wall condition evidenced on this casting. NCSX concurred with EIO to use the B-1 casting as is. If this problem proved to repeat on subsequent B castings, it was agreed that an RFD should be processed. PPPL does not show record of an RFD for this problem – Pete Djordjevich & Roy Sheppard are investigating whether this condition exists on B-2 & on.
Minor setbacks aside, with delivery of our tenth casting this week, we are now in position to reap the real benefits of the learning curve (we’re over the hump so to speak).  Our next casting, A-4, should follow B-2 within a couple of weeks, and allowing for some catch-up on B-3, we could see subsequent lead-times between deliveries reduced to less than 4 weeks.  That will be an achievement we’ve all been eagerly awaiting!

Nancy Horton

EIO Program Manager for NCSX    

216-296-2314









PAGE  
9

[image: image10.jpg]


