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Electronic Data Package Instructions 
 
 
Open the data 
package file using 
Adobe Reader 
 
 

This format is used to deliver our customers the easiest way of searching through the data 
package. 
 
With the data package file open select Window _ Bookmarks (F5) 
This opens a box that will show the categories within the data package. 
 
Click on a bookmark and that page will appear in the window. 
 
BookMark Tittles 
 
Cover Sheet – Top page in the file 
Instruction Page – The current page in the window 
Table of Contents – Detailed listing of all the documents within the data package file. 
Sorted by part numbers. 
QAP Documents – Quality Assurance Documentation fulfilling and the requirements of 
the order. 
Certificate of Conformance – All C of Cs and Material Certs in the order they appear in 
the table of contents. 
IDCs – The MTM Inspection Data Checklist – Documentation of all critical dimensions. 
NDTs – Non Destructive Test certification documentation. 
 
Browsing  
 
If you’ve selected a category like Certificate of Conformance the first C of C will pop up in 
the window then to browse through all the C of Cs just page down. 
 
Searching  
 
Click the binoculars icon or go to Edit _ Find, enter what you’re looking for and select find. 
 
Example: To Find a specific Material Cert 
Within the table of contents Material Certs and C of Cs will show a .TIF file which is the 
scanned documentation. Click the binoculars and enter the file name and select find.  The 
search will first find the name in the table of contents, select find again and the document 
will appear in the window.  
 
For IDCs enter  
“ITEM:” a space, then the number your searching for (Item numbers are in the left column 
within the Table of Contents) 
 
For NDTs enter 
the number your searching for (do not enter the “#” sign) 

Adobe® Reader® 6.0 or higher is free software that lets you 
view and print Adobe Portable Document Format (PDF) files on a 

variety of hardware and operating system platforms 

Mike Manuel 
08/16/03 



Table of Contents Page: 1
Quality Assurance Documents For Date: 04/15/04

Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICS LAB
Customer P.O.: S-04344-F

Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

Item# Document Description / Material Description / File Name / Heat Lot

CERTIFICATE OF CONFORMANCE1

ASTM B 705 MECH. TEST PIECE

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

4033 Nondestructive Visual Test Certification #8517 - VISUAL2

BASE PLATE - BASE PLATE

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101059 Material Certification: TRACE ID: 77337 / 304L_8 - PLATE,SST .75" THK - MC088566.TIF  / 8960843

DATUM TARGET - PVVS FIXED DATUM TARGET

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101038 Material Certification:  / INCONEL 625_233 - BAR,ROUND,NICKEL ALLOY .438" DIA  - MC095770.TIF  / 885B4

F10000000NC4 - FLANGE, CONFLAT, NON-ROTATE, 10.00"

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101020 Material Certification:   / F10000000NC4 - FLANGE, CONFLAT, NON-ROTATE, 10.00" - mc094399.pdf  / OV104&0V1055

F10000800NC4 - FLANGE, CONFLAT, NON-ROTATE, 10.00"

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101052 Material Certification: TRACE ID: 96751 / F10000800NC4 - FLANGE, CONFLAT, NON-ROTATE, 10.00" - MC096585.TIF  / N / A FROM
VENDOR

6

FB1000C12S - BOLT AND NUT KIT, 12 PT, SILVER PLATED

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

401020 Material Certification: TRACE ID: 93143 / FB1000C12S - BOLT AND NUT KIT, 12 PT, SILVER PLATED - MC094404.PDF  / C OF C7

FG1000CI - GASKET KIT (10/PK), COPPER, FOR 10" CFF

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

201020 Material Certification: TRACE ID: 93141 / FG1000CI - GASKET KIT (10/PK), COPPER, FOR 10" CFF - Same as Item #7  / C OF C8

FG1000VU - GASKET, VITON, FOR 10" CFF

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

301020 Material Certification: TRACE ID: 93142 / FG1000VU - GASKET, VITON, FOR 10" CFF - Same as Item #7  / C OF C9

GC0275S - GASKET CLIP KIT (10/PK), FOR 10" CFF

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

501020 Material Certification: TRACE ID: 93144 / GC0275S - GASKET CLIP KIT (10/PK), FOR 10" CFF - Same as Item #7  / C OF C10

NAMEPLATE

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101031 Material Certification: TRACE ID: 92220 / INCONEL 625_660 - SHEET,NICKEL ALLOY .125" THK - MC093762.TIF  / 2650 3 687411

PVVS NAMEPLATE

n:\mtmapps\mtqapla9.qrp



Page: 1
CERTIFICATE OF CONFORMANCE Date: 04/15/04

User ID: DURHAM

TO: PRINCETON PLASMA PHYSICS LAB 04/15/2004DATE:

Receiving DepartmentATTENTION:

Seller certifies that:

Part Number: SE121 Purchase Order: S-04344-F

NSCX Vacuum Vessel PrototypePart Name: Workorder: 64880/1.0

Part Serial Number: Quantity: 1

These materials and/or parts were produced in conformance with all contractually applicable Government1.
and/or Customer specifications referred in, or furnished with, the above Purchase Order.

2. The materials and/or parts furnished under the above Purchase Order were produced:

[  ] From materials furnished by Customer for the production of such parts.

From materials for which the seller has available for examination chemical and/or physical test reports[X]
or other evidence of conformance to applicable specifications.

3. All processes required in the production of these part and/or materials are listed below and were performed
by a facility or personnel approved or certified by the Seller and the customer when such approval or
certification is required by contract.

Certifications are on file at this plant.

Other Requirements:

MANUFACTURED PER CUSTOMER REQUIREMENTS
CLEANED PER SPECIFICATION # PP475

Signature: Title: Date:

Original: QA Folder  Copy: Customer Data PackageQA001D 12/12/02
n:\mtmapps\mtqapCOC.qrp
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Table of Contents Page: 2
Quality Assurance Documents For Date: 04/15/04

Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICS LAB
Customer P.O.: S-04344-F

Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101531 Material Certification:   / INCONEL 625_660 - SHEET,NICKEL ALLOY .125" THK - Same as Item #11  / 2650 3 687412

SE121-001P 1-3

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

1043 Inspection Data Checklist: 8 steps13

2043 Map(s): SE121-001P-1MTM - MC096186.TIF14

2043 Map(s): SE121-001P-1MTM - MC096185.TIF15

2043 Inspection Data Checklist: 2 steps16

3043 Inspection Data Checklist: 5 steps17

3043 Nondestructive Visual Test Certification #7938 - MTM WELD INSPECTION FORM18

4043 Inspection Data Checklist: 2 steps19

5043 Inspection Data Checklist: 5 steps20

5043 Nondestructive Visual Test Certification #7939 - MTM WELD INSPECTION FORM21

6043 Inspection Data Checklist: 2 steps22

7043 Inspection Data Checklist: 5 steps23

7043 Nondestructive Visual Test Certification #7940 - MTM WELD INSPECTION FORM24

8043 Inspection Data Checklist: 2 steps25

9043 Inspection Data Checklist: 5 steps26

9043 Nondestructive Visual Test Certification #7943 - MTM WELD INSPECTION FORM27

10043 Inspection Data Checklist: 2 steps28

11043 Inspection Data Checklist: 5 steps29

11043 Nondestructive Visual Test Certification #7952 - MTM WELD INSPECTION FORM30

12043 Inspection Data Checklist: 2 steps31

13043 Inspection Data Checklist: 5 steps32

13043 Nondestructive Visual Test Certification #7959 - MTM WELD INSPECTION FORM33

14043 Inspection Data Checklist: 2 steps34

16043 Map(s): SE121-001P-1MTM - MC096171.TIF35

16043 Map(s): SE121-001P-1MTM - MC096172.TIF36

16043 Inspection Data Checklist: 2 steps37

18043 Map(s): SE121-001P-1MTM - MC096214.TIF38

18043 Test Certification: RADIOGRAPHIC CERTIFICATE - Same as Item #3839

SE121-001P 2-5

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

1045 Inspection Data Checklist: 8 steps40

2045 Map(s): SE121-001P-1MTM - MC096197.TIF41

2045 Map(s): SE121-001P-1MTM - MC096198.TIF42

2045 Inspection Data Checklist: 2 steps43

3045 Inspection Data Checklist: 5 steps44

3045 Nondestructive Visual Test Certification #7982 - MTM WELD INSPECTION FORM45

4045 Inspection Data Checklist: 2 steps46

5045 Inspection Data Checklist: 5 steps47

n:\mtmapps\mtqapla9.qrp



Page: 1
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 13

Workorder: 64880/1-0 Sub:43 Op:10

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AINSPECTED ALIGNME* 712MFG 791

 OF WELD JOINT (ACC
Verify Panel Joint Alignment EPTED)
Weld Seam # 1-3

CWI(10) (.02" Max) 02-06-0 02-06-0
A.090 OR LESS* MFG 791

Verify Panel / Rest Stop Position
(20) Panel #1 (0 - .09" Gap) 02-06-0

A.090 OR LESS* MFG 791
Verify Panel / Rest Stop Position

(30) Panel #3 (0 - .09" Gap) 02-06-0
APURGE @20CFH WELD* QA 791

CWI / TEAM LEADER  @40CFH
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION  02-06-0
A.062 INCO 625 HT AV* QA 791

8128  .093 INCO 625
CWI / TEAM LEADER  HT CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-06-0
A300 SERIES S.S.  / * QA 791

CWI / TEAM LEADER  S.S.WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 02-06-0
AQUALIFIED TO WPS390* QA 791

PPPL REV0 MTM QUAL
CWI / TEAM LEADER FICATION SYSTEM
VERIFY WELDER QUALIFICATIONS CO

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 2
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM
PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-06-0
A.062  75 - 175 AMPS* QA 791

  .093 100-210 AMPS
  ALL PER WPS 390PP

CWI / TEAM LEADER PL REV0
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(80) AND THROUGH COMPLETION 02-06-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 3
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 16

Workorder: 64880/1-0 Sub:43 Op:20

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 RPANEL #1 +0.091 / -* {g|,188"} QA 522

0.023 PANEL #3 +0.0
99 / -0.014 [N/C:15

Upper Half Of Bilateral Tolerance 024]
(10) (tack welded vessel) 02-11-0

J-1165 ALESS THAN 1.01* QA 522
Magnetic Permeability 1.01 Max.

(20) Record range (high / low) 02-06-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 4
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 17

Workorder: 64880/1-0 Sub:43 Op:30

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 SHIELDING 20 PUR* QA 712

CWI / TEAM LEADER GE   GAS SETTINGS
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-07-0
A.062 DIA  HEAT #AV8* QA 712

CWI / TEAM LEADER 128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-07-0
AACCEPT  300 SERIES * QA 712

CWI / TEAM LEADER SS  W/WSS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-07-0
AACCEPT PER WPS 390* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-07-0
A.062 DIA FILLER  AM* QA 712

PERAGE ACCEPTABLE
CWI / TEAM LEADER O WPS
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-07-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 181458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/07/2004 625 INCONEL 7938NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[x] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[  ] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS- WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:43 -Op:30MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 1-3Part ID: Quantity Rejected: 0
PANEL 1-3 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS DI.6 PAR 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [ ][ ][x] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [ ][ ][x] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other

 Notes:
Performed inspection of root pass per router instructions on panel assembly 1-3  verified weld settings to the required wps 390 with 1/16 filler

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/07/2004

User ID: LONAKER  Date: 04/15/04Page: 2NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 5
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 19

Workorder: 64880/1-0 Sub:43 Op:40

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 RPANEL #1 +0.001 / -* {g|,208"} QA 522

0.057 PANEL #3 +0.0
23 / -0.048 [N/C:15

Profile Tolerance (+.188 / -.020") 027]
(10) (tack welded vessel) 02-07-0

J-1165 ALESS THAN 1.01 * QA 522
Magnetic Permeability 1.01 Max.

(20) Record range (high / low) 02-07-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 6
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 20

Workorder: 64880/1-0 Sub:43 Op:50

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A GAS SETTINGS (SHIE* QA 712

CWI / TEAM LEADER LDING 40 PURGE 20)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-07-0
AVERIFIED  1/16 DIA * QA 712

CWI / TEAM LEADER  HEAT# AV8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-07-0
A300 SERIES SS  W/ S* QA 712

CWI / TEAM LEADER S WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-07-0
AWELDER #683 ACCEPT* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-07-0
AACCEPTED PER WPS 3* QA 712

CWI / TEAM LEADER 0 REV 1
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-07-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 211458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/07/2004 625 INCONEL 7939NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS- WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:43 -Op:50MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 1-3Part ID: Quantity Rejected: 0
PANEL 1-3 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6 Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 PAR 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [ ][ ][x] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [ ][ ][x] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [ ][ ][x] Interpass Cleaning: [x] [ ] [ ]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
FILL PASS #1

 Notes:
Performed visual inspection of weld fill pass #1 to the router instructions. welder # 683 performed welding. no rejectable indications was found. 

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/07/2004

User ID: LONAKER  Date: 04/15/04Page: 3NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 7
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 22

Workorder: 64880/1-0 Sub:43 Op:60

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 APANEL #1 +0.033 / -* {g|,228"} QA 522

0.022 PANEL #3 +0.0
Profile Tolerance (+.188/-.040") 35 / -0.022

(10) (tack welded vessel) 02-07-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-07-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 23

Workorder: 64880/1-0 Sub:43 Op:70

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS  ( SHI* QA 712

ELDING 40  PURGE 20
CWI / TEAM LEADER ) 
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-07-0
A.093 INCONEL FILLER* QA 712

CWI / TEAM LEADER   HEAT # CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-07-0
A300 SERIES SS W/ SS* QA 712

CWI / TEAM LEADER  WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-07-0
AWELDER #683* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-07-0
AACCEPTED PER WPS 3* QA 712

0- PPPL  WITH .093 
CWI / TEAM LEADER FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-07-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 241458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/07/2004 625 INCONEL 7940NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:43 -Op:70MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 1-3Part ID: Quantity Rejected: 0
PANEL 1-3 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 PAR 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [ ][ ][x] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [ ][ ][x] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
FILL PASS #2

 Notes:
Performed visual inspection of fill pass # 2 per router instructions. This applies to 1-3 panel assembly. Weld operator #683 performed pass. There was no
rejectable indication found at this inspection point.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/07/2004

User ID: LONAKER  Date: 04/15/04Page: 4NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 9
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 25

Workorder: 64880/1-0 Sub:43 Op:80

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 APANEL #1 +0.063 / -* {g|,248"} QA 522

0.009 PANEL #3 +0.0
Profile Tolerance (+.188/-.060") 57 / +0.007

(10) (tack welded vessel) 02-07-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-07-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 10
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 26

Workorder: 64880/1-0 Sub:43 Op:90

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS  ( SHI* QA 712

CWI / TEAM LEADER ELDING 40 PURGE 20)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-07-0
A.093 DIA    HEAT # * QA 712

CWI / TEAM LEADER CB7996   
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-07-0
A300 SERIES SS W/ SS* QA 712

CWI / TEAM LEADER  WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-07-0
AWELDER # 683* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-07-0
AACEPT PER WPS 390-P* QA 712

CWI / TEAM LEADER PPL .093 RANGE
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-07-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 271458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/07/2004 625 INCONEL 7943NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:43 -Op:90MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 1-3Part ID: Quantity Rejected: 0
PANEL 1-3 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 PAR 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [ ][ ][x] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [ ][ ][x] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other
COVER PASS INSIDE WELD ASSEMBLY 1-3

 Notes:
PERFORMED THE VISUAL INSPECTION OF THE COVER PASS ON THE INSED WELD JOINT OF ASSEMBLY 1-3  WELDER #683 PERFORMED THIS
TASK. THERE WAS NO REJECTABLE INDICATIONS FOUND. 

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/07/2004

User ID: LONAKER  Date: 04/15/04Page: 5NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 11
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 28

Workorder: 64880/1-0 Sub:43 Op:100

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 APANEL #1 +0.008 / +* {g|,268"} QA 522

0.087 PANEL #3 +0.0
Profile Tolerance (+.188/-.080") 23 / +0.072

(10) (tack welded vessel) 02-07-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-07-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 12
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 29

Workorder: 64880/1-0 Sub:43 Op:110

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
APURGE SETTINGS  ( 4* QA 712

0 SHIELDING 20 PURG
CWI / TEAM LEADER E)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-09-0
A.062 DIA HEAT # AV8* QA 712

CWI / TEAM LEADER 128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-09-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/ SS- WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-09-0
AWELDER #683* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-09-0
AACCEPTED PER 1/16 D* QA 712

IA (BACK GRING PASS
CWI / TEAM LEADER ) WPS390
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-09-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 301458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/09/2004 625 INCONEL 7952NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [x]  Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [  ]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:43 -Op:110MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 1-3Part ID: Quantity Rejected: 0
PANEL 1-3 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6 Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS.D1.6 SECTION 629.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [ ][ ][x] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [x] [ ] [ ]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [x]  Back Gouge [  ] Cover Pass [  ] Other
BACK GRIND / ROOT PASS

 Notes:
PERFORMED THE INSPECTIONOF THE BACK GRIND PERP. AND THE WELDING OF THE ROOT PASS 2ND SIDE. WELD OPERATOR #683
PERFORMEWD THE WELDING. THE WAS NO REJECTABLE INDICATIONS FOUND AT INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/09/2004

User ID: LONAKER  Date: 04/15/04Page: 6NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 13
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 31

Workorder: 64880/1-0 Sub:43 Op:120

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 APANEL #1 -0.022 / +* {g|,288"} QA 522

0.033 PANEL #3 -0.0
Profile Tolerance (+.188/-.100") 27 / +0.041

(10) (tack welded vessel) 02-09-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-09-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 14
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 32

Workorder: 64880/1-0 Sub:43 Op:130

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS  (PURG* QA 712

CWI / TEAM LEADER E 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-09-0
A.093 DIA HEAT # CB7* QA 712

CWI / TEAM LEADER 996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-09-0
A300 SERIES W/ SS -W* QA 712

CWI / TEAM LEADER OOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-09-0
AWELDER #683* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-09-0
AACCEOT PER WPS 390 * QA 712

CWI / TEAM LEADER W/ 093 DIA WIRE
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-09-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 331458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/09/2004 625 INCONEL 7959NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS- WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:43 -Op:130MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 1-3Part ID: Quantity Rejected: 0
PANEL 1-3 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [ ][ ][x] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [x] [ ] [ ]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other
COVER PASS SECOND SIDE (OUTSIDE)

 Notes:
PERFORMED THE INSPECTION OF THE FINAL COVER WELD ON THE OUTSIDE OF PART. OPERATOR 683 PERFORMED THE WELDING PER
W.P.S.390 NO REJECTABLE INDICATION WAS FOUND AT THIS INSPECTION POINT. WELDMENT 1-3 ASSEMBLY.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/09/2004

User ID: LONAKER  Date: 04/15/04Page: 7NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 15
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 34

Workorder: 64880/1-0 Sub:43 Op:140

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #1 (W +0.006/-0.0* {g|,308"} QA 522

49)( F +0.079/-0.00
2)-P#3 (W +0.026/-0
.047)(F +0.088/+0.0

Profile Tolerance (+.188/-.120") 02)
(10) (tack welded vessel) 02-09-0

J-1165 ALESS THAN 1.01* QA 522
Magnetic Permeability 1.01 Max.

(20) Record range (high / low) 02-09-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 16
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 37

Workorder: 64880/1-0 Sub:43 Op:160

Part: SE121-001P 1-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 APANEL #1 +0.140 / -* {g|,328"} QA 522

0.039 PANEL #3 +0.1
Profile Tolerance (+.188/-.120") 17 / -0.040

(10) (tack welded vessel) 02-11-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-11-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 17
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 40

Workorder: 64880/1-0 Sub:45 Op:10

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J1149 ACONTOUR FIT UP MAX* 712MFG 712

Verify Panel Joint Alignment .010
Weld Seam # 2-5

CWI(10) (.02" Max) 02-12-0 02-12-0
J-1149 AMAX GAP OF PANEL 2 * MFG 712

Verify Panel / Rest Stop Position  .060
(20) Panel #2 (0 - .09" Gap) 02-12-0

J-1149 AMAX. GAP OF PANEL #* MFG 712
Verify Panel / Rest Stop Position 5 .062

(30) Panel #5 (0 - .09" Gap) 02-12-0
AGAS SETTINGS ( 40 S* QA 712

CWI / TEAM LEADER HIELDING 20 PURGE)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION  02-12-0
A.062 DIA HEAT # AV8* QA 712

CWI / TEAM LEADER 128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-12-0
A300 SERIES SS W/ SS* QA 712

CWI / TEAM LEADER  WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 02-12-0
AWELDER #683 PERFOR* QA 712

CWI / TEAM LEADER ED WELDING
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-12-0
AACCEPT PER WPS 390* QA 712

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 18
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM
CWI / TEAM LEADER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(80) AND THROUGH COMPLETION 02-12-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 19
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 43

Workorder: 64880/1-0 Sub:45 Op:20

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 RP #2 -0.006 / +0.12* {g|,188"} QA 522

6 P #5 -0.019 / +0.
Upper Half Of Bilateral Tolerance 095 [N/C:15054]

(10) (tack welded vessel) 02-12-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-12-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 20
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 44

Workorder: 64880/1-0 Sub:45 Op:30

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS ( PURG* QA 712

CWI / TEAM LEADER E 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-12-0
A.062 DIA HEAT #AV81* QA 712

CWI / TEAM LEADER 28
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-12-0
A300 SERIES SS W/ SS* QA 712

CWI / TEAM LEADER  WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-12-0
AWELDER 683* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-12-0
AACCEPT PER WPS 390 * QA 712

CWI / TEAM LEADER WITH .062 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-12-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 451458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/12/2004 625 INCONEL 7982NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:45 -Op:30MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5Part ID: Quantity Rejected: 0
PANEL 2-5 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [ ][ ][x] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [ ][ ][x] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other
INSPECTION OF ROOT PASS INSIDE WELD

 Notes:
PERFORMED THE INSPECTION OF THE INSIDE ROOT PASS ON ASSEMBLY 2-5 PANELS. OPERATOR 683 PERFORMED THE WELDING TO WPS 390.
THERE WAS NO REJECTABLE INDICATION FOUND DURING THE INSPECTION.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/12/2004

User ID: LONAKER  Date: 04/15/04Page: 8NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 21
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 46

Workorder: 64880/1-0 Sub:45 Op:40

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #2 +0.005 / +0.05* {g|,208"} QA 522

4 P #5 -0.018 / +0.
Profile Tolerance (+.188 / -.020") 039

(10) (tack welded vessel) 02-12-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-12-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 22
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 47

Workorder: 64880/1-0 Sub:45 Op:50

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS  (PURG* QA 712

CWI / TEAM LEADER E 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-12-0
A.062  DIA   HEAT #A* QA 712

CWI / TEAM LEADER V8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-12-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-12-0
AWELDER #683 * QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-12-0
AACCEPTED PER WPS 3* QA 712

CWI / TEAM LEADER 0 W/ .093 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-12-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 481458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/12/2004 625 INCONEL 7985NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:45 -Op:50MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5Part ID: Quantity Rejected: 0
PANEL 2-5 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [ ][ ][x] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
#1 FILL PASS INSIDE WELD

 Notes:
PERFORMED THE INSPECTION OF FILL PASS ON THE INSIDE WELD OF DETAIL 2 TO 5 ASSEMBLY. WELDER #683 PERFORMED WELDING OF
THIS PASS. THERE WAS NO REJECTABLE INDICATIONS FOUND DURING INSPECTION. 

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/12/2004

User ID: LONAKER  Date: 04/15/04Page: 9NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 23
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 49

Workorder: 64880/1-0 Sub:45 Op:60

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #2 +0.003 / +0.06* {g|,228"} QA 522

2 P #5 -0.008 / +0.
Profile Tolerance (+.188/-.040") 051

(10) (tack welded vessel) 02-12-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-12-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 24
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 50

Workorder: 64880/1-0 Sub:45 Op:70

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTING  9 PURG* QA 712

CWI / TEAM LEADER E 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-13-0
A.093 DIA WIRE HEAT * QA 712

CWI / TEAM LEADER # CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-13-0
A300 SERIES SS MATER* QA 712

CWI / TEAM LEADER IAL W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-13-0
AWELDER # 683* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-13-0
AWELDED PER WPS 390 * QA 712

CWI / TEAM LEADER WITH .093 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-13-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 511458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/13/2004 625 INCONEL 7996NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:45 -Op:70MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5Part ID: Quantity Rejected: 0
PANEL 2-5 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [ ][ ][x] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
2ND FILL PASS INSIDE

 Notes:
PERFORMED THE VISUAL INSPECTION OF THE INSIDE WELD FILL PASS #2. WELDER #683 PERFORMED THE WELDING TO WPS390. UPON
INSPECTION THERE WAS NO REJECTABLE INDICATION FOUND.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/13/2004

User ID: LONAKER  Date: 04/15/04Page: 10NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 25
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 52

Workorder: 64880/1-0 Sub:45 Op:80

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #2 0 +0.021 / +0.* {g|,248"} QA 522

085 P #5 +0.009 / +
Profile Tolerance (+.188/-.060") 0.081

(10) (tack welded vessel) 02-13-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-13-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 26
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 53

Workorder: 64880/1-0 Sub:45 Op:90

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS ( PURG* QA 712

CWI / TEAM LEADER E 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-13-0
A.093 FILLER HEAT # * QA 712

CWI / TEAM LEADER CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-13-0
A300 SERIES SS MATER* QA 712

CWI / TEAM LEADER IAL W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-13-0
AWELDER #683* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-13-0
AACCEPTED PER WPS 3* QA 712

CWI / TEAM LEADER 0 W/ .093 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-13-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 541458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/13/2004 625 INCONEL 7997NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:45 -Op:90MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5Part ID: Quantity Rejected: 0
PANEL 2-5 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 29.1.6Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other
COVER PASS INSIDE WELD ASSEMBLY 2-5

 Notes:
PERFROMED THE VISUAL INSPECTION ON THE INSIDE COVER WELD. ( ASSEMBLY 2-5) WELD OPERATOR 683 PERFORMED THIS COVER PASS.
THERE WAS NO REJECTABLE INDICATION FOUND AT THIS INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/13/2004

User ID: LONAKER  Date: 04/15/04Page: 11NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 27
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 55

Workorder: 64880/1-0 Sub:45 Op:100

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #2 +0.023 / +0.10* {g|,268"} QA 522

0  P #5 +0.034 / +0
Profile Tolerance (+.188/-.080") .091

(10) (tack welded vessel) 02-13-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-13-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 28
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 56

Workorder: 64880/1-0 Sub:45 Op:110

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS ( PURG* QA 712

CWI / TEAM LEADER E 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-13-0
A.062 FILLER HEAT # * QA 712

CWI / TEAM LEADER AV8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-13-0
A300 SERIES SS W/ SS* QA 712

CWI / TEAM LEADER  WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-13-0
AWELDER 683* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-13-0
AACCEPT PER WPS 390 * QA 712

CWI / TEAM LEADER W/ .062 WIRE
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-13-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 571458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/13/2004 625 INCONEL 8007NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:45 -Op:110MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5Part ID: Quantity Rejected: 0
PANEL 2-5 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [x]  Back Gouge [  ] Cover Pass [  ] Other
ROOT PASS OUTSIDE

 Notes:
PERFORMED THE INSPECTION ON THE BACK GOUGE PRIOR TO WELDING AND THE ROOT PASS ON THE OUTSIDE JOINT OF ASSEMBLY 2-5.
WELDER # 683 PERFORMED THE WELDING TO WPS 390. THERE WAS NO INDICATION FOUND DURING THIS INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/13/2004

User ID: LONAKER  Date: 04/15/04Page: 12NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 29
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 58

Workorder: 64880/1-0 Sub:45 Op:120

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #2 +0.008 / +0.07* {g|,288"} QA 522

8 P #5 +0.003 / +0.
Profile Tolerance (+.188/-.100") 067

(10) (tack welded vessel) 02-13-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-13-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 30
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 59

Workorder: 64880/1-0 Sub:45 Op:130

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS  ( PUR* QA 712

CWI / TEAM LEADER GE 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-13-0
A.093 DIA HEAT #CB79* QA 712

CWI / TEAM LEADER 96
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-13-0
A300 SERIES SS W/ SS* QA 712

CWI / TEAM LEADER  WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-13-0
AWELDER 683 PERFOR* QA 712

CWI / TEAM LEADER D WELDING
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-13-0
AACCEPT PER WPS 390 * QA 712

CWI / TEAM LEADER  WITH .093 DIA WIRE
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-13-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 601458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/13/2004 625 INCONEL 8010NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:45 -Op:130MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5Part ID: Quantity Rejected: 0
PANEL 2-5 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [ ][ ][x] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other
COVER PASS OUTSIDE WELD

 Notes:
PERFORMED THE INSPECTION OF THE COVER WELD ON THE OUTSIDE OF ASSEMBLY 2-5  THERE WAS NO INDICATION FOUND AT INSPECTION
POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/13/2004

User ID: LONAKER  Date: 04/15/04Page: 13NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 31
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 61

Workorder: 64880/1-0 Sub:45 Op:140

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #2 +0.001 / +0.06* {g|,308"} QA 522

1 P #5 -0.023 / +0.
Profile Tolerance (+.188/-.120") 051

(10) (tack welded vessel) 02-13-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-13-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 32
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5 - Item: 64

Workorder: 64880/1-0 Sub:45 Op:160

Part: SE121-001P 2-5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #2 +0.005 / +0.13* {g|,328"} QA 522

6 P #5 -0.035 / +0.
Profile Tolerance (+.188/-.140") 096

(10) (tack welded vessel) 02-17-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-17-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 33
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 65

Workorder: 64880/1-0 Sub:41 Op:10

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AACCEPT* 712MFG 712

Verify Panel Joint Alignment
Weld Seam # 4-5

CWI(10) (.02" Max) 02-16-0 02-16-0
A.020* MFG 712

Verify Panel / Rest Stop Position
(20) Panel #4 (0 - .09" Gap) 02-16-0

A.080* MFG 712
Verify Panel / Rest Stop Position

(30) Panel Sub-Set #2-5 (0 - .09" Gap) 02-16-0
AGAS SETTINGS  ( PUR* QA 712

GE 20 SHHIELDING 40
CWI / TEAM LEADER )
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION  02-16-0
A.093 DIA  HEAT #CB7* QA 712

CWI / TEAM LEADER 996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-16-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 02-16-0
AWELDER #683* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 34
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

AACCEPT PER WPS 390 * QA 712
CWI / TEAM LEADER W/ .093 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(80) AND THROUGH COMPLETION 02-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 35
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 67

Workorder: 64880/1-0 Sub:41 Op:20

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #5 +0.003 / +0.03* {g|,188"} QA 522

5 P #4 +0.004 / +0.
Upper Half Of Bilateral Tolerance 057

(10) (tack welded vessel) 02-17-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-17-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 36
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 68

Workorder: 64880/1-0 Sub:41 Op:30

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS (PURGE* QA 712

CWI / TEAM LEADER  20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-16-0
AWIRE .062 DIA  HEAT* QA 712

CWI / TEAM LEADER  # AV8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-16-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-16-0
AWELDER 709 * QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-16-0
AACCEPTED PER WPS 3* QA 712

CWI / TEAM LEADER 0 W/ .062 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 691458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/16/2004 625 INCONEL 8019NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:41 -Op:30MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5-4Part ID: Quantity Rejected: 0
PANEL 2-5-4 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other
ROOT PASS SUB-ASSY 4-5 INSIDE

 Notes:
PERFORMED THE INSPECTION OF THE ROOT PASS ON DETAILS 4-5  OPERTATOR 709 PERFORMED THE WELDING OF THIS PASS UNDER WPS
390. THERE WAS NO INDICATIONS FOUND AT INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/16/2004

User ID: LONAKER  Date: 04/15/04Page: 14NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 37
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 70

Workorder: 64880/1-0 Sub:41 Op:50

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS  ( PUR* QA 712

CWI / TEAM LEADER GE 20 SHIELDING40 )
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-16-0
A.062 DIA  HEAT # AV* QA 712

CWI / TEAM LEADER 8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-16-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-16-0
AWELDER 709* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-16-0
AACCEPT PER  WPS 390* QA 712

CWI / TEAM LEADER  WITH .062 DIA WIRE
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 711458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/16/2004 625 INCONEL 8020NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:41 -Op:50MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5-4Part ID: Quantity Rejected: 0
PANEL 2-5-4 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other
FILL PASS #1 SUB-ASSY 4-5 INSIDE

 Notes:
PERFORMED THE INSPECTION OF THE fill PASS ON DETAILS 4-5  OPERTATOR 709 PERFORMED THE WELDING OF THIS PASS UNDER WPS 390.
w/ .062 FILLER THERE WAS NO INDICATIONS FOUND AT INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/16/2004

User ID: LONAKER  Date: 04/15/04Page: 15NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 38
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 72

Workorder: 64880/1-0 Sub:41 Op:70

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS (PURGE* QA 712

CWI / TEAM LEADER  20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-16-0
A.093 FILLER HEAT # * QA 712

CWI / TEAM LEADER CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-16-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-16-0
AWELDER #709* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-16-0
AACCEPTER PER WPS 3* QA 712

CWI / TEAM LEADER 0 W/ .093 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 731458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/16/2004 625 INCONEL 8021NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:41 -Op:70MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5-4Part ID: Quantity Rejected: 0
PANEL 2-5-4 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
FILL PASS #2 SUB-ASSY 4-5 INSIDE

 Notes:
PERFORMED THE INSPECTION OF THE FILL PASS ON DETAILS 4-5  OPERTATOR 709 PERFORMED THE WELDING OF THIS PASS UNDER WPS
390. THERE WAS NO INDICATIONS FOUND AT INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/16/2004

User ID: LONAKER  Date: 04/15/04Page: 16NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 39
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 74

Workorder: 64880/1-0 Sub:41 Op:90

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTING ( PURGE* QA 712

CWI / TEAM LEADER  20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-17-0
A.093 DIA HEAT # CB7* QA 712

CWI / TEAM LEADER 996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-17-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-17-0
AWELDER # 709* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-17-0
AACCEPT PER WPS 390 * QA 712

CWI / TEAM LEADER USINF .093 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-17-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 751458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/17/2004 625 INCONEL 8031NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:41 -Op:90MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5-4Part ID: Quantity Rejected: 0
PANEL 2-5-4 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other
COVER PASS INSIDE

 Notes:
PERFORMED THE INSPECTION OF THE INSIDE COVER PASS ON DETAILS 4-5  OPERTATOR 709 PERFORMED THE WELDING OF THIS PASS
UNDER WPS 390. THERE WAS NO INDICATIONS FOUND AT INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/16/2004

User ID: LONAKER  Date: 04/15/04Page: 17NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 40
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 76

Workorder: 64880/1-0 Sub:41 Op:140

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #5 +0.003 / +0.03* {g|,268"} QA 522

5 P #4 +0.004 / +0.
Profile Tolerance (+.188/-.080") 057

(10) (tack welded vessel) 02-17-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-17-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 41
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 77

Workorder: 64880/1-0 Sub:41 Op:150

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS ( PURG* QA 712

CWI / TEAM LEADER E 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-17-0
A.062 DIA  HEAT # AV* QA 712

CWI / TEAM LEADER 8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-17-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-17-0
AWELDER # 709* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-17-0
AACCEPT PER WPS 390 * QA 712

CWI / TEAM LEADER W/ .062 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-17-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 781458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/17/2004 625 INCONEL 8032NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:41 -Op:150MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5-4Part ID: Quantity Rejected: 0
PANEL 2-5-4 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [x]  Back Gouge [  ] Cover Pass [  ] Other
BACK GRIND / ROOT PASS

 Notes:
PERFORMED THE INSPECTION OF THE BACK GRIND ON THE OUTER JOINT OF DETAILS 4-5. BACK GRIND ACCEPTED.  OPERTATOR 709
PERFORMED THE WELDING OF THIS PASS UNDER WPS 390. THERE WAS NO INDICATIONS FOUND AT INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/16/2004

User ID: LONAKER  Date: 04/15/04Page: 18NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 42
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 79

Workorder: 64880/1-0 Sub:41 Op:155

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AGAS SETTINGS  (PURG* QA 712

CWI / TEAM LEADER E 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-17-0
A.093 DIA / HEAT #CB* QA 712

CWI / TEAM LEADER 7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-17-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-17-0
AWELDER # 709* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-17-0
AACCEPTED PER WPS 3* QA 712

CWI / TEAM LEADER 0 W/ .093 FILLER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-17-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 801458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/17/2004 625 INCONEL 8036NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:41 -Op:155MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P 2-5-4Part ID: Quantity Rejected: 0
PANEL 2-5-4 SUB-SETPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
COVER PASS  SUB-ASSY 4-5 OUTSIDE

 Notes:
PERFORMED THE INSPECTION OF THE COVER PASS ON DETAILS 4-5  OPERTATOR 709 PERFORMED THE WELDING OF THIS PASS UNDER WPS
390. THERE WAS NO INDICATIONS FOUND AT INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/16/2004

User ID: LONAKER  Date: 04/15/04Page: 19NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 43
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 81

Workorder: 64880/1-0 Sub:41 Op:160

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #4 -0.016 / +0.02* {g|,328"} QA 522

4 P #5 -0.019 / +0.
Profile Tolerance (+.188/-.140") 018

(10) (tack welded vessel) 02-17-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-17-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 44
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 85

Workorder: 64880/1-0 Sub:41 Op:175

Part: SE121-001P 2-5-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #2 +0.009 / +0.16* {g|,288"} QA 522

4  P #4 +0.016 / +0
.090 P #5 -0.017 / 

Profile Tolerance (+.188/-.140") +0.088
(10) (tack welded vessel) 02-18-0

J-1165 ALESS THAN 1.01* QA 522
Magnetic Permeability 1.01 Max.

(20) Record range (high / low) 02-18-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Table of Contents Page: 4
Quality Assurance Documents For Date: 04/15/04

Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICS LAB
Customer P.O.: S-04344-F

Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

SE121-001P TEST

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

6026 Inspection Data Checklist: 8 steps88

7026 Inspection Data Checklist: 3 steps89

8026 Inspection Data Checklist: 5 steps90

8026 Nondestructive Visual Test Certification #7892 - MTM WELD INSPECTION FORM91

9026 Inspection Data Checklist: 2 steps92

10026 Inspection Data Checklist: 5 steps93

10026 Nondestructive Visual Test Certification #7900 - MTM WELD INSPECTION FORM94

11026 Inspection Data Checklist: 2 steps95

12026 Inspection Data Checklist: 5 steps96

12026 Nondestructive Visual Test Certification #7902 - MTM WELD INSPECTION FORM97

13026 Inspection Data Checklist: 2 steps98

14026 Inspection Data Checklist: 5 steps99

14026 Nondestructive Visual Test Certification #7909 - MTM WELD INSPECTION FORM100

15026 Inspection Data Checklist: 2 steps101

16026 Inspection Data Checklist: 5 steps102

16026 Nondestructive Visual Test Certification #7914 - MTM WELD INSPECTION FORM103

17026 Inspection Data Checklist: 2 steps104

18026 Inspection Data Checklist: 5 steps105

18026 Nondestructive Visual Test Certification #7915 - MTM WELD INSPECTION FORM106

19026 Inspection Data Checklist: 2 steps107

20026 Inspection Data Checklist: 5 steps108

20026 Nondestructive Visual Test Certification #7918 - MTM WELD INSPECTION FORM109

21026 Inspection Data Checklist: 2 steps110

23026 Test Certification: RADIOGRAPHIC CERTIFICATE - mc096219.tif111

23026 Map(s): SE121-001P-1MTM - Same as Item #111112

SE121-001P - PVVS PRIMARY WELDMENT

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

10100 Material Certification: Trace ID: 94881 / INCONEL625_062_GTAW - WELD WIRE/GTAW, .062 DIA - mc095279.pdf  / 2653-8-4201 /
AB8051 / AV8128

113

10100 Material Certification: Trace ID: 94238 / INCONEL625_062_GTAW - WELD WIRE/GTAW, .062 DIA - mc094944.pdf  / 2653-8-4201 /
AB8051 / AV8128

114

10100 Material Certification: TRACE ID: 38561 / INCONEL625_062_GTAW - WELD WIRE/GTAW, .062 DIA - MC074409.TIF  / 2653-8-4201 /
AB8051 / AV8128

115

30100 Material Certification:   / INCONEL625_093_GTAW - WELD WIRE/GTAW, .093 DIA - MC075552.TIF  / CB7996 / CT7519116

30100 Material Certification: Trace ID: 95570 / INCONEL625_093_GTAW - WELD WIRE/GTAW, .093 DIA - mc095629.pdf  / CB7996 /
CT7519

117

30100 Material Certification: TRACE ID: 41171 / INCONEL625_093_GTAW - WELD WIRE/GTAW, .093 DIA - MC075605.TIF  / CB7996 /
CT7519

118

40100 Material Certification:  / INCONEL625_035_GMAW - WELD WIRE/GMAW, .035 DIA - mc068650.tif  / VX3417AK119

1040 Inspection Data Checklist: 6 steps120

4040 Inspection Data Checklist: 8 steps121

n:\mtmapps\mtqapla9.qrp



Page: 45
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 88

Workorder: 64880/1-0 Sub:26 Op:60

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
ALESS THAN .020 MISM* 933MFG 791

Verify Panel Joint Alignment ATCH
Weld Seam # 2-5

CWI(10) (.02" Max) 01-28-0 01-28-0
ALESS THAN .090* MFG 791

Verify Panel / Rest Stop Position
(20) Panel #2 (0 - .09" Gap) 01-28-0

ALESS THAN .090* MFG 791
Verify Panel / Rest Stop Position

(30) Panel #5 (0 - .09" Gap) 01-28-0
AACCEPTABLE TO WPS * QA 791

90 PPPL REV 0   20 
CWI / TEAM LEADER CFH FLOW/ARGON GA
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION  01-28-0
AHT LOT AV8128 / TRA* QA 791

CE TICKET #94881  6
CWI / TEAM LEADER 25 INCO
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 01-28-0
ASTAINLESS STEEL 300* QA 791

 SERIES CONSTRUCTIO
N,STAINLESS STEEL W

CWI / TEAM LEADER OOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 01-28-0
AVERIFED PER WELDE* QA 791

QUALIFICATION CHEC

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 46
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM
CWI / TEAM LEADER  SYSTEM
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 01-28-0
AWELDER SET AT 140 M* QA 791

AX AMPERAGE AT TAC
CWI / TEAM LEADER  WELD OP
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(80) AND THROUGH COMPLETION 01-28-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 47
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 89

Workorder: 64880/1-0 Sub:26 Op:70

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A+0.003 / +0.096* {g|,188"} QA 522

Upper Half Of Bilateral Tolerance
(tack welded vessel)

(10) At weld seam only (development panel) 01-27-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
Record range (high / low)

(20) At weld seam only (development panel) 01-27-0
J-770-NDT A0.380-0.389* QA 522

Material Thickness
(30) .375 +.04/-0" 01-27-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 48
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 90

Workorder: 64880/1-0 Sub:26 Op:80

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH@WELDER / 20* QA 791

CWI / TEAM LEADER FH PURGE ARGON GA
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  01-30-0
AINCO 625 HT LOT AV8* QA 791

CWI / TEAM LEADER 128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 01-30-0
A300 SERIES STAINLES* QA 791

S STEEL  / S.S. WOO
CWI / TEAM LEADER L
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 01-30-0
AVERIFIED TO MTM WE* QA 791

CWI / TEAM LEADER D QUALIFICATIONS
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 01-30-0
A75 / 175MPS/  .062 * QA 791

FILLER   WPS 390 PP
CWI / TEAM LEADER  REV 0
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 01-30-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 911458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

01/30/2004 625 INCONEL 7892NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:26 -Op:80MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P TESTPart ID: Quantity Rejected: 0
WELD DEVELOPMENT PANELPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification:Test Step:

MTM Spec Number:Revision:
Acceptance Standard: AWS D1.6, 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 10X

Light Source Used: AMBIENT WITH FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other

 Notes:
Visual inspection of root pass on test joint. Weld acceptable to customer drawing / specification requirements.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 933-D.LEAPLEY 01/30/2004

User ID: LONAKER  Date: 04/15/04Page: 20NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 49
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 92

Workorder: 64880/1-0 Sub:26 Op:90

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A+0.016 - +0.094* {g|,208"} QA 522

Profile Tolerance (+.188 / -.020")
(tack welded vessel)

(10) At weld seam only (development panel) 01-30-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
Record range (high / low)

(20) At weld seam only (development panel) 01-30-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 50
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 93

Workorder: 64880/1-0 Sub:26 Op:100

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH @WELDER  / 2* QA 791

CWI / TEAM LEADER 0CFH AT PURGE
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  01-30-0
AINCO 625 HT AV8128 * QA 791

CWI / TEAM LEADER  .062 DIAM.
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 01-30-0
A300 SERIES SS / S.S* QA 791

CWI / TEAM LEADER .WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 01-30-0
AVERIFIED TO WPS 390* QA 791

PPPL REV 0  PER MTM
 QUALIFICATION CHEC

CWI / TEAM LEADER K
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 01-30-0
A75 TO 175  .062 FIL* QA 791

CWI / TEAM LEADER LER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 01-30-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 941458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/02/2004 625 INCONEL 7900NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:26 -Op:100MTM Job Number: Quantity Inspected: 1
705-WELD ENGINEERING/ CWIResource ID: Quantity Accepted: 1
SE121-001P TESTPart ID: Quantity Rejected: 0

Part Name:
Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 PARA 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X MAGNIFICATION

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other

 Notes:
Root pass of weld test / development panel fabrication operation #3 was inspected.  No rejectable indications were noted at the time of inspection

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 223-M.TROSEN 02/02/2004

User ID: LONAKER  Date: 04/15/04Page: 21NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 51
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 95

Workorder: 64880/1-0 Sub:26 Op:110

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A+0.012 / +0.093* {g|,228"} QA 522

Profile Tolerance (+.188/-.040")
(tack welded vessel)

(10) At weld seam only (development panel) 02-02-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
Record range (high / low)

(20) At weld seam only (development panel) 02-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 52
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 96

Workorder: 64880/1-0 Sub:26 Op:120

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH @WELDER / 20* QA 791

CWI / TEAM LEADER  CFH @ PURGE
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-02-0
AINCO 625 HT LOT AV * QA 791

CWI / TEAM LEADER 8128 .062 DIAM.
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-02-0
A300 SERIES S.S. / S* QA 791

CWI / TEAM LEADER .S.WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-02-0
AACCEPTABLE  TO MTM* QA 791

QUALIFICATION CHEC
 PER WPS 390 PPPL R

CWI / TEAM LEADER EV O
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-02-0
A75- 175  AMPS .062 * QA 791

FILLER  (ALL PARAME
CWI / TEAM LEADER TERS PER WPS)
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 971458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/02/2004 625 INCONEL 7902NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:26 -Op:120MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P TESTPart ID: Quantity Rejected: 0

Part Name:
Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 PARA 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X MAGNIFICATION

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
INTERMEDIATE FILLER PASS

 Notes:
Filler pass of weld test / development panel fabrication operation #4 was inspected.  No rejectable indications were noted at the time of inspection

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 581-D.EDWARDS 02/02/2004

User ID: LONAKER  Date: 04/15/04Page: 22NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 53
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 98

Workorder: 64880/1-0 Sub:26 Op:130

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A+0.023 / +0.097* {g|,248"} QA 522

Profile Tolerance (+.188/-.060")
(tack welded vessel)

(10) At weld seam only (development panel) 02-02-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
Record range (high / low)

(20) At weld seam only (development panel) 02-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 54
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 99

Workorder: 64880/1-0 Sub:26 Op:140

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40@ WELDER 20CFH A* QA 791

CWI / TEAM LEADER  PURGE
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-02-0
A.093 625 INCO.  HT * QA 791

CWI / TEAM LEADER LOT CT7519
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-02-0
ASTAINLESS STEELL 30* QA 791

0 SERIES / S.S. WOO
CWI / TEAM LEADER L INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-02-0
ACERTIFIED PER MTM Q* QA 791

UALIFICATION SYSTE
 WPS 390 PPPL  REV 

CWI / TEAM LEADER 0
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-02-0
A100 - 210 AMPS .093* QA 791

 FILLER ALL PARAMET
ERS PER WPS 390PPPL

CWI / TEAM LEADER  REV 0
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 1001458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/02/2004 625 INCONEL 7909NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:26 -Op:140MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P TESTPart ID: Quantity Rejected: 0

Part Name:
Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 PARA 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X MAGNIFICATION

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
COVER PASS

 Notes:
Cover pass of weld test / development panel fabrication operation #5 was inspected.  No rejectable indications were noted at the time of inspection

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 581-D.EDWARDS 02/02/2004

User ID: LONAKER  Date: 04/15/04Page: 23NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 55
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 101

Workorder: 64880/1-0 Sub:26 Op:150

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A+0.017 / +0.097* {g|,268"} QA 522

Profile Tolerance (+.188/-.080")
(tack welded vessel)

(10) At weld seam only (development panel) 02-03-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
Record range (high / low)

(20) At weld seam only (development panel) 02-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 56
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 102

Workorder: 64880/1-0 Sub:26 Op:160

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A20 CFH PURGE / 40CF* QA 791

CWI / TEAM LEADER H @ WELDER
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-03-0
A.062 625 INCO HT # * QA 791

2653-8-4201   .093 
625 INCO HT # CT751

CWI / TEAM LEADER 9
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-03-0
A300 SERIES S.S. /  * QA 791

CWI / TEAM LEADER S.S.WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-03-0
AQUALIFIED PER MTM * QA 791

ELDER QUALIFICATIO
CWI / TEAM LEADER  CHECK
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-03-0
A.062 75 175 AMPS .0* QA 791

93 100-210 AMPS ALL
 PARAM. TO WPS 390P

CWI / TEAM LEADER PPL REV 0
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-03-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 1031458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/03/2004 625 INCONEL 7914NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:26 -Op:160MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P TESTPart ID: Quantity Rejected: 0

Part Name:
Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 PARA 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X MAGNIFICATION

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [x]  Back Gouge [  ] Cover Pass [  ] Other
BACKSIDE ROOT PASS

 Notes:
Backside root pass of weld test / development panel fabrication operation #6 was inspected.  No rejectable indications were noted at the time of inspection

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 581-D.EDWARDS 02/03/2004

User ID: LONAKER  Date: 04/15/04Page: 24NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 57
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 104

Workorder: 64880/1-0 Sub:26 Op:170

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A+0.007 / +0.076* {g|,288"} QA 522

Profile Tolerance (+.188/-.100")
(tack welded vessel)

(10) At weld seam only (development panel) 02-03-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
Record range (high / low)

(20) At weld seam only (development panel) 02-03-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 58
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 105

Workorder: 64880/1-0 Sub:26 Op:180

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A20 CFH AT PURGE/ 40* QA 791

CWI / TEAM LEADER CFH @ WELDER
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-03-0
A.093 INCO 625 HEAT * QA 791

CWI / TEAM LEADER # CT7519
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-03-0
A300 SERIES S.S.  / * QA 791

CWI / TEAM LEADER   S.S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-03-0
AVERIFIED PER MTM W* QA 791

LDER QUALIFICATION 
CWI / TEAM LEADER CHECK
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-03-0
A100-210 AMPS ALL PA* QA 791

RAM. PER WPS 390PPP
CWI / TEAM LEADER L REV 0
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-03-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 1061458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/03/2004 625 INCONEL 7915NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:26 -Op:180MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P TESTPart ID: Quantity Rejected: 0

Part Name:
Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 PARA 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X MAGNIFICATION

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
BACKSIDE FILL PASS

 Notes:
Backside fill pass of weld test / development panel fabrication operation #7 was inspected.  No rejectable indications were noted at the time of inspection

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 581-D.EDWARDS 02/03/2004

User ID: LONAKER  Date: 04/15/04Page: 25NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 59
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 107

Workorder: 64880/1-0 Sub:26 Op:190

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A-0.007 / +0.041* {g|,308"} QA 522

Profile Tolerance (+.188/-.120")
(tack welded vessel)

(10) At weld seam only (development panel) 02-03-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
Record range (high / low)

(20) At weld seam only (development panel) 02-03-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 60
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 108

Workorder: 64880/1-0 Sub:26 Op:200

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A20CFH @PURGE  / 40 * QA 791

CWI / TEAM LEADER CFH @ WELDER
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-03-0
A.093 625 INCO HT # * QA 791

CWI / TEAM LEADER CT7519
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-03-0
A300 SERIES S.S.  / * QA 791

CWI / TEAM LEADER S.S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-03-0
APER MTM WELDER QU* QA 791

IFICATION CHECK  WP
CWI / TEAM LEADER S 390PPPL REV 0
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-03-0
A.093 FILLER 100-210* QA 791

 AMPS PER WPS 390PP
CWI / TEAM LEADER PL REV 0
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-03-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 1091458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/03/2004 625 INCONEL 7918NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:26 -Op:200MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001P TESTPart ID: Quantity Rejected: 0

Part Name:
Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 PARA 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X MAGNIFICATION

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other
BACKSIDE COVER PASS

 Notes:
Backside cover pass of weld test / development panel fabrication operation #8 was inspected.  No rejectable indications were noted at the time of inspection

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 581-D.EDWARDS 02/03/2004

User ID: LONAKER  Date: 04/15/04Page: 26NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 61
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 110

Workorder: 64880/1-0 Sub:26 Op:210

Part: SE121-001P TEST -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-1
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A-0.065 / +0.041* {g|,328"} QA 522

Profile Tolerance (+.188/-.140")
(tack welded vessel)

(10) At weld seam only (development panel) 02-05-0
J-1165 ALESS THAN 1.01 * QA 522

Magnetic Permeability 1.01 Max.
Record range (high / low)

(20) At weld seam only (development panel) 02-05-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 62
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 120

Workorder: 64880/1-0 Sub:40 Op:10

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A.090 GAP OR LESS* MFG 791

Verify Panel / Rest Stop Position
(30) Panel Sub-Set 2-5-4 (0 - .09" Gap) 02-20-0

ASHIELDING 40 CFH AN* QA 791
D PURGE 20 CFH  TYP

CWI / TEAM LEADER E ARGON GAS
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION  02-20-0
A.093 625 INCO FILLE* QA 791

CWI / TEAM LEADER R HT # CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 02-20-0
A300 SERIES S.S. /  * QA 791

CWI / TEAM LEADER S. S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-20-0
AACCEPTABLE PER MT* QA 791

WELDER QUALIFICATI
CWI / TEAM LEADER N SYSTEM 
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(80) AND THROUGH COMPLETION 02-20-0
A.093 FILLER 100-210* QA 791

 AMPS ALL PARAM. PE
CWI / TEAM LEADER R WPS
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(90) AND THROUGH COMPLETION 02-20-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 121

Workorder: 64880/1-0 Sub:40 Op:40

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1149 AACCEPT  .005* CWI 712

Verify Panel Joint Alignment
Weld Seam # 1-2

(10) (.02" Max) 02-20-0
J-1149 AACCEPT  .005* MFG 712

Verify Panel Joint Alignment
Weld Seam # 3-4

(20) (.02" Max) 02-20-0
J-1149 AMAX- GAP  .060* MFG 712

Verify Panel / Rest Stop Position
(30) Panel Sub-Set 1-3 (0 - .09" Gap) 02-20-0

AGAS SETTINGS ( PURG* QA 712
CWI / TEAM LEADER E 20 SHIELDING 40)
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION  02-20-0
AACCEPT .093 DIA.  H* QA 712

CWI / TEAM LEADER EAT#CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 02-20-0
A300 SERIES SS MATER* QA 712

CWI / TEAM LEADER IAL W/ SS WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-20-0
AWELDER # 709* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(80) AND THROUGH COMPLETION 02-20-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

AACCEPT PER WPS 390* QA 712
CWI / TEAM LEADER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(90) AND THROUGH COMPLETION 02-20-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 65
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 127

Workorder: 64880/1-0 Sub:40 Op:50

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 RP #1 -0.011/0.074, * {g|,188"} QA 522

P #2 -0.007/+0.077,
 P #3 0.052/0.079, 
P#4 0.042/0.054 [N/

Upper Half Of Bilateral Tolerance C:15123]
(10) (tack welded vessel) 02-20-0

J-1165 ALESS THAN 1.01* QA 522
Magnetic Permeability 1.01 Max.

(20) Record range (high / low) 02-20-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 66
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 128

Workorder: 64880/1-0 Sub:40 Op:70

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1149 A.005* CWI 712

Verify Panel Joint Alignment
Weld Seam # 1-2

(10) (.02" Max) 02-20-0
J-1149 A.005* CWI 712

Verify Panel Joint Alignment
Weld Seam # 3-4

(20) (.02" Max) 02-20-0
J-1149 AMAX GAP .060* MFG 712

Verify Panel / Rest Stop Position
(30) Panel #1 (0 - .09" Gap) 02-20-0

J-1149 AMAX. GAP   .060* MFG 712
Verify Panel / Rest Stop Position

(40) Panel #3 (0 - .09" Gap) 02-20-0
AGAS SETTINGS  ( PUR* QA 712

GE 20  SHIELDING 40
CWI / TEAM LEADER )  ARGON
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION  02-20-0
A.093 HEAT # CB7996 * QA 712

& .062 HEAT # AV812
CWI / TEAM LEADER 8   625 INCONEL
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 02-20-0
A300 SERIES MATERIAL* QA 712

CWI / TEAM LEADER  W/ SS WOOL 
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-20-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 67
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

AWELDERS 709 # 683* QA 712
CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(80) AND THROUGH COMPLETION 02-20-0
AACCEPT PER WPS 390* QA 712

CWI / TEAM LEADER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(90) AND THROUGH COMPLETION 02-20-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 68
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 129

Workorder: 64880/1-0 Sub:40 Op:90

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH SHIELDING / * 581QA 791

CWI / TEAM LEADER 20 CFH PURGE
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

CWI(10) AND THROUGH COMPLETION  02-21-0 02-21-0
A.062 625 INCO HT AV* 581QA 791

8128   .093 625 INC
CWI / TEAM LEADER O  HT # CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

CWI(20) AND THROUGH COMPLETION 02-21-0 02-21-0
A300 SERIES S.S. / S* 581QA 791

CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

CWI(30) AND THROUGH COMPLETION 02-21-0 02-21-0
A683 /709 ACCEPTABLE* 581QA 791

 TO MTM WELDER QU
CWI / TEAM LEADER IFICATION CHECK
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

CWI(40) AND THROUGH COMPLETION 02-21-0 02-21-0
A.062 FILLER  75-175* 581QA 791

  .093 FILLER 100-2
10  ALL PARAM. PER 

CWI / TEAM LEADER WPS 
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

CWI(50) AND THROUGH COMPLETION 02-21-0 02-21-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P - Item: 1301458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/21/2004 625 INCONEL 8065NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:40 -Op:90MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001PPart ID: Quantity Rejected: 0
PVVS PRIMARY FABRICATIONPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 PARA 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X MAGNIFICATION

Light Source Used: FLASHLIGHT  S/N FL-2

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [x] [ ] [ ]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
INTERMEDIATE FILLER PASS WELDS

 Notes:
Inspect intermediate-pass welds on joining 1-3 to 2-5-4, 100% each weld.  No rejectable indications were noted at the time of inspection.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 581-D.EDWARDS 02/21/2004

User ID: LONAKER  Date: 04/15/04Page: 27NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 69
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 131

Workorder: 64880/1-0 Sub:40 Op:110

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH SHIELDING / * QA 791

CWI / TEAM LEADER 20 CFH PURGE
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-21-0
A.062 625 INCO HT AV* QA 791

8128   .093 625 INC
CWI / TEAM LEADER O  HT # CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-21-0
A300 SERIES S.S. / S* QA 791

CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-21-0
A683 /709 ACCEPTABLE* QA 791

 TO MTM WELDER QU
CWI / TEAM LEADER IFICATION CHECK
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-21-0
A.062 FILLER  75-175* QA 791

  .093 FILLER 100-2
10  ALL PARAM. PER 

CWI / TEAM LEADER WPS 
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-21-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P - Item: 1321458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/21/2004 625 INCONEL 8067NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:40 -Op:110MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001PPart ID: Quantity Rejected: 0
PVVS PRIMARY FABRICATIONPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 PARA 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X MAGNIFICATION

Light Source Used: FLASHLIGHT  S/N FL-2

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [x] [ ] [ ]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [  ] Cover Pass [x]  Other
 2ND INTERMEDIATE FILLER PASS WELDS

 Notes:
Inspect 2nd intermediate-pass welds on joining 1-3 to 2-5-4, 100% each weld.  No rejectable indications were noted at the time of inspection.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 581-D.EDWARDS 02/21/2004

User ID: LONAKER  Date: 04/15/04Page: 28NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 70
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 133

Workorder: 64880/1-0 Sub:40 Op:130

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH SHIELDING / * QA 791

CWI / TEAM LEADER 20 CFH PURGE
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-21-0
A.093 625 INCO  HT #* QA 791

CWI / TEAM LEADER  CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-21-0
A300 SERIES S.S. / S* QA 791

CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-21-0
A683 / 709 ACCEPTABL* QA 791

E TO MTM WELDER Q
CWI / TEAM LEADER LIFICATION CHECK 
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-23-0
A.093 FILLER 100-210* QA 791

  ALL PARAM. PER WP
CWI / TEAM LEADER S
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-21-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P - Item: 1341458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/21/2004 625 INCONEL 8068NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:40 -Op:130MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001PPart ID: Quantity Rejected: 0
PVVS PRIMARY FABRICATIONPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWSD1.6 PARA 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X MAGNIFICATION

Light Source Used: FLASHLIGHT  S/N FL-2

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [x] [ ] [ ]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [ ][ ][x]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [ ][ ][x]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [ ][ ][x]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [ ][ ][x]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other
FINAL COVERPASS WELDS

 Notes:
Inspect final coverpass welds on joining 1-3 to 2-5-4, 100% each weld.  No rejectable indications were noted at the time of inspection.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 581-D.EDWARDS 02/21/2004

User ID: LONAKER  Date: 04/15/04Page: 29NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 71
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 135

Workorder: 64880/1-0 Sub:40 Op:140

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #1 +0.015/+0.085,* {g|,248"} QA 522

 P #2 +0.008/+0.067
, P #3 +0.022/+0.05
5, P #4 -0.018/+0.0

Profile Tolerance (+.188/-.060") 53
(10) (tack welded vessel) 02-21-0

J-1165 ALESS THAN 1.01* QA 522
Magnetic Permeability 1.01 Max.

(20) Record range (high / low) 02-21-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 72
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 136

Workorder: 64880/1-0 Sub:40 Op:150

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH SHIELDING / * QA 791

CWI / TEAM LEADER 20 CFH PURGE
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-23-0
A.093 625 INCO  HT #* QA 791

CWI / TEAM LEADER  CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-23-0
A300 SERIES S.S. / S* QA 791

CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-23-0
A683 /ACCEPTABLE TO * QA 791

MTM WELDER QUALIF
CWI / TEAM LEADER ATION CHECK
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-23-0
A.093 FILLER 100-210* QA 791

  ALL PARAM. PER WP
CWI / TEAM LEADER S
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-23-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P - Item: 1371458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/23/2004 625 INCONEL 8071NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[x] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[  ] In-Process Inspection [  ] Bar Stock [x]  Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:40 -Op:150MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001PPart ID: Quantity Rejected: 0
PVVS PRIMARY FABRICATIONPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECT. V, ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6, PARA. 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 10X

Light Source Used: AMBIENT AND FLASHLIGHT 

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [x]  Back Gouge [  ] Cover Pass [  ] Other

 Notes:
Performed visual inspection to the backgrinding of Seam 1-2 and Seam 3-4.  Background joints acceptable to customer drawing / specification
requirements.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 933-D.LEAPLEY 02/23/2004

User ID: LONAKER  Date: 04/15/04Page: 30NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 73
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 138

Workorder: 64880/1-0 Sub:40 Op:170

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH SHIELDING / * QA 791

CWI / TEAM LEADER 20 CFH PURGE
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-23-0
A.093 625 INCO  HT #* QA 791

CWI / TEAM LEADER  CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-23-0
A300 SERIES S.S. / S* QA 791

CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-23-0
A709 / ACCEPTABLE TO* QA 791

 MTM WELDER QUALI
CWI / TEAM LEADER CATION CHECK
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-23-0
A.093 FILLER 100-210* QA 791

  ALL PARAM. PER WP
CWI / TEAM LEADER S
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-23-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P - Item: 1391458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/23/2004 625 INCONEL 8077NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[x] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[  ] In-Process Inspection [  ] Bar Stock [x]  Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:40 -Op:170MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001PPart ID: Quantity Rejected: 0
PVVS PRIMARY FABRICATIONPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECT. V, ARTICLE 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6, PARA. 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 10X

Light Source Used: AMBIENT AND FLASHLIGHT 

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [x] [ ] [ ]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [ ][ ][x]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [ ][ ][x]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [ ][ ][x]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other

 Notes:
Performed visual inspection to the cover pass weld in Seam 1-2 and in Seam 3-4.  Welds both acceptable to customer drawing / specification requirements.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 933-D.LEAPLEY 02/23/2004

User ID: LONAKER  Date: 04/15/04Page: 31NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 74
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 140

Workorder: 64880/1-0 Sub:40 Op:180

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 AP #1 -0.013/+0.060,* {g|,288"} QA 522

 P #2 -0.040/+0.021
, P #3 -0.006/+0.04
2, P #4 -0.16/+0.04

Profile Tolerance (+.188/-.100") 8
(10) (tack welded vessel) 02-23-0

J-1165 ALESS THAN 1.01* QA 522
Magnetic Permeability 1.01 Max.

(20) Record range (high / low) 02-23-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 75
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 141

Workorder: 64880/1-0 Sub:40 Op:190

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH SHIELDING / * QA 791

CWI / TEAM LEADER 20 CFH PURGE
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  02-24-0
A.093 625 INCO  HT #* QA 791

CWI / TEAM LEADER  CB7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-24-0
A300 SERIES S.S. / S* QA 791

CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-24-0
A683 / ACCEPTABLE TO* QA 791

 MTM WELDER QUALI
CWI / TEAM LEADER CATION CHECK
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-24-0
A.093 FILLER 100-210* QA 791

  ALL PARAM. PER WP
CWI / TEAM LEADER S
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-24-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 76
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 147

Workorder: 64880/1-0 Sub:40 Op:200

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A-0.034 / +0.151* {g|,308"} QA 522

Profile Tolerance (+.188/-.120")
(10) (tack welded vessel) 02-24-0

J-1165 ALESS THAN 1.01* QA 522
Magnetic Permeability 1.01 Max.

(20) Record range (high / low) 02-24-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 77
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 150

Workorder: 64880/1-0 Sub:40 Op:230

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
ASHIELDING @ 40 CFH * QA 791

CWI / TEAM LEADER  / PURGE @ 20 CFH
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  03-01-0
A.062 INCO 625 HEAT * QA 791

CWI / TEAM LEADER # AV8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 03-01-0
A625 INCO * QA 791

CWI / TEAM LEADER
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-01-0
A683  ACCEPTED TO MT* QA 791

M WELDER QUALIFICA
CWI / TEAM LEADER ION CHECK
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-01-0
A75-175 AMPS ALL PAR* QA 791

CWI / TEAM LEADER AM. TO WPS
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 03-01-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 78
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 151

Workorder: 64880/1-0 Sub:40 Op:240

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A+0.050 / +0.100* {g|,328"} QA 522

Profile Tolerance (+.188/-.140")
(within approximately 6" of port attachment p

(10) t) 03-01-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 03-01-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 79
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 152

Workorder: 64880/1-0 Sub:40 Op:250

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
ASHIELDING @  40 CFH* QA 791

  PURGE @ 20 CFH   
CWI / TEAM LEADER ARGON
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  03-02-0
A.062 INCO 625  HEAT* QA 791

CWI / TEAM LEADER  LOT AV8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 03-02-0
A625 INCO / 300 SERI* QA 791

CWI / TEAM LEADER ES S.S.
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-03-0
A683 / 709  ACCEPTED* QA 791

 TO MTM WELDER QU
CWI / TEAM LEADER IFICATION CHECKS
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-02-0
A.062 DIAM FILLER  7* QA 791

5-175 AMPS  /  ALL 
CWI / TEAM LEADER PARAMETERS PER WP
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 03-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P - Item: 1531458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

03/03/2004 625 INCONEL 8165NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [x]  Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection ROOT PASS AS-WELDED. [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:40 -Op:250MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001PPart ID: Quantity Rejected: 0
PVVS PRIMARY FABRICATIONPart Name:

Serial Number: N/A 0.0Run Hours:
Customer P.O.: S-04344-F

N/ACustomer Unit/Plant:

Inspection Criteria: Customer Inspection Plan: N/A
N/A Customer Specification: ASME SECTION V, ARTICLE 6Test Step:

MTM Spec Number:Revision: N/A
Acceptance Standard:  AWS D1.6, 6.29.1.Material Test Number: N/A

Inspection Methods Used:
Magnification Used: 10X

Light Source Used: AMBIENT / FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [x][ ][ ]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [x] [ ] [ ] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [x] [ ] [ ]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other

 Notes:
Visual inspection performed on root pass between Find numbers 2 (shell) and 3 (tube).  Welds acceptable per customer drawing and specification
requirements.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 933-D.LEAPLEY 03/03/2004

User ID: LONAKER  Date: 04/15/04Page: 32NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 80
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 154

Workorder: 64880/1-0 Sub:40 Op:260

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A+0.027 / +0.100* {g|,348"} QA 522

Profile Tolerance (+.188/-.160")
(within approximately 6" of port attachment p

(10) t) 03-02-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 03-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 81
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 155

Workorder: 64880/1-0 Sub:40 Op:265

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
ASHIELDING @  40 CFH* QA 791

  PURGE @ 20 CFH   
CWI / TEAM LEADER ARGON
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  03-03-0
A.062 INCO 625  HEAT* QA 791

CWI / TEAM LEADER  LOT AV8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 03-03-0
A625 INCO / 300 SERI* QA 791

CWI / TEAM LEADER ES S.S.
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-03-0
A683 / 709  ACCEPTED* QA 791

 TO MTM WELDER QU
CWI / TEAM LEADER IFICATION CHECKS
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-03-0
A.062 DIAM FILLER  7* QA 791

5-175 AMPS  /  ALL 
CWI / TEAM LEADER PARAMETERS PER WP
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 03-03-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P - Item: 1561458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

03/03/2004 625 INCONEL 8164NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:40 -Op:265MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001PPart ID: Quantity Rejected: 0
PVVS PRIMARY FABRICATIONPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [x] [ ] [ ] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [  ] Cover Pass [  ] Other
FILL PASS #1 ASSY 1-3 TO 2-4-5 ASSY 

 Notes:
PERFORMED THE INSPECTION OF THE fill PASS ON DETAILS 4-5  OPERTATOR 709 PERFORMED THE WELDING OF THIS PASS UNDER WPS 390
NO INDICATIONS FOUND DURING VISUAL INSPECTION.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/16/2004

User ID: LONAKER  Date: 04/15/04Page: 33NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 82
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 157

Workorder: 64880/1-0 Sub:40 Op:270

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A40 CFH SHIELDING AN* QA 791

D 20 CFH PURGE ARG
CWI / TEAM LEADER N GAS
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION  03-04-0
A.093 625 INCO HT #C* QA 791

CWI / TEAM LEADER B7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 03-04-0
AINCO  625 AND 300 S* QA 791

CWI / TEAM LEADER ERIES S.S 
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-04-0
A709/683 QUALIFIED T* QA 791

O MTM WELDER QUAL
CWI / TEAM LEADER ICATION CHECK
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-04-0
A100-210 AMPS ALL PA* QA 791

CWI / TEAM LEADER RAMETERS TO WPS
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 03-04-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P - Item: 1581458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

03/04/2004 625 INCONEL 8176NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:40 -Op:270MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-001PPart ID: Quantity Rejected: 0
PVVS PRIMARY FABRICATIONPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: AWS SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [ ][ ][x] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [ ][ ][x]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [ ][ ][x]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other
COVER PASS PORT TUBE ASSY

 Notes:
PERFORMED THE VISUAL INSPECTION ON THE FINAL COVER PASS OF THE PORT TUBE TO SUB ASSEMBLY. THERE WAS NO INDICATION FOUND
AT THIS INSPECTION POINT.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/13/2004

User ID: LONAKER  Date: 04/15/04Page: 34NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 83
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P - Item: 159

Workorder: 64880/1-0 Sub:40 Op:280

Part: SE121-001P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
4470 A-0.047 / -0.011* {g|,368"} QA 522

Profile Tolerance (+.188/-.160")
(within approximately 6" of port attachment p

(10) t) 03-03-0
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 03-03-0

4470 A0.198* {#|.250|p48"} QA 522
(30) 03-03-0

4470 A39.991 / 40.0151* QA 522
40.0 Basic

(40) (untoleranced record actual measurment) 03-03-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Table of Contents Page: 6
Quality Assurance Documents For Date: 04/15/04

Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICS LAB
Customer P.O.: S-04344-F

Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

101014 Material Certification:   / SE121-001P-2 PANEL # 1 - PANEL BLANK .375" THK INCONEL 625 - MC094098.TIF  / 2650 3 6877162

1014 Inspection Data Checklist: 3 steps163

3014 Furnace charts: FURNACE CHART - mc094645.pdf164

3014 Certification: H/T CERTIFICATE - Same as Item #164165

3114 Inspection Data Checklist: 1 steps166

3514 Inspection Data Checklist: 1 steps167

4014 Inspection Data Checklist: 1 steps168

7014 Test Certification: SE121-001P-10MTM - mc096190.tif169

7014 Inspection Data Checklist: 3 steps170

SE121-001P-2 PANEL 2 - DIE FORMED PANEL

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

1015 Inspection Data Checklist: 3 steps171

101015 Material Certification:   / SE121-001P-2 PANEL # 2 - PANEL BLANK .375" THK INCONEL 625 - mc094096.tif  / 2650 3 6877172

3015 Furnace charts: FURNACE CHART - mc095044.pdf173

3015 Certification: H/T CERTIFICATE - Same as Item #173174

3115 Inspection Data Checklist: 1 steps175

3515 Inspection Data Checklist: 1 steps176

4015 Inspection Data Checklist: 1 steps177

7015 Test Certification: SE121-001P-10MTM - mc096188.tif178

7015 Inspection Data Checklist: 3 steps179

SE121-001P-2 PANEL 3 - DIE FORMED PANEL

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

1016 Inspection Data Checklist: 3 steps180

101016 Material Certification:   / SE121-001P-2 PANEL # 3 - PANEL BLANK .375" THK INCONEL 625 - mc094091.tif  / 2650 3 6877181

3016 Furnace charts: FURNACE CHART - mc094739.pdf182

3016 Certification: H/T CERTIFICATE - Same as Item #182183

3116 Inspection Data Checklist: 1 steps184

3516 Inspection Data Checklist: 1 steps185

4016 Inspection Data Checklist: 1 steps186

7016 Test Certification: SE121-001P-1MTM - mc096191.tif187

7016 Inspection Data Checklist: 3 steps188

SE121-001P-2 PANEL 4 - DIE FORMED PANEL

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101017 Material Certification:   / SE121-001P-2 PANEL # 4 - PANEL BLANK .375" THK INCONEL 625 - mc094093.tif  / 2650 3 6876189

1017 Inspection Data Checklist: 3 steps190

3017 Furnace charts: FURNACE CHART - mc094878.pdf191

3017 Certification: H/T CERTIFICATE - Same as Item #191192

3117 Inspection Data Checklist: 1 steps193

3517 Inspection Data Checklist: 1 steps194

4017 Inspection Data Checklist: 1 steps195

7017 Test Certification: SE121-001P-1MTM - mc096189.tif196
n:\mtmapps\mtqapla9.qrp
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Page: 84
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 1 - Item: 163

Workorder: 64880/1-0 Sub:14 Op:10

Part: SE121-001P-2 PANEL 1 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: A INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
ATESTED 15 RANDOM L* QA 581

CATIONS, MAX. MAG. 
Magnetic Permeability 1.0 Max. PERMEABILITY =1.000

(10) (Panel Blank) 09-25-0
J-160 A.412* QA 085

.375 (+.040/-0)
(20) (Panel Blank) 10-02-0

VISUAL AGOOD* QA 085
SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES

(30) (Panel Blank) 10-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 85
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 1 - Item: 166

Workorder: 64880/1-0 Sub:14 Op:31

Part: SE121-001P-2 PANEL 1 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
VISUAL AOK* QA 085

VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH

(10) MTM PURCHASE ORDER REQUIREMEN 01-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 86
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 1 - Item: 167

Workorder: 64880/1-0 Sub:14 Op:35

Part: SE121-001P-2 PANEL 1 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: A INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 AUNDER 1.01* QA 085

MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 87
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 1 - Item: 168

Workorder: 64880/1-0 Sub:14 Op:40

Part: SE121-001P-2 PANEL 1 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: A INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
FEELER  GAGE A.080 (GOOD)1* 522MFG 746
FEELER GAGEQA(10) .094" Max Gap (Part Surface To gauge) 10-29-0 10-29-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 88
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 1 - Item: 170

Workorder: 64880/1-0 Sub:14 Op:70

Part: SE121-001P-2 PANEL 1 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 ALESS THAN 1.01* QA 085

(10) Magnetic Permeability 1.01 Max 02-11-0
J-1180 AREADINGS UP TO 31.2* QA 085

32 MICRO-INCH SURFACE FINISH
(20) (INTERIOR (CONCAVE) SIDE) 02-11-0

J-1149 A.090* {g|.094"} QA 085
MTMFX2903(30) .094" Max Gap (Part Surface To gauge) 02-11-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 2 - Item: 171

Workorder: 64880/1-0 Sub:15 Op:10

Part: SE121-001P-2 PANEL 2 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: A INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 A<1.01* QA 363

Magnetic Permeability 1.0 Max.
(10) (Panel Blank) 02-11-0

J-160 A.405* QA 085
.375 (+.040/-0)

(20) (Panel Blank) 10-02-0
VISUAL AGOOD* QA 085

SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES

(30) (Panel Blank) 10-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 90
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 2 - Item: 175

Workorder: 64880/1-0 Sub:15 Op:31

Part: SE121-001P-2 PANEL 2 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
VISUAL AGOOD* QA 085

VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH

(10) MTM PURCHASE ORDER REQUIREMEN 01-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 91
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 2 - Item: 176

Workorder: 64880/1-0 Sub:15 Op:35

Part: SE121-001P-2 PANEL 2 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 AUNDER 1.01* QA 085

MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 2 - Item: 177

Workorder: 64880/1-0 Sub:15 Op:40

Part: SE121-001P-2 PANEL 2 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-642 A.094" NOGO1* 363MFG 407

QA(10) .094" Max Gap (Part Surface To gauge) 01-20-0 01-20-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 93
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 2 - Item: 179

Workorder: 64880/1-0 Sub:15 Op:70

Part: SE121-001P-2 PANEL 2 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 A<1.01* QA 854

(10) Magnetic Permeability 1.01 Max 02-09-0
J-1180 RFROM WITHIN TO 65 R* QA 854

32 MICRO-INCH SURFACE FINISH A
(20) (INTERIOR (CONCAVE) SIDE) 02-09-0

J-1149 A<.094* {g|.094"} QA 854
MTMFX2904(30) .094" Max Gap (Part Surface To gauge) 02-09-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 3 - Item: 180

Workorder: 64880/1-0 Sub:16 Op:10

Part: SE121-001P-2 PANEL 3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: A INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 A<1.01* QA 363

Magnetic Permeability 1.0 Max.
(10) (Panel Blank) 02-11-0

J-160 A.381* QA 085
.375 (+.040/-0)

(20) (Panel Blank) 10-02-0
VISUAL AGOOD* QA 085

SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES

(30) (Panel Blank) 10-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 95
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 3 - Item: 184

Workorder: 64880/1-0 Sub:16 Op:31

Part: SE121-001P-2 PANEL 3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
VISUAL AGOOD* QA 085

VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH

(10) MTM PURCHASE ORDER REQUIREMEN 01-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 96
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 3 - Item: 185

Workorder: 64880/1-0 Sub:16 Op:35

Part: SE121-001P-2 PANEL 3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 AUNDER 1.01* QA 085

MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 3 - Item: 186

Workorder: 64880/1-0 Sub:16 Op:40

Part: SE121-001P-2 PANEL 3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-642 A.094" MAX.1* 363MFG 407

QA(10) .094" Max Gap (Part Surface To gauge) 02-04-0 02-04-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 98
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 3 - Item: 188

Workorder: 64880/1-0 Sub:16 Op:70

Part: SE121-001P-2 PANEL 3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 A<1.01* QA 363

(10) Magnetic Permeability 1.01 Max 02-12-0
J-1009 A30.8* QA 363

32 MICRO-INCH SURFACE FINISH
(20) (INTERIOR (CONCAVE) SIDE) 02-12-0

J-1149 A.080* {g|.094"} QA 363
MTMFX2905(30) .094" Max Gap (Part Surface To gauge) 02-12-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 99
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 4 - Item: 190

Workorder: 64880/1-0 Sub:17 Op:10

Part: SE121-001P-2 PANEL 4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: A INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 A<1.01* QA 363

Magnetic Permeability 1.0 Max.
(10) (Panel Blank) 02-11-0

J-160 A.396* QA 085
.375 (+.040/-0)

(20) (Panel Blank) 10-02-0
VISUAL AGOOD* QA 085

SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES

(30) (Panel Blank) 10-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Page: 100
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 4 - Item: 193

Workorder: 64880/1-0 Sub:17 Op:31

Part: SE121-001P-2 PANEL 4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
VISUAL AGOOD* QA 085

VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH

(10) MTM PURCHASE ORDER REQUIREMEN 01-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 101
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 4 - Item: 194

Workorder: 64880/1-0 Sub:17 Op:35

Part: SE121-001P-2 PANEL 4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 AUNDER 1.01* QA 085

MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 102
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 4 - Item: 195

Workorder: 64880/1-0 Sub:17 Op:40

Part: SE121-001P-2 PANEL 4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-642 A.094" NOGO1* 363MFG 407

QA(10) .094" Max Gap (Part Surface To gauge) 01-20-0 01-20-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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Table of Contents Page: 7
Quality Assurance Documents For Date: 04/15/04

Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICS LAB
Customer P.O.: S-04344-F

Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

7017 Inspection Data Checklist: 3 steps197

SE121-001P-2 PANEL 5 - DIE FORMED PANEL

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101018 Material Certification:   / SE121-001P-2 PANEL # 5 - PANEL BLANK .375" THK INCONEL 625 - mc094089.tif  / 2650 2 6877198

1018 Inspection Data Checklist: 3 steps199

3018 Furnace charts: FURNACE CHART - mc095443.pdf200

3018 Certification: H/T CERTIFICATE - Same as Item #200201

3118 Inspection Data Checklist: 1 steps202

3518 Inspection Data Checklist: 1 steps203

4018 Inspection Data Checklist: 1 steps204

7018 Test Certification: SE121-001P-1MTM - mc096173.tif205

7018 Inspection Data Checklist: 3 steps206

SE121-001P-3

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

1029 Inspection Data Checklist: 1 steps207

102029 Material Certification:   / INCONEL 625_660 - SHEET,NICKEL ALLOY .125" THK - Same as Item #11  / 2650 3 6874208

3029 Inspection Data Checklist: 1 steps209

4029 Inspection Data Checklist: 5 steps210

5029 Inspection Data Checklist: 5 steps211

5029 Nondestructive Visual Test Certification #7951 - MTM WELD INSPECTION FORM212

7029 Inspection Data Checklist: 3 steps213

SE121-003P - NCSX PVVS COMPLETE   Qty: 1

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

200 MTM NDT Cert: CLEANLINESS CERTIFICATION - 214

1039 Inspection Data Checklist: 5 steps215

1039 Nondestructive Visual Test Certification #8489 - MTM WELD INSPECTION FORM216

3039 Inspection Data Checklist: 5 steps217

4039 Map(s): SE121-001P-1MTM - 218

4039 Map(s): SE121-001P-1MTM - 219

4039 Map(s): SE121-001P-1MTM - 220

4039 Map(s): SE121-001P-1MTM - 221

4039 Map(s): SE121-001P-1MTM - 222

4039 Map(s): SE121-001P-1MTM - 223

4039 Inspection Data Checklist: 5 steps224

SE121-003P-4 - WELD BACKING RING

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101025 Material Certification:   / INCONEL 625_660 - SHEET,NICKEL ALLOY .125" THK - mc093762.tif  / 2650 3 6874225

2025 Inspection Data Checklist: 5 steps226

2025 Nondestructive Visual Test Certification #8545227

4025 Inspection Data Checklist: 2 steps228

n:\mtmapps\mtqapla9.qrp



Page: 103
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 4 - Item: 197

Workorder: 64880/1-0 Sub:17 Op:70

Part: SE121-001P-2 PANEL 4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 A< 1.01* QA 854

(10) Magnetic Permeability 1.01 Max 02-09-0
J-1180 RCHECKS TO 47* QA 854

32 MICRO-INCH SURFACE FINISH
(20) (INTERIOR (CONCAVE) SIDE) 02-09-0

J-1149 A< .094* {g|.094"} QA 854
MTMFX2906(30) .094" Max Gap (Part Surface To gauge) 02-09-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 104
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 5 - Item: 198

Workorder: 64880/1-0 Sub:18 Op:10

Part: SE121-001P-2 PANEL 5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: A INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 A<1.01* QA 363

Magnetic Permeability 1.0 Max.
(10) (Panel Blank) 02-11-0

J-160 A.415* QA 085
.375 (+.040/-0)

(20) (Panel Blank) 10-02-0
VISUAL AGOOD* QA 085

SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES

(30) (Panel Blank) 10-02-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



m
c094089.tif 1 of 4



m
c094089.tif 2 of 4



m
c094089.tif 3 of 4



m
c094089.tif 4 of 4



mc095443.pdf 1 of 5



mc095443.pdf 2 of 5



mc095443.pdf 3 of 5



mc095443.pdf 4 of 5



mc095443.pdf 5 of 5



Page: 105
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 5 - Item: 202

Workorder: 64880/1-0 Sub:18 Op:31

Part: SE121-001P-2 PANEL 5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AVISUAL* QA 825

VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH

(10) MTM PURCHASE ORDER REQUIREMEN 01-07-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 106
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 5 - Item: 203

Workorder: 64880/1-0 Sub:18 Op:35

Part: SE121-001P-2 PANEL 5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 AUNDER 1.01* QA 085

MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 5 - Item: 204

Workorder: 64880/1-0 Sub:18 Op:40

Part: SE121-001P-2 PANEL 5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-642 A.094" NOGO1* 363MFG 407

QA(10) .094" Max Gap (Part Surface To gauge) 01-20-0 01-20-0
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Page: 108
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-2 PANEL 5 - Item: 206

Workorder: 64880/1-0 Sub:18 Op:70

Part: SE121-001P-2 PANEL 5 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CS
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 A<1.01* QA 854

(10) Magnetic Permeability 1.01 Max 02-09-0
J-1180 RCHECKS FROM WITHI* QA 854

32 MICRO-INCH SURFACE FINISH TO 37 RA
(20) (INTERIOR (CONCAVE) SIDE) 02-09-0

J-1149 R.078* {g|.094"} QA 363
MTMFX2907(30) .094" Max Gap (Part Surface To gauge) 02-10-0
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-3 - Item: 207

Workorder: 64880/1-0 Sub:29 Op:10

Part: SE121-001P-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-0
Drawing ID: SE121-002P  Rev: -- INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1143 AMAX. RECORDING OF * QA 581

ERM. OF PLATE 1.002
, 12 PLCS. RANDOMLY
 CHECKED.(10) MAGNETIC PERMEABILITY 1.01 MAX 09-17-0
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-3 - Item: 209

Workorder: 64880/1-0 Sub:29 Op:30

Part: SE121-001P-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-0
Drawing ID: SE121-002P  Rev: -- INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 A<1.01* QA 363

MAGNETIC PERMEABILITY 1.01 MAX
(10) (AFTER ROLLING / PRIOR TO WELDING) 02-11-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-001P-3 - Item: 210

Workorder: 64880/1-0 Sub:29 Op:40

Part: SE121-001P-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-0
Drawing ID: SE121-003P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A* QA 791

CWI / TEAM LEADER
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 09-24-0
A* QA 791

CWI / TEAM LEADER
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 09-24-0
A* QA 791

CWI / TEAM LEADER
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 09-24-0
A* QA 791

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 09-24-0
A* QA 791

CWI / TEAM LEADER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 09-24-0
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: LONAKER

Quality Assurance Documentation for Part ID: SE121-001P-3 - Item: 211

Workorder: 64880/1-0 Sub:29 Op:50

Part: SE121-001P-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-0
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
AACCPET* QA 712

CWI / TEAM LEADER
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE

(10) PRIOR TO OPERATION START 02-06-0
AINSPECTED WIRE TYP* QA 712

CWI / TEAM LEADER  TO WPS
VERIFY WELD FILLER MATERIAL COMP

(20) PRIOR TO OPERATION START 02-06-0
AMATERIAL TYPE MAT* QA 712

CWI / TEAM LEADER ES 
VERIFY PURGE DAM MATERIAL COMPL

(30) PRIOR TO OPERATION START 02-06-0
AACCEPT* QA 712

CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO

(40) PRIOR TO OPERATION START 02-06-0
AACCEPT PER WPS* QA 712

CWI / TEAM LEADER
VERIFY PARAMETER COMPLIANCE

(50) PRIOR TO OPERATION START 02-06-0
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Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-001P-3 - Item: 2121458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/09/2004 625 INCONEL 7951NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [  ] Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:29 -Op:50MTM Job Number: Quantity Inspected: 1
205-PLASMA WORKCENTERResource ID: Quantity Accepted: 1
SE121-001P-3Part ID: Quantity Rejected: 0
PORT EXTENSION TUBEPart Name:

Serial Number: 0.0Run Hours:
Customer P.O.: S-04344-F

Customer Unit/Plant:

Inspection Criteria: Customer Inspection Plan:
Customer Specification: ASME SECTION V ARTICAL 6Test Step:

MTM Spec Number: N/ARevision:
Acceptance Standard: D1.6 SECTION 6.29.1Material Test Number:

Inspection Methods Used:
Magnification Used: 8X

Light Source Used: FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [ ][ ][x]Preheat/Interpass Temp: Welds Properly Completed: [ ] [ ] [x]

Filler Material Certs: [ ][ ][x] Proper Filler Material/Flux: [x] [ ] [ ] Weld Surfaces: [ ][ ][x]
PQR/WPS: [ ][ ][x] Shielding Gas/Back Purge: [x] [ ] [ ] Weld Dimensions: [x][ ][ ]

WPQ: [x][ ][ ] Welder Conforming to WPS: [x] [ ] [ ] Weld Contours: [x][ ][ ]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [ ][ ][x] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [x] [ ] [ ]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other
PLASMA WELD ONE PASS 

 Notes:
PERFORMED THE INISPECTION PER THE ROUTER INSTRUCTIONS. WELD OPERATOR# 733 PERFORMED THE WELDING OF THIS COMPONENT. (
PORT EXT. TUBE )

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 712-W.MILLER 02/09/2004

User ID: LONAKER  Date: 04/15/04Page: 35NDT003 n:\mtmapps\mtndtlpi.qrp
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: LONAKER

Quality Assurance Documentation for Part ID: SE121-001P-3 - Item: 213

Workorder: 64880/1-0 Sub:29 Op:70

Part: SE121-001P-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-0
Drawing ID: SE121-001P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1152 A20-32* QA 522

32 MICRO-INCH RA SURFACE FINISH
(10) (PORT EXTENSION TUBE) 02-24-0

J-1165 ALESS THAN 1.01* QA 522
MAGNETIC PERMEABILITY 1.01 MAX

(20) (PORT EXTENSION TUBE) 02-24-0
J-801 A8.000 / 8.0921* QA 522

8.0" Diameter +3/32" / -0
(30) (per ASTM B444) 02-24-0
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: LONAKER

Quality Assurance Documentation for Part ID: SE121-003P - Item: 215

Workorder: 64880/1-0 Sub:39 Op:10

Part: SE121-003P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-002P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A20 CFH ARGON PURGE* QA 791

GAS AND WELDER 40 
FH ARGON, PURGE GA
 USED AT TACK WELD 

CWI / TEAM LEADER ONLY
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 04-06-0
A.062 625 INCO HEAT * QA 791

LOT AV8128  .093 HE
CWI / TEAM LEADER AT LOT CB 7996
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 04-06-0
A300 SERIES S.S.  S.* QA 791

CWI / TEAM LEADER  S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-31-0
A709 / 683  QUALIFIE* QA 791

D TO WPS PER MTM W
LDER QUALIFICATION 

CWI / TEAM LEADER CHECK SYSTEM
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 04-06-0
A ALL PARAMETERS WI* QA 791

HIN WPS REQUIREME
CWI / TEAM LEADER S
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
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User ID: LONAKER
(50) AND THROUGH COMPLETION 04-06-0
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Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-003P - Item: 2161458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

04/06/2004 625 INCONEL 8489NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [x]  Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:39 -Op:10MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-003PPart ID: Quantity Rejected: 0
NCSX PVVS COMPLETEPart Name:

Serial Number: N/A 0.0Run Hours:
Customer P.O.: S-04344-F

N/ACustomer Unit/Plant:

Inspection Criteria: Customer Inspection Plan: N/A
N/A Customer Specification: ASME SECT. V, ARTICLE 6Test Step:

MTM Spec Number:Revision: N/A
Acceptance Standard: AWS D1.6, PARA. 6.29.1Material Test Number: N/A

Inspection Methods Used:
Magnification Used: 10X

Light Source Used: AMBIENT AND FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [x] [ ] [ ]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [ ][ ][x]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [ ][ ][x]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [ ][ ][x]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [ ][ ][x]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other

 Notes:
Visual inspection performed on root pass and cover pass welds joining find no. 3 (Port Extension Tube) to itself and to find no. 4 (Weld Backing Ring).
Welds acceptable to customer drawing / specification requirements.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 933-D.LEAPLEY 04/06/2004

User ID: LONAKER  Date: 04/15/04Page: 36NDT003 n:\mtmapps\mtndtlpi.qrp
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: LONAKER

Quality Assurance Documentation for Part ID: SE121-003P - Item: 217

Workorder: 64880/1-0 Sub:39 Op:30

Part: SE121-003P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-003P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
A20 CFH ARGON GAS A* QA 791

D WELDER 40 CFH AR
CWI / TEAM LEADER ON
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 04-06-0
A.062 INCO 625 HEAT * QA 791

CWI / TEAM LEADER LOT # AV8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 04-06-0
A300 SERIES S.S.    * QA 791

CWI / TEAM LEADER S.S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 04-06-0
A709 QUALIFIED TO MT* QA 791

M WELDER QUALIFICA
CWI / TEAM LEADER IONS SYSTEM
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 04-06-0
AALL PARAMETERS WIT* QA 791

CWI / TEAM LEADER IN WPS GUIDLINES
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 04-06-0
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: LONAKER

Quality Assurance Documentation for Part ID: SE121-003P - Item: 224

Workorder: 64880/1-0 Sub:39 Op:40

Part: SE121-003P -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-01-
Drawing ID: SE121-003P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 ALESS THAN 1.01* QA 522

Magnetic Permeability of all Inconel 625
(10) Material And Weld Zones (1.01 Max) 04-08-0

J-1165 ALESS THAN 1.02* QA 522
Magnetic Permeability of Conflat Flange

(20) (1.02 Max) 04-08-0
J-1165 ALESS THAN 1.2* QA 522

Magnetic Permeability of Weld / Heat Affecte
ne

(30) (Flange to Tube) (1.2 Max) 04-08-0
* {g|,375} QA

(40) Finished part profile
* {#|d.250"p48"|A|B|C} QA

Port Extension position
(50) (after re-attachment)
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Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE121-003P-4 - Item: 2271458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

03/31/2004 625 INCONEL 8545NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [x]  Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:25 -Op:20MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE121-003P-4Part ID: Quantity Rejected: 0
PORT EXTENSION WELD BACKIPart Name:

Serial Number: N/A 0.0Run Hours:
Customer P.O.: S-04344-F

N/ACustomer Unit/Plant:

Inspection Criteria: Customer Inspection Plan: N/A
N/A Customer Specification: ASME SECT. V, ARTICLE 6Test Step:

MTM Spec Number:Revision: N/A
Acceptance Standard: AWS D1.6, PARA. 6.29.1Material Test Number: N/A

Inspection Methods Used:
Magnification Used: 10X

Light Source Used: AMBIENT AND FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [x] [ ] [ ]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [ ][ ][x]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [ ][ ][x]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [ ][ ][x]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [ ][ ][x]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [x]  Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other

 Notes:
Visual inspection performed on the cover pass weld joining find no. 4 (Weld Backing Ring) to itself.  Weld acceptable to customer drawing / specification
requirements.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 933-D.LEAPLEY 04/15/2004

User ID: DURHAM  Date: 04/15/04Page: 37NDT003 n:\mtmapps\mtndtlpi.qrp
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INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: LONAKER

Quality Assurance Documentation for Part ID: SE121-003P-4 - Item: 227

Workorder: 64880/1-0 Sub:25 Op:20

Part: SE121-003P-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-0
Drawing ID: SE121-003P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
APURGE @ 20 CFH ARG* QA 791

N GAS AND WELDER@
CWI / TEAM LEADER 0 CFH ARGON GAS
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 03-31-0
A.062 625 INCO HEAT * QA 791

CWI / TEAM LEADER LOT AV8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 03-31-0
A300 SERIES S.S.  S.* QA 791

CWI / TEAM LEADER  S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-31-0
A709 QUALIFIED TO WP* QA 791

S PER MTM WELDER Q
ALIFICATION CHECK S

CWI / TEAM LEADER YSTEM
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-31-0
A75-175 AMPS .062 FI* QA 791

LLER , ALL PARAMETE
RS WITHIN WPS REQUI

CWI / TEAM LEADER REMENTS
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 03-31-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Page: 119
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: LONAKER

Quality Assurance Documentation for Part ID: SE121-003P-4 - Item: 228

Workorder: 64880/1-0 Sub:25 Op:40

Part: SE121-003P-4 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-0
Drawing ID: SE121-003P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1165 ALESS THAN 1.01* QA 085

(10) MAGNETIC PERMEABILITY 1.01 MAX 03-05-0
VISUAL AOK* QA 085

(20) CLEANLINESS PER PP475 03-05-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Table of Contents Page: 8
Quality Assurance Documents For Date: 04/15/04

Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICS LAB
Customer P.O.: S-04344-F

Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

SE212-003P-3 - PORT EXTENSION

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

1019 Inspection Data Checklist: 5 steps229

1019 Nondestructive Visual Test Certification #8102230

2019 Inspection Data Checklist: 2 steps231

THREADED LIFTING BOSS - THREADED LIFTING BOSS

PcItem# Document Description / Material Description / File Name / Heat LotOpSub

101058 Material Certification: TRACE ID: 69597 / 316_100 - BAR, ROUND, 316SST, .75 DIA. - MC086258.TIF  / 13207232

n:\mtmapps\mtqapla9.qrp



Page: 120
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: LONAKER

Quality Assurance Documentation for Part ID: SE212-003P-3 - Item: 229

Workorder: 64880/1-0 Sub:19 Op:10

Part: SE212-003P-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-0
Drawing ID: SE121-002P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
ASHIELDING 40  / PUR* QA 791

CWI / TEAM LEADER GE @ 20 CFH
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 02-25-0
A.062 625 INCO FILLE* QA 791

CWI / TEAM LEADER R  HEAT # AV 8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-25-0
A300 SERIES S.S. * QA 791

CWI / TEAM LEADER
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-25-0
A709  / 728  ACCEPTA* QA 791

BLE TO MTM QUALIFI
CWI / TEAM LEADER ATIONS CHECK SYSTE
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-25-0
A.062 70-170 AMPS AL* QA 791

L PARAMETERS WITHI
CWI / TEAM LEADER  WPS RANGE
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-25-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)



Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: SE212-003P-3 - Item: 2301458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

02/25/2004 304L SST AND 625 INCONEL 8102NDT#:Type of Material:Date of Inspection:

 Stage of Inspection: Test Being Run to:Manufacturing Process: Surface Condition: Heat Treated:
[  ] Incoming Inspection [x] Weldment [  ] Machined [x]  Router Instructions[  ] Casting [  ] Yes
[x] In-Process Inspection [  ] Bar Stock [x]  Drawing[  ] Plate [x]  No[  ] Rough
[  ] After Repair [  ] Forging [  ] Test Plan[  ] Other [x]  Other
[  ] Final Inspection AS-WELDED / BLENDED [  ] Technique Card

Part Information: Test Results:
64880/1.0 -Sub:19 -Op:10MTM Job Number: Quantity Inspected: 1
230-FABRICATION - WEIDNERResource ID: Quantity Accepted: 1
SE212-003P-3Part ID: Quantity Rejected: 0
PORT EXTENSIONPart Name:

Serial Number: N/A 0.0Run Hours:
Customer P.O.: S-04344-F

N/ACustomer Unit/Plant:

Inspection Criteria: Customer Inspection Plan: N/A
N/A Customer Specification: ASME CODE ARTICLE 6, SECTION VTest Step:

MTM Spec Number:Revision: N/A
Acceptance Standard: AWS D1.6, SECT. 6.29.1Material Test Number: N/A

Inspection Methods Used:
Magnification Used: 10X

Light Source Used: AMBIENT / FLASHLIGHT

Pre-Weld Inspection In-Process Inspection Post-Weld InspectionAcc Rej N/A N/ARejAcc N/ARejAcc
Base Material Certs: [ ] [ ] [x] [x][ ][ ]Preheat/Interpass Temp: Welds Properly Completed: [x] [ ] [ ]

Filler Material Certs: [x][ ][ ] Proper Filler Material/Flux: [ ] [ ] [x] Weld Surfaces: [ ][ ][x]
PQR/WPS: [x][ ][ ] Shielding Gas/Back Purge: [ ] [ ] [x] Weld Dimensions: [ ][ ][x]

WPQ: [x][ ][ ] Welder Conforming to WPS: [ ] [ ] [x] Weld Contours: [ ][ ][x]
Joint Preparation: [x][ ][ ] Root Pass: [ ] [ ] [x] Post-Weld Cleaning: [x][ ][ ]

Fit-up: [x][ ][ ] Fill Pass: [ ] [ ] [x] Distortion of Part: [x][ ][ ]
Pre-Weld Cleaning: [x][ ][ ] Cover Pass: [ ] [ ] [x]

Equip Condition/Calibr: [x][ ][ ] Interpass Cleaning: [ ] [ ] [x]
Distortion of Part: [ ] [ ] [x]

Inspection Requirements:

100 % of all accessible surfaces [  ] Joint Preps [  ] Root Pass [  ] Back Gouge [x]  Cover Pass [  ] Other

 Notes:
Visual inspection performed on the welds between Find no. 5 (Port extension tube) to Find no.6 (Conflat flange) weld.  Welds acceptable per customer
drawing and specification requirements.

This is to certify that the pieces specified have been inspected in accordance with the specifications
shown.

Inspector: Date: 933-D.LEAPLEY 02/25/2004

User ID: LONAKER  Date: 04/15/04Page: 37NDT003 n:\mtmapps\mtndtlpi.qrp



Page: 121
INSPECTION DATA CHECKLIST Date: 04/15/04

User ID: LONAKER

Quality Assurance Documentation for Part ID: SE212-003P-3 - Item: 231

Workorder: 64880/1-0 Sub:19 Op:20

Part: SE212-003P-3 -  - NSCX PROTOTYPE VACUUM VESSEL SEGMENT  SCOPE OF WORK:  NCSX-SOW-121-01-02  SPECIFICATION:  NCSX-CSPEC-121-0
Drawing ID: SE121-002P  Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY

SER#GAGE/EQUIP DATA/REMARKS VERFDSHEET ZONE AUDITSAMPLBY INSPCHARACTERISTIC
J-1152 A20-30* QA 522

32 Micro Surface Finish
(10) (Interior) 02-25-0

J-1165 ALESS THAN 1.2* QA 522
1.2 Max Magnetic Permeability

(20) (Flange To Tube) 02-25-0

Major Tool and Machine, Inc.  1458 East 19th Street, Indianapolis, IN 46218   (317)636-6433  Fax (317)634-9420QA003    (n:\mtmapps\mtqapl10.qrp)
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