Conference call with DC Fabricators

DC Fabricators attendees

Robert Sarraiocco – business manager

Dick Semon – engr manager

Lou Iszak?

Dave Cottle?

John Cajumas?

At PPPL

Phil Heitzenroeder

Hutch Neilson

Mike Viola

Bob Keilbach

Wayne Reiersen

Larry Sutton

At ORNL

Brad Nelson

DCF:  Are we out of bounds with the new cost estimate?

No, you are now in the general range. We want to know what the scope of the prototype effort should be to ensure success for the full vessel.

Written question #1.  Please elaborate on your manufacturing plans in the following areas: 

· Machining of the 1.5” Inconel plate after forming to achieve the final vessel wall thickness of  0.375”.  Will this be performed in house?

· How will the formed parts be measured at J. Lutz to verify their dimensions?  

· What are your plans for vacuum leak testing?  

We bring the part into Pro-E and cut it into segments.  We envision 4 segments.  We bring the part into a 2-D program called “ helix”.  We use this to provide forming templates for Lutz engineering. They will experiment with carbon steel to make sure we can obtain a rough shape, +/- .25 inches.  He will have thin gage metal templates, called arcs.  He will put this in the press and bump form to match templates.  Machining will be done at Hanner(?), and they would machine the inside and outside to get a 3/8 inch finished thickness. 

Are they concerned about machining that much Inconel away? 

It takes six weeks per segment.

Why aren’t you forming from 3/8 inch stock?

Because we would need special dies to do the compound curvature.

(office interruption, need to fill in this section of telecon)

Has he done much with forming dies?

He needs to experiment to get at least some of the secondary curvature.

How do you reconcile differences in shape when you check parts with cmm versus the templates?

We have the ability to download the Pro-E model into the Faro arm, so the actual part is checked here.  We are a half hour from Lutz.  

How confident are you in Hanner? Do they have experience with Inconel?

For us they do a lot of stainless nozzles, diffusers.  They also do titanium barrels about 30 inches in diameter.

We are concerned whether they have taken into consideration the machining of the inconel.  6 weeks times all these parts is 108 weeks of machining time. This sounds very costly.  It seems like it would be more cost-effective to machine dies from a soft material and re-use them than to machine the parts.

Written question #2.  Please discuss the basis for the revised costs given in your e-mail of 10 February 03. 

Machining costs came down by a factor of two.

Written question #3.  Please comment on the tolerances we proposed in  Doc. # NCSX-12-12002-PH  (available at ftp://ftp.pppl.gov/pub/ncsx/manuf/production_vessel/20021221-vac-ves.pdf) and give us your recommendations, especially with regards to changes in tolerances which might result in significant cost reductions.   (Please note: the original drawing, SE121-001P, was in error and showed a profile tolerance of 0.020 inches.  This should have been 0.375 inches and has been corrected per Larry Sutton email of Jan 21, 2003) . 

Written question #4.  Even with the revised pricing, your proposed costs for this manufacturing study and prototype fabrication are higher than we anticipated.  Please comment on the significant cost drivers for this effort and any recommendations you might have with regards to our Statement of Work and Specification that could significantly reduce costs.  

Written question #5.  Please address qualification criteria (g) as described in Part I of the RFP:

That production and delivery of the vacuum vessel can be accomplished in about 18 months and delivery of all vacuum vessel ports can be accomplished in about 21 months from the effective date of the Production Subcontract, for a total price of about $3 million, in current year dollars if so requested. 

 Note: (Pertains to subparagraphs f. and g. above) PPPL plans to select a contractor to produce the vacuum vessel from the two vendors awarded a Manufacturing Development Subcontract. Therefore a consideration in determining whom to be awarded a Manufacturing Development Subcontract is their perceived ability to provide the production units at an acceptable price and schedule. 

We can zero in on this criteria with the new tolerances?.

What about electropolishing?

We will hand dress with buffer.

Can you go back and ask Hammer about machining the inconel?

No answer?
What about welding?
We will use MIG, bevel one side of part, put two passes on inside, put ribs in, back-grind inside welds from outside, then fill, leaving large buildup on outside that is ground away?.  We would prefer a double fillet instead of bevel on section CC on drawing SE121-001P.  (they need rev A also)  We will machine ribs out of plate, tack plates to rib to hold profile, we have to weld behind the rib, but only for a small stitch on inside.  Once it is fit, we finish the inside welding.  We can also use the rib with dogs to pull the skin down. (or you can skin the dog and use the ribs to make burritos).

We don’t think permeability should be a problem, but are you segregating these parts from carbon steel?

We do keep things segregated, have pedigree on the weld wire and have procedures for decontamination if necessary.

Can we get the answers to additional questions by noon next Friday?

We will try and get back to you if we can’t.

Why do you have different tolerances inside and outside?

Because we were trying to give relief where we could.  We can’t let the thickness out of the tolerance zone for electrical reasons.

