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PP479

Surface Finish Inspection Process Parameters

64880/1 PPPL NCSX Prototype Vacuum Vessel Segment


1.  PURPOSE

This document establishes the procedure to ensure that all interior (vacuum facing) surfaces of the NCSX Prototype Vacuum Vessel Segment are adequately verified to conform to the requirements specified within NCSX-CSPEC-121-01-01 and Major Tool & Machine manufacturing routing 64880.
2.  SCOPE

This document establishes the minimum requirements for the process of surface finish inspection during, receiving, handling, fabrication, testing, and preparation for shipment.

3.  REFERENCE DOCUMENTS
· Product Specification NCSX-CSPEC-121-01-01
· ASME B46.1  Rev: 95 – Surface Texture (roughness, waviness, and lay)

· Operating manual; Phase II+ Surface Roughness Gage Model # SRG-1000
· MTM MIT / Quality Assurance Plan 64880/1
· PP477  Material Thickness Inspection Process Parameters

4.  EQUIPMENT AND SUPPLIES
· Phase II+ Surface Roughness Gage Model # SRG-1000  MTM S/N J1180 or J1181
5.  General information
5.1 All material will be inspected upon receipt by Receiving Inspection in accordance with the MTM manufacturing routing and QAWI008.
5.2 After receiving, all handling equipment such as slings, hooks, and lift-truck forks will be protected with wood, cloth, plastic, or rubber buffers, where feasible, to reduce the possibility of surface damage.

5.3 All interior surfaces of the PVVS (including the port extension) will be polished to a 32 micro-inch roughness average surface finish.  Exterior / non-machined surfaces will remain as produced by the material manufacturer, and will be blasted by MTM as specified in the manufacturing routing.

5.4 During the polishing process, material thickness will be closely monitored per PP477.  Minimum material thickness will be provided in the manufacturing routing.
5.5 Parts which have been polished to a 32 micro-inch surface finish will be covered with a protective polyethylene sheet at all times when not being worked on for periods exceeding 1/2 hour.

5.6 Walking on the polished surfaces will be avoided where possible.  When necessary to walk on polished surfaces, plastic foam sheeting will be applied to the surface face for protection.
5.7 Appropriate care will be taken during subsequent handling of highly polished surfaces to avoid damaging the surfaces.  

5.8 If finished surfaces become damaged, or are later found to be non-compliant, the condition will be documented in MTM’s Non-Conformance system.  Disposition will be provided by Engineering.
6.  Instructions inspecting the surface finish

6.1  Prior to taking measurements, set  the gage to “Ra” and a sampling length of 0.8mm.

6.2  Ensure accuracy by measuring the standard included with the gage.

6.3  Measure the surface finish specified within the manufacturing routing, following the operating manual instructions.  Note the vessel wall surfaces are highly shaped.  Take special care to ensure the gage is held as perpendicular as possible to the area being tested.
6.4  The MTM manufacturing routing / IDC will specify the surface finish requirements.
6.5  Document the actual readings within the MTM Manufacturing Routing / IDC provisions.

6.6  If a measurement exceeds the specified maximum, report to Engineering (via MTM Non-Conformance Report) for remedial disposition.

7.  QUALITY REQUIREMENTS
7.1 The quality documentation requirements (e.g. Inspection Data Checklists) are specified within the manufacturing routing.
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