PHYSICSLAB

Purchase Order Number:
S-04344-F

Part Number:
SE121

Part Name:
NSCX Vacuum Vessdl
Prototype

MTM Work Order Number:
64880/1.0
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_@ W Quality Assurance Documents For Date: 04/15/04

Tool & Machine, Inc. Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICSLAB
Customer P.O.: S-04344-F
Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

ltem# Document Description / Material Description / File Name/ Heat L ot
1 CERTIFICATE OF CONFORMANCE

ASTM B 705 MECH. TEST PIECE
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot
2 33 40 Nondestructive Visual Test Certification #8517 - VISUAL

BASE PLATE - BASE PLATE
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot
3 59 10 10 Materia Certification: TRACE ID: 77337/ 304L_8- PLATE,SST .75" THK - MC088566.TIF / 896084

DATUM TARGET - PVVSFIXED DATUM TARGET
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot
4 38 10 10 Materia Certification: / INCONEL 625 233 - BAR,ROUND,NICKEL ALLOY .438" DIA - MC095770.TIF /885B

F10000000NC4 - FLANGE, CONFLAT, NON-ROTATE, 10.00"
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot
5 20 10 10 Materia Certification: /F10000000NC4 - FLANGE, CONFLAT, NON-ROTATE, 10.00" - mc094399.pdf / OV104& 0V 105

F10000800NC4 - FLANGE, CONFLAT, NON-ROTATE, 10.00"
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot

6 52 10 10 Material Certification: TRACE ID: 96751/ F10000800NC4 - FLANGE, CONFLAT, NON-ROTATE, 10.00" - MC096585.TIF /N / A FROM
VENDOR

FB1000C12S- BOLT AND NUT KIT, 12 PT, SILVER PLATED
Item# Sub Op Pc Document Description/ Material Description / File Name/ Heat Lot
7 20 10 40 Materia Certification: TRACE ID: 93143/ FB1000C12S - BOLT AND NUT KIT, 12 PT, SILVER PLATED - MC094404.PDF / C OF C

FG1000CI - GASKET KIT (10/PK), COPPER, FOR 10" CFF
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot
8 20 10 20 Material Certification: TRACE ID: 93141/ FG1000CI - GASKET KIT (10/PK), COPPER, FOR 10" CFF - Same asltem#7 / COF C

FG1000VU - GASKET, VITON, FOR 10" CFF
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot
9 20 10 30 Materia Certification: TRACE ID: 93142 / FG1000VU - GASKET, VITON, FOR 10" CFF - SameasItem#7 / COF C

GC0275S- GASKET CLIPKIT (10/PK), FOR 10" CFF
Item# Sub Op Pc Document Description/ Material Description / File Name/ Heat Lot
10 20 10 50 Material Certification: TRACE ID: 93144/ GC0275S - GASKET CLIPKIT (10/PK), FOR 10" CFF - Same asItem#7 / COF C

NAMEPLATE
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot
11 31 10 10 Materia Certification: TRACE ID: 92220 / INCONEL 625 _660 - SHEET,NICKEL ALLOY .125" THK - MC093762.TIF / 2650 3 6874

PVVSNAMEPLATE

n:\mtmapps\mtgapla9.qrp



o Page: 1
_@ Major CERTIFICATE OF CONFORMANCE Date: 04/20/04
User ID: DURHAM

ool & Machine, Inc.

TO: PRINCETON PLASMA PHYSICS LAB DATE: 04/19/2004

ATTENTION: Receiving Department

Seller certifies that:
Purchase Order: S-04344-F

Part Number: SE121
Workorder: 64880/1.0

Part Name: NSCX Vacuum Vessel Prototype
Quantity: 1

Part Serial Number:

1. These materials and/or parts were produced in conformance with all contractually applicable Government
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.
[X] From materials for which the seller has available for examination chemical and/or physical test reports
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: W a%—' Title: Q{;«/ lléf'f;‘y&é/ Date: gﬁz o@

Original: QA Folder Copy: Customer Data Package

QA001D 12/12/02
n:\mtmapps'\mtqapCOC.qrp



bl 4540 A L e TV L VTR ioin. ¢ W et s

"'@ Yool & Machine, Inc.

1458 B. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317%634-5420

Nondestructive Test
Certification for Visual Inspection

Quality Assurance Documentation for Part ID: ASTM B 705 MECH. TEST PIECK - Ite

Date of Inspection:04/12/2004 Type of Material: NDT#:8517
Stage of [napectlon: Manufacturing Process: Surface Condidon: Test Belng Run to; Heat Treated:
[ }Incoming Inspaction [} Weldment [ ] Machined [x] Rouier Instructions [ ]1Yes
[x] In-Process Inspection [ ]1Bar Stock [x] Rough [ 1Drawing [x] No
[ ] After Repalr [ ] Forging { ] Other [ ] Test Plan
[ 1Final inspection [ ] Technigque Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:33 -Op:40 Quantity Inspected: 1
Resource T BO5-INPROCESS INSPECTION - Quantity Accepted: 1
Part ID: ASTM B 705 MECH. TEST PIEC Quantity Rejected: ]
Part Name:
Serinl Number: Run Hours: 0.0
Customer P.O.: 5-04344-F
Customer Unit/Plant:

Customer Inapection Plan:
Test Step:

Revision:

Material Test Number:

Customer Specilication: ASTM B705
MTM Spec Number:
Acceptance Standard:

Inspection Criteria:

Inspection Methods Used:

Magnification Used:
Light Source Used:
Pre-Weld Inspection Ace Rej N/A In-Process Inspecti Ace  Re| N/A Post-Weld Inspection Acc  Ref NiA
Base Material Certs:  [] [1 (x] Preheat/interpass Temp: [ ] [] [x] Welds Properly Completed: [ ] [1 [x]
Flller Material Certs: [ ] [] ix] Proper Filler Material/Flux: [] [1 ix1 Weld Surfaces:  {] {1 [x]
PQR/WPS: [] [1 [x] Shielding Gas/Back Purge; [ ] {1 [=1 Weld Dimenslons: [ ] {1 [x]
WPQ: [] 0 [x] Welder Conlorming to WPS: | ] ] [x] Weld Contonrs: [ ] {1 [x]
Joint Preparation: [] (1 %) Root Pass: [ 1 [x] Post-Weld Cleaning: [ ] I [x]
Fitap:  {] [ [x] Fill Pass: [] [1] [x] Distortisn of Part: [ ] [} [x]
Pre-Weld Cleanlng: [] [1 {(x] Cover Pass:  [] ] [x]
Equip Condition/Callbr:  [] [1 [x] Interpass Cleaning: [] [1 [x]
Distortion of Part: [ ] 1 [x]
Inspection Requlrements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ ] Back Gougs [ ] Cover Pass [ ] Othar

Notes:

n insgected in accordance with the specifications

This is to certify that the pieces spacifiad have
shown.

Inspector:;

Reviewed By: 363-C MANIFOLD

Date: 04/08/2004

Reviewed By Customer: 8780-PRINCETON PLASMA PHY  Date:

NDT3 1 ynémappsimindtipi.qp

Page: 1

User I DURHAM Date: 04/19/04
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Allegheny Ludlum
An Allegheny Technologies Company
500 Green Street

Al

Mc088566.tif

OUR ORCER NO.
YOUR ORDER NO.

CERTIFIED MATERIAL | MEMONO.
TEST REPORT DATE

SALESMAN NQO.
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EXGEPT AS OTHEAWISE NOTED, TH!S MATERIAL HAS BEEN MANUFACTURED AND TESTED IN ACCORDANCE WITH THE LISTED SPECIFICATIONS AND
RESULTS CONFORM TO THE SPECIFICATION AND ORDER REQLUIREMENTS.

5/’

/7-02
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Allegheny Ludlum
An Allagheny Technologies Company
500 Green Street
1 1 Meshingon, PA 1530
L hLL O

(S

Mc088566.1if [2]

CERTIFIED MATERIAL
TEST REPCRT

OUR ORDER NO

YOUR ORDERNO, * |
MEMO NO. .
DATE o
SALESMAN NO.

,J:/)).Cﬂgiwz

AUTHORIZED SIGNATURE

WeE o BRI

AEIEH

EXCEPT AS OTHERWISE NOTED, THIS MATERIAL HAS BEEN MANUFACTURED AND TESTED IN ACCORDANCE WiTH THE LISTED SPECIFICATIONS AND
RESULTS CONFORM TO THE SPECIFICATION AND ORDER REQUIREMENTS.
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LF1440831:

! 45 0281 500 A'Iegheny Lu d ’um OUR ORDER NO.

YOURORDERNO. 3879427
01 4 An Allegheny Technologies Company CERTIFIED MATERIAL | MEMONO. 214449-00 DUAL CERT
| 500 Green Street TEST REPORT DATE 12/13/2001
~ Washington, PA 15301 SALESMAN NO. 582
N Ship ALRD LANSING 2 ALRO STEEL CORF

\ To 1800 WEST WILLOW

LANSING MI

ALRO STEEL LIV f—/»/)), C@’W
F 0 BOX 927

el

i\
N 48915 JACKSON MI 49204 AUTHORIZED SIGNATURE

ALC 304/304L STAINLESS HRAF
AMS SS511G (304L) AMS SS13C6 (304)
(WAIVE CLM)

ASTM A240-00 ASME SA-240-01

Heat Slip Lot No Size FPcs Weight
8946479 950100 AA 1046072 3750 % 26,0000  242.0000 1 2660
8946479 50100 AE 106072 V3750 w 96,0000 u 240,0000 1 2858
896479 50100 RA 106072 .3750 % 94.0000 x 242,0000 1 2660
8946479 50100 ER 106072 L3750 2 $6.0000 x 260,0000 1 2858
894854 50103 A 1046029 6250 % 96,0000 x 2746.0000 1 4935
894856 50103 B 106029 L6250 3 96,0000 x 266.0000 1 4756
Heat c MN 3 s 51 NI CR MO Co cu
B946479 +022 1.90 .03 ,0011 + 30 B.12 1B.3&8 56 14 +40
BY46856 022 1.84 03 L0007 + 30 8.09 18.26 41 22 +33
Yield Tensile FRed. of Grain
Lot No Gauge Strength Strength Elong firea Hardness Rend Corrosion Size
106072 +3750 47.7 K&I 87,5 KSI 58.0 77.0 EHN170
106029 + 6250 4%5.9 K81 21.5 KSI Hé.0 7%.0 BHN159

MATERIAL WAS NOT WELD REFPAIRED

e iai

EXCEPT AS OTHERWISE NOTED, THI

P

RTB3526752

wiiiii

RT@3526751

S MATERIAL HAS BEEN MANUFACTURED AND TESTED IN ACCORDANGE WITH THE LISTED SPECIFICATIONS AND

RESULTS CONFORM TO THE SPECIFICATION AND ORDER REQUIREMENTS.
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g QERT 1K . -
oM . QUR ORBER NOMn:.zé.wloc '
! s Aﬂegheny !..udlum OURORDERND, I9ARHEP
% An Alagheny Techriologies Company CERTIFIED MATERIAL MEMO MO, 71 542000 Dlat CERT
500 Gresn Stvest TEST REPORY | DATE 02708/ 2007
: Washington, PA $5301 SALESMAN NO. 582
b oship ALRO LANSING 2 AlLRD STEEL CORF ?/
£ g 1800 WEST WILLEW pLRD STEEL NIV .;%,,Czpigi4,,hﬂ*“,¢/
; LANSING MI FoO OBOX 927 TS
% 48915 JACKSON M AY20A MR
-
%
ToaLL 3047304l STHINLESS HRAP
S AMB S5116 (3041 anS I5136 (304 ASTH AR4L-00  ASHE GA-240-01
O(WATVE CLMD
%
i Heat Slip Lot No SBize Feg  Weight
L BYRTNT 70580 A Loxens 7500 ® 96,0000 % 260.0000 1 5566 From slip 40074 i
L B54084 70912 A {05302 7900 2 76,0000 254, 0000 1 w4 3B Freom slip 44070 Qﬁig&ﬂq b :
& ¢ T
i %
{ Heot v MM P % 41 i CF HO o Cu N (gdéb
i BoE7H7 L0927 4,69 029 L0009 .47 8.3 i8.22 T 15 a8 077 @
L By6084 017 L7300 w026 L0004 .33 @.08 18,727 L49 W11 JB5 088
: vield Tensile Had. of Grain
i Lot No Gauge Strength strength Elong prea HBardness Rend Carragion gize
3 103926 L7500 48.1 KSI  BE.O X8I 59.0 79,0 BHH1IDY DK
£ 105302 il 18,9 K&  86.0 KBI 5040 az.0  BHR163 oK
-y
§ HATERIAL WAS NOT WELD REFATRED
),‘:‘1
» -

&‘u..‘ RICTRNT N S I e

T

RTA3513938

paGE 3

FINAL PAGE

Wi

RTA3IS513937

EXCERNT AS OTHERWISE NOITED, THISE MATERIAL HAS BEEN MANUFACTURED AND TEETED IN AGCORDANCE WiTH THE LISTED BRECIFICATIONS AND

HERULTS CONFORM TG THE Hi
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Mc095770.tif
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Traveler(s) Heat # Ingot# CERTIFICATE OF TEST
67829 B Page 1 of 4
A 885 Aerodyne Ulbrich Alloys Inc. ge 1o
e _. Duplicgte Copy of Ongmal‘fes! Re rt used to 1l your ordar. PO e
. cusT. Ml CHK BY S.S Prof 2 Rev 3
ALLVAC HEAT DATE ; -3-8
P.O. Box 5030 Ashcraft Ave SIZE ‘1'3'75“ QUAN, ['z] {4
Monroe, NC 28111-5030 PO, ¥ TLT) (v Aerii i} e LI T2 cq
Phone (704) 289-4511 SIGNATURE QUi Lililin
customer Name Purchase Order Size Alloy
AERODYNE ULBRICH ALLOYS ACT-2206 -4375" Ra. NICKELVAC 625
PCE Waeight
82 549
Date: 12/21/2002 Quality Auditor: Tina Coletti
) Amend Date: 03/31/2008  Quality Auditor: Amy  Perking {)C{E/l@x NS
. . N j Vs
R A
v/ ; - SPECIFICATIONS
- e ,:/;’V‘ﬂ // R I - I — P e I -
% AMS 2806 B ! AMS 5666 E
ASQR-01 3 ‘ ASTM Bd46 2000*1 Grade 1
. e ——— — S ——— - — - — ? — e e - A ———— = " e i o o —
(:::) F-14 027287939 F-22 02/28/99
L,aﬁ/ F-23 03/15/02 PW-QA 6078 ¥
)L U o N
i PWA 300 BG j PWA 310 AY
! 51000 E J« s-400 E
[ e i m e e . ———— e e e — e e [ S — -
SON 67838
CHEMISTRY CR EQ = Chromium Equiv Cbh=Nb
c s Mn si Cr CR EQ Mo co T Al B Zr
HEAT AVG .058 <.0003 .05 .25 21.21 - 8.50 .04 .27 .18 003 <.01

«'W‘"‘WN—%,J_*N
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W DR
. At ?
Traveler(s) Heat ¥ ingot#
€7829 A 8858 ALLVAC $.0. Box 5030 Ashcraft Ave Monroe, NC  28111-5030 Phone (704} 2894511 Page 2 of 4
Fe Cu Ni P Cb Ta W v Cbh+Ta Ti+Al Ni+Co Y
HEAT AVG 4.47 .06 61.53 .009 3.36 <.01 .03 .03 3.3¢6 .45 61.57 ~
CHEMISTRY (TRACE)
Bi Pb
HEAT AVG - -
LRDLE AOD ¢ 00001 <.0001
CHEMISTRY REMARKS
Chemistry tested at ALLVAC unless otherwise noted.
As Shipped Tensile Test
Heat Treat Test Temp UTS 2% Yield 02% Yield %EL Gage Length Tensile
Operalion jngot  Code Dir F ksi ksl ksi 4D 5D %RA D 50  Diameter Tested At
1750CR LC ROOM 134.3 84.9 51.7 59.9 1.0100 0.2510 USINSPECTION SERVICES

Test Dir: L = Longitudinal, T = Transverse, ST = Short Transverse, LT = Long Transverse,
TC = Transverse Center At Size, TM = Tranavarse Hid-Radiua At Sirze,
PC = pPancake, DB = Drawbar, PD = Paddle, TT = Top Transverse At Size,

BT = Bottom Transvexrse At Size, 1L = Long Center, TX = Top Transverse Mid-Radius At Size,
LM = Longitudinal Mid Radius

Operation: BUPER = Crosshead S8ep Rate of .18

AS SHIPPED HARDNESS

. Heat Treat
Ingot Code
J- p L4 1750CR

Hardness
val

27

Hardness

Type Tested At

RC US INSPECTION SERVICES
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Traveler(s) Heoat ¥ Ingot#
67 82 9 A 88 SB ALLVAC P.0O. Box 3030 Ashcratt Ave Monros, NC  28111-5030 Phonas {704) 2898511 page 3014
TENSILE/STRESS RUPTURE HEAT TREATMENT

HT Code: 1750¢R Furnace
Cool Rate

Temp PerHrs Cool

Location ¢  Hours Mins (F})  Code

rpu.m 1750 30 wa ’}
METALLOGRAPHY
GRAIN SIZE (As shipped cond.): Avg. ASTM 9 Tested at US Inspection Servicese
CONDITION SHIPPED
SURFACE: Centerless Ground HEAT TREAT: 1750 F., 30 Mins., WQ

REMARKS

Material has been produced, sampled, inspected, and tested in accordance with the customer purchase order and
referenced specifications and conforms to the requirements unless otherwise noted in this certificate of

test.
Any deviations to specification or customer purchase order requirements relative to testing, test values, hot

working fixed practices, have been resolved in writing with customer prior to shipment.

The recording of false, fictitious, or fraudulent mtatements or entries may be punishable as a falony under
federal statutes including federal law, TITLE 18 CHAPTER 47.

If cugtomer purchase order doesg not specifically reference a revisgion to a specification, ALLVAC will work
) to the latest revision on file and in effect at time of order placement.

¢
/'1’ Tegt methods are per the latest ASTHM Standards, currently recognized industry practices; or as agreed upon
hetwesen Allvac and customex.

Any chemical slaments analyzed and found to have values below the actual limits of detection may be reported
as < less than or reported st the detection level.

When values ars reported to the sgsignificant places called for in the specifications, rounding will be done in
accordance with ASTM BE-28.
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Traveler(s} Heat & ingot#

67829 A 8858 ALLVAC P.O. Box 5030 Ashcraft Ave Monros, NG 28111-5030 Phone (704) 2894511 Page 4 of 4

This iB to certify that during manufactiring ,handling, testing and inspection this material did not come in
direct contact with mercury or any device employing a single boundary of containment .

This Certificate of Test shall not be reproduced except in full, without the written approval cf Allvac
Quality.

No weld repair has been performed on this material.

Material Safety Data Sheets (MSDS) - View or print from our site: www.allvac.com. Printed copies available
on request from the Allvac Sales Department.

SPECIAL REMARKS
INGOT SOURCE: Allvac
Melt Method ~ AOD/ESR
Testing performed tc MCL Manual Section F~23.

GEAE S-400 (GT193)supplier codes: US Inspaction Services - T7349, Allvac Monroe ~ B7012,
Allvac Lockport T1226, Conam-Amg — T1007, Westmoreland - T7869
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DATE: 10-JAN-2002 Privket Obtoiu arct Titonin. | GOC: 30005
THORNDALE, PA, 19372
TEST CERTIFICATE
xxkk SOLD TO: *d*kk wkkx SHIP TO: wk+x
VARIAN VACUUM PRODUCTS

VARIAN VACUUM FRODUCTS 121 HARTWELL AVENUE
121 EARTWELL AVENUE ORANGE DOOR IN REAR YARD
LEXINGTON MA 02173 LEXINGTON MA 02173
CUSTOMER ORDER # CUSTOMER MARK #
KANBAN STOCK KANBAN STOCK

******************************************************************************
04L BB HOT ROLLED, ANNEALED, DESCALED
UNS S530403; PLATE, ASIM A240-00, GENERAL REQUIREMENTS ASTM R480-929b.

***I************i**************************************************************

TTE DESCRIPIION MARK: 0920VZ719742/21000601 F0 4> e I¢*F
6 1.125 x 10.02 DIAMETER
PA 2 jwob2/
Oty Heat-Slab
Test vield-.2% Tensile Elong-2in -91%7
Dir PSI PSI %
320 32 OV104-4F T 38683 82478 62 //4/0 2-
320 18 OV105-6A TT 40758 82504 61.60
Rock
B
OV104-4F 86
0vV105=62 85

****************************** LADLE ANALYSIS ******w************************

HEAT: c MN P s 51 CR NI N
oviod .020 1.83 .028 .001 .60 18.13 9.08 061
ov105 022 1.93 .028 .001 .58 18.04 .03 .060

| e 1R J__ A plolidrnas—

) olo3 o .
i . SL( ) Sugan & Haldemant
80 g’ e Quality Assistant
Lowed o. 0. Carlson, Inc-

8.
I EEREBY CERTIFY THE ABOVE FICURES ARE CCRRECT AS CONTAINED IN RECORDS OF
THIS CORPORATION.

SWORN TO AND SUBSCRIBED BEFORE ME THIS DAY OF .
PAGE # 1
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VARIAN

Date: 02/24/2004
CERTIFICATE OF CONFORMANCE

[ hereby certify that the products provided to MAJOR TOOL MACHY
on Purchase Order  P04-00866 1

Vanian Sales Order 318043245

have been manufactured in accordance with al) app}jcab!c Varian drawings

and Varian specifications.

ITEM QTY PART NO. DESCRIPTION
) F10000800NC4 FLANGE,CF,10.00" X
8.00" NR,30

Varian Vacuym Technologies

Michae] R. Blanchette
Quality Assurance Engineer

5“[‘"—1 (-" “ "‘“"“I

5320677
Line |

i,

LOCISTD.DOC = 174511200 2.
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VARIAN
Varian Vacuum Technologies

121 Hartwell Avenue
Lexington, MA 02421-3133 USA

Phone: 781.861.7200
Fax: 781.860.5437

http://www . varianinc.com
10 October 2003 CERTIFICATE OF CONFORMANCE

I hereby certify that the products provided to Major Tool & Machine Inc. on PO# P03-02043 and
Varian SO# 318664333 have been manufactured in accordance with all applicable Varian drawings
and Varian specifications.

ITEM OTY PART NO. DESCRIPTION

001 1 F10000000NC4 Flange, Conflat, 10.00” x 0.00”,
Nonurntatahle 304 QT

a
LA Ly U Wi L

Raw Material# Z1000601
Report# 30005
Heat# 0V104 & OV105

002 1 FG1000CI : (Gasket, Oxygen Free Copper,
for 10.0” CFF, 10/pk

003 1 FG1000VU Gasket, Dupont Viton,
for 10.0”, 1/Pk

004 1 FB1000C12S Bolt Set, 12Pt, 304 SST,
Silver plated, for 10”

005 1 GC02758 Gasket Clip, Spring Steeel,

Nickel Plated, 10/Pk

Varian Vacuum Technologies

T

Tim Clough : QCT TR 2003 :

Quality Assurance Engineer g :';M_“_ _.,.
; yosd& |
' Limey x‘ 5

B,



CERTIFICATION OF TESTS » RAPPORT D’ESSAIS CERTIFIE « WERKSZEUGNIS FILE COPY 2
Tavolce No Date Enirred Custtonir Reforsnce Pajpmof Fagen Haynes Intermational
bty | bt Commme (s R s HAYNES 1020 Wt Pk Avense
3912820010 08/14/03 P03-03302 20030822079 10f4 3 PO Box 9013
International Kokomo m;‘i% 16302
Snid Tw +.CHent « Bestellaranschrife §bip To = Destinataire » BesteBmenpe Pruduct Deseription » Description Produil = Mareris] Bashrabung
MAJOR TOOL AND MACHINE INC MAJOR TOOL AND MACHINE INC 0.125 (0.12/0.13) x 36 x 120
1458 E 19TH ST 1458 E 19TH ST .
INDIANAPOLIS INDIANAPOLIS HAYNES(R) 625 ALLOY SHEET -
IN 46218 USA : IN 46218 USA NADCAP CERTIFICATE NUMBER 0089
S400E,S1000E, EN 10204 3.1.B
Specificaiion + Speciffentian + Specfkatian Quantity Ordernt Juantity
Quaniie Commanies Shipped
Eevizllemenge Quiatitie
Expedier
Liefermenge
AMS 3799 Rev F ASTM-B-443 Rev 99 N0O6625 1 1PC 1PC
Heat Nomber Chemical Analysis + Analyse Chimique # Chemisehe Analyse
Fnmtru De Emise Al B c ﬂf;g:) Co Cr Cu Fe Mn Mo Ni P S Si Ti v w
2650 3 6874 |0.16 D30 3.03 0.13 21.7% 4.7 0.28 8.B6 58.96 0.008 0.2 011 0.26
T Te Zr Bi S La SRR Pt _ Ms Y Ag N Ca AT Ni+Co

1650 3 6874 (3.580 <0.050

Certified By » Certifie Far  Beschelnlgt Durch: Paul Guest 0822403
Certification Supervisor/Technician

fM@@»@’f’

g’ THE DATA CONT. WERED

- } LEF REXEEICXEMEN TR DOWWER A FARTIR I LOME
o TR ALF FECEEN OMF 3.8 nmamo&mwmmmnemmmumzmmmwm

THE

FUWECT BHLPMENT AN ARE BELIEVED 12 BE RELIABEE, WE DERLATM ANY | EGAL,
FPROCANTE EXIETHRE ET 810K T DOC FIABLER. NOUS RECUIS0WS TOUTE ARSPONAMLITIE LEGALEGUANT & 1'UTILEEATICN OE T, CRET)
i) TLICHE ¥ ERANTWOR’

AG 27 2003

77957

ERLIG mmzuvmmm WERLEN. WIk LEUMEN 2E0 TR
ADEK

HEETE

MODHFIED BY ANY EXCEFTIONS OF.

BE

MUILTIFLE 1A TERIAL
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Page: 1
_@ W’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* MFG INSPECTED ALIGNME |791 712 A
OF WELD JOINT (ACC
Verify Panel Joint Alignment EPTED)
Weld Seam # 1-3
(10) (.02" Max) CwiI 02-06-0| 02-06-0
* MFG .090 OR LESS 791 A
Verify Panel / Rest Stop Position
(20) Panel #1 (0 - .09" Gap) 02-06-0
* MFG .090 OR LESS 791 A
Verify Panel / Rest Stop Position
(30) Panel #3 (0 - .09" Gap) 02-06-0
* QA PURGE @20CFH WELD 791 A
CWI/TEAM LEADER @40CFH

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-06-0
* QA 062 INCO625HT AV |791 A
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
* QA 300 SERIESSS. / 791 A

CWI/ TEAM LEADER SSWOOL INSERT

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 02-06-0
* QA QUALIFIED TO WPS390(791 A
PPPL REVOMTM QUAL
CWI / TEAM LEADER FICATION SYSTEM

VERIFY WELDER QUALIFICATIONS CO

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



A

Tool & Matchine, Inc,

INSPECTION DATA CHECKLIST

Page: 2
Date: 04/15/04
User ID: DURHAM

PRIOR TO OPERATION START
(70) AND THROUGH COMPLETION 02-06-0
* QA .062 75-175 AMPS 791
.093100-210 AMPS
ALL PER WPS 390PP
CWI / TEAM LEADER PL REVO
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(80) AND THROUGH COMPLETION 02-06-0

QA003  (n:\mtmapps\mtgapl 10.qrp)

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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84830 PPPL. NCSX PVVS INSPECTION RECORD I] Inspection Drawing Number: SE121-001P-1MTM Rev: 0B
inspection type: Formed Panel _ Interpass After structural welding _After welding Port __ Final Inspection

Part #/ Panel #. SE121-001P PANEL #3  |Gage/Std SIN{s): 44'7;0!.J-1165!J-1009-NDT [Date of Ins%:tion: 02/06/04
Point  Profile Material Magnetic Surface Inspector Polnt rofile Material agnetic rface Inspector

Number Deviation Thickness Permeability Finish _Initials Number Deviation Thickness PermeabilitFinish Initials

¢ J0T 411'98T9600N

e — A

1 0.034 0.379  [LESSTHAN1.01] N/A 7?\ 44 -0.014 0.382 JiessTHAN 1.0t N/A

2 0.033 0378 [LESSTHAN1.01] N/A \ 45 -0.011 0.381  |LESS THAN 101 NiA \ %
3 0.033 0.380  |LESS THAN 1.01] N/A A 46 -0.007 0.380 |LessTHaN 104 N/A

4 0.034 0.380 LESS THAN 1.01]  N/A , 47 -0.004 0.380  |Less THAN 101 N/A ‘
5 0.034 0.381  |LESSTHAN1.01] N/A 48 -0.004 0.382  |LEsS THAN 101 NiA [

B 0.032 0.380 |LESSTHAN1.01] N/A 49 -0.005 0.385  |LEss THAN 101 N/A

7 0.029 0.381 LESS THAN 1.01] N/A 50 -0.005 0.383  |Less THAN 101 N/A

8 0.026 0.380 |LESSTHAN1.01] N/A 51 E LESS THAN 1.01 N/A

9 0.023 0.379 [LESSTHAN1.01] N/A \ 52 E LESS THAN 1.01 N/A

10 0.019 0.379 LESS THAN 1.01] N/A \ 53 E LESS THAN 1.01 N/A

11 0.016 0.378 |[LEssTHAN 1.01]  N/A ) 54 E LESS THAN 104 N/A ]
12 0.014 0,378 [LESS THAN1.01] N/A 55 E LESS THAN 101 N/A |
13 0.013 0.378 |LESSTHAN1.01] N/A 56 E LESS THAN 1.01 N/A i
14 0.012 0.378 (LESSTHAN 101 N/A Wi 57 E LESS THAN 1.01 N/A

15 0.012 0.377 LESS THAN 1.01] N/A { 58 0.055 LESS THAN 1.01 N/A

16 0.012 0.378 |LESSTHAN1.01[ N/A 59 0.099 LESS THAN 1.01 N/A

17 0.013 0.378 LESS THAN 1.01| N/A 60 0.078 LESS THAN 1,01 N/A \
18 0.027 0.378 |LesSTHAN1.01| N/A 61 0.079 LESS THAN 1.01 N/A N\
19 0.027 0.381 LESS THAN 1.01]  N/A 62 0.085 LESS THAN 1.01 N/A 3
20 0.017 0.380 |LESSTHAN1.01{ N/A \ 63 0.085 LESS THAN 1.01 N/A ]
21 0.008 0.380 [LESSTHAN1.01] N/A \ 64 0.034 LEssTHAN 101]  N/A /
22 -0.002 0.381 [LESSTHAN1.01] N/A \ 65 0.065 LEssTRaN101]  NFA /
23 -0.008 0.380 LESS THAN 1.01]  N/A &6 0.079 LESS THAN 1.01 N/A f

24 -0.008 0.380 LESS THAN 1.01]  N/A B7 0.058 LESS THAN 1.01 N/A

25 -0.008 0.381 |LESSTHAN1.01] N/A 88 0.039 LESS THAN 101 N/A

26 -0.008 0.381  |LESSTHAN 1.01] N/A 69 0.092 LESS THAN 101 N/A \
27 -0.008 0.380 ({LESSTHAN101] N/A / 70 0.071 LESS THAN 1.01 NiA

28 -0.005 0.380 LESS THAN 1.01] N/A / 71 0.051 LESS THAN 1.01 NiA

29 -0.003 0.381 |LESSTHAN1.01| N/A / 72 0.013 LESS THAN 101 N/A J
30 -0.002 0.360 LESS THAN 1.01| N/A { 73 0.059 LESS THAN 1.01 NIA Vi
31 0.001 0.380 [LESSTHAN 1.01] N/A 74 0.052 LESS THAN 1.01 N/A I
32 0.002 0.379 |LESSTHAN1.01| N/A 75 0.007 LESS THAN 1.01 N/A

33 0.004 0.380 |LESSTHAN1.01} N/A 76 0.014 LESS THAN 1.01 N/A

34 0.004 0.360 |[LESSTHAN1.01] N/A 77 0.062 LESS THAN 1.01 NIA

35 0.006 0.360 [LESSTHAN1.01] NIA AN 78 0.083 ess T tot|  N/A

36 0.007 0.361 [LESSTHAN1.01] N/A N\ 79 0.046 LESS THAN 1.01 NiA N\
37 0.009 0382 [LEsSTHAN1.01] NA 80 0.000 essTian iotl  N/A )
38 0.007 0380 [LESSTHAN1.01] N/A a1 -0.002 LESS THAN 1.01 N/A

39 0.000 0.3 |LESSTHAN1.01] N/A i 82 0,013 LESS THAN 1.01 N/A

40 -0.004 0,381 JLESSTHAN1.01] N/A ‘ 83 0.020 LESS THAN 1.01 N/A /
41 -0,008 0.381 |LESSTHAN1.01] N/A 84 0.064 LESS THAN 101 N/A [ 4
42 -0.013 0.381 |LESSTHAN1.01] N/A @ 85 0.050 LESS THAN 1.0 N/A

43 -0.014 0.3682 JLESSTHAN1.01] N/A 7 88 -0.006 LESS THAN 401 N/A 7

— .




64880 PPPL NCSX PVVS INSPECTION RECORD
nel

|

lsggctlon Drawing Number: SE121-00112-1MTM Rev: 0B “

Inspection type: Formed Pa Interpass s# ) After structural welding _ After welding Port _ Final Inspection
art # / Panel # SE121-001P PANEL #3 Gage/Std S/N(s): 4470 1 J-1165 7/ J-1009-NDT |Date of Inspection; 02/06/04
Point  Profile  Material Magnetic Surface Inspector Point Profile Material Magnetic Surface Inspector
Number Deviation Thickness Permeability Finish Initials © Number Deviation Thickness Permeabilit Finish Initials
87 0.028 " LESS THAN 1.01] N/A I 126
88 0.040 \;/ |LEss THAN 1.01]  N/A 127
89 -0.010 * LESS THAN 1.01|  N/A 128
90 0.017 { LESS THAN1.01]  N/A 120
91 E \ LESSTHAN 1.01] N/A 130
92 E N\, |LessTHAN1.01] N/A 131
93 £ } |LEss THAN 1.01]  N/A 132
94 0.039 /S |LESs THAN 1.01]  N/A 133
95 E L 4 LESS THAN 1.01]  N/A 134
98 E Lo\ JLESSTHAN1.01]  N/A 135
87 E \_@7 LESS THAN1.01|  N/A 136
98 o 137
99 138
100 139
101 140
102 141
103 142
104 143
1056 144
106 145
107 146
108 147
109 148
110 149
111 150
112 151
113 152
114 153
115 154
116 155
117 166
118 157
118 158
120 159 H
121 160 4“
122 181
123 162 I
124 183 I
125 164 ||

Z 102 4119819600\



umber Devlation Thlckn

Magnetic

/Std S/N(s): 4470/ J-1185/ J-1008-NDT

lbateoftn%
Point Profile Material Magnetic S

T ' :

n Drawl

After welding Port Final Inspection

Numbaer: SE121-001P-1W Rev: 0B

Deviation Thickness PermeabilitFinigh
e e

ction: 02/06/04
urface Inspector

Initials

e85 Permeability Finish  Initlials Nurnber
0.377 _[LESSTHAN101] N/A 44 ] 0083
0.378 |LESSTHAN1.01| N/A \® ) § 45

1 0.000 ¢.083 (0.384 |[tEsaThAN 1.01 N/A
2 -0.005 378 0.078 0.383  fLess THaN ot N/A A\
3 -0.009 0.378 |LESSTHAN1.01] N/A 46 0.077 0.382  ]LESS THAN 1.04 N/A ;
4 -0.015 0.379 |LESSTHAN1.01] N/A 47 0.075 0.381 |Less THAN 101 N/A
5 -0.018 0378 [LESSTHAN1.01] N/A \ 48 0.072 0.382 |Less THAN 1.01 NIA \
[ -0.020 0.379 (LESSTHAN1.01| N/A 1 49 0.066 0.383  |LEss THAN 1.01 N/A
7 -0.022 0.378 LESS THAN 1.01| N/A \ 50 0.0861 0.381 LESS THAN 1.01 N/A
B -0.022 0.378 LESS THAN 1.01| N/A 51 0.055 0.382  JLESS THAN 1.0 N/A
9 -0.023 0.379 LESS THAN 1.01] N/A 52 0.050 0.382 |LESS THAN +.01 N/A,
10 -0.022 0.380 LESS THAN 1.01] N/A 53 0.049 0.381 LESS THAN 1.1 N/A
11 -0.020 0.379 LESS THAN 1011 NIA 54 0.054 0.382 |LEssTHAN1.01 N/A
12 -0.013 0.378 |LESSTHAN1.01| N/A 55 0.060 0.378  |LESS THAN 101 N/A |
13 -0.003 0,380 LESS THAN 1.01| N/A 56 0.063 0.379  {LESS THAN 1.01 N/A, |
14 0.012 0380 |[LESSTHAN1.01] N/A 57 0.055 0.382 |iessTHAN 101 N/A !
15 0.026 0,331 LESS THAN 1.01] N/A 58 0.044 0.380 [LESSTHAN1.01 N/A !
16 0.032 0.380 |LESSTHAN1.01] N/A 59 0.030 0.382  |LESS THAN 1.01 NIA )i
17 0.025 0.379 |LESSTHAN1.01] N/A 60 E LEsSTHAN 101]  NJA
18 0.017 0.380 LESS THAN 1.01] N/A 61 E LESS THAN 1.01 N/A,
19 0.014 0.381 LESS THAN 1.01]  N/A 62 E LESS THAN 1.0+ N/A
20 0.013 0.382 LESSTHAN 1.01] N/A 63 0.015 LESS THAN 1.01 N/A
21 0.012 0383 [LESSTHAN1.01] N/A 64 -0.008 LESS THAN 1.01 N/A \
22 0.010 0.381 |LESsTHAN1.01] N/A 65 0.046 LESS THAN 1.01 N/A \
23 0.007 0.381 LESS THAN 1.01}  N/A 66 0.056 LESS THAN 1.01 N/A \
24 0.006 0.381 |LESS THAN1.01] N/A 67 0.047 LESS THAN 1,01 N/A \
25 0.010 0.381 LESSTHAN 1.01] N/A 68 -0.005 LESS THAN 1.1 N/A,
26 0.016 0.379 LESS THAN 1.01] N/A 69 0.071 LESS THAN 1.01 N/A
27 0.018 0.379 |LESSTHAN1.01] N/A 1 70 0.045 LESS THAN 1.01 N/A
28 0.015 0.3786  |LESSTHAN 1.01] N/A \ 71 0.050 LESS THAN 1.01 N/A {
29 0.003 0.374 |LESSTHAN1.01] N/A \ 72 0.091 LESS THAN 1.01 NIA /
30 -0.008 0.380 liLEsSsTHAN1.01] NIA 73 0.050 LESS THAN 1.01 N/A Ji
31 -0.015 0.382 |[LESSTHAN 1.01] N/A 74 0.0687 LESS THAN 1.01 N/A {
32 -0.013 0,383 |LESSTHAN1.01] N/A 75 0.044 LESS THAN 101 N/A |
33 -0.016 0.382 [LESSTHAN 1.01] N/A [ 76 0.062 LESS THAN 1.01 N/A
34 0.020 0,383 [LESSTHAN1.01] N/A { 77 0.055 LESS THAN 1.01 N/A
as 0.024 0.384 LESSTHAN 1.01] N/A 78 0.050 LESS THAN 1.01 N/A
36 0.025 0.384 LESS THAN 1.01] N/A 79 0.031 LESS THAN 1.04 N/A
a7 0.029 0.385 LESS THAN 1.01] N/A 80 0.057 LESS THAN 1.01 N/A
38 0.040 0.384 LESS THAN 1.01] N/A 81 0.077 LESS THAN 1.01 N/A
g 0.053 0,383 LESSTHAN 1.01] N/A 82 0.023 LESS THAN 1.01 N/A
40 0.064 0.385 |JLESSTHAN1.01] N/A a3 0.041 LESS THAN 1.01 N/A
41 0.072 (.385 LESS THAN 1.01]  N/A — 84 0.031 LESS THAN 1.1 NIA
42 0.077 0,384 JLESSTHAN1.0[ N/A { m\ 85 0.025 LESS THAN 1.0 N/A
43 0.080 0.385 [LESSTHAN1.01] N/A u 86 0.060 LESS THAN 101 N/A 7

¢ J0T 411'S8T9600N



Mn mﬁ Number: SE121-001P-1MTM Rev: 0B

: Interpass (# After structural welding  After welding Port _ Final Inspection
#! Panet # SE121-001P PANEL #1 Std S/N(s): 4470/ J-1165 / J-1009-NDT [Date of Inspoctlon 02/06/04
P : aterial netic u Inspector Point Profle  Material Magnetic Surface  Inspecior

Initials

umbef Deviation Thickness Permeabllity Finish initigls Number Deviation Thickness PemeabilitFinish

87 0.012 LESS THAN1.01] N/A ZES ¥ 126

88 E LESS THAN 1.01] N/A y 127 , _

89 E LESSTHAN 1.01] N/A 128

90 -0.004 LESSTHAN 1.01] N/A { 129

91 E LESSTHAN 1.01] N/A \ 130

92 E LESSTHAN 1,01 N/A 3 131

93 0.022 LESSTHAN 1.01] N/A *\ 132

94 E LESS THAN 1.01 N/A L 133

95 E LESS THAN 1.01]  N/A { o) 134

96 -~ 135

97 136

98 137

a9 138

100 139

101 140

102 141

103 142

104 143

105 144

106 145

107 146

108 147

109 148

110 149

111 150

112 151

113 152

114 153

115 154

116 155 "
117 156 I
118 157 |
119 158 #‘
120 159

121 160 |
122 161 |
123 162 ||
124 “ 183

125 ' 164 it

—l

¢ 10 411'S8T9600N



Page: 3

_® "W”' INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (1).188" QA 4470 PANEL #1 +0.091/ - 522 R
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
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-06-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 4
_@ W’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 SHIELDING 20 PUR |712 A
CWI / TEAM LEADER GE GASSETTINGS

VERIFY SHIELDING GAS

AND PURGE GAS COMPLIANCE

PRIOR TO OPERATION START

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

CWI / TEAM LEADER 128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-07-0
* QA ACCEPT 300 SERIES |712 A

CWI / TEAM LEADER SS W/WSSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-07-0
* QA .062DIA FILLER AM |712 A
PERAGE ACCEPTABLE
CWI/ TEAM LEADER OWPS

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-07-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 1-3 - Item: 18
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/07/2004 Typeof Material:625 INCONEL NDT#:7938
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[X] Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[ 1In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS- WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:43 -Op:30 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 1-3 Quantity Rejected: 0
Part Name: PANEL 1-3 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS DI.6 PAR 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

PreWeld Cleaning: [X]
Equip Condition/Calibr:  [X]

[1 Cover Pass:  []
[1 InterpassCleaning: []
Distortion of Part:  []

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
[l [l
[l [l
[l

Inspection Requirements:

% of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back Gouge [ 1 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. MM/ /

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 2 User ID: LONAKER Date: 04/15/04



Page: S

_® "W”' INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (\],208" QA 4470 PANEL #1 +0.001/ - 522 R
0.057 PANEL #3+0.0
23/-0.048 [N/C:15
Profile Tolerance (+.188/ -.020") 027]
(10) (tack welded vessel) 02-07-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-07-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 6
_@ W’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GASSETTINGS(SHIE |712 A
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
* QA VERIFIED 1/16 DIA 712 A

CWI / TEAM LEADER HEAT# AV8128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-07-0
* QA 300 SERIES SS W/ S 712 A

CWI / TEAM LEADER SWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER OREV 1

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-07-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 21
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/07/2004 Typeof Material:625 INCONEL NDT#:7939
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS- WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:43 -Op:50 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 1-3 Quantity Rejected: 0
Part Name: PANEL 1-3 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 PAR 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] Welds Properly Completed: [] [] [X]
Filler Material Certs: [X] [] [] Proper Filler Material/Flux:  [X] [] [] Weld Surfaces:  [X] [] []
POQR/WPS: [X] [] [] Shielding Gas/Back Purge:  [x] [] [] Weld Dimensions:  [] [] [X]
WPQ: [] [] [X] Welder Conformingto 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]
PreWeld Cleaning: [X] [] [] Cover Pass:  [] [] [X]
Equip Condition/Calibr:  [X] [] [] InterpassCleaning:  [x] [] []
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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. M,&//’/

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

WATER L MIUER
'lﬂ‘ihi
W,

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 3 User ID: LONAKER Date: 04/15/04



Page: 7

_® "W"’ INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* MN|,228" QA 4470 PANEL #1 +0.033/ - 522 A
0.022 PANEL #3+0.0
Profile Tolerance (+.188/-.040") 35/-0.022
(10) (tack welded vessel) 02-07-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-07-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 8
_@ W’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GASSETTINGS (SHI  |712 A
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
* QA .093 INCONEL FILLER |712 A

CWI / TEAM LEADER HEAT # CB7996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-07-0
* QA 300 SERIESSSW/SS  |712 A

CWI / TEAM LEADER WOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-07-0
* QA ACCEPTED PER WPS 3 |712 A
0- PPPL WITH .093
CWI/ TEAM LEADER FILLER

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-07-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 1-3 - Item: 24
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/07/2004 Typeof Material:625 INCONEL NDT#:7940
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:43 -Op:70 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 1-3 Quantity Rejected: 0
Part Name: PANEL 1-3 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 PAR 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Re
Base Material Certs:  [] [
Filler Material Certs: [] [
PQR/WPS: [X] [

WPQ: [1 [
[

[

[

[

N/A I n-Pr ocess | nspection Acc R
[X] Preheat/InterpassTemp:  [X]
[X] Proper Filler Material/Flux:  [X]

g N/A Post-Weld I nspection Acc
]

]

] [] Shielding Gas/Back Purge:  [x]

]

]

]

]

]

Welds Properly Completed: []
Weld Surfaces:  [X]

Weld Dimensions:  []

Weld Contours:  []

Post-Weld Cleaning:  []
Distortion of Part: []

N/A
[

¥
|
|
b

[

|

[X] Welder Conformingto WPS:  [X] [

Joint Preparation: [] [X] Root Pass:  [X] [
Fit-up: [] [

PreWeld Cleaning: [X] [
Equip Condition/Calibr:  [X] [
[

.—..—..—..—..—..—.
jamdamdantanda o
———————— | T
]
—
-

[X] Fill Pass: [X]
[] Cover Pass:  []
[] InterpassCleaning: []
Distortion of Part: []

—
X,

|
b

Inspection Requirements:

100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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.

shown. &

it
W

This is to certify that the pieces specified have been inspected in accordance with the specifications i : E ”/

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 4 User ID: LONAKER Date: 04/15/04



Page: 9

_® "W"’ INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (1N],248" QA 4470 PANEL #1 +0.063/ - 522 A
0.009 PANEL #3+0.0
Profile Tolerance (+.188/-.060") 57/ +0.007
(10) (tack welded vessel) 02-07-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-07-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 10
_® W’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GASSETTINGS (SHI  |712 A
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
* QA .093DIA HEAT# 712 A

CWI / TEAM LEADER CB7996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-07-0
* QA 300 SERIESSSW/SS  |712 A

CWI / TEAM LEADER WOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER PPL .093 RANGE

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-07-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P 1-3 - Item: 27
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/07/2004 Typeof Material:625 INCONEL NDT#:7943
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:43 -Op:90 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 1-3 Quantity Rejected: 0
Part Name: PANEL 1-3 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 PAR 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [X] [] [] Cover Pass:  [x] [] []
Equip Condition/Calibr:  [X] [] [] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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.

shown. &

it
W

This is to certify that the pieces specified have been inspected in accordance with the specifications i : E ”/

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 5 User ID: LONAKER Date: 04/15/04



Page: 11

_® "W”' INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (\],268" QA 4470 PANEL #1+0.008/+  |522 A
0.087 PANEL #3+0.0
Profile Tolerance (+.188/-.080") 23/+0.072
(10) (tack welded vessel) 02-07-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-07-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 12
_@ W’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Matchine, Inc, 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA PURGE SETTINGS (4 |712 A
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
* QA .062 DIA HEAT #AV8 |712 A

CWI / TEAM LEADER 128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-09-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/ SS- WOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-09-0
* QA ACCEPTED PER /16 D (712 A
IA (BACK GRING PASS
CWI/ TEAM LEADER ) WPS390

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-09-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 1-3 - Item: 30
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/09/2004 Typeof Material:625 INCONEL NDT#:7952
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [X] Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [ 1 No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:43 -Op:110 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 1-3 Quantity Rejected: 0
Part Name: PANEL 1-3 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS.D1.6 SECTION 629.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Re
Base Material Certs:  [] [
Filler Material Certs: [] [
PQR/WPS: [X] [

WPQ: [1 [
[

[

[

[

N/A I n-Pr ocess | nspection Acc R
[X] Preheat/InterpassTemp:  [X]
[X] Proper Filler Material/Flux:  [X]

g N/A Post-Weld I nspection Acc
]

]

] [] Shielding Gas/Back Purge:  [x]

]

]

]

]

]

[] Welds Properly Completed: []
[1 Weld Surfaces:  [x]
[] Weld Dimensions:  []
[l
[l

]

N/A
[

¥
|
|
¥

[X] Welder Conformingto WPS:  [X]

[

|

[ Weld Contours:
X Root Pass.  [X] [

[

[

[

[

[]
Post-Weld Cleaning:  []
Distortion of Part:  []

Joint Preparation: []
Fit-up: [x

PreWeld Cleaning: [
Equip Condition/Calibr: [

R —— o
o o b ]
—_
=

[] Fill Pass: []
[X] Cover Pass:  []
[X] InterpassCleaning:  [x]
Distortion of Part: []

Inspection Requirements:

100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [x] Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 6 User ID: LONAKER Date: 04/15/04



Page: 13

_® "W"’ INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (\|,288" QA 4470 PANEL #1-0.022/ + 522 A
0.033 PANEL #3-0.0
Profile Tolerance (+.188/-.100") 27/+0.041
(10) (tack welded vessel) 02-09-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-09-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 14
_® W’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTINGS (PURG |712 A
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
* QA .093DIA HEAT #CB7 |712 A

CWI / TEAM LEADER 996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-09-0
* QA 300 SERIESW/SS-W  |712 A

CWI / TEAM LEADER OOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER W/ 093 DIA WIRE

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-09-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 1-3 - Item: 33
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/09/2004 Typeof Material:625 INCONEL NDT#:7959
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS- WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:43 -Op:130 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 1-3 Quantity Rejected: 0
Part Name: PANEL 1-3 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning:  [x] [] []
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 7 User ID: LONAKER Date: 04/15/04



Page: 15

_® "W”' INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* £1[.308" QA 4470 P#1 (W +0.006/-0.0 522 A

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
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-09-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



64880 PPPL NCSX PVVS; INSPECTION RECORD
Ingpection type: Formed F'anel

insp Drawln : N121 L01P-1MTM Rev: 0B

K _After welding Port __Final Inspaction

Part #/ Panel #: SE121-001P PANEL #1 8): 4470 / J-1008-NDT / J-1165 Date of Inspection: 02/10/04 ||
Peint  Profile  Material Magnetic Surface Inspector Point Profile Material Magnetic Surface Inspector |
Number Deviation Thickness Permeability Finish Initials Number Deviation Thickness Permeabilitl=inish Initials

1 020 . LESS THAN 1.01] N/A "N K. 0.07 ] LESS THAN $.01]

2 0.037 0.378 |LESS THAN 1.01 N/A O 45 0.074 0.383  |LESS THAN 1.01 N/A \

3 0.024 0.378 |LESS THAN 1.01 N/A 46 0.075 0.382  jLe3s THAN 1.0 N/A A

4 0.014 0.379 |LESSTHAN1.01] N/A 47 0.073 0.381  lLESS THAN 1.01 N/A

5 0.006 0378 |LESSTHAN1.01] N/A | 48 0.069 0.382  §LESS THAN 1.01 N/A

6 -0.002 0.379 |LESS THAN 1.04 N/A \ 48 0.083 0.383  |LEss THAN 103 N/A

7 -0.006 0.378 |LESS THAN 1.0 N/A 1 50 0.057 0.381  |.ess THAN 109 N/A

8 -0.013 0.378  |LESS THAN 1.01 N/A 51 0.053 0.382  |iess Han1m N/A

9 -0.017 0.379  |LESS THAN 1.01 N/A 52 0.048 0.382  |LESS THAN 1.01 N/A

10 -0.020 0.380 JLESS THAN 1.01 N/A 53 0.043 0.381  |LESS THAN 1.61 N/A

11 -0.021 0.370 [LessTHAN1.01| N/A 54 0.040 0.382  |LEss THAN 1.1 N/A

12 -0.019 0378  JLESSTHAM1.01] N/A 55 0.045 0.378  |LEss THaN 101 NiA

13 -0.014 0.380 |LESSTHAN1.01] N/A 56 0.052 0.379  |iess THan 101 NiA

14 -0.002 0.380 {LESSTHAN1.01] N/A 57 0.051 0.382  |cessHan 1.01 N/A

15 0.016 0.381 JLESSTHAN1.0t] N/A ) 58 0.045 0.380  |ess THAN 1.0 N/A

16 0.031 0.380 |LESSTHAN1.01| N/A 59 0.035 0.382  |ess THAN 1.01 N/A

17 0.035 0.378  |LESS THAN 1.01 N/A 60 0.059 0.381  |iess THan 1.01 N/A

18 0.028 0.380 |LESSTHAN1.01| N/A 61 0.076 0.383  |essTHAN 1.1 N/A

19 0.017 0.381 LESS THAN 1.01] N/A 62 0.063 0.384  |iLEss THAN 1.1 NiA

20 0.010 0.382 JLESSTHAN1.01| N/A 63 0.031 0.384  |LESS THAN 101 N/A

21 0.006 0383 LESSTHAN1.01] N/A 64 0.016 0.383  |Lzss THaN 1.01 NiA

22 0.005 0.381 |JLESSTHAN1.01] N/A 65 0.081 0.380 |Less thanion NiA

23 0.003 0.381  |LESS THAN 1.01 NIA 86 0.073 (0.382 |Les5 THAN 1.01 N/A

24 -0.002 0.381 |LESS THAN 1.01 N/A 67 0.067 0.384  |Less THAN 1.1 N/A

25 -0.005 0.381 |LESS THAN 1.01 N/A 68 0.005 0.382  |Less THAN 1.01 N/A

26 -0.003 0.379  [LESSTHAN1.01] N/A 69 0.081 0.385  |ess vhan 101 N/A

27 =0.002 0.379 |LESS THAN 1.01 N/A 70 0.062 0.385  |LESS THAN 1.1 N/A

28 -0.005 0.376 |LESSTHAN1.01| N/A 71 0.067 0.382  |Less THAN 101 N/A

29 -0.014 0.374  |LESS THAN 1.01 N/A 72 0.104 0.381 |LessTHAN 101 N/A

30 -0.027 0.380 HESSTHAN1.D1| N/A 73 .048 0.384 |88 THAN 1.01 N/A

KL £0.036 0382 [LESSTHAN1.01| N/A 74 0.084 0.383 lessmanior]  N/A

32_| 0038 | 0383 |essThan101] NA 4 75 0067 | 0.383 fesstamiior] NA

33 -0.027 0.382 hESSTHAN01] NA 76 0.@_2 0.383  |LeEss THAN 1.0t N/A

M 0.023 0383 IESSTHAN101| NA ki 0.089 0.382 lessnaniot| NA

35 0.026 0.384 UESSTHAN101] N/A 78 0.050 0.381  |Less naw 1.0¢ N/A

36 0.029 0.384 JLESSTHAN1D1| N/A 79 0.034 0379 lLessmaniorf N/A

37 0.020 0.385 [LESSTMAN1.01] N/A 80 0.047 0.380  JLess man 1.01 N/A

38 0.029 0384 [LESSTHAN1.01| N/A 81 0.094 0.382 lhessmwaioi] N/A

39 0.035 0.383 |LessTHAN101| N/A 82 0.050 0.385  |Less man1.01 N/A

40 0.048 0.385 |LESSTHAN101| N/A ] & 0.084 0.304 lessmanioi] N/A

41 0.056 0.385 |LESSTHAN1.01] N/A _84 0.049 0.384 lessmwmior]  N/A

42 0.083 0.384 |LESSTHAN1.01] N/A T4 85 0.026 0.385  Jess Han1.04 N/A
43 | 0067 | 0.4 LESSTHAN 1.01] N/A B85 | o.084 0387 liesstranioi]  NIA E
— . —— — ——— . | - L L

¢ 0T 4IL'TZT9600N



64880 PPPL NGSX PVVS IN: SECT ION RECORD

! Imsgtlon Drawing Number: SE121-001P-1MTM Rev: OB

After structural weldin
Std S/N(s): 4470 / J-1009-NDT / J-1165

After welding Port __ Final Ingpection

Point

Proﬁle
Number Deviation Thickness Parmaeabili

! Finish Initi Number
LESS THAN 1.01 g., 126

Material

Magnetic

urface Inspector Point

Date of Ilnamection: 02/10/04

Profile Material Magnetic Surface

Deviation Thickness PermeabilitFinish

inspector

initials

0.007

0.383

JLESS THAN 1.0

N/A

127

0.064

0.378

|LESS THAN 1.01

N/A

128

0.047

0.384

|LESS THAN 1.04

N/A

0.032

0.384

|LESS THAN 1.01

N/A

0.031

0.383

|LESS THAN 1.01

N/A

0.035

0.382

|LESS THAN 1.01

N/A

0.030

0.384

|LESS THAN 1.01

N/A

0.030

0.381

LESS THAN 1.01

N/A

11

102

103

104

105

108

107

108

108

110

111

112

Il

113

114

115

116

117

118

119

120

121

122

123

¢J0ZdILTZT9600N



Nunnber leation Thlckness Pomte«wiltﬁinish
wo e

Initi
, S LESS 1.01 | . LESS THAN 1.01
2 0.031 0.378 [LEssTHAN1.0t] NA \ 45 0,040 0.384  |LESS THAN 1.01 N/A
3 0.030 0380 [JLESSTHAN1.0t{ N/A 46 -0.038 0.380 |iess rran 1.0 NiA
4 0.027 0380 JLESSTHAN1.0t| N/A 47 -0.035 0.2380  Jieas Tran 104 N/A
5 0.025 0381 [LEsSsSTHAN1.01| N/A 48 0.028 0.382  |Leas THaN 101 N/A
6 0.023 0.380 [LESSTHAN1.01| N/A 49 0.022 0.385 |iessmian1.0 N/A
7 0.019 0.381 |LESSTHAN1.01] MN/A 50 -0.012 0.383 Jesstnio1] | N/A 1
8 0.012 ng |LESS THAN 1.0 N/A 51 0.081 0.382  |uess vHAN 1.4 N/A
9 0.007 0.378 |LESSTHAN1.01| N/A 52 0.083 0362 |essmuanior]  N/A
10 0.007 0.379 |LESS THAN 1.01 N/A, 53 0.080 0.384  |LEss THAN 1.01 NiA
11 0.003 0.378 |LESS THAN 1.01 NiA 54 0.041 (0.381  |Less THAN 11 N/A
12 0.002 0.378  |LESS THAN 1.01 NiA 55 0.022 0385 lLEss THAN 101 N/A,
13 0.000 0.378  |LESS THAN 1.01 N/A 56 0.085 0.384  [LEsS THAN 1.01 N/A
14 0.000 0.378 |LessTHAN1.01]  N/A 57 0.061 0.381  |LESS THAN1.01 N/A
15 0.003 0377 |LESS THAN 1.0 N/A, 58 0.069 0.384  |essTHAN 1.4 N/A
16 0.008 0.378 |LESS THAN 1.1 N/A 59 0.117 0.385  |Less THAN 1.04 N/A
17 0.013 0.378 |LESS THAN 1.01 N/A 680 0.008 0.384  |iess THAN 1.01 N/A
18 0.069 0.378 |LESS THAN 1.01 N/A 61 0.092 0.378  |LEss THAN 1.01 N/A,
19 0.065 0.381 LESS THAN 1.0% N/A, 62 0.100 0.379  |Less THAN 1.01 N/A
20 0.056 0.380 [LESS THAN 1.01 N/A 63 0.008 0.379  {.es8 THAN 1.0 N/A
21 0.042 0380 JLESS THAN1.01 N/A 64 0.041 0.380  |Less THAN 1.0 N/A
22 0.029 0,381 LESS THAN 1.01 NiA 65 0.061 0,380  Juess THAN 104 N/A
23 0.018 0.380 |LESS THAN 1.01 NiA 66 0.102 0.383  |uess THAaN 104 NiA
24 0.008 03680 JLESS THAN 1.01 NiA 67 0.102 0.383  |Less THAN 101 N/A,
25 0.000 0.381  JLESS THAN 1.0 NiA 88 0.068 0.379  |Less AN 11 N/A,
26 -0.003 0.361 LESS THAN 1.01 N/A, 69 0.114 0.379  |LEss THAN 1.01 N/A
27 -0.006 0.380 |LESS THAN 1.04 NiA 70 0.091 0.381  iLessTHAN 101 N/A
28 -0.005 0.380 [LESS THAN 1.1 N/A 71 0.069 0.379  |Less THAN 1.0¢ N/A
29 -0.005 0.381 LESS THAN 1.01 N/A 72 0.008 0.378  |ess THAN 1.01 N/A
30 -0.005 0.380 JLESS THAN 1.041 NiA 73 0.078 0.384  |Less THAN 1.01 N/A
31 -0.004 0.380 |LESS THAN 1.01 NiA 74 0.082 0.385  |Less THAN 1.1 N/A,
32 -0.004 0.379  |LESS THAN 1.0 N/A 75 0.048 0.383  |Less THAN 1.01 N/A
33 -0.003 0.380 |LESS THAN 1.01 N/A 78 0.045 (.383  JLEsS THAN 1.01 N/A
34 -0.004 0.380 [EssTHAN1.01| NA 77 0.089 0.379  [Less THAN 1.01 N/A
ki) -0.004 0.380 JLESS THAN 1.01 N/A 78 0.085 0.382 |Less THAN 1.01 N/A
36 -0.003 0.381 LESS THAN 1,01 N/A 79 0.059 0.381  |LESS THAN 1,01 N/A
37 -0.002 0.382 |LESS THAN 1.1 NiA 80 0.013 0.382  |LESE THAN 1,01 N/A
38 -0.004 0.380 |LESS THAN 1.01 N/A 81 0.050 0.381  |Less THAN 1,01 N/A
38 -0.007 .381 LESS THAN 1.01 NIA 82 0.024 0380  LessTHAN 1.0 N/A
40 -0,012 0.381 LESS THAN 1.04 N/A 83 0.044 0.379  |1esS THAN 1.01 N/IA
41 -0.018 0.3451 LESS THAN 1.01 N/A 84 0.075 0.383 |ess THAN 1.1 N/A
42 -0.028 0.381 LESS THAN 1.01 N/A L i\ 85 0.057 0.385  |LESS THAN 1.01 N/A, I
43 -0.032 0.332 |(ESSTHAN 1,01 NA %:- 86 0.018 0.386  |LESS THAN 1.01 NTA &
. ——_ | ——-—

¢ 0T 411¢/T9600N



or . Point

[Date of inspection: 02/10/04

Material  Magnetic  Surface

Inspector

L Number _ Deviation Thickness PermeabilitFinish _ Initials
(O3t .38 LESS THAN 1.01 i
88 0.038 0.380 [LESSTHAN1.01| N/A 127
89 -0.022 0.383 JLESSTHAN101| NA 128
80 0.076 0.382 |LESSTHAN10t1] N/A 129
1 0.055 0.382 JLESSTHAN1.01] N/A 130
92 0.071 0.384 [LESSTHAN1.01] N/A 131
93 0.080 0.380 |LESS THAN 1.01 N/A 132
04 0.066 0.381 LESS THAN 1,04 N/A 133
95 0.065 0.383 |LESS THAN 1.01 N/A 134
96 0.031 0.382 |LESS THAN 1.01 N/A 135
97 0.014 0.379 |LESSTHAN1.01| N/A Y 136
98 0.000 0.381 LESS THAN 1.01 N/A | o™ 137
39 138
100 139
101 140
102 141
103 142
104 143
105 144 J‘
106 145
107 146
108 147
109 148
110 149
111 150
112 151 “
113 1652
114 153 |
115 154 f
116 155 |
117 156
118 157
119 158
120 159
121 160
122 161
123 162
124 163 |
125 64 I

2102 d11¢/T9600N



Page: 16

_® "W"’ INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (],328" QA 4470 PANEL #1 +0.140/ - 522 A
0.039 PANEL #3 +0.1
Profile Tolerance (+.188/-.120") 17/-0.040
(10) (tack welded vessel) 02-11-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-11-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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Page: 17
_® W’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* MFG J1149 CONTOUR FIT UPMAX 712 712 A
Verify Panel Joint Alignment .010
Weld Seam # 2-5
(10) (.02" Max) CwiI 02-12-0| 02-12-0
* MFG JF1149 MAX GAP OF PANEL 2 (712 A
Verify Panel / Rest Stop Position .060
(20) Panel #2 (0 - .09" Gap) 02-12-0
* MFG JF1149 MAX. GAP OF PANEL # (712 A
Verify Panel / Rest Stop Position 5.062
(30) Panel #5 (0 - .09" Gap) 02-12-0
* QA GASSETTINGS(40S  |712 A
CWI /TEAM LEADER HIELDING 20 PURGE)

VERIFY SHIELDING GAS

AND PURGE GAS COMPLIANCE

PRIOR TO OPERATION START

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

CWI/ TEAM LEADER 128

VERIFY WELD FILLER MATERIAL COMP

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-12-0
* QA 300 SERIESSSW/SS  |712 A

CWI / TEAM LEADER WOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI/ TEAM LEADER ED WELDING

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-12-0

* QA ACCEPT PERWPS 390 |712 A

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



_® "W”' INSPECTION DATA CHECKLIST

Tool & Matchine, Inc,

Page: 18
Date: 04/15/04
User ID: DURHAM

(80)

CWI / TEAM LEADER

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

AND THROUGH COMPLETION

02-12-0

QA003  (n:\mtmapps\mtgapl 10.grp)

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



__Afer structural welding __ After welding Port _Flnal Inspexction
3td SN{s): J-1009-NDT / J-1165 / 4470 Date of inspection: 02/12/04
aterial ic

TIOT 411°2Z6T9600N

Finiah I# Number Deviation Thickness PermeabllitFinish Initials
1 <106 R/A » 44 0.54 0.51 LESS THAN 1.01 N/A
0.023 0387 |EssTHAN1.01] N/A \"/ 45 0.019 0.408  |Less Tran 101 N/A L
3 0.028 0388 |LESSTHAN 1.01] N/A A 48 0.008 0.385 |LESS THAN 1.01 N/A
4 0.034 0.385 [LESSTHAN 101 N/A 47 0.080 0.301  |LESS THAN 1.01 N/A ?
5 0.041 0.983 [LessTHAN 1.01] N/A 48 0.054 0.378 |iesstwmiol]  NIA 1
8 0.049 0.383 LESSTHAN 1.01| N/A 49 0.126 0.380 |iessTHAN 1.01 N/A
7 0.053 0.382 LESS THAN 1.1 N/A 50 0.088 0.379 LESS THAM 1.01 N/A
8 0.058 0.383 LESS THAN 1.01] N/A L3 0.116 0.379  |iessTHAN1.01 N/A
9 0.066 0.287 LESS THAN 1.01] N/A 52 0.061 0.382 |ess THAN 101 N/A
10 0.072 0.383 LESSTHAN 1.01] N/A 53 0.086 0.386  |Less Than s.01 N/A
11 0.072 0.382 LESS THAN 1.01] N/A 54 0.053 0.384 |uessTHAN 101 N/A, i
12 0.067 0.387 LESS THAN 1.01] N/A 55 0.031 0.385  |Less tHan 101 N/A
13 0.059 0.387 LESSTHAN 1.01] N/A 56 0.055 0.389 |essTHAN 101 N/A i @r: 5
14 0.053 0.386 |[LESSTHAN 1.01] N/A 57 e
15 0.039 0.388 LESS THAN 1.01] N/A 58
16 0.027 0.385 LESS THAN 1.01| N/A 59
17 0.017 0.386 LESS THAN 1.01] N/A 60
18 0.011_ 0.385 LESS THAN 1.01 N/A 681
19 0.007 0.383 LESS THAN 1.01] N/A 62
20 0.004 0.385 LESS THAN 1.01 N/A 63
21 0.000 0.386 LESS THAN 1.01] N/A 64
22 -0.005 0.384 LESSTHAN 1.01] N/A 65
23 -0.006 0.384 LESSTHAN 1.01] N/A 66
24 | -0.005 | 0410 |LEsSTHAN1.01] N/A 87
25 -0.003 0.407 LESS THAN 1.01] N/A 68
26 0,032 0.405 |[LESSTHAN 1.01] N/A 69
27 0.035 0.407 LESS THAN 1.01 N/A 70
28 0.043 0.396 LESSTHAN 1.01] N/A 71
29 0.038 0.385 LESS THAN 1.01 N/A 72
30 0.018 0,384 LESS THAN 1.01] N/A Z§
kY| 0.016 0.306 LESS THAN 1.01 N/A 74
32 0.018 0.386 LESS THAN 1.01] N/A 75
33 0.036 0.364 LESS THAN 1.01] N/A 76
34 0.058 0.381 LESS THAN 1.01] N/A 77
35 0.062 0.389 LESS THAN 1.01} N/A 78
36 0.060 0.388 LESS THAN 1.01] N/A 79
a7 0.059 O.Eﬁ LESS THAN 1.01] N/A a0
38 0.056 0.387 |LESS THAN 1.01 N/A 81
3o {.052 0.386 LESS THAN 1.01 N/A 82
40 0.046 0.385 LESS THAN 1.01 N/A 83
41 0.040 0.383 LESS THAN 1.01] N/A 4 84
42 0.037 0.397 LESS THAN 1.01 N/A 85
43 0.031 0,398 |LEssTHAN1.01] N/A L i"f 86




Final Inspection
spaction: 02!12}04

LESS THAN 1.01]  N/A a5 5.096 0.433  |LE88 THAN 101
LESS THAN 1.01] N/A 48 0.078 0.422 |iessTHAN 1.0 N/A '
LESS THAN1.01] N/A 47 0.073 0.418 [LESS THAN 101 N/A
LESS THAN 1.01] N/A 48 0.048 0.419  jiess THaN 1.01 N/A
LESS THAN 1.01] N/A 49 0.010 0417  |LEss THAN 1.1 N/A
LESS THAN 1.01] N/A 50 -5.019 0.419  |LEss AN 1. N/A
LESS THAN 1.01] N/A 51 0.046 0.420 |uess HaN 1 N/A
LESS THAN 1.01] N/A 52 0.071 0.414  |LEss THAN 11 N/A
LESS THAN 1.01] N/A 53 0.078 0.419 |LESS THAN1.01 N/A
LESSTHAN 1.01] N/A 54 0.051 0410 [iessruaniot]  N/A
LESS THAN 1.01] N/A 55 0.057 0.409 |LESS THAN 1.04 N/A
LESSTHAN 1.01] N/A 56 0.017 0410  |LEss THaN 1.0 N/A
LESS THAN 1.01] N/A 57 0.069 0.420 {LEsS THAN 1.09 NiA
LESS THAN 1.01] N/A 58 0.095 0.424 [LEss THAN 1.01 N/A
LESS THAN 1.01 N/A 59 0.088 0.421 LESS THAN 1.01 N/A
LESSTHAN1.01] N/A BO 0.054 0.407  |LEsS THAN 1.01 N/A
LESSTHAN 1.01] N/A 61 0.077 0.413  |LEsS THAN 1.01 N/A
LESS THAN .01  N/A | 82 0.068 0.421  |LESS THAN 1,01 N/A \ o8y
LESS THAN1.01] N/A 83
LESS THAN 1.01]  N/A 64
LESS THAN 1.01]  N/A 65
LESS THAN 1.01]  N/A 66
LESSTHAN 101} N/A 87
LESS THAN 1.01] N/A 68
LESS THAN 1.01] N/A 69
LESSTHAN 1.01| N/A '] 70
LESS THAN1.01] N/A 71
LESSTHAN 1.01] N/A | 72
LESSTHAN1.01] N/A I 73
LESSTHAN 1011  N/A 74
LESSTHAN1.01] N/A 75
LESSTHAN 1.01] N/A » 78
LESSTHAN 1.01] N/A 77
LESSTHAN 1.01] N/A 78
LESSTHAN 1.01]  N/A 79
LESSTHAN 101}  N/A I &
LESS THAN 1.01]  N/A u 81
LESS THAN 1.01]  N/A 82
LESSTHAN 1.01] N/A 83
LESSTHAN 1.01] N/A 84
LESS THAN1.01| N/A 85
LESSTHAN1.01] /A o 86

——— 1

T 10T 4118619600



Page: 19

_® "W”' INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* 1 |[.188" QA 4470 P #2-0.006/ +0.12 522 R

6 P#5-0.019/ +0.

Upper Half Of Bilateral Tolerance 095 [N/C:15054]

(10) (tack welded vessel) 02-12-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-12-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 20
_@ ¢ @9 h INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTINGS ( PURG |712 A
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
* QA .062 DIA HEAT #AV81 |712 A

CWI / TEAM LEADER 28

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-12-0
* QA 300 SERIESSSW/SS  |712 A

CWI / TEAM LEADER WOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER WITH .062 FILLER

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-12-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 2-5 - Item: 45
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/12/2004 Typeof Material:625 INCONEL NDT#:7982
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:45 -Op:30 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5 Quantity Rejected: 0
Part Name: PANEL 2-5 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] Welds Properly Completed: [] [] [X]
Filler Material Certs: [] [] [X] Proper Filler Material/Flux: [] [] [X] Weld Surfaces:  [X] [] []
POQR/WPS: [X] [] [] Shielding Gas/Back Purge:  [x] [] [] Weld Dimensions:  [] [] [X]
WPQ: [] [] [X] Welder Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass: [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 8 User ID: LONAKER Date: 04/15/04



Page: 21

_® "W”' INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (\],208" QA 4470 P #2 +0.005 / +0.05 522 A
4 P#5-0.018/ +0.
Profile Tolerance (+.188/ -.020") 039
(10) (tack welded vessel) 02-12-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-12-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% i Page: 22
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTINGS (PURG |712 A
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
* QA .062 DIA HEAT #A 712 A

CWI / TEAM LEADER V8128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-12-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER OW/.093 FILLER

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-12-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Vq Table of Contents Page: 3
_@ W Quality Assurance Documents For Date: 04/15/04

Tool & Machine, Inc. Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICSLAB
Customer P.O.: S-04344-F
Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

48 45 50 Nondestructive Visual Test Certification #7985 - MTM WELD INSPECTION FORM
49 45 60 Inspection Data Checklist: 2 steps

50 45 70 Inspection Data Checklist: 5 steps

51 45 70 Nondestructive Visual Test Certification #7996 - MTM WELD INSPECTION FORM
52 45 80 Inspection Data Checklist: 2 steps

53 45 90 Inspection Data Checklist: 5 steps

54 45 90 Nondestructive Visual Test Certification #7997 - MTM WELD INSPECTION FORM
55 45 100 Inspection Data Checklist: 2 steps

56 45 110 Inspection Data Checklist: 5 steps

57 45 110 Nondestructive Visual Test Certification #8007 - MTM WELD INSPECTION FORM
58 45 120 Inspection Data Checklist: 2 steps

59 45 130 Inspection Data Checklist: 5 steps

60 45 130 Nondestructive Visual Test Certification #8010 - MTM WELD INSPECTION FORM
61 45 140 Inspection Data Checklist: 2 steps

62 45 160 Map(s): SE121-001P-IMTM - mc096253.tif

63 45 160 Map(s): SE121-001P-IMTM - mc096254.tif

64 45 160 Inspection Data Checklist: 2 steps

SE121-001P 2-5-4
Item# Sub Op Pc Document Description/ Material Description / File Name/ Heat Lot

65 41 10 Inspection Data Checklist: 8 steps

66 41 20 Map(s): SE121-001P-IMTM - mc096252.tif

67 41 20 Inspection Data Checklist: 2 steps

68 41 30 Inspection Data Checklist: 5 steps

69 41 30 Nondestructive Visual Test Certification #8019 - MTM WELD INSPECTION FORM
70 41 50 Inspection Data Checklist: 5 steps

71 41 50 Nondestructive Visual Test Certification #8020 - MTM WELD INSPECTION FORM
72 41 70 Inspection Data Checklist: 5 steps

73 41 70 Nondestructive Visual Test Certification #8021 - MTM WELD INSPECTION FORM
74 41 90 Inspection Data Checklist: 5 steps

75 41 90 Nondestructive Visual Test Certification #8031 - MTM WELD INSPECTION FORM
76 41 140 Inspection Data Checklist: 2 steps

77 41 150 Inspection Data Checklist: 5 steps

78 41 150 Nondestructive Visual Test Certification #8032 - MTM WELD INSPECTION FORM
79 41 155 Inspection Data Checklist: 5 steps

80 41 155 Nondestructive Visual Test Certification #8036 - MTM WELD INSPECTION FORM
81 41 160 Inspection Data Checklist: 2 steps

82 41 175 Map(s): SE121-001P-IMTM - MC096325.TIF

83 41 175 Map(s): SE121-001P-1IMTM - MC096328.TIF

84 41 175 Map(s): SE121-001P-IMTM - MC096326.TIF

85 41 175 Inspection Data Checklist: 2 steps

86 41 180 Test Certification: RADIOGRAPHIC CERTIFICATE - mc096769.tif

87 41 180 Map(s): SE121-001P-IMTM - Same as Item #86

n:\mtmapps\mtgapla9.qrp



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 2-5 - Item: 48
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/12/2004 Typeof Material:625 INCONEL NDT#:7985
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:45 -Op:50 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5 Quantity Rejected: 0
Part Name: PANEL 2-5 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [X] [] [] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 9 User ID: LONAKER Date: 04/15/04



% E Page: 23
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* ([g],228 QA 4470 P #2 +0.003/ +0.06 522 A
2P #5-0.008/ +0.
Profile Tolerance (+.188/-.040") 051
(10) (tack welded vessel) 02-12-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-12-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 24
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GASSETTING 9PURG (712 A
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
* QA .093DIA WIREHEAT |712 A

CWI / TEAM LEADER # CB7996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-13-0
* QA 300 SERIESSSMATER (712 A

CWI / TEAM LEADER IAL W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER WITH .093 FILLER

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-13-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 2-5 - Item: 51
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/13/2004 Typeof Material:625 INCONEL NDT#:7996
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:45 -Op:70 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5 Quantity Rejected: 0
Part Name: PANEL 2-5 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [X] [] [] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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.

shown. &

it
W

This is to certify that the pieces specified have been inspected in accordance with the specifications i : E ”/

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 10 User ID: LONAKER Date: 04/15/04



% E Page: 25
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],248' QA 4470 P#20+0.021/ +0. 522 A
085 P#5 +0.009 / +
Profile Tolerance (+.188/-.060") 0.081
(10) (tack welded vessel) 02-13-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-13-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 26
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTINGS ( PURG |712 A
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
* QA 093 FILLERHEAT # |712 A

CWI / TEAM LEADER CB7996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-13-0
* QA 300 SERIESSSMATER (712 A

CWI / TEAM LEADER IAL W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER OW/.093 FILLER

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-13-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 2-5 - Item: 54
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/13/2004 Typeof Material:625 INCONEL NDT#:7997
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:45 -Op:90 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5 Quantity Rejected: 0
Part Name: PANEL 2-5 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 29.1.6

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] Welds Properly Completed: [] [] [X]
Filler Material Certs: [] [] [X] Proper Filler Material/Flux:  [X] [] [] Weld Surfaces:  [X] [] []
POQR/WPS: [] [] [X] Shielding Gas/Back Purge:  [x] [] [] Weld Dimensions:  [] [] [X]
WPQ: [] [] [X] Welder Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 11 User ID: LONAKER Date: 04/15/04



% E Page: 27
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],268' QA 4470 P#2 +0.023/ +0.10 522 A
0 P#5+0.034/+0
Profile Tolerance (+.188/-.080") .091
(10) (tack welded vessel) 02-13-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-13-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 28
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTINGS ( PURG |712 A
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
* QA 062 FILLERHEAT # |712 A

CWI / TEAM LEADER AV8128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-13-0
* QA 300 SERIESSSW/SS  |712 A

CWI / TEAM LEADER WOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER W/ .062 WIRE

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-13-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 2-5 - Item: 57
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/13/2004 Typeof Material:625 INCONEL NDT#:8007
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:45 -Op:110 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5 Quantity Rejected: 0
Part Name: PANEL 2-5 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [x] Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 12 User ID: LONAKER Date: 04/15/04



% E Page: 29
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],288' QA 4470 P#2 +0.008 / +0.07 522 A
8 P#5 +0.003/ +0.
Profile Tolerance (+.188/-.100") 067
(10) (tack welded vessel) 02-13-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-13-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 30
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GASSETTINGS (PUR |712 A
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
* QA .093 DIA HEAT #CB79 |712 A
CWI / TEAM LEADER 96
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 02-13-0
* QA 300 SERIESSSW/SS  |712 A
CWI / TEAM LEADER WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START
(30) AND THROUGH COMPLETION 02-13-0
* QA WELDER 683 PERFOR |712 A
CWI / TEAM LEADER D WELDING
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START
(40) AND THROUGH COMPLETION 02-13-0
* QA ACCEPT PER WPS 390 |712 A
CWI / TEAM LEADER WITH .093 DIA WIRE
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-13-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part I1D: SE121-001P 2-5 - Item: 60
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/13/2004 Typeof Material:625 INCONEL NDT#:8010
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:45 -Op:130 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5 Quantity Rejected: 0
Part Name: PANEL 2-5 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] Welds Properly Completed: [] [] [X]
Filler Material Certs: [X] [] [] Proper Filler Material/Flux:  [X] [] [] Weld Surfaces:  [X] [] []
POQR/WPS: [X] [] [] Shielding Gas/Back Purge:  [x] [] [] Weld Dimensions:  [] [] [X]
WPQ: [] [] [X] Welder Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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.

shown. &

it
W

This is to certify that the pieces specified have been inspected in accordance with the specifications i : E ”/

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 13 User ID: LONAKER Date: 04/15/04



% E Page: 31
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],308') QA 4470 P#2 +0.001 / +0.06 522 A
1P#5-0.023/ +0.
Profile Tolerance (+.188/-.120") 051
(10) (tack welded vessel) 02-13-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-13-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



84880 PPPL NCSX PVVS INSPECTION RECORD |] Inspection Drawing Number: SE121-001P-1MTM Rev: 0B
Ins| ion type: Formed F'anel _Interpass (# ) stru | weEinE ! After weldinE Port Final Inspactien
Part # / Panel # SE121-001P PANEL #2 IGﬁStd EESE: 4470 / J-116 / J-1008-NDT {Date of Inspection: 02/14/04
Point  Profile  Material Magnetic Surface Inspector Point Profile Material Magnetic Surface Inspector
Number Deviation Thickness Permeability Finish Initials Number Deviation Thickness Permeabiliti-inish Initials
e e - L N
1 0.018 0.390 LESS THAN1.01] N/A 44 0.034 0.3.83  [Less THAN 1.01 N/A,
2 0.024 0.387 [LESSTHAN1.01] N/A % ] 45 0.035 0.385 |Less THAN 1.01 N/A \
3 0.030 0.387 |LESSTHAN1.01] N/A = 46 0.034 0.387  [iesstvantot|  N/A
4 0.038 0.387 LESS THAN1.01] N/A f 47 0.061 0.395 | LEss THAN 1.01 N/A
5 0.047 0.385 [LESSTHAN101[ N/A 48 0.040 0.400  |Less THAN 1.01 N/A
6 0.058 0.383 [LESSTHAN1.01] N/A 49 0.136 0.389  |icssTHAN 1.01 N/A
7 0.067 0.384 |LESSTHAN1.0t[ N/A \ 50 0.080 0.411  }LESSTHAN 1.01 N/A 1
8 0.073 0.384 JLEssSTHAN1.01] N/A \ 51 0.119 0.388  |Less THaN 1.01 N/A )
9 0.083 0.385 [LESSTHAN1.01] N/A 52 0.070 0.392  |iesstran o] T N/A .
10 0.091 0.384 |JLESSTHAN1.01[ N/A 53 0.061 0.383  |LEss THAN 1.0 N/A {
11 0.093 0.388 LESS THAN1.01] N/A 54 0.064 0.378  |Less THAN 1.04 N/A L
12 0.090 0.387 |iESSTHAN1.01] N/A 55 0.026 0.379  |LESS THAN 1.01 N/A £ 4 gn )
13 0.084 0.387 |LESSTHAN1.01] N/A 56 0.043 0.380  |LessTHaN 1.01 N/A \"
14 0.078 0.388 |LESSTHAN1.01] N/A 57 o
15 0.066 0.380 |LESSTHAN1.01] N/A | 58
16 0.051 0,390 |LESSTHAN1.01] N/A | 59
17 0.040 0.389 |LESSTHAN1.01] N/A | B0
18 0.033 0.386 |LESSTHAN1.01] N/A { 61
19 0.025 0.383 [LESSTHAN41.01] N/A | 62
20 0.020 0.385 [LESSTHAN1.01] N/A { 63
21 0.016 0.384 [LESSTHAN1.01] N/A 64
22 0.013 0.383 LESS THAN 1.01f  N/A 65
23 0.009 0.385 [LESSTHAN1.01] N/A 66
24 0.007 0.385 [LEssTHAN1.01] N/A 87
25 0.008 0.385 LESS THAN1.01] N/A 68
26 0.019 0409 [LEssTHAN1.01] N/A 69
27 0.023 0.410 LESS THAN 1.01]  N/A 70
28 0.027 0.408 JLESSTHAN1.01] N/A 71
29 0.016 0.402 LESS THAN1.01] N/A 72
30 0.005 0.397 LESS THAN 1.01] N/A 73
3 0.013 0.395 LESS THAN 1.01] N/A 74
32 0.024 0.394 LESSTHAN1.01] N/A 75
33 0.057 0.395 |LESSTHAN1.01] N/A 76
34 0.070 0.398 LESSTHAN1.01] N/A 17
35 0.066 0.385 |LESSTHAN1.01] N/A 78
36 0.085 0.381 |LESSTHAN1.01| N/A 79
37 0.083 0.300 [LESSTHAN1.01] N/A \ [ 8o
38 0.058 0300 |LESSTHAN101] N/A 81
39 0.051 0.3880 |LESSTHAN1.01] N/A 82
40 0.041 0.385 |LESSTHAN101] N/A 83
41 0.040 0.387 |LESSTHAN1.01] N/A 84
42 0.040 0.385 [LESSTHAN1.01{ N/A 85
43 0.033 0.384 [LEssSTHAN1.01] N/A T 86

T IO T JEGC9600W
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64880 PPPL NCSX PVVS INSPECTION RECORD nspection Drawing Number: SE121-001F-1MTM Rev: 0B
Inspection type: Formed Panel  Interpass (# er structural weldim After weiding Port _ Final Inspiection

Part # / Panel #. SE121-001P PANEL #5  |Gage/Std S/N(S). 4470 / J-1165/ J-1000-NDT [Date of Inspection: 02/14/04
Point  Profie  Material Magnetic Surface Inspector Point Profile Material Magnetic Surface  Inspector
Number Deviation Thickness Permeability Finish Initials Number  Deviation Thickness PermeabilitFinish Initials
1 0.034 0.428 LESS THAN 1.01]  N/A 44 0.012 0.431 LESS THAN 1.01 N/A
2 0.022 0.430 |LESSTHAN1.D1] N/A (g?:} 45 0.032 0.420  [Less THaN 1.01 N/A \*
3 0.031 0.426 [LESSTHAN1.01] NA | & 46 0.096 0.415  [lessTiant01|  N/A b
4 0.042 0.4.28 LESS THAN 1.01) N/A r 47 0.085 0.419  |LESS THAN 1.01 N/A
5 0.040 0.423 LESS THAN 1.01]  N/A \ 48 0.054 0.420  [Less THAN 1.01 N/A
] 0.027 0423 |LESSTHAN1.01] N/A | 49 0.010 0.426  [LESS THAN 1.01 N/A
7 0.009 0.424 |LESSTHAN1.01] N/A 50 -0.035 0.428  |LEsS THAN 1.01 N/A \
8 -0.002 0423 |LESSTHAN1.01] N/A 51 0.038 0.425 [iessTaantoi]  N/A |
9 -0.010 (.4.23 LESS THAN1.01| N/A 52 0.072 0.408  |Less tHan 1.01 N/A
10 -0.014 0.425 LESS THAN 1.01) N/A 53 0.087 0.404  [Less THAN 1.01 N/A
11 -0.017 0.4.24 LESS THAN 1.01] N/A 54 0.057 0.415 LESS THAN 1.01 N/A
12 -0.021 0.428 LESS THAN 1.01] N/A 55 0.064 0.423  [iess THAN 1.01 N/A
13 -0.020 0.424 LESS THAN 1.01] N/A 56 0.015 0.422  [Less THAN 1.01 N/A
14 -0.017 0.424 |LESSTHAN1O01]  N/A | 57 0.061 0.423  [LESS THAN 1.01 N/A {
15 -0.014 0428 [LESSTHAN1.01| N/A { 58 0.086 0419  [essTtaanto1]  N/A !
16 -0.009 0.426 LESS THAN 1.04] N/A | 59 0.092 0.407 [LesstHan 1.01 N/A, \ ‘
17 0.002 0.422 LESS THAN 1.01] N/A 60 0.060 0.414  [Less THAN 1.01 N/A
18 0.017 0.423 LESS THAN 1.01]  N/A 61 0.082 0.420  |Less THAN 1.01 N/A £ g: 3
19 0.028 0.425 LESS THAN 1.01|  N/A 62 0.069 0.422 |LessTHAN1.01 N/A, \ @
20 0.041 0.4.24 LESS THAN1.01]  N/A 63 i
21 0.057 0422 [LESSTHAN1.04[ N/A 64
22 0.021 0.421 LESS THAN 1.01 N/A 65
23 0.022 0.420 LESS THAN 1.01 N/A 66
24 0.023 0.423 [LESSTHAN1.01| N/A 67
25 0.025 0.424 LESS THAN 1.01 N/A 68
26 0.027 0.4.24 LESS THAN 1.01|  N/A 59
27 0.028 0.420 [itESSTHAN1.01] N/A 70
28 0.033 0422 |LESSTHAN1.01| N/A 71
29 0.036 0.426 LESSTHAN 1.01] N/A 72
30 0.03% 0424 |LESSTHAN101] N/A 73
31 0.042 0.422 |LESSTHAN1.01] N/A 74
32 0.041 0420 |LESSTHAN101] N/A 75
33 0.040 0420 |LESSTHAN1.01] N/A 76
34 0.041 0422 |LESSTHAN1.01] N/A 77
35 0.037 0422 |LESSTHAN1.01] N/A 78
36 0.082 0427 |LEssTHAN1.01] WA 79
¥ 0.066 0434 |LESSTHAN1.01] N/A 80
a8 0.087 0428 |LESSTHAN1.01] N/A 81
3% 0.0e9 0422 |LESSTHAN1.01] N/A B2
40 0.052 0420 |LESSTHAN1.01] N/A 83
41 0.028 0.4:21 LESS THAN 1.01]  N/A 84
42 0.074 0426 |LESSTHAN1.01] N/A ﬁ | 85
43 0.042 0430 |LESSTHAN1.01] N/A 86
= ... L — . ——— "
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% E Page: 32
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* ([O],328 QA 4470 P#2 +0.005/ +0.13 522 A
6 P#5-0.035/ +0.
Profile Tolerance (+.188/-.140") 096
(10) (tack welded vessel) 02-17-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-17-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 33
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* MFG ACCEPT 712 712 A
Verify Panel Joint Alignment
Weld Seam # 4-5
(10) (.02" Max) CwiI 02-16-0| 02-16-0
* MFG .020 712 A
Verify Panel / Rest Stop Position
(20) Panel #4 (0 - .09" Gap) 02-16-0
* MFG .080 712 A
Verify Panel / Rest Stop Position
(30) Panel Sub-Set #2-5 (0 - .09" Gap) 02-16-0
* QA GASSETTINGS (PUR |712 A
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
* QA .093DIA HEAT #CB7 |712 A

CWI/ TEAM LEADER 996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-16-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Tool & Matchine, Inc,

INSPECTION DATA CHECKLIST

Page: 34
Date: 04/15/04
User ID: DURHAM

A

(80)

CWI / TEAM LEADER

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

AND THROUGH COMPLETION

QA

ACCEPT PER WPS 390
W/ .093 FILLER

712

02-16-0

A

QA003  (n:\mtmapps\mtqgapl 10.grp)

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Ewﬁon Drawing Number: SE121.001P-1MTM_Rev: 0B ﬂ

inspection type: Formed F'anel #TACK  After structural welding  After welding Port __Final Inspection _
Part # / Panel #. SE121-001P PANEL #4 Gage/Std S/N(s): 4470 / J-770-NDT / J-1165 |Date of Inspection: 02/14/04
Point  Profile  Material Magnetic Surface Inspector Point Profile Material Magnetic S3urface Inspector
Number Deviation Thickness Permeability Finish Initials Nu m_ber Deviation Thickness Permeabilitfinish Initials

1 0.013 0.380 |LESSTHAN1.01] N/A z?‘ 44

2 0.031 0.398 LESS THAN 1.01] N/A \J 45

3 0.045 0396 |LESSTHAN1.01] N/A 4 46

4 0.055 0.396 JLESSTHAN1.01] N/A 47

5 0.058 0.396 |LESSTHAN1.01{ N/A 48

8 0.057 0.395 LESSTHAN 1.01] N/A 49

7 0.054 0.395 [LESSTHAN1.01] N/A \ 50

8 0.049 0.388 LESSTHAN 1.01] N/A 51

9 0.045 0,394 |LESSTHAN 1.01] N/A 52

10 0.038 0.393 LESS THAN 1.01] N/A 53

11 0.034 0,393 |LESSTHAN1.01] N/A 54

12 0.028 0.393 |LESSTHAN .01 N/A 55

13 0.027 0.394 LESS THAN 1.01]  N/A 56

14 0.025 0.393 |LESSTHAN1.01| N/A 57

15 0.034 0.394 LESSTHAN 1.01] N/A 58

16 0.037 0.394 LESS THAN 1.01]  N/A 59

17 0.038 0.397 [LEsSTHAN 1.01] N/A | 60

18 0.038 0.397 |iLeEssTHAN1.01] N/A { 61

19 0.040 0.391 LESS THAN 1.01] N/A ] 62

20 0.042 0.392 LESS THAN 1.01]  N/A 63

21 0.043 0.395 LESS THAN 1.01]  N/A 64

22 0.042 0,394 LESSTHAN 1.01]  N/A 65

23 0.045 0.391 |LESSTHAN1.01] N/A 66

24 0.046 0.381 LESS THAN 1.01] N/A 67

25 0.048 0.394 LESS THAN 1.01] N/A 68

26 0.052 0.393 [LEsSTHAN1.01] N/A 69

27 0.055 0.392 |LESSTHAN1.01] N/A 70

28 0.057 0.393 |LESsTHAN1.01] N/A 71

29 0.054 0.392 |LESSTHAN 1.01] N/A 72

30 0.049 0.400 LESS THAN 1.01] N/A 73

31 0.030 0.396 [LESSTHAN1.01] N/A 74

32 0.030 0,397 |JLESSTHAN1.01[ N/A 75

33 0.044 0.396 JLESSTHAN 1.01] N/A 76

34 0.033 0.393 |LESSTHAN1.01] N/A 77

35 0.061 0.394 |LESSTHAN1.01] N/A 78

36 0.014 0,388 [LESSTHAN1.01] N/A 79

37 0.002 0.394 JLESSTHAN1.01] N/A 80

38 0.012 0.392 JLESSTHAN1.0¢] N/A 81

39 82

40 a3

41 I 84

42 | 85

43 | 86
— ... .l -
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Page: 35

_® "W"" INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* ([O],188' QA 4470 P#5 +0.003/ +0.03 522 A
5 P#4 +0.004 / +0.
Upper Half Of Bilateral Tolerance 057
(10) (tack welded vessel) 02-17-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-17-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 36
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTINGS (PURGE|712 A
CWI / TEAM LEADER 20 SHIELDING 40)

VERIFY SHIELDING GAS

AND PURGE GAS COMPLIANCE

PRIOR TO OPERATION START

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

CWI / TEAM LEADER #AV8128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-16-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

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

(50) AND THROUGH COMPLETION 02-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 69
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/16/2004 Typeof Material:625 INCONEL NDT#:8019
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:41 -Op:30 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5-4 Quantity Rejected: 0
Part Name: PANEL 2-5-4 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndtl pi.qrp Page: 14 User ID: LONAKER Date: 04/15/04



% E Page: 37
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GASSETTINGS (PUR |712 A
CWI / TEAM LEADER GE 20 SHIELDINGA40)

VERIFY SHIELDING GAS

AND PURGE GAS COMPLIANCE

PRIOR TO OPERATION START

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

CWI / TEAM LEADER 8128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-16-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER WITH .062 DIA WIRE

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 71
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/16/2004 Typeof Material:625 INCONEL NDT#:8020
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:41 -Op:50 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5-4 Quantity Rejected: 0
Part Name: PANEL 2-5-4 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 15 User ID: LONAKER Date: 04/15/04



% E Page: 38
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTINGS (PURGE|712 A
CWI / TEAM LEADER 20 SHIELDING 40)

VERIFY SHIELDING GAS

AND PURGE GAS COMPLIANCE

PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 02-16-0
* QA 093 FILLERHEAT # |712 A

CWI / TEAM LEADER CB7996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-16-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-16-0
* QA ACCEPTER PERWPS 3 |712 A

CWI / TEAM LEADER OW/.093 FILLER

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 73
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/16/2004 Typeof Material:625 INCONEL NDT#:8021
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:41 -Op:70 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5-4 Quantity Rejected: 0
Part Name: PANEL 2-5-4 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 16 User ID: LONAKER Date: 04/15/04



% E Page: 39
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTING ( PURGE |712 A
CWI / TEAM LEADER 20 SHIELDING 40)

VERIFY SHIELDING GAS

AND PURGE GAS COMPLIANCE

PRIOR TO OPERATION START

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

CWI / TEAM LEADER 996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-17-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER USINF .093 FILLER

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-17-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 75
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/17/2004 Typeof Material:625 INCONEL NDT#:8031
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:41 -Op:90 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5-4 Quantity Rejected: 0
Part Name: PANEL 2-5-4 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 17 User ID: LONAKER Date: 04/15/04



Page: 40

_® "W"" INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],268' QA 4470 P#5 +0.003/ +0.03 522 A
5 P#4 +0.004 / +0.
Profile Tolerance (+.188/-.080") 057
(10) (tack welded vessel) 02-17-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-17-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 41
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTINGS ( PURG |712 A
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
* QA 062 DIA HEAT#AV |712 A

CWI / TEAM LEADER 8128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-17-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

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

CWI / TEAM LEADER W/ .062 FILLER

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-17-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 78
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/17/2004 Typeof Material:625 INCONEL NDT#:8032
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:41 -Op:150 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5-4 Quantity Rejected: 0
Part Name: PANEL 2-5-4 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [x] Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 18 User ID: LONAKER Date: 04/15/04



% E Page: 42
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA GAS SETTINGS (PURG |712 A
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
* QA .093DIA/HEAT #CB  |712 A

CWI / TEAM LEADER 7996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-17-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

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

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-17-0
* QA ACCEPTED PER WPS 3 |712 A

CWI / TEAM LEADER OW/.093 FILLER

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-17-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P 2-5-4 - Item: 80
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/17/2004 Typeof Material:625 INCONEL NDT#:8036
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:41 -Op:155 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P 2-5-4 Quantity Rejected: 0
Part Name: PANEL 2-5-4 SUB-SET
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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 ”/ W y4 i
shown. Wity S

o

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 19 User ID: LONAKER Date: 04/15/04



% E Page: 43
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* ([O],328 QA 4470 P#4-0.016 / +0.02 522 A
4 P#5-0.019/ +0.
Profile Tolerance (+.188/-.140") 018
(10) (tack welded vessel) 02-17-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-17-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



1 053 3035 g 0.381  kess THAN 1.01 A
2 0.080 0.387 45 0.0“_;. 0.381  JLeas tHAN1.01 N/A
3 0.067 0.385 [LESS THAN 1.01 A 48 0.047 0.385 hesstiantor| N/A
4 0.073 0,383 |LESSTHAN101] N/A { 47 0.001
5 0.079 0.383  |LESSTHAN1.01] NA \ 48 0,061 A
6 0.089 0337 [LESSTHAN1.01| N/A \ 49 0.1684
7 0.097 0.335 |LESSTHAN1.01| N/A \ 50 0.086
B 0.101 (0.385 JLESS THAN 1.01 N/A 51 0.140
9 0.109 0.3834 |LESS THAN 1.01 N/A 52 0.078
10 0.117 0.3832 [tEssTHAN1.01] N/A 53 0.072
1 0.118 0,384 LESS THAN 1.01 N/A 54 0.071
12 0.114 0.386 |LessTHAN 1.0t N/A 55 0.034 { ?9
13 0.106 0.387 |LESSTHAN1.01f N/A 56 0.058 \v
14 0.099 0383 [LESSTHAN 1.01] N/A 57 o
15 0.087 0.383 [LESSTHAN1.01] N/A 58
16 0.070 0.388 [LESSTHAN1.01{ N/A | 59
17 0.057 0.385 |LEssTHAN1.01] N/A 60
18 0.047 0.388 [LESsSTHAN1.01] N/A 61
19 0.040 0.383 LESS THAN 1.01 N/A 62
20 0.033 0.380 |LESSTHAN1.01| N/A 63
21 0.025 0.385 LESS THAN 1.01 N/A 64
22 0.019 0.382 [LEssTHAN1.01] N/A \ 65
23 0.013 0.381 |LESSTHAN1.01] N/A 66
24 0.012 0.381 |LESSTHAN1.01] N/A 87
25 0.00% 0.383 |LESS THAN 1.01 N/A 68
26 0.030 0.404 [LESSTHAN1.04] N/A 69
27 0.031 0.405 JLESSTHAN1.01] N/A { 70
28 0.031 0.404 [LESSTHAN1.01] N/A 71
29 0.021 (.401 LESS THAN 1.01 N/A 22
30 0.013 0.385 |LESS THAN1.01 N/A 73
31 0.018 0.391 |LESS THAN 1.01 N/A 74
32 0.027 0.393 [LESSTHAN1.01] N/A 75
a3 0.055 0.394 LESS THAN 1.01 N/A 76
34 0.077 0.394 |LESSTHAN1.01] N/A 77
35 0.078 0.392 |LESS THAN 1.04 N/A 78
36 0.076 0.380 |LESS THAN 1.01 N/A 79
37 0.072 0.389 |LESS THAN 1.01 N/A 80
38 0.067 0.386 ]LESS THAN 1.01 N/A 81
30 0.089 0.386 |LESS THAN 1.04 N/A a2
40 0.052 0.385 [|LEsSSTHAN1.01] N/A + 83
41 0.046 0.383 |LESS THAN 1.04 N/A 84
42 0.045 0.383 [LESSTHAN1.01] N/A La,\ 85
43 0.043 0.382 [LESSTHAN101] N/A 86

TJOT 411'GCE9600N



Inspector

N Nwmber Deviation Thickness Permeabilitfinish |
1 £ LESS THAN 1.01 A 44 -0.
B 2 0.024 0.4.26 [LEsSTHAN101] N/A 45 0.013
E 3 0.026 0425 WHESSTHAN1.01f N/A 48 0.088
l 4 0.040 0422 NLESSTHAN1O01] NA 47 0.079
5 0.044 0.422 |LESS THAN 1.01 N/A 48 0.045
| 8 0.035 0420 |LESSTHAN1.01] N/A 49 -0.003
7 0.020 0.423 |LESSTHAN1.01| N/A 50 0.042
8 0.007 0.424 |LESS THAN 1.01 NiA 51 0.014
9 0.001 0.421 |LESSTHAN 1011  N/A I 52 0.050
10 -0.010 0.422 [LESS THAN 1.01 N/A 53 0.075
11 0.011 0.422 |LESS THAN 1.01 N/A 54 0.050
12 -0.015 0.422 |LESS THAN 1.01 NIA 55 0.058
13 -0.017 0.424 |LESS THAN 1.01 NIA 56 -0.002
14 -0.015 0.423 |LESS THAN 1.01 N/A 57 0.054
15 -0.009 0426 ILESS THAN 1.01 N/A 58 0.063
16 -0.002 0.424 |LESS THAN 1.01 N/A 58 0.069
17 0.007 0.420 |LESSTHANA101} N/A 60 0.048 .
18 0.018 0.421 [LESSTHAN1.01] N/A 61 0.079
19 0.031 0423 [EssTHAN101] N/A 62 0.069 \ﬂ, 2
20 0.044 0.423 |LESS THAN 1.01 N/A 63
21 0.063 0.422 {LESS THAN 1.01 N/A 64
22 0.031 0416 [LESSTHAN1.01| N/A 65
23 0.028 0.417 |LESS THAN1.01 NiA 66
24 0.016 0.417 |LESS THAN 1.01 N/A 67
25 0.010 0.418 |LESS THAN 1.01 N/A 68
28 0.003 0.418 |LESS THAN 1.01 N/A 53]
27 0.004 0,417 |LESS THAN1.01 N/A 70
28 0.005 0417 |LESS THAN 1.01 N/A 71
29 0.007 0417 |LESSTHAN1.01| N/A 72
30 0.009 0.421 |LESS THAN 1.0 N/A 73
31 0.013 0.417  RLESS THAN 1.01 N/A 74
32 0.019 0419 |LEssSTHAN1.01|] N/A 75
33 0.027 0419 |LESSTHAN1.01| NIA 76
34 0.035 0.419 |LESS THAN 1.01 N/A 77
35 0.041 0.415 |LESS THAN 1.01 N/A 78
36 0.069 79
37 0.065 80
38 0.087 81
39 0.088 82
40 (1.045 83
X 0.026 \i 84
42 0.058 e:s 85
43 0.039 gy 86

TJOT 411'8CE9600N



inspaction type: Formed Panel

0 PPPL NCSX PVVS INSPECTION RECORD

Inspe
Interpass (# ) Z d )

After structural we

Part #/ Panel # SE121-001P PANEL #4

pector Point

— L — -
flon Drawing Number: SE121-001P-1MTM Rev: 08
After welding Port _ Final Inspection

[Date of Inspection: 02/17/04 f

-NDT / J-1165

Point  Profile . Material  Magnetic  Surface ins Profile  Material Magnetic Surface  Inspector

Number Deviation mckness Permeability Finish  Initials Number Deviation Thickness PermeabilitFinish Initials_J
1 0.034 0.395 |LESS THAN 1.01 N/A 44
2 0.044 0.385 {LESS THAN 1.01 N/A 45
3 0.052 0.396 |[LESS THAN 1.01 N/A }. 45
4 0.058 0.394 |LESS THAN 1.01 NIA 47
5 0.052 0.401 LESS THAN 1.01 N/A \ 48
8 0.048 0.398 [LESSTHAN1.01] N/A \ 49
7 0.042 0.3956 |LESSTHAN1.01] N/A 1 50
8 0.037 0.396 |LESS THAN 1.01 N/A 51
g 0.032 0.394 |LESSTHAN1.01] N/A 52
10 0.027 0.394 |LEssTHAN 1.01] N/A 53
11 0.022 0.394 |LESS THAN 1.01 N/A 54
12 0.016 0.391 LESS THAN 1.01 N/A 55
13 0.017 0.392 {LESSTHAN1.01] N/A 56
14 0.023 0.393 LESS THAN 1.01 N/A 57
15 0.052 0.398 LESS THAN 1.0t N/A 58
16 0.055 0.397 [LESSTHAN1.0t] N/A 59
17 0.059 0,396 |LESSTHAN1.01] N/A B0
18 0.062 0.398 |LESSTHAN41.01] N/A 61
19 0.064 0.396 LESS THAN 1.01 N/A 62
20 0.068 0.399 |LESS THAN 1.01 N/A 63
21 0.069 0,395 [LESSTHAN1.01] N/A 64
22 0.071 0.397 |LESS THAN 1.01 N/A 65
23 0.076 0,393 [LEssTHAN1.01] N/A 66
24 0.077 0.396 |LEsSTHAN1.01] N/A | 87
25 0.083 0.394 {LESSTHAN1.01] N/A | 68
26 0.086 0,395 |LESSTHAN1.01| N/A { 69
27 0.090 0.396 |LESS THAN 1.01 N/A 70
28 0.088 0.396 |LESS THAN 1.01 N/A 71
29 0.084 0.398 |LESS THAN 1,01 N/A 72
30 0.079 0.396 |LESS THAN 1.01 N/A 73
31 0.056 74
32 0.071 1 75
33 0.077 \ 76
34 0.053 } 77
35 0.088 78
36 0.041 79
37 0.021 £a 80
a8 0.023 L% 81
38 T a2
40 83
41 i 84
42 i 85
43 | G

o - _ - R

TJOT 411'9¢€9600N



Page: 44

_® "W"" INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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 | D: SE121-001P Rev: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP | BY |SAMPL SER# DATA/REMARKS | INSP |VERFD|AUDIT
* (O],288' QA 4470 P#2 +0.009/ +0.16 522 A

4 P#4+0.016/ +0
.090 P#5-0.017/

Profile Tolerance (+.188/-.140") +0.088
(10) (tack welded vessel) 02-18-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-18-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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AMefor

Table of Contents Page: 4
Quality Assurance Documents For Date: 04/15/04

Tool & Machine, Inc. Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICSLAB
Customer P.O.: S-04344-F
Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

SE121-001P TEST

Item# Sub Op Pc Document Description/ Material Description / File Name/ Heat Lot

88
89
90
91
92
93
94
95
96
97
98
99
100
101
102
103
104
105
106
107
108
109
110
111
112

26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26
26

60
70
80
80
90
100
100
110
120
120
130
140
140
150
160
160
170
180
180
190
200
200
210
230
230

Inspection Data Checklist: 8 steps

Inspection Data Checklist: 3 steps

Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #7892 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #7900 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #7902 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #7909 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Nondestructive Visual Test Certification #7914 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Nondestructive Visual Test Certification #7915 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Nondestructive Visual Test Certification #7918 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Test Certification: RADIOGRAPHIC CERTIFICATE - mc096219.tif

Map(s): SE121-001P-1IMTM - Same as Item #111

SE121-001P - PVWSPRIMARY WELDMENT

ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot

113 0 10 10 Materia Certification: Trace ID: 94881/ INCONEL625 062 GTAW - WELD WIRE/GTAW, .062 DIA - mc095279.pdf / 2653-8-4201 /
AB8051/AV8128

114 0 10 10 Materia Certification: Trace ID: 94238/ INCONEL 625 _062_GTAW - WELD WIRE/GTAW, .062 DIA - mc094944.pdf / 2653-8-4201 /
AB8051/AV8128

115 0 10 10 Material Certification: TRACE ID: 38561/ INCONEL625_062_GTAW - WELD WIRE/GTAW, .062 DIA - MCO074409.TIF / 2653-8-4201 /
AB8051/AV8128

116 0 10 30 Materia Certification: /INCONEL625 093 GTAW - WELD WIRE/GTAW, .093 DIA - MC075552.TIF / CB7996 / CT7519

117 0 10 30 Materia Certification: Trace ID: 95570/ INCONEL 625 093 GTAW - WELD WIRE/GTAW, .093 DIA - mc095629.pdf / CB7996 /
CT7519

118 0 10 30 Materia Certification: TRACE ID: 41171/ INCONEL 625 093 GTAW - WELD WIRE/GTAW, .093 DIA - MCO075605.TIF / CB7996 /
CT7519

119 0 10 40 Materia Certification: / INCONEL625 035 GMAW - WELD WIRE/GMAW, .035 DIA - mc068650.tif / VX3417AK

120 40 10 Inspection Data Checklist: 6 steps

121 40 40 Inspection Data Checklist: 8 steps

n:\mtmapps\mtgapla9.qrp



% E Page: 45
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* MFG LESSTHAN .020 MISM |791 933 A
Verify Panel Joint Alignment ATCH
Weld Seam # 2-5
(10) (.02" Max) CwiI 01-28-0| 01-28-0
* MFG LESSTHAN .090 791 A
Verify Panel / Rest Stop Position
(20) Panel #2 (0 - .09" Gap) 01-28-0
* MFG LESSTHAN .090 791 A
Verify Panel / Rest Stop Position
(30) Panel #5 (0 - .09" Gap) 01-28-0
* QA ACCEPTABLE TOWPS |791 A
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
* QA HT LOT AV8128/ TRA |791 A
CE TICKET #94881 6
CWI/ TEAM LEADER 25INCO

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 01-28-0
* QA STAINLESS STEEL 300 (791 A

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
* QA VERIFED PER WELDE |791 A

QUALIFICATION CHEC

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



A

Tool & Matchine, Inc,

INSPECTION DATA CHECKLIST

Page: 46
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
* QA WELDER SET AT 140 M|791
AX AMPERAGE AT TAC
CWI / TEAM LEADER WELD OP
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(80) AND THROUGH COMPLETION 01-28-0

QA003  (n:\mtmapps\mtgapl 10.grp)

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 47
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* ([O],188' QA 4470 +0.003 / +0.096 522 A
Upper Half Of Bilateral Tolerance
(tack welded vessel)
(10) At weld seam only (development panel) 01-27-0
* QA F1165 LESSTHAN 1.01 522 A

Magnetic Permeability 1.01 Max.
Record range (high / low)
(20) At weld seam only (development panel) 01-27-0

QA J770-NDT  |0.380-0.389 522 A

Materia Thickness
(30) .375 +.04/-0" 01-27-0

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 48
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH@WELDER/ 20 |791 A
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
* QA INCO 625 HT LOT AVS8 |791 A
CWI / TEAM LEADER 128
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 01-30-0
* QA 300 SERIES STAINLES |791 A
SSTEEL /S.S. WOO
CWI / TEAM LEADER L

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 01-30-0
* QA VERIFIED TOMTM WE |791 A

CWI / TEAM LEADER D QUALIFICATIONS

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 01-30-0
* QA 75/ 175MPS/ .062 791 A
FILLER WPS 390 PP
CWI/ TEAM LEADER REV 0

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 01-30-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 91
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:01/30/2004 Typeof Material:625 INCONEL NDT#:7892
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:26 -Op:80 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P TEST Quantity Rejected: 0
Part Name: WELD DEVELOPMENT PANEL
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification:
Revision: MTM Spec Number:
Material Test Number: Acceptance Standard: AWS D1.6, 6.29.1

Inspection M ethods Used:
M agnification Used: 10X
Light Source Used: AMBIENT WITH FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back Gouge [ 1 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: 933-D.LEAPLEY Date: 01/30/2004 i%é

DA H LAREY
comonze

e

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 20 User ID: LONAKER Date: 04/15/04



% E Page: 49
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* {[O],208' QA 4470 +0.016 - +0.094 522 A
Profile Tolerance (+.188/ -.020")
(tack welded vessel)
(10) At weld seam only (development panel) 01-30-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
Record range (high / low)
(20) At weld seam only (development panel) 01-30-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 50
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH @WELDER /2 |791 A
CWI / TEAM LEADER OCFH AT PURGE

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 01-30-0
* QA INCO 625 HT AV8128 |791 A
CWI / TEAM LEADER .062 DIAM.
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 01-30-0
* QA 300 SERIESSS/S.S 791 A
CWI / TEAM LEADER WOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START
(30) AND THROUGH COMPLETION 01-30-0
* QA VERIFIED TOWPS 390 |791 A
PPPL REV 0 PERMTM
QUALIFICATION CHEQG
CWI / TEAM LEADER K
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START
(40) AND THROUGH COMPLETION 01-30-0
* QA 75TO 175 .062 FIL 791 A
CWI/ TEAM LEADER LER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 01-30-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 94
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/02/2004 Typeof Material:625 INCONEL NDT#:7900
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:26 -Op:100 Quantity Inspected: 1
Resource | D: 705-WELD ENGINEERING/ CWI Quantity Accepted: 1
Part ID: SE121-001P TEST Quantity Rejected: 0
Part Name:
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 PARA 6.29.1

Inspection M ethods Used:
M agnification Used: 8X MAGNIFICATION
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back Gouge [ 1 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: 223-M.TROSEN Date: 02/02/2004

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 21 User ID: LONAKER Date: 04/15/04



% E Page: 51
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* ([g],228 QA 4470 +0.012 / +0.093 522 A
Profile Tolerance (+.188/-.040")
(tack welded vessel)
(10) At weld seam only (development panel) 02-02-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
Record range (high / low)
(20) At weld seam only (development panel) 02-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 52
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH @WELDER/ 20 |791 A
CWI / TEAM LEADER CFH @ PURGE

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 02-02-0
* QA INCOG25 HT LOT AV |791 A
CWI / TEAM LEADER 8128 .062 DIAM.
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 02-02-0
* QA 300 SERIESSS./S 791 A
CWI / TEAM LEADER SWOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START
(30) AND THROUGH COMPLETION 02-02-0
* QA ACCEPTABLE TOMTM|791 A
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
* QA 75- 175 AMPS .062 791 A
FILLER (ALL PARAME
CWI / TEAM LEADER TERS PER WPS)

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Nondestructive T est

Certification for Visual I nspection
Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 97

_® m:zz:::mc.

1458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/02/2004 Typeof Material:625 INCONEL NDT#:7902
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:26 -Op:120 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P TEST Quantity Rejected: 0
Part Name:
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:

Test Step: Customer Specification: ASME SECTION V ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 PARA 6.29.1
Inspection M ethods Used:
M agnification Used: 8X MAGNIFICATION
Light Source Used: FLASHLIGHT
Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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: 581-D.EDWARDS

NDTO003 n:\mtmapps\mtndt! pi.qrp
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Date: 02/02/2004

User ID: LONAKER Date: 04/15/04



% E Page: 53
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],248' QA 4470 +0.023/ +0.097 522 A
Profile Tolerance (+.188/-.060")
(tack welded vessel)
(10) At weld seam only (development panel) 02-02-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
Record range (high / low)
(20) At weld seam only (development panel) 02-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 54
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40@ WELDER 20CFH A|791 A
CWI / TEAM LEADER PURGE

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 02-02-0
* QA 093625 INCO. HT 791 A
CWI / TEAM LEADER LOT CT7519
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-02-0
* QA STAINLESSSTEELL 30 [791 A
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
* QA CERTIFIED PER MTM Q791 A
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
* QA 100 - 210 AMPS .093 791 A
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

QA003  (n:\mtmapps\mtqgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Nondestructive T est

Certification for Visual I nspection
Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 100

_® m:zz:::mc.

1458 E. 19th Street, Indianapolis, In 46218
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/02/2004 Typeof Material:625 INCONEL NDT#:7909
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:26 -Op:140 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P TEST Quantity Rejected: 0
Part Name:
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:

Test Step: Customer Specification: ASME SECTION V ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 PARA 6.29.1
Inspection M ethods Used:
M agnification Used: 8X MAGNIFICATION
Light Source Used: FLASHLIGHT
Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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: 581-D.EDWARDS

NDTO003 n:\mtmapps\mtndt! pi.qrp
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Date: 02/02/2004

User ID: LONAKER Date: 04/15/04



% E Page: 55
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],268' QA 4470 +0.017 / +0.097 522 A
Profile Tolerance (+.188/-.080")
(tack welded vessel)
(10) At weld seam only (development panel) 02-03-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
Record range (high / low)
(20) At weld seam only (development panel) 02-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 56
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 20 CFH PURGE / 40CF |791 A
CWI / TEAM LEADER H @ WELDER

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 02-03-0
* QA .062 625 INCO HT # 791 A
2653-8-4201 .093
625 INCOHT #CT751
CWI / TEAM LEADER 9
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 02-03-0
* QA 300 SERIESS.S./ 791 A
CWI / TEAM LEADER SSWOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-03-0
* QA QUALIFIED PERMTM |791 A
ELDER QUALIFICATIO
CWI/ TEAM LEADER CHECK

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-03-0
* QA .062 75175 AMPS .0 791 A

93100-210 AMPSALL

PARAM. TO WPS 390P

CWI/ TEAM LEADER PPL REV 0

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 02-03-0

QA003  (n:\mtmapps\mtqgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 103
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/03/2004 Typeof Material:625 INCONEL NDT#:7914
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:26 -Op:160 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P TEST Quantity Rejected: 0
Part Name:
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 PARA 6.29.1

Inspection M ethods Used:
M agnification Used: 8X MAGNIFICATION
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [x] Back Gouge [ 1 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: 581-D.EDWARDS Date: 02/03/2004 ”0”%“ J /j‘/M

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 24 User ID: LONAKER Date: 04/15/04



% E Page: 57
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],288' QA 4470 +0.007 / +0.076 522 A
Profile Tolerance (+.188/-.100")
(tack welded vessel)
(10) At weld seam only (development panel) 02-03-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
Record range (high / low)
(20) At weld seam only (development panel) 02-03-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 58
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 20 CFH AT PURGE/ 40 |791 A
CWI / TEAM LEADER CFH @ WELDER

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 02-03-0
* QA .093INCO 625 HEAT |791 A
CWI / TEAM LEADER #CT7519
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 02-03-0
* QA 300 SERIESSS. / 791 A
CWI / TEAM LEADER S.S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-03-0
* QA VERIFIED PER MTM W |791 A
LDER QUALIFICATION
CWI / TEAM LEADER CHECK

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-03-0
* QA 100-210 AMPSALL PA |791 A
RAM. PER WPS 390PPP
CWI/ TEAM LEADER LREV O

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-03-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 106
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/03/2004 Typeof Material:625 INCONEL NDT#:7915
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:26 -Op:180 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P TEST Quantity Rejected: 0
Part Name:
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 PARA 6.29.1

Inspection M ethods Used:
M agnification Used: 8X MAGNIFICATION
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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: 581-D.EDWARDS Date: 02/03/2004 ”0”%“ J /j‘/M

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 25 User ID: LONAKER Date: 04/15/04



% E Page: 59
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],308') QA 4470 -0.007 / +0.041 522 A
Profile Tolerance (+.188/-.120")
(tack welded vessel)
(10) At weld seam only (development panel) 02-03-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
Record range (high / low)
(20) At weld seam only (development panel) 02-03-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 60
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 20CFH @PURGE /40 |791 A
CWI / TEAM LEADER CFH @ WELDER

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 02-03-0
* QA .093 625 INCO HT # 791 A
CWI / TEAM LEADER CT7519
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 02-03-0
* QA 300 SERIESSS. / 791 A
CWI / TEAM LEADER S.S WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-03-0
* QA PER MTM WELDER QU |791 A
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
* QA 093 FILLER 100-210 |791 A
AMPS PER WPS 390PP
CWI/ TEAM LEADER PL REV 0

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-03-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P TEST - Item: 109
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/03/2004 Typeof Material:625 INCONEL NDT#:7918
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:26 -Op:200 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P TEST Quantity Rejected: 0
Part Name:
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 PARA 6.29.1

Inspection M ethods Used:
M agnification Used: 8X MAGNIFICATION
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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: 581-D.EDWARDS Date: 02/03/2004 ”0”%“ J /j‘/M

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 26 User ID: LONAKER Date: 04/15/04



% E Page: 61
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* ([O],328 QA 4470 -0.065 / +0.041 522 A
Profile Tolerance (+.188/-.140")
(tack welded vessel)
(10) At weld seam only (development panel) 02-05-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
Record range (high / low)
(20) At weld seam only (development panel) 02-05-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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Customer: __ Meor Tool v Meching
HEY E. 198 57,

L’J |Iul
M@ Inspection, Inc. | m—;“*m_ o
. 5307 West B6th Street Job Location: ___Seam &
Indiancpols, IN 46268
Phone: 317-872-8196 hern Description: __SE= /2 [ ~ OB 2 757
Fax 317-872-4798 100% Irep. $Pof Irup. £
mm.umce%t/ 1.0/26/270/5/5 TECHNIQUE DATA
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o4 7 _ R Procedure No.: 2. 4. /0O '
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mc095279.pdf 1 of 1

ARCOS INDUSTRIES, LLC
ONE ARCOS DRIVE
Mt. Carmel, PA 17851

DATE 12/19/03

CERTIFICATION OF TESTS
SOLD TO: EHIP TO:! :
MAJOR TOOL & MACHINE, INC. MAJOR TOOL & MACHINE
1458 EAST 19TH STREET 1452 EAST 19th Street
INDIANAPOLIS, IN 46218 Indianapolis, IN 48218
ARCOS 8.0. CUSTOMER ORDER NO. | CONSIGNEE ORDER NO. | DATE SHIPPED
79533 P03-05170 N/A 12/19/03
ITEM SizE GRADE LOT NOJALLOY NO. QUANTITY
1 1718 X 36" ARCOS 625 Avgiz23 30#
SPECIFICATION:  AWS A5, 14/A5.14M-97. CLASS ERNICrMo-3

ASME SFA 5.14 ASME SECTION 1l, PART C, 2001 EDITION.
AND ALL PARAS AND ADDENDA THRU 2003.

CHEMICAL ANALYSIS: WIRE
C Mn Si 3 P Cr Ni Mo Ch Cb+Ta
0.03 0.05 0.08 0.004 0.00 21.8 648 9.1 377
Ta Ti Al Co Cu Fe Y, Totel Others
0.24 0.26 0.01 0.02 G.1 <.50
ADDITIONAL TEST RESLULTS TENSILE AsWelded Heat Treated
Ferrite - NB2433.1-1; Yield
Magna Gage: Tensile
X-Ray: Eiongation
Bends: Red.of Area
Hardness:
OTHER INFORMATION:
LOT CLASSIFICATION - 51
INTENSITY OF TESTING. - Schedule F

THIS MATERIAL IS FREE FROM MERCURY, RADIUM OR ALPHA PARTICLE CONTAMINATION.
We hereby affitr that the reparad results on this certification are corect and accurate. Al test and resuits and operations
performed by Arcos or its subcontractors are in cortipliance with the applicable matsrial/customer spacification.

ARCOS

-

(2/23/°3

QA. MANAGER

g / 6‘5/7 QUALITY A%DEPARW
2 M%j
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el @4 2883 B:18 AM FR ARCOS INDUSTRIES LLC3G3 s2pe TO 13176343424 P.B4

ARCOS INDUSTRIES, LLC |
ONE ARCOS DRIVE |
Mt Carmel, PA 17851 | i
|
|
I

DATE 11426/03

CERTIFICATION OF TESTS

sSOLD TO: SHIP TQ: |
- MAJOR TOOL & MACHINE, INC. . BAME :
1458 EAST 19TH STREET ‘

INDIANAPOLIS, IN 46218

ARCOS £.0, CUSTOMER QRDER NO. CONSIGNEE ORDER NO. DATE SHIPPED
79388 P03-04749 NA | 11/26/03
ITEM SIZE GRADE LOT NO./ALLOY NO. QUANTITY
1 1/16 X 38" ARCOS 825 i@sa&) 304
SPECIFICATION: AWS A5 14/A5.14M-97. CLASS ERNICrMo-3

ASME SFA 5.14 ASME SECTION I, PART C, 2001 EDITION.
AND ALL PARAS AND ADDENDA THRU 2002.

CHEMICAL ANALYSIS: WIRE
C Mn Si S P Cr O Ni Mo Cb Cb+Ta
Q.82 Q.01 0.06 0.001 0.01 22.2 64.3 9.1 356
Ta T Al o cu Fe v Yotal Others -
0.22 0.12 0.03 0.01 d.4 <50
ADDITIONAL TEST RESULTS ' TENSILE |As Welded Heat Treated
Farrite - NB2433,1-1: Yield
Magna Gags: Tensile
X-Ray: Elongation!
Bends: — Red of Area
Hardness;
OTHER INFORMATION:
LOT CLASSIFICATION - 81
INTENSITY OF TESTING - Schedule F

|

|

THIS MATERIAL 18 FREE FROM MERCURY, RADIUM OR ALPHA F'ART:IGLE CONTAMINATION,

We Kereby affirm that the reported results on this certificalioh are correct and accurate, Al test and rasulls and opergtions
parformed by Arcos of its subconlractors are in eompliance with the apphcable materialitustomer spe::érn:aiiclm,

ARCOS

e L
e

f /S s ‘ﬁ*\‘ GUDALITY ASSURANGE
[_Mf , NELY

A 77

Q.A. CLERK

*¥% TOTAL FAGE.Q4 =%
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BOEINEG Bosing North American, Inc. o
2 moamg Ko amrcan e Accommodation Sales
5633 Canoga Avenua
PO Box 7922 O rd e I'
Canvga Park, CA 91308-7922
DATE: 10-06-89 ASO NO. 08708-00001
CUSTOMER ORDER NG.  P9305388 - PSO0544 1
SOLD Tox: REFERENCE G. HARRIS
MAJOR TOOL & MACHINE, INC. NESC. BY CHRISTINE KOZLOWSKI
1458 E. 19TH ST. TERMS NET 30
INDIANAPOLIS, IN 46218 : RESALE  YES | PERMIT NO, N/A
F.0.B. OUR PLANT CANOGA PARK. CA
SHIPTO: INSPECT. REQ. 1 & D |8
ROCKETDYNE ASSY. NO. ROS2679A1, RO52679A2
SAME AS ABOVE
ROCKETDYNE P.Q. NO. PRO9315316 ITEM: 0001, 0002,
0003, 0011
SHIP ViA AIR FRIEGHT "EXPEDITE DELIVERY"
ITEM | QUANTITY LIOM MATERIAL DESCRIPTION LINIT PRICE TOTAL PRICE
1 17 124 LBS. | INCO&625.062X36" WELD WIRE k. | -

(.062" Dia. X 36" WELD WIRE RBO170-225 INCO 623)

20 LBS REQUESTED

TRACEABILITY e

Heat Number: 2653-8-4201 o 0 ner
Rocketdyne Traceability number: WC00591 Tl RS i
Matarial Certification with mill sonrce attached: yes R _

y ) AN

Verified By: Dan Inez %5‘1 Date: JO- &~71 e : _____/

TGSUE TC: DELIVER TRUCKING, SHIPPING _ NGTE: A COPY DF THIS ASD
CMPANYS70800001 FILLED BY MUST ACCOMPANY

FILLED D/568 MAY/MI} max oy EACH SHIPMENT OF
LOCATION OF MATERIAL: “E7 873 11001gg
MAC/PAC 0CT 9 1997 PRUMA ..
RELEASED PURCHASING: 4 Twos RS-68
D/580 pv___ 785 T .

1SS BY ﬁ 02741-71934-41501
- — 02421-72007-11000
(1307602} FOLLOWING FOR USE OF SHIPPING AND INSPECTION .

TOTAL GR W, TARE NET L W H .
PKGS. 1 (TN, 37 138 13" g1n __FT. 4.0
CAR NO. gy v iuocED NaTE SHIPPED SEAL NO.

BAX TZ28 Z277 973 1incTag
%}e t[%rﬂpyﬂtlhal thga"‘i;'lems IisEe.-d fieren nave oeen MNspecea oy melus c?rgts'}ngel 1my)'our supervision. liwe further certify that
to the bast of myfour knowledge these materials are as reprasented in the above description.

ROCKETDYNE INSPECT, GOVT. INSPECT.,
STAMP \Gg wrilw STAMP
{when required)

REC'D BY: pATE:
Customer's S_ignalure

I ———————
Foern R 42-0 REV, 4.97
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1
BIEING' Boaing North American, Inc. i
@ Rocketdyne Propulsion & Power Accom mOdatl O n Sa Ies
6633 Canoga Avenue
20 Bor To%z Order
Canoga Park, CA ©1309-7922
DATE: 10-06-99 ASO NO. 08708-00001
CUSTOMER ORDER NO.  PS905388 - P9g05441
SOLDTO: REFERENCE G. HARRIS
MAJOR TOOL & MACHINE, INC. NEGOD.BY CHRISTINE EOZLOWSKI
1458 E. 19TH 5T. TERMS WET 30
INDIANAPOLIS, IN 46218 RESALE YES I PERMIT NO. NfA
£.0.B. OUR PLANT CANDGA PARK, CA
SHIFTO: INSPECT. REQL 1 & D (g Pl ™
ROCKETDYNE ASSY. NO. RO52679A1, ROS2679A2
SAME AS ABOVE

SHIF VIA AIR FRIEGHT "EXPEDITE DELIVERY"

ROCKETDYNE P.O. NO. PR99315316 ITEM: 0001, 0002,
0003, 0011

UNIT PRICE TOTAL PRICE

ITEM [ QUANTITY

UOM

MATERIAL DESCRIPTION

1 G

1.24 1 BS.

INCQ525.062X36" WELD WIRE
(062" Dia. X 36" WELD WIRE RB0170-226 INCO 625)

20 LBS REQUESTED

h 2 .

TRACEABILITY

Heat Number; 2653-8-4201

Rocketdyne Traceability number: WCIHIGH]
Material Certification with mill source attached: yes

Fevame

Q113 ¥F

Verificd By: Dan Inez %Efl Date: jO- 5~91

ISSUE TO:
CMPANY 870500001

DELIVER TRUCKING, SHIPPING

NOTE: A COPY OF THIS ASQ

LOCATION OF MATERIAL:
MAC/PAC

REEEASED PLIRCHASING:
D/580

FILLED BY
FILLED £/569 MAX/MIN
0cT 9 1997
ay__ JEh TUx
185 BY

MUST ACCOMPANY
EACH SHIPMENT OF
ARTICLES
FROGRAM:

ES-68

02741-71934-41501
02421-72007-11000

(1207862} FOLLOWING FOR USE OF SHIPPlNG AND mspzcnon
TOTAL GR. WT. TARE MET H CLL.
PKGS. 1 CTN. 37 13" 13" 41" Fr. 4.0
CAR NO. B A oD NATE SHIPPED SEAL NO.

BAX TZ9 ZIT 973 110479

%xe ELr? Rﬁﬁat thef {qems lls&d herein nave peen INspeciea oy Mefus or undLr myfour supervision. lfwe further certify that
to tha best of myfeur knowledge these materials are as represented in the above description.

ROCKETDYNE INSPECT.
STAMP

(AR GOVT. INSPECT.,
\§57 TiLee STAMP
twhen required)
REC'D BY:

Customer’s Signalure

DATE: __

———
Form R430 REY. 497
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1318’586?141

c | 2| h‘[cwrmh_m_j ]
MM | .38 [ - NO EVIDENCE-OF D.E"ﬁmnl. SURFNE CCNDITICNS
] . 0 | WOCRPTABLE PER [PARA, 4.3.3
F . 012 o '
] | 002 WELDASILITY, .
= I 21.71 [ COTPTARIS 26 inm0.170-2 26 REV. P
o | 64.02 I EARA, ¢.3.5.1 1 - - }
c2 | [ | Coe |
MG [ 8.4l I MAMIEACTURES ¢ BITER §T2% /CrNE
C3 & TA I 168 ) | I | ASTSCLITS ATIGVS
AL i 17 I I i I
= | VISUAL INSSECTICN: PASSED PER PARA, 4.3.2
FE [ 72 I:-E'r'mrn INSTSCTICN)  Passen O3 pama.&,.3.2.2
cy I 01 I I I
ZA bsa;_mmr INSPECTION: I
TH PASSED FER RAO|115-116, TVES Ila
Wy ‘ KREV K, AvMi 81 |
TA | . i | I
v I [ |
LA I ] ' ]
C, | I
Hl
L. - 30 ’
Tl 16 H [ ]
HEAT NUMBZ3: | Jgpsa-g-4201 | { | I
Fhysicsi Propertiss ASTROLITE ALLOYS &2
Tantgile Swrangth MILL SCURCS: HAYNES
Yild: . THIS MATERTAL CCNFORMS TO ALL FECUIREMENTS OF REOL10-226 REV. P.

Elongacion: THIS MATERIAL HAS BEEN 100% ALLOY TYPE TESTED BY ACRCMAG.

SWOAN TO AND SUBITAEID ARAGAE MA

THIS_ 9 _parar JANUARY 289 |

METARY FUlLIC

THE TELT REJULTE SHOCWN IN THIS REFIAT AAE
CIAREST 70 'HE !‘l‘ OF QUR KNOWLEDGE AND

CERTIFICATE |ssuies
OF TEST

AETAQLITE ALLOYS CORS.

CIATIFIEQ
1

TO: 8164524 PRGE: 13
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1)

STANDARD STEEL SALES ORDER 5727389 D1 SHIP CTR 51700 SHIPPING LIST 20732 CUSTOMER ORDER # PRR04144  — 11

BURNHAM, PA. 17009 ) FREIGHT CODE D4 FQB PPD DESTINATION
5 .

RING pWe: HTCT 303701 MM REYV: A H MAJOR TDOL & MACHINE

MACHIHE TD DWG SIZES [
' $PECIFICATIDN: ASTM A334-98 GRADE F1, GUENCH AND TEMPER. CHARPY w-HOTCH [MPACTS TESTED AT P 1458 E TRTH 57

ROCH TEMPERATURE FOR IMFORMATION OWLY. ULTRASONIC INSPECTION PER HZLM 503041, TABLE 28 T i
MECHAH ICAL TESTS TC BE LOCATED (N ONE END FACE AT THE 1/4T PLANE. O INDIANAPOLIS I8 56218
------------ THIS SHIPMENT =ermmm-----=-
P1ECES ON TOT MET NG,  PALLET TOT SHIP LOADED 100599 WAKT 101599
ORDER PCS WT{LEBS) PALLETS WT EACH WT{LBS) PROM 101599
3 3 8250 5250 PSAI N
PLECES SHIP  B/L ---FREIGHT----- $ FOR $ FOR
PREV SHFD DATE NO. %/CWT OH/SLBS STOPQFF  PERMIT
TRUCK GRIGINATING-CARRIER  DELIVERING-CARRIER
OR CAR CAR-HUMBER CODE DESCRIPTION LOGE DESCRIPTIOH SH1P: BEST WAy
T
[HS 580
/L1 CTR
ENV T TAG
LOC SELAS AREA
Sr2E 114 X 7
55D
W - HEAT-=~-SERIAL- - - -HGT = -CUST W HEAT-~~-SER[AL----WGT--CUST *%- o HEAT----SERLAL<«=-WGT=-CUST

LyA309 911340 2750
Lv4309 911341 2750
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ARCOS ALLOYS
A Division of Hoskins Mfq.
Mt. Carmel, PA 17851

MCO075552.TIF 1 of 1

DATE 01/40/00
CERTIFICATION OF TESTS
SOLD TO: SHIP TC:
MAJOR TOOL & MACHINE SAME
1458 EAST 19TH STREET
INDIANAPOLIS, IN 48218
ARCOS 5.0. CUSTOMER ORDER NO. CONSIGNEE ORDER NO. DATE SHIPPED
£9824 PCOC0O110 N/A 1/10/00
ITEM SIZE GRADE LOT NC./ALLOY NO. QUANTITY
1 3/32 X 36" ARCOS E25 CT751%9 20%
SPECIFICATION: AWS A 14/A5.14M-97. CLASS ERNICrvo-3
ASME SFA 5.14 ASME SECTION I, PART C, 19588
EDITION, AND ALL PARAS AND ADDENDA THRU 1999
CHEMICAL ANALYSIS; WIRE
c Mn 5i 8 P Cr Mi Mo Ch Ch+Ta
.0 0.01 a.01 g0.002 0.4o 22.4 63.8 3.8 368
Ta Ti Al Co Cu Fe v Total Qthers
0.35 0.28 .04 0.05 0.4 = 80

" ADDITIONAL TEST RESULTS

TENSILE As Welded

Heat Treated

Ferrite - NB2433.1-1: Yield
Magna Gage: Tensile
X-Ray: " Elongation
Bends: Red.of Area
Hardness;
OTHER INFORMATION:

LOT CLASSIFICATION - 31

INTENSITY OF TESTING - Schedule F

o

THIS MATERIAL IS FREE FROM MERCURY, RADIUM OR ALPHA PARTICLE CONTAMINATION,

We frerchy affirm that tha reported results on this certification are corect and accurate. Al test and results and aperations
performed by Arcos Alloys of its subcontraciors are in cornpifance with the applicable malerialoustormer speclfication.

ARCOS

]
g,é%w é% Q.A. CLERK
QUALITY AGSURANCE DEPARTMENT




mc095629.pdf 1 of 1

ARCOS INDUSTRIES, LLC
ONE ARCOS DRIVE
Mt. Carmel, PA 17881

DATE 01/13/04

CERTIFICATION OF TESTS

SOLD TO: . SHIP TO:
' MAJOR TOOL & MACHINE, ING, SAME
1458 EAST 19TH STREET
INDIANAPOLIS, IN 48218

ARCOS 8.0. CUSTOMER ORDER NO. | CONSIGNEE ORDER NO. | DATE SHIPPED
79698 P04-00127 ~__N/A 1413/04
 ITEM ) SIZE GRADE LOT NOJALLOQY NO. 7 -~QUANTITY. |
1 3/32 X 38" ARCOS 625 CB7998 20#%
SPECIFICATION: AWS A5.14/A5 14M-97. CLASS ERNiCrMo-3 '

ASME &FA 5,14 ASME SECTION i, PART C, 2001 EDITION,
AND ALL PARAS AND ADDENDA THRU 2003.

r

CHEMICAL ANALYSIS: WIRE .
C Mn Si S P cr Ni Mo Ch Ch+ Ta
0.04 0.03 0.08 0.004 0.01 21.9 84 9 Xi 3.64
Ta Ti Al Co Cu Fe v Total Othars
0.21 0.18 0.02 0.12 0.2 <,50
ADDITIONAL TEST RESULTS TENSILE As Welded . Keat Treated
Ferrite - NB2433.1-1: Yield
Magna Gage: Tensile
X-Ray Elongatlon
Bends: . RodiofAren _ . oo - oo
Hardness;
OTHER INFORMATION: R o
LOT CLASSIFICATION - 81 . D
INTENSITY OF TESTING - Schedute F RN B RN
Y 2004
THIS MATERIAL I8 FREE FROM MERCURY, RADIUM OR ALPHA PARTICLE CONTAM1NATION
We haraby affirm that the reported results on this certification are cotreot and acourate. All test and results and oparations w .
parformed by Arcos of Its subcontractors are In compilance with the applicable materlalfcustomer specification.
ARCOS
Q.A. MANAGER

QUALITY ASSURANCE DEPARTMENT




MCO075605.TIF 1 of 1

ARCOS ALLOYS
A Division of Hoskins Mfg.
Mt. Carmel, PA 17851

/_
IW=Arcos

DATE 01/10/00
CERTIFICATION OF TESTS
SOLD TO: SHIP TO:
MAJCR TOOL & MACHINE SAME
1458 EAST 19TH STREET
INDIANAPOLIS, IN 46216
ARCOS S.0. CUSTOMER ORCER NOQ. CONSIGNEE ORDER NO. DATE SHIPPED
69824 PDO0O0110 N/A 1/10/00
ITEM SIZE GRADE LOT NOJALLOY NO. QUANTITY
1 3/32 X 38" ARCOS 625 CT7518 203
SPECIFICATION: AWS AS5.14/A5.14M-97. CLASS ERNICrMo-3
ASME SFA 5.14 ASME SECTION I, PART C, 1998
EDITION, AND ALL PARAS AND ADDENDA THRU 1988,
CHEMICAL ANALYSIS: WIRE
[ Mn Si S F Cr Ni Mo Ch Cb+Ta
Q.0 .01 0.01 0.002 D.00 224 63.9 8.8 3.68
Ta Ti Al Co Cu Fe 1Y Tatal Others
0.35 0.28 0.04 0.05 0.4 <.50 ]
ADDITIONAL TEST RESULTS TENSILE As Welded Heat Treatsd
Fermite - NB2433.1-1: Yield
Magna Gage: Tensile
X-Ray: Elongatien
Bends: Red.of Area
Hardness:
OTHER INFORMATION: JAH V4L
LOT CLASSIFICATION - 51 & 7/? /
INTENSITY OF TESTING - Schedule F S ,;'
74§ 00 L7

THIS MATERIAL IS FREE FROM MERCURY, RADIUM OR ALPHA PARTICLE CONTAMINATION.

We harehy affirm that the raported results on this serification are comect and accurate. Al tsst and results and operations:
perfomed by Arcos Alloys o Its subcantractors are in compllance with the applicable materialcusiomer spesification.

ARCOS

gzé%'\-/ éj% Q.A. CLERK
SUALITY ASSURANGE DEPARIMENT



MCO075605.TIF 1 of 1

ARCOS ALLOYS
A Division of Hoskins Mfg.
Mt. Carmel, PA 17851

/_
IW=Arcos

DATE 01/10/00
CERTIFICATION OF TESTS
SOLD TO: SHIP TO:
MAJCR TOOL & MACHINE SAME
1458 EAST 19TH STREET
INDIANAPOLIS, IN 46216
ARCOS S.0. CUSTOMER ORCER NOQ. CONSIGNEE ORDER NO. DATE SHIPPED
69824 PDO0O0110 N/A 1/10/00
ITEM SIZE GRADE LOT NOJALLOY NO. QUANTITY
1 3/32 X 38" ARCOS 625 CT7518 203
SPECIFICATION: AWS AS5.14/A5.14M-97. CLASS ERNICrMo-3
ASME SFA 5.14 ASME SECTION I, PART C, 1998
EDITION, AND ALL PARAS AND ADDENDA THRU 1988,
CHEMICAL ANALYSIS: WIRE
[ Mn Si S F Cr Ni Mo Ch Cb+Ta
Q.0 .01 0.01 0.002 D.00 224 63.9 8.8 3.68
Ta Ti Al Co Cu Fe 1Y Tatal Others
0.35 0.28 0.04 0.05 0.4 <.50 ]
ADDITIONAL TEST RESULTS TENSILE As Welded Heat Treatsd
Fermite - NB2433.1-1: Yield
Magna Gage: Tensile
X-Ray: Elongatien
Bends: Red.of Area
Hardness:
OTHER INFORMATION: JAH V4L
LOT CLASSIFICATION - 51 & 7/? /
INTENSITY OF TESTING - Schedule F S ,;'
74§ 00 L7

THIS MATERIAL IS FREE FROM MERCURY, RADIUM OR ALPHA PARTICLE CONTAMINATION.

We harehy affirm that the raported results on this serification are comect and accurate. Al tsst and results and operations:
perfomed by Arcos Alloys o Its subcantractors are in compllance with the applicable materialcusiomer spesification.

ARCOS

gzé%'\-/ éj% Q.A. CLERK
SUALITY ASSURANGE DEPARIMENT



% E Page: 62
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* MFG .090 GAPOR LESS 791 A
Verify Panel / Rest Stop Position
(30) Panel Sub-Set 2-5-4 (0 - .09" Gap) 02-20-0
* QA SHIELDING 40 CFH AN |791 A
D PURGE20CFH 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
* QA 093625 INCOFILLE |791 A
CWI / TEAM LEADER RHT #CB7996
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(60) AND THROUGH COMPLETION 02-20-0
* QA 300 SERIESS.S./ 791 A
CWI / TEAM LEADER S. S.WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-20-0
* QA ACCEPTABLE PERMT |791 A
WELDER QUALIFICATI
CWI / TEAM LEADER N SYSTEM

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(80) AND THROUGH COMPLETION 02-20-0
* QA 093 FILLER 100-210 |791 A
AMPSALL PARAM. PE
CWI/ TEAM LEADER RWPS

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(90) AND THROUGH COMPLETION 02-20-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 63
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part 1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* Cwi JF1149 ACCEPT .005 712 A
Verify Panel Joint Alignment
Weld Seam # 1-2
(10) (.02" Max) 02-20-0
* MFG JF1149 ACCEPT .005 712 A
Verify Panel Joint Alignment
Weld Seam # 3-4
(20) (.02" Max) 02-20-0
* MFG JF1149 MAX- GAP .060 712 A
Verify Panel / Rest Stop Position
(30) Panel Sub-Set 1-3 (0 - .09" Gap) 02-20-0
* QA GAS SETTINGS ( PURG |712 A
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

* QA ACCEPT .093DIA. H |712 A
CWI / TEAM LEADER EAT#CB7996
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 02-20-0

* QA 300 SERIESSSMATER (712 A
CWI/ TEAM LEADER IAL W/ SSWOOL
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-20-0

* QA WELDER # 709 712 A
CWI/ TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(80) AND THROUGH COMPLETION 02-20-0

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Tool & Matchine, Inc,

INSPECTION DATA CHECKLIST

Page: 64
Date: 04/15/04
User ID: DURHAM

A

(90)

CWI / TEAM LEADER

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

AND THROUGH COMPLETION

QA

ACCEPT PER WPS 390

712

02-20-0

A

QA003  (n:\mtmapps\mtqgapl 10.grp)

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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Tool & Machine, Inc, Workorder: 64880/1.0

Page: S
Date: 04/15/04
User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICS LAB

Customer P.O.: S-04344-F

Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype
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Map(s): SE121-001P-1IMTM - mc096356.tif

Map(s): SE121-001P-1IMTM - mc096353.tif

Map(s): SE121-001P-1IMTM - mc096355.tif

Map(s): SE121-001P-1IMTM - mc096354.tif

Map(s): SE121-001P-1IMTM - mc096357.tif

Inspection Data Checklist: 2 steps

Inspection Data Checklist: 9 steps

Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #3065 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #3067 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 5 steps

Nondestructive Visual Test Certification #3068 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #8071 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #3077 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Map(s): SE121-001P-1IMTM - mc096377.tif

Map(s): SE121-001P-1IMTM - mc09638L.tif

Map(s): SE121-001P-1IMTM - mc096378.tif

Map(s): SE121-001P-1IMTM - mc096379.tif

Map(s): SE121-001P-1IMTM - mc096380.tif

Inspection Data Checklist: 2 steps

Test Certification: RADIOGRAPHIC CERTIFICATE - mc096763.tif

Map(s): SE121-001P-1IMTM - Same as Item #148

Inspection Data Checklist: 5 steps

Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #3165 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 2 steps

Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #3164 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 5 steps

Nondestructive Visua Test Certification #3176 - MTM WELD INSPECTION FORM
Inspection Data Checklist: 4 steps

Furnace charts: FURNACE CHART - MC097536.TIF

Test Certification: VACUUM TEST REPORT - mc097267.tif

SE121-001P-2 PANEL 1 - DIE FORMED PANEL

Item# Sub Op Pc Document Description / Material Description / File Name / Heat Lot

n:\mtmapps\mtgapla9.qrp



LESE THAN 1.01

2 021 | 0335 [LESS THAN1.01 45 0.026 N/A

3 0.027 0383 JLESSTHAN1.01] N/A 46 0.023 N/A__ kessmianiot] N/A

4 0.036 0.383 |LESSTHAN1.01] N/A 47 0.085 NA  |ess man 1.1 N/A I
5 0.046 0.382 [LESSTHAN1.01| N/A 48 (.054 N/A  fiess THAN 1.01 N/A

| 6 0.054 0.382 |iESSTHAN1.01] N/A 48 0.128 NA  lesstian1o1]|  N/A

7 0.060 0.381 LESSTHAN1.01] N/A 50 0.061 N/A s 101 NIA —1
] 0.024 0.383 |LESS THAN 1.01 N/A 51 0.106 N/A LEBS THAN 1.01 NiA

S 0.070 0.383 |LESS THAN 1.01 N/A 52 0.054 N/A LESS THAN 1.01 N/A

10 0.077 0.382 |LESS THAN 1.01 N/A 53 0.044 N/A LESS THAN 1.0t N/A

11 0.075 0.382 [|LESSTHAN1.01| N/A 54 0.032 N/A  WLEss THAN1.01 N/A

12 0.088 0.382 |LESS THAN 1.01 N/A 55 0.010 N/A LESS THAN 1.01 N/A, .
13 0.058 0.382 [LESS THAN 1.01 N/A 56 0.017 N/A LESS THAN 1.01 N/A LG
14 0.048 0.383 ILESSTHAN1.01 N/A 57

15 0.034 0.383 |LESSTHAN1.01| N/A 58

16 0.022 0.382 |LESS THAN 1.01 N/A 59

17 0.011 0.381 |LESS THAN 1.01 N/A 60

18 0.005 0.381 |LEssTHaN1.01| N/A 81

19 -0.001 0.381 |LESS THAN 1.01 N/A 62

20 -0.004 0.383 |LESS THAN 1.01 N/A 63
21 -0.004 0.382 LESSTHAN 1.01 N/A 64
22 -0.007 0.381 |LESS THAN 1.04 N/A 65
23 -0.006 0.382 [|iESSTHAN1.01] N/A 86

24 -0.004 0.383  |LESS THAN 1.01 N/A 687

25 -0.003 0.381 [LESSTHAN1.01| N/A 68

26 0.031 N/A  [LESSTHAN1.01] N/A 689

27 0.033 N/A LESS THAN 1.04 N/A ] 70

28 0.031 N/A LESS THAN 1.04 N/A 71

29 0.018 N/A  JLEssTHAN1.01] N/A 72

30 0.007 NiA  |LESS THAN 1.01 N/A 73

31 0.015 N/A  |LESSTHAN1.01] N/A T4

32 0.027 N/A_ [LESSTHAN1.01| N/A 75

33 0.050 N/A__ |LESSTHAN1.01] N/A H 76

34 0.087 N/A  |LESSTHAN1.01| N/A 77

35 0.066 N/A_ [LESSTHAN101] NiA [ __78

36 0.082 NiA  |LESSTHAN 1.01] N/A I 7

37 0.058 N/A  |LEssTHAN1.01]|  N/A I 80

38 0.054 N/A LESS THAN 1.04 N/A _I_ 81

ag 0.048 N/A LESSTHAN1.01| N/A \ 82

40 0.043 N/A  |LESSTHAN1.01] N/A ] 83

41 0.040 N/A  |LESS THAN 1.01 N/A # B4

42 0.038 N/A  [LESSTHAN 1.01] N/A Lo\ 85

43 0.034 N/A  |LEssTHAN 1.01] N/A ; #g 86

—_ — - .

T 10T IySE9G0oW



RECORL | Ins lon Drawing Number: SE121-001P-1MTM Rev: 0B “
A After struciural weld After welding Port __ Final Inspection
44701 J-T70- DTIJ 1165 |Dateof|nsEaction: 02/20/04

Magnetic Surfaoe Inspector Point Material Magnetic Surface Inspector

Number Deviation Thickness Permeability Finish InItlg Number Deviation Thickness PermeabilitFinish initials
e o

1 0.045 NJ/A LESS THAN 1.01| N/A 44 0.004 N/A LESS THAN 1.01 N/A

2 0.032 N/A  |LESSTHAN1.01] N/A N/ 45 0.002 NIA  [Less Than 1.01 N/A \%, ;

3 0.037 N/A LESS THAN 1.01] N/A 48 0.073 N/A LESS THAN 1.01 N/A

4 0.048 N/A LESSTHAN 1.01| N/A 'f 47 0.069 NIA LESS THAN 1.01 N/A ;

5 0.044 N/A  JLESSTHAN1.01|  N/A { 48 0.040 N/A LESS THAN 1,01 N/A |
| 6 0.031 N/A  [LESSTHAN1.01{ N/A { 48 0.014 N/A  JLess THan 1.01 N/A

7 0.014 N/A  [LESSTHAN1.01f N/A { 50 -0.045 N/A  |Less THAN 1.01 N/A

8 -0.002 N/A  ]LESS THAN 1.01 N/A 51 0.014 N/A LESS THAN 1.01 N/A

8 -0.011 N/A  |LESSTHAN1.01] N/A 52 0.035 N/A LESS THAN 1.01 N/A

10 -0.018 N/A  LESSTHAN 1.01] N/A 53 0.0683 N/A  [Less THAN 101 N/A

11 -0.020 N/A  |LESSTHAN1.01] N/A 54 0.042 N/A LESS THAN 1.01 N/A

12 -0.021 N/A  |LESSTHAN101] N/A 55 0.049 NiA LESS THAN 1.01 N/A

13 -0.023 N/A  JLESSTHAN1.01] N/A 56 -0.015 N/A  |Less tHan 101 N/A

14 -0.020 N/A  |LESSTHAN1.01] N/A 57 0.062 N/A LESS THAN 1.01 N/A

15 0.017 N/A  |LESSTHAN1.01] N/A 58 0.062_ N/A__ iesshanio1]  N/A

18 -0.009 N/‘A  JLESsSTHAN1.01] N/A 50 0.047 N/A LESS THAN 1.01 N/A

17 0.001 N/A LESSTHAN 1011 N/A 80 0.047 N/A _ lessTianion] — N/A

18 0.017 N/A  |LESSTHAN1.01| N/A 81 0.058 NIA LESS THAN 1.01 NIA N

19 0.028 N/A  |LEss THAN1.01] N/A 82 0.085 NfA  lLEss THAN 1.01 N/A D)

20 0.043 N/A  JLEsSTHAN1.01] N/A 63 e

21 0.063 N/A  JLEssTHAN1.01] N/A \ 64

22 -0.001 N/A  JLEssTHAN1.01] N/A \ 65

23| -0.010 N/A_ [LESSTHAN101| N/A 1 66

24 -0.017 N/A  |LESSTHAN1.01] N/A \ 67

26 -0.021 NiA  |LESSTHAN101] N/A 68

26 -0.023 N/A  |LEsSsTHAN1.01] N/A 89

27 -0.025 N/A  |JLEssTHaN1.01] N/A 70

28 -0.019 N/A  [LESSTHAN1.01] N/A il

29 -0.014 N/A  |LESSTHAN1.01] N/A 72

3 -0.012 N/A  |LESSTHAN1.01] N/A 73

3 -0.007 N/A__ |LESSTHAN1.01] N/A 74

32 0.004 NA  |LESSTHAN1.01] NA 75

a3 0.013 NA LESSTHAN10t] NA 78

kY] 0.019 N/A  JLEss THAN1.0t] N/A 17

35 0.020 NA  LEBSTHAN1.0t] N/A 78

% | 0077 NA __|LEBSTHAN 1.01] WA 79

ar 0.050 /A~ [LESSTHAN1.01] WA 80

38 0.057 N/A  |LESSTHAN101] NIA 81

39 0.0680 N/A  |LESSTHAN1.01] WA 82

40 0.034 N/A  [LESSTHAN1.01] N/A * 83

41 0.010 N/A  |LESSTHAN1.01] N/A 84

42 0.062 NA  |LEssTHAN1.01] N/A 85

43 0.029 N/A |LEss THAN1.01] N/A 08; a8

=R [ - — . . | .. "

T IO T I.GE9600W



Number Devistion Thickness Permeabilit
_

Finish Initials

1

2

3

4

5 02

8 0.015 N/A  |LEBS THAN 10| N/A 49
7 0.014 N/A  |LESSTHAN1.01| N/A 50
B 0.012 N/A JLESS THAN 1.01 N/A 51
g 0.000 N/A  JLEssTHAN1.01] N/A 52
10 0.005 N/A  JLESSTHAN1.01] N/A 653
11 0.003 N/A  JLeEss THAN 1.0 ]  N/A 54
12 0.000 N/A LESSTHAN1.01| N/A 85 i
13 0.003 N/A {LESS THAN 1.01 N/A 56
14 0.011 N/A LESS THAN 1.01 N/A 57
15 0.042 0.391 LESS THAN 1.01 N/A 58
16 0.043 0.391 LESS THAN 1.01 N/A 59
17 0.044 (0.392 |LESS THAN 1.01 N/A 80
18 0.046 0.389 [LessTHAN1.01] N/A 81
19 0.044 0.381 |LEssTHAN1.01| N/A 82
20 0.045 0380 |LESSTHAN1.01| N/A 63
21 0.045 0.381 |LESSTHAN1.01] N/A 64
22 0.045 0.391 |LESSTHAN1.01| N/A 85
23 0.046 0.391 LESS THAN 1.01 N/A 66 _
24 0.046 0.380 |LESS THAN 1.01 N/A 67
25 0.048 0.380 [LESS THAN 1.01 N/A 68
26 0.052 0.391 [LESSTHAN1.01§ N/A _69
27 0.054 0.393 |LESSTHAN1.01] N/A 70
28 0.052 0.391 _[LESSTHAN1.01| N/A 71
28 0.051 0.381 |LESS THAN 1.01 N/A 72
30 0.052 0.392 |LESSTHAN1.01| N/A 73
31 0.017 N/A_ |LESSTHAN1.01| N/A 74
32 0.046 N/A LESS THAN 1.01 N/A 75
33 0.052 N/A LESS THAN 1.01 N/A 76
34 0.038 NIA, LESS THAN 1.01 N/A T 77
35 0.043 N/A LESSTHAN1.01]| N/A 78
36 0.028 N/A |LESS THAN 1.0 N/A 79
37 0,020 N/A_ |LESSTRAN101] N/A % 80
38 0.016 N/A |LESS THAN 1.0 N/A \ 81
39 bt 82
40 a3
41 84
42 T 85
43 _ﬂ_ 86
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0
2 . 34 : 0.0 LESS THAN 1.01
3 0.074 0.383 [LESS THAN1.01] N/A 48 0.018 N/A THAN 1.01
4 0.075 0.302 lLESSTMHAN1.0t1| NA 47 -0.000 N/A THAN 1.04
5 0.075 0382 lLESSTHAN1O1] NA 48 -0.001 N/A  |Ess THan 1.01
s 0.079 | 0303 |LESSTHAN101| WA 49 0.010 NA__ Jiess i to1
7 0.079 0.302 |iEssTHAN1.01] NA 50 0.026 N/A  [LESS THAN 1.01
8 0.078 0,382 [LESSTHAN1.01] N/A 51 0.072 NA  |essTan1.01
9 0.075 0333 JLESSTHAN1.01] N/A 52 0.042 N/A LESS THAN 1.01
10 0.074 0382 |LESSTHAN1.01] N/A 53 0.041 N/A LESS THAN 1,01
11 0.071 0.381 [LESSTHAN1O1| N/A 54 0.035 N/A  JLESS THAN 101 N/A
12 0.069 0.381 JLEss THAN1.01| N/A 55 0.027 N/A LESS THAN 1,01 N/A,
13 0.066 0.381 [LESsTHAN1.01] N/A 58 0.072 N/A  |Less THan 1.01 N/A
14 0.082 0.381 |LESSTHAN1.01] N/A 57 0.019 N/A LESS THAN 1.01 N/A
15 0.080 0332 [|LESSTHAN1.01] NIA 58 0.057 N/A LESS THAN 1.01 N/A |
16 0.057 0.380  |LESS THAN 1.0 N/A 59 0.086 NiA LESS THAN 1.01 N/A |
17 0,052 0.330 JLESS THAN 1,01 N/A 60 0.076 NiA LESS THAN 1.01 N/A |
18 0.020 N/A LESS THAN 1.01] N/A 61 0.083 N/A LEBS THAN 1.0 N/A |
19 0.012 N/a, LESS THAN 1.01]| N/A 62 0.081 N/A LESS THAN 1.01 N/A |
20 0.000 NiA  |LESSTHAN1.01| N/A 63 0.079 N/A LESS THAN 1.01 N/A
21 -0.012 N/A  |LEssSTHAN 1.01}  N/A 64 0.007 N/A LESS THAN 1.01 NIA
22 -0.022 N/A  JLEssTHAN 1.01] NIA 85 0.089 N/A  [|LessTHan 101 N/A
23 -0.027 N/A  |LESSTHAN1.01] N/A 66 0.082 N/A LESS THAN 1.01 N/A
24 -0.027 N/A  HLESSTHAN1.01| N/A 87 0.064 NiA LESS THAN 1,01 N/A
25 -0.028 N/A  JLEssTHaN101| N/A 68 0.041 N/A LESS THAN 1.0% N/A
26 -0.027 NiA LESS THAN 1.01| N/A i1 0.082 N/A LESS THAN 1.01 N/A
27 -0.024 N/A  |LESSTHAN1.01] N/A 70 0.070 N/A LESS THAN 1.01 N/A
28 -0.021 N/A  |LESSTHAN 1.01] N/A 1 71 0.046 N/A LESS THAN 1.01 N/A
29 -0.020 NfA  |LEsSTHAN 1.01] NIA \ 72 -0.012 NiA LESS THAN 1,01 N/A
30 -0.016 NA JLESSTHAN1.01] N/A \ 73 0.079 N/A_ lessanior]  N/A
31 +0.013 N/A  BLESSTHAN1.01] N/A \ 74 0.058 N/A  |LESS THAN 1,04 N/A
32 -0.010 N/A  [LEssTHAN 1.01| N/A \ 75 0.008 N/A LESS THAN 1.01 N/A \
33 -0.011 N/A  |LESSTHAN1.01| N/A 76 0.012 N/A  |essTran 101 N/A 1
M -0.010 N/A  JLEssTHAN1.01] N/A 77 0.057 N/A LESS THAN 1.01 N/A \
35 -0.006 NiA |LESSTHAN1.01] N/A 78 0.057 N/A _ essmantoi]  N/A \
36 ~0.005 NIA LESS THAN 1.01] N/A 789 0.043 N/A LESS THAN 1.0 N/A
37 -0.008 N/A LESS THAN 1.01]  N/A 80 -0.021 N/A LESS THAN 1.01 N/A
a8 -0.008 N/A LESS THAN 1.01 N/A 81 0.003 N/A LESS THAM 1.01 N/A
39 -0.000 N/iA  |LESSTHAN1.01| N/A 82 -0.013 N/A  |LEsS THAN 1.01 N/A
40 -0.018 N/A. |LESSTHAN 1.01] N/A 83 0.015 N/A LESS THAN 1,01 N/A
41 -0.020 N/A LESSTHAN 1.01] N/A 84 0.055 NiA LESS THAN 1.0 N/A
42 -0.022 N/A LESSTHAN1.01] N/A £ i g,:\ 85 0.050 NIA LESS THAN 1.01 N/A I'd
43 -0.023 N/A  [LESSTHAN1.01| N/A \ Wi 86 -0.018 N/A  JLess THaN 1.01 N/A &
T ARt
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LESS THAN 1.01 N/A 127
LESS THAN 1.01] NA | 128
LESSTHAN 101] N/A I 129
LESSTHAN 1.01] N/A 130
LESS THAN 1.01] N/A 13
LESS THAN 1.01 N/A 132
A LESS THAN 1.01 N/A 133
95 0.008 N/A LESS THAN 1.01] N/A 134
98 0.024 N/A LESS THAN 1.01 N/A . 135
97 0.024 N/A  |LessTHAN 101 N/A @ 136
98 137
99 138
100 139
101 140
102 141
103 142
104 143
105 144
106 145 |
107 146 f
108 147 I
109 148
110 149
111 150
112 151
113 152 |
114 § 153 f
115 154
116 155 ||
117 156
118 157 I
119 158 |
120 159
121 180 ll
122 161
123 162 |
124 163 Il
125 164
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1
2 008 . 45 . :
3 0.017 NA_ [LESSTHAN1.01] N/A A 48 0.054 0385 lesstiantor| N/A ]
4 0.025 NA  |LESSTHAN 4.01] N/A 47 0.043 0.387 hesstanior|  N/A
5 0.033 NA  |LESSTHAN1.01] NA 48 0.032 0.3868  |LESS THAN 1.01 N/A
| 6 -0.039 N/A  LESSTHAN1.01] NA 49 0.023 0.385 hessmamios] N/A
7 -0.044 NA  [LESSTHAN1.01] N/A 50 0.014 0.385  Jiess vran 1.01 N/A
8 .045 N/A  JLESSTHAN1.01| N/A 51 0.006 0.385  luess THaN 1.01 N/A
9 0,045 N/A  |LESSTHAN1.01] N/A 52 0.000 0.383  |LEsS THAN 1.9 N/A
10 -0.043 N/ |LESSTHAN101] N/A 53 -0.002 0.383  |LEss THAN 1.01 N/A
11 -0.039 N/A  ILESSTHAN101] N/A 54 0.003 0.384  |Less THAN t.01 N/A
12 -0.032 N/A LESS THAN 1.01| N/A 55 0.008 0,385  |LESS THAN 101 N/A
13 -0.020 N/A LESSTHAN1.01] N/A 56 0.007 0.386  |LESS THAN 1.01 N/A
14 0.000 NIA  |LESS THAN 1.01| N/A 57 0.003 0.385  |Less THAN 1.01 N/A,
15 0.018 N/A  [LESSTHAN1.01] N/A 58 -0.002 0.385  lLESS THAN 1.0% N/A
16 0.028 N/a [LESSTHAN 1.01] N/A 59 -0.011 0.384  JLEsS THAN 1.01 N/A i
17 0.030 N/A |LESSTHAN4.01] N/A 60 E N/A LESS THAN 1.01 N/A |
18 0.023 N/A  |LESSTHAN 1.01] N/A 61 E N/A  |Less THAN 101 N/A {
19 0.013 N/& LESSTHAN 1.01| N/A 62 E N/A LESS THAN 1.01 N/A
20 0.008 N/A LESSTHAN1.01| N/A 63 E N/A LESS THAN 1.01 N/A
21 0.007 NiA LESS THAN 1.01] N/A 64 0.002 N/A LESS THAN 1,01 N/A
22 0.007 N/A LESSTHAN 1.01] N/A 65 0.082 N/A LESS THAN 1.09 N/A
23 0.004 N/A LESSTHAN 1.01] N/A 66 0.088 N/A LESS THAN 1.01 N/A
24 0.004 N/A  |LESS THAN1.01]  N/A 687 0.089 N/A LESE THAN 1.01 N/A
25 0.004 N/A  |LESSTHAN1.01] NIA 68 -0.008 N/A LESS THAN 1.01 N/A
26 0.006 N/A  |LESSTHAN 1.01] N/A 69 0.087 N/A LESS THAN 1.01 N/A
27 0.006 N/A _ JLESSTHAN1.011  N/A 70 0.078 NA  liesstiantotl — N/A
28 0.000 N/A LESSTHAN 1.01| N/A 71 0.082 N/A LESS THAN 1.09 N/A
29 0,011 N/A  JLESSTHAN101]| N/A 72 0.115 NiA LESS THAN 1.01 N/A
30 -0.021 N/A  {LEssTHAN1.01] N/A 73 0.042 N/A LESS THAN 1.01 NIA
31 0.027 NfA  |LESSTHAN1.01] N/A 74 0.087 N/A LESS THAN 1.01 N/A
32 -0.020 NA  JiessTHAN101] N/A 75 0.075 N/A  |iess Than 101 N/A
33 -0.010 N/A  [LESSTHAN1.01] N/A 78 0.085 N/A LESS THAN 1,04 N/A
34 0.050 0.384 [LESSTHAN1.01}] N/A 77 0.069 N/A  fLessan 1.01 N/A
35 0.049 0384 [LESSTHAN1.01] N/A 78 0.045 N/A LESS THAN 1.0 N/A
36 0.048 0385 [JLESSTHAN1.01] N/A 78 0.008 N/A LESS THAN 1,01 N/A
37 0.053 0388 JLESSTHAN1.01] N/A 80 0.048 N/A LESS THAN 1.01 N/A
38 0.059 0.388 |JLESSTHAN101] N/A 81 0.093 N/A LESS THAN 1.0% N/A
39 0.067 0.384 [LESSTHAN1.01] N/A 82 0.048 N/A LESS THAN 1.01 N/A
40 0.072 0385 [LESSTHAN1.01] NA * 83 0.055 N/A LESS THAN 1.1 NIA I
41 0.074 0.385 JLESSTHAN1.01f N/A 84 0.040 N/A LESS THAN 1,01 N/A
42 0.072 0.387 ILESSTHAN1.01] N/A r\ 85 0.028 N/A LESS THAN 1.01 N/A £ E i
43 0.071 0385 |LESSTHAN1.01] N/A ! ﬁ[ 86 0.069 N/A LESS THAN 1.0 N/A '
- — L
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ter weld Port Finalln :ncﬁan
L f)ahoﬁ;

LESS THAN 1.01

LESS THAN 1.01 N/A

LESS THAN 1.01 N/A

LESS THAN 1.01 N/A

LESS THAN 1.01 N/A 131

LESS THAN 1.01 N/A 132
94 0.019 N/A  |iEssTHAN1.01] N/A 133
95 0.010 N/A LESSTHAN 1.01] N/A 134
96 135
97 136
08 137
99 138
100 139
101 140
102 141
103 142
104 143
105 144
106 145
107 148
108 147
109 148
110 149
111 150
112 151
113 152
114 153
115 | 154
116 I 155
117 156
118 157
119 158
120 159
121 160
122 161
123 162
124 163
125 | 184

N
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% E Page: 65
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM
Quality Assurance Documentation for Part 1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* ([O],188' QA 4470 P#1-0.011/0.074, 522 R
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
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 02-20-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 66
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* Cwi JF1149 .005 712 A
Verify Panel Joint Alignment
Weld Seam # 1-2
(10) (.02" Max) 02-20-0
* Cwi JF1149 .005 712 A
Verify Panel Joint Alignment
Weld Seam # 3-4
(20) (.02" Max) 02-20-0
* MFG JF1149 MAX GAP.060 712 A
Verify Panel / Rest Stop Position
(30) Panel #1 (0 - .09" Gap) 02-20-0
* MFG JF1149 MAX. GAP .060 712 A
Verify Panel / Rest Stop Position
(40) Panel #3 (0 - .09" Gap) 02-20-0
* QA GASSETTINGS (PUR |712 A
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
* QA 093 HEAT #CB799% |712 A
& .062 HEAT #AV812
CWI / TEAM LEADER 8 625INCONEL

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(60) AND THROUGH COMPLETION 02-20-0
* QA 300 SERIESMATERIAL [712 A

CWI / TEAM LEADER W/ SSWOOL

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

(70) AND THROUGH COMPLETION 02-20-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Tool & Matchine, Inc,

INSPECTION DATA CHECKLIST

Page: 67
Date: 04/15/04
User ID: DURHAM

A

QA WELDERS 709#683 |712 A
CWI / TEAM LEADER
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START
(80) AND THROUGH COMPLETION 02-20-0
* QA ACCEPT PER WPS 390 |712 A
CWI / TEAM LEADER
VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(90) AND THROUGH COMPLETION 02-20-0

QA003  (n:\mtmapps\mtgapl 10.grp)

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 68
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part 1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH SHIELDING/ |791 581 A
CWI / TEAM LEADER 20 CFH PURGE

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION CWI 02-21-0| 02-21-0
* QA 062625 INCOHT AV |791 581 A
8128 .093625INC
CWI/ TEAM LEADER O HT #CB7996

VERIFY WELD FILLER MATERIAL COMP

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION CWI 02-21-0| 02-21-0
* QA 300 SERIESSS./S 791 581 A

CWI / TEAM LEADER .S.WOOL INSERT

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION CWI 02-21-0| 02-21-0
* QA 683 /709 ACCEPTABLE |791 581 A
TOMTM WELDER QU
CWI / TEAM LEADER IFICATION CHECK

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION CWI 02-21-0| 02-21-0
* QA .062 FILLER 75-175 791 581 A
.093 FILLER 100-2

10 ALL PARAM. PER

CWI/ TEAM LEADER WPS

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION CwiI 02-21-0| 02-21-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P - Item: 130
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/21/2004 Typeof Material:625 INCONEL NDT#:8065
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:40 -Op:90 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P Quantity Rejected: 0
Part Name: PVVS PRIMARY FABRICATION
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 PARA 6.29.1

Inspection M ethods Used:
M agnification Used: 8X MAGNIFICATION
Light Source Used: FLASHLIGHT S/N FL-2

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] Welds Properly Completed: [] [] [X]
Filler Material Certs: [] [] [X] Proper Filler Material/Flux:  [X] [] [] Weld Surfaces: [] [] [X]
POQR/WPS: [] [] [X] Shielding Gas/Back Purge:  [x] [] [] Weld Dimensions:  [] [] [X]
WPQ: [] [] [X] Welder Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning:  [x] [] []
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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: 581-D.EDWARDS Date: 02/21/2004 ”0”%“ J /j‘/M

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 27 User ID: LONAKER Date: 04/15/04



% E Page: 69
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part 1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH SHIELDING/ |791 A
CWI / TEAM LEADER 20 CFH PURGE

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 02-21-0
* QA 062625 INCOHT AV |791 A
8128 .093625INC
CWI / TEAM LEADER O HT #CB7996

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-21-0
* QA 300 SERIESSS./S 791 A

CWI / TEAM LEADER .S. WOOL INSERT

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-21-0
* QA 683 /709 ACCEPTABLE |791 A
TOMTM WELDER QU
CWI / TEAM LEADER IFICATION CHECK

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-21-0
* QA .062 FILLER 75-175 791 A
.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

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part 1D: SE121-001P - Item: 132
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/21/2004 Typeof Material:625 INCONEL NDT#:8067
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:40 -Op:110 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P Quantity Rejected: 0
Part Name: PVVS PRIMARY FABRICATION
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 PARA 6.29.1

Inspection M ethods Used:
M agnification Used: 8X MAGNIFICATION
Light Source Used: FLASHLIGHT S/N FL-2

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] Welds Properly Completed: [] [] [X]
Filler Material Certs: [] [] [X] Proper Filler Material/Flux:  [X] [] [] Weld Surfaces: [] [] [X]
POQR/WPS: [] [] [X] Shielding Gas/Back Purge:  [x] [] [] Weld Dimensions:  [] [] [X]
WPQ: [] [] [X] Welder Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning:  [x] [] []
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back Gouge [ 1 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: 581-D.EDWARDS Date: 02/21/2004 ”0”%“ J /j‘/M

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 28 User ID: LONAKER Date: 04/15/04



% E Page: 70
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH SHIELDING/ |791 A
CWI / TEAM LEADER 20 CFH PURGE

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 02-21-0
* QA 093625 INCO HT # 791 A
CWI / TEAM LEADER CB7996
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 02-21-0
* QA 300 SERIESSS./S 791 A
CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-21-0
* QA 683 /709 ACCEPTABL |791 A
ETOMTM WELDER Q
CWI / TEAM LEADER LIFICATION CHECK

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-23-0
* QA 093 FILLER 100-210 |791 A
ALL PARAM. PER WP
CWI/ TEAM LEADER S

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-21-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P - Item: 134
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/21/2004 Typeof Material:625 INCONEL NDT#:8068
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:40 -Op:130 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P Quantity Rejected: 0
Part Name: PVVS PRIMARY FABRICATION
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWSD1.6 PARA 6.29.1

Inspection M ethods Used:
M agnification Used: 8X MAGNIFICATION
Light Source Used: FLASHLIGHT S/N FL-2

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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: 581-D.EDWARDS Date: 02/21/2004 ”0”%“ J /j‘/M

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 29 User ID: LONAKER Date: 04/15/04



% E Page: 71
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM
Quality Assurance Documentation for Part I1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* ([O],248' QA 4470 P #1 +0.015/+0.085, 522 A
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
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permesability 1.01 Max.
(20) Record range (high / low) 02-21-0

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 72
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH SHIELDING/ |791 A
CWI / TEAM LEADER 20 CFH PURGE

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 02-23-0
* QA 093625 INCO HT # 791 A
CWI / TEAM LEADER CB7996
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 02-23-0
* QA 300 SERIESSS./S 791 A
CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-23-0
* QA 683 /ACCEPTABLETO |791 A
MTM WELDER QUALIF
CWI / TEAM LEADER ATION CHECK

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-23-0
* QA 093 FILLER 100-210 |791 A
ALL PARAM. PER WP
CWI/ TEAM LEADER S

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-23-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part 1D: SE121-001P - Item: 137
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/23/2004 Typeof Material:625 INCONEL NDT#:8071
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[X] Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[ 1In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [x] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:40 -Op:150 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P Quantity Rejected: 0
Part Name: PVVS PRIMARY FABRICATION
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECT. V, ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6, PARA. 6.29.1

Inspection M ethods Used:
M agnification Used: 10X
Light Source Used: AMBIENT AND FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [x] Back Gouge [ 1 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: 933-D.LEAPLEY Date: 02/23/2004 i%é

DA H LAREY
comonze

e

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 30 User ID: LONAKER Date: 04/15/04



% E Page: 73
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH SHIELDING/ |791 A
CWI / TEAM LEADER 20 CFH PURGE

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 02-23-0
* QA 093625 INCO HT # 791 A
CWI / TEAM LEADER CB7996
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 02-23-0
* QA 300 SERIESSS./S 791 A
CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-23-0
* QA 709/ ACCEPTABLETO |791 A
MTM WELDER QUALI
CWI / TEAM LEADER CATION CHECK

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-23-0
* QA 093 FILLER 100-210 |791 A
ALL PARAM. PER WP
CWI/ TEAM LEADER S

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-23-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part 1D: SE121-001P - Item: 139
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/23/2004 Typeof Material:625 INCONEL NDT#:8077
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[X] Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[ 1In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [x] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:40 -Op:170 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P Quantity Rejected: 0
Part Name: PVVS PRIMARY FABRICATION
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECT. V, ARTICLE 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6, PARA. 6.29.1

Inspection M ethods Used:
M agnification Used: 10X
Light Source Used: AMBIENT AND FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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: 933-D.LEAPLEY Date: 02/23/2004 i%é

DA H LAREY
comonze

e

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 31 User ID: LONAKER Date: 04/15/04



% E Page: 74
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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 I D: SE121-001P Rev: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP | BY |SAMPL SER# DATA/REMARKS | INSP |VERFD|AUDIT
* ([O],288' QA 4470 P #1 -0.013/+0.060, 522 A

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
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permesability 1.01 Max.
(20) Record range (high / low) 02-23-0

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 75
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part 1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH SHIELDING/ |791 A
CWI / TEAM LEADER 20 CFH PURGE

VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE
PRIOR TO OPERATION START
(10) AND THROUGH COMPLETION 02-24-0
* QA 093625 INCO HT # 791 A
CWI / TEAM LEADER CB7996
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 02-24-0
* QA 300 SERIESSS./S 791 A
CWI / TEAM LEADER .S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-24-0
* QA 683/ ACCEPTABLETO |791 A
MTM WELDER QUALI
CWI / TEAM LEADER CATION CHECK

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-24-0
* QA 093 FILLER 100-210 |791 A
ALL PARAM. PER WP
CWI/ TEAM LEADER S

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-24-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



LESS THAN 1.1

LESS THAN 1.01

LESS THAN 1.01

LESS THAN 1.01

|LESS THAN 1.01

|LESS THAN 1.04

|LESS THAN 1.01

. JLESS THAN 1.01 82
20 0.008 N/A  LEssTHAN1.01]  N/A 63
21 0.016 N/A  |LEss THAN1.01| N/A 64
22 0.027 N/A LESS THAN 1.01 N/A 85
23 0.036 N/A__ |LEssTHAN1.01] N/A 66
24 0.045 N/A LESS THAN 1.01 N/A 87
25 0.055 N/A LESS THAN 1.01 N/A 68
26 0.062 N/A LESS THAN 1.01 N/A 68
27 0.064 N/A LESS THAN 1.01 N/A 70
28 0.066 N/A LESS THAN 1.01 N/A, 71
29 0.070 N/A  JLESSTHAN1.01| N/A 72
30 0.079 N/A  [LESSTHAN1.01] N/A 73
K} | 0.033 N/A LESS THAN 1.01 N/A T4
32 0.044 NIA LESS THAN 1.01 N/A 75
33 0.050_ N/A  |LESS THAN 1.01 NiA 76
34 0.017 N/A LESS THAN 1.01 NiA 77
35 0.046 N/A  JLESSTHAN101| NI/A } 78
36 0.017 N/A  [LESSTHAN1.01] N/A v 79
37 0.001 N/A  [LessTHAN 101 NIA Fd @.\ 80
38 0.011 N/A_~ |LESSTHAN1.01] N/A N/ 81
39 o 82
40 83
41 84
42 85
43 86

T J0 T }I1¥08E960°W



, LESS THAN 1.01 w 44 080 N/A THAN 1.01
2 0.010 N/A_ [LESSTHAN1.01| WA | W) 45 0.058 NA__Juess Twan vor
3 0.000 N/A__ |LESsTHAN1.01] N/A ‘ 48 0.052 N/A_ liess THan 1.0t
4 -0.007 N/A  JLESSTHAN1.01] N/A 47 0.045 N/A  |iess nian 10t
5 -0.015 N/A  |LESSTHAN 101 N/A 48 0.038 N/A  kess Than 1.04
3 -0.023 N/A  |LESSTHAN 1.01] N/A 49 0.034 MN/A  JLEsS THAN 1.0t
7 -0.028 N/A  JLESSTHAN 1.01] N/A 50 0.027 N |Less Tran vt
8 -0.031 N/A  |LESSTHAN101] N/A 51 0.022 N/A  |LEsS THAN 101
*] -0.033 N/A ILESS THAN 1.01 N/A 52 0.019 N/A LESS THAN 1.01
10 -0.034 N/A LESSTHAN1.01{ N/A 53 0.019 NIA LESS THAN 1.01
11 -0.033 N/A LESS THAN 1.04 N/A 54 0.022 N/A LESS THAN 1.01 N/A
12 -0.029 N/A LESSTHAN1.01] NiA 55 0.030 N/A LESS THAN 1.01 N/A
13 -0.020 NIA LESSTHAN1.01] N/A 58 0.035 N/A LESS THAN 1.01 N/A
14 -0.005 N/A LESS THAN1.01| N/A 57 0.037 N/A LESS THAN 1.01 NIA
15 0.013 N/A LESS THAN 1.01]| N/A 58 0.036 N/A LESS THAN 1.01 N/A
16 0.026 N/A LESS THAN 1.01 N/A 59 0.035 N/A LESS THAN 1.01 NIA
17 0.028 N/A LESSTHAN1.01] N/A 60 0.039 NIA LESS THAN 1.01 N/A
18 0.023 N/A LESS THAN 1.01 N/A, 61 0.069 N/A LESS THAN 1.01 N/A
19 0.014 N/A LESSTHAN101]| N/A 62 0.084 N/A LESS THAN 1.01 N/A |
20 0.008 N/A, LESS THAN 1.0% N/A 63 0.054 N/A LESS THAN 1.01 N/A
21 0.007 NiA LESS THAN 1.01| N/A 84 0.000 N/A LESS THAN 1.01 N/A
22 0.008 N/A LESS THAN 1.01 N/A 65 0.074 N/A LESS THAN 101 N/A
23 0.006 N/A  |LESS THAN 1.01 N/A 66 0.092 N/A LESS THAN 1.01 N/A
24 0.003 N/A  [LESSTHAN1.01] N/A 67 0.080 N/A  |iess THAN 101 N/A
25 0.005 N/A  |LESS THAN 1.04 N/A 68 -0.007 N/A LESS THAN 1.01 N/A
26 0.007 NA  |LESSTHAN1.01] N/A 69 0.095 N/A  |Less THaN 101 N/A
27 0.007 N/A  |LESSTHAN 1.01] N/A 70 0.078 N/A  Less THAN 101 N/A
28 0.003 N/A  JLessTHAN 1.01] N/A 71 0.083 N/A  |iess THaN 101 N/A
29 -0.006 N/A |LESS THAN 1.01 N/A _1_’2 0.116 N/A LESS THAN 1.04 N/A
30 -0,019 N/A  |LessTHAN1.01] NIA 73 0.042 N/A LESS THAN 1.01 N/A
31 -0.026 N/A_ |LESSTHAN101| N/A 74 0.087 NA_ |iesswansor|  NIA
32 -0.023 N/A  LESSTHAN1.01| N/A 75 0.076 N/A LESS THAN 1.0 N/A
33 0.012 NiA |LESS THAN 1.0 N/A 7_6r 0.091 N/A LESS THAN 1.01 N/A
34 0.047 N/A  |LESS THAN 1.01 N/A 77 0.080 N/A LESS THAN 1.01 N/A \
as 0.044 N/A  JLEssTHAN1.01| N/A 78 0.069 N/A  |Lese han 101 N/A .
38 0.042 N/A  LEssTHAN 1.01]| N/A 79 0.035 N/A  |iess ™an 101 N/A
a7 0.041 N/A  |LESSTHAN1.01] N/A 80 0.048 N/A  |Less Than 1,01 N/A
38 0.046 N/A  |LESS THAN 1.04 N/A 81 0.092 N/A LESS THAN 1,01 N/A
38 0.056 N/A  |LESS THAN 1.01 N/A a2 0.046 NiA LESSTHAN101| - NJ/A
40 0.063 N/A  |LESSTHAN1.01] N/A # 83 0.050 N/A LESE THAN 1,01 N/A
41 0.067 N/A  |LESS THAN 1.01 N/A — B4 0.049 NiA LESS THAN 101 N/A iy
42 0.065 N/A  LESSTHAN 1.01]  NJA { ;,’.\ 85 0.025 N/A  {LESS THAN 1.01 N/A {
43 0.062 NiA LESS THAN 1.01 N/A 86 0.072 N/A LESS THAN 1.01 N/A &
- — — -

¢ 0T IN./E9600W



02!23!04

Inspector
Initials

l“?O!J-1165 IDllhoflnq

or Point Profile  Material  Magnetic
Number _ Deviation Thickness_ IF‘"N‘

93 : N/A  |LESS THAN 1.01 132
94 0.053 N/A LESS THAN 1.01] N/A /‘,_,:\ 133
a5 0.053 N/A LESSTHAN 1.01] N/A L 081 ] 134
96 — 135
97 136
98 137
99 138
100 139
101 140
102 141
103 142
104 143
105 144
106 145
107 146
108 147
109 148
110 149
111 150
112 t 151
113 152
114 153
115 154
116 155
117 156
118 157
119 158
120 159
121 160
122 161
123 ﬂ 162
124 i 183

25 |

i

2 0¢iv,/e9600W



1 f ,
2 NA~ |LESSTHAN 1.01] N/A WYL I 45 0.027 WA Jesstwantol]  NA
3 0.024 N/A  JLESSTHAN 1.01] NA 46 -0.020 N/A  |iess Teas 1.01 N/A
4 0.026 NA  JLESSTHAN 101 N/A f 47 0.011 N/A  |iess Tram 1.01 N/A
5 0.034 NA  [LESSTHAN1.01] N/A 48 -0.005 N/A  |uEss THAN 1.01 N/A
8 0.044 N/A  [LESSTHAN1.0¢]| N/A 49 0.003 NA  |Less Tvan 101 N/A
7 0.082 NA JLESSTHAN1.01] N/A 50 0.018 NA _ Jessmianio1| NA
8 0.084 N/A  [LESsTHAN 1.01| N/A 51 0.078 N/A  |Less Thaw 109 N/A
g 0.085 N/A  |LESS THAN 1.04 N/A 52 0.078 N/A LESS THAN 1.01 N/A
10 0.069 N/A  |LessTHAN 101 N/A 53 0.083 N/A  lLess THaN 1.01 N/A
11 0.071 N/A LESS THAN 101 N/A \ 54 0.043 N/A  [Less THan 101 N/A
12 0.069 N/A LESS THAN 1.0 NfA 55 0.027 N/A LESS THAN 1.01 N/A
13 0.9.;9 N/A LESS THAN 1.01 N/A, 56 0.085 N/A LESS THAN 1.01 N/A
14 0.070 N/A LESS THAN 1.01 N/A 57 0.047 N/A LESS THAN 1.01 N/A
15 0.077 N/A LESS THAN 1.01 N/A 58 0.076 N/A LESS THAN 1.01 N/A
16 0.082 N/A LESS THAN 1.01 N/A 59 0.118 N/A LESS THAN 1.01 N/A
17 0.087 N/A LESS THAN 1.01 N/A | 60 0.096 N/A LESS THAN 1.01 N/A
18 0.042 N/A LESSTHAN 1.01| N/A 61 0.089 N/A LESS THAN 1.01 N/A
19 0.032 N/A LESS THAN 1.01 N/A 62 0.094 N/A LESS THAN 1.01 N/A
20 0.020 N/A LESS THAN 1.01 N/A 63 0.087 N/A LESS THAN 1.01 N/A
21 0.007 N/A LESS THAN 1.01 N/A 64 0.029 N/A LESS THAN 1.01 N/A
22 -0.006 N/A, LESS THAN 1.01 N/A 65 0.010 NiA LESS THAN 1,01 N/A
23 -0.013 N/A LESS THAN 1.01 N/A | 66 0.112 N/A LESS THAN 1,01 N/A \
24 -0.017 N/A  JLESsTHAN1.01]| N/A 67 0.082 N/A  |Less THan 101 N/A 1
25 -0.019 N/A LESS THAN 1.04 N/A 68 0.060 N/A LESS THAN 1.01 N/A
26 -0.018 N/A LESS THAN 1.01 N/A 69 0.101 N/A LESS THAN 1.01 N/A
27 -0.018 N/A LESS THAN 1.01 N/A 70 0.082 NiA LESS THAN 1.01 N/A
28 -0.016 N/A LESS THAN 1.1 N/A 71 0.063 N/A LESS THAN 1.01 N/A
29 -0.016 N/A, LESS THAN 1.01 N/A 72 0.003 N/A LESS THAN 1.0 N/A,
30 -0.018 N/A LESS THAN 1.01 N/A _23 0.113 N/A LESS THAN 1.01 N/A |
31 -0.015 N/A LESS THAN 1.01 N/A 74 0.092 N/A LESS THAN 1,09 N/A
32 -0.011 N/A LESS THAN 1.01 N/A 75 0.033 N/A LESS THAN 1.04 N/A
33 -0.008 N/A |LESS THAN 1.01 N/A 76 OQgB N/A LESS THAN 1,01 N/A
34 -0.010 N/A  [LessTHaN 101 N/A 77 0.073 N/A  [LEss THan 1.01 N/A
35 -0.006 N/A JLESS THAN 1.04 N/A 1 L& 0.073 N/A LESS THAN 1.01 N/A
36 -0.008 N/A  |LESSTHAN1.01| N/A 79 0.060 N/A  |LEsS THAN 1.01 N/A
a7 -0.005 N/A  |LESS THAN 1.01 N/A 30 -0.010 N/A LESS THAN 1.01 NIA
as -0.006 N/A  LESSTHAN1.01| N/A 81 0.024 N/A  less THan 1.01 N/A
39 -0.010 N/A  LESS THAN 1.01 N/A 82 -0.004 N/A LESS THAN 1.01 N/A
40 -0.018 N/A  |LESS THAN 1.01 N/A 83 0.027 N/A LESS THAN 1.01 N/A,
41 -0.022 N/A  |LESSTHAN1.01| N/A 84 0.072 N/A  |eseTHAN 1.01 N/A v
42 -0.024 N/A  |LESS THAN 1.0 N/A Lo\ 85 0.060 NIA LESS THAN 1.01 N/A
43 -0.028 N/A ]LESS THAN 1.01 N/A, Efu 88 0.014 N/A LESS THAN 1,01 N/A

¢ 0T }r6LE9600W



i

Number: 8$£121-001P-1MTM
welding inal Inspection

After structural
d S/N(s):4470 / J-1165

[Date of ina * 02723704 |
' Material nspector

umber Devistion Thickness I Number Deviation Thickness PermeabilitFinish Initlals
87 0.037 N/A  |LESS THAN 1.01]  N/A ‘ 126
88 0.048 NA  |iEss THAN1.01] N/A 127 |
89 0.010 N/A  |LESSTHAN1.01] NA 128 X
90 0.051 NA  |LESS THAN1.09]  N/A 129
91 0.048 N/A LESS THAN 1.01 N/A 130 i
82 0.026 N/A LESS THAN 1.01 N/A 131
93 0.037 N/A  |LESSTHAN 1.01] N/A 132
o4 0.047 N/A LESS THAN 1.01 N/A * 133
95 0.025 N/A  [LessTHAN1.01] N/A e 134
06 0.020 NA  [ESSTHAN1.01] N/A {@ 135
97 0.020 N/A  |LessTHAN1.01] N/A \ Nl 136
98 137
89 138
100 1390
101 140
102 141
103 142
104 143
105 144
106 145
107 146
108 147
109 148
110 149
111 150
112 151
113 152
114 153
115 154
I} 116 155
il 117 156
' ERE 157
f{ 119 158
120 150 ||
u 121 160
122 161
d 123 162
I 124 163
|! 125 o | 164 A

2 10 ¢ 1reLE9600W



64880 PPPL NCSX PVVS INSPECTION RECORD
Inspection type: Formed Panel

Interpass (#

mc096378.tif

)

tion Drawing Number: SE121-001P-IMTM Rev: 0B
After structural welding  After welding Port

Final Inspection

Part # / Panel #: SE121-001P PANEL #2

[GageiStd S/N(s):4470 7 J-1165

|Date of Inspection: 02/23/04

Point  Profile Material Magnetic Surface Inspector Point Profile Material Magnetic Surface Inspector
Number Deviation Thickness Permeability Finish Initials Number Deviation Thickness PermeabilitFinish Initials
1 -0.003 N/A LESS THAN 1.01 N/A 44 0.029 N/A LESS THAN 1.01 N/A
2 -0.001 N/A LESS THAN 1.01 N/A a 45 0.026 N/A LESS THAN 1.01 N/A \»
3 0.004 N/A LESS THAN 1.01 N/A 46 0.017 N/A LESS THAN 1.01 N/A
4 0.011 N/A  [LessTHAN101] N/A I 47 0.058 N/A~ |iesstian101]  N/A
5 0.019 N/A LESS THAN 1.01 N/A 48 0.047 N/A LESS THAN 1.01 N/A
6 0.027 N/A LESSTHAN 1.01] N/A 49 0.119 N/A LESS THAN 1.01 N/A
7 0.032 N/A LESS THAN 1.01 N/A 50 0.086 N/A LESS THAN 1.01 N/A \
8 0.037 N/A LESSTHAN 1.01] N/A 51 0.113 N/A LESS THAN 1.01 N/A
9 0.042 N/A LESS THAN 1.01 N/A 52 0.086 N/A LESS THAN 1.01 N/A
10 0.047 N/A LESSTHAN1.01] N/A \ 53 0.085 N/A LESS THAN 1.01 N/A
11 0.045 N/A LESS THAN 1.01 N/A 1 54 0.077 N/A LESS THAN 1.01 N/A
12 0.037 N/A LESS THAN 1.01 N/A \ 55 0.051 N/A LESS THAN 1.01 N/A { am.:
13 0.030 N/A LESSTHAN 1.01] N/A \ 56 0.062 N/A  |LessTHAN 1.0 N/A \ﬁ' 7
14 0.026 N/A LESSTHAN1.01| N/A 57 o
15 0.017 N/A LESS THAN 1.01 N/A 58
16 0.010 N/A LESS THAN 1.01 N/A 59
17 0.005 N/A  JLESsTHAN1.01] N/A 60
18 0.002 N/A LESS THAN 1.01 N/A 61
19 0.000 N/A JLESSTHAN1.01] N/A | 62
20 0.000 N/A  JLESSTHAN1.01] N/A i 63
21 0.003 N/A  |LESSTHAN1.01] N/A ] 64
22 0.006 N/A LESS THAN 1.01 N/A 65
23 0.013 N/A LESSTHAN 1.01| N/A 66
24 0.022 N/A LESS THAN 1.01 N/A 67
25 0.037 N/A LESS THAN1.01{ N/A 68
26 0.036 N/A LESS THAN 1.01 N/A 69
27 0.038 N/A LESSTHAN1.01] N/A 70
28 0.043 N/A LESS THAN 1.01 N/A 71
29 0.034 N/A  JLESSTHAN1.01| N/A 72
30 0.024 N/A  JLEssTHAN1.01] N/A 73
31 0.027 NA  JLESSTHAN1.01] N/A 74
32 0.033 NA _ JLESSTHAN1.01] NA 75
H 33 0.058 N/A  JLESSTHAN101] N/A 76
34 0.081 NA __ [LESSTHAN101] N/A 77 1
I 35 0.082 NA JLESSTHAN1.01] N/A 78
36 0.077 N/A  [LESsTHAN1.01] N/A 79
B 37 0.072 NA  JLESSTHAN1.01] N/A 80
I 38 0.084 N/A'  [LESSTHAN1.01| N/A 81
39 0.052 N/A  JLEsSSTHAN 1.01] N/A 82
I 40 0.044 N/A  JLessTHAN 1.01] N/A 83
41 0.038 N/A  JLESSTHAN1.01| N/A 84
42 0.035 N/A  |LessTHAN1.01] N/A 85
it 43 0.031 N/A  JLESSTHAN1.01] N/A 86




mc096381.tif

§64880 PPPL NCSX PVVS INSPECTION RECORD | _Inspection Drawing Number: SE121-001P-1MTM Rev: 0B
finspection type: Formed Panel __Interpass (# After structural weiding _ After weiding Port __Final Inspection
iPart # / Panel #: SE121-001P PANEL #5  |Gage/Std S/N(s):4470 /J-1165 Date of inspect;
Point  Profile aterial  Magnet Surface Inspector Point Profile Material Magnetic Su Inspector
IN Deviation Thickness Permeabiiity Finish _Initials Number _Deviation Thickness PermeabilitFinish Initials

1 0.056 N/A LESS THAN 1.01 N/A 44 0.046 N/A THAN 1.01 N/A

2 0.042 NA  JLESSTHAN101] NA | U 45 0.066 NA  Jesstanior]| NA

3 0.049 N/A  JiessTHAN101] N/A A 46 0.138 NA  hessan1.01 N/A

4 0.060 N/A  JuEssTHAN101] NA 47 0.111 N/A  fiess THan 1.01 N/A

5 0.060 N/A  |LESS THAN 1.01 N/A 48 0.052 N/A LESS THAN 1.01 N/A

6 0.049 N/A  |LESS THAN 1.01 N/A 49 -0.012 N/A LESS THAN 1.01 N/A

7 0.036 N/A JLESS THAN 1.01 N/A 50 -0.033 N/A LESS THAN 1.01 N/A

8 0.020 N/A LESS THAN 1.01 N/A 51 0.059 N/A LESS THAN 1.01 N/A

9 0.012 N/A JLESS THAN 1.01 N/A 52 0.117 N/A LESS THAN 1.01 N/A

10 0.002 N/A |LESS THAN 1.01 N/A 53 0.139 N/A LESS THAN 1.01 N/A

11 0.002 N/A  |LEssTHAN1.01] N/A 54 0.090 N/A LESS THAN 1.01 N/A

12 -0.008 N/A LESS THAN 1.01 N/A 55 0.071 N/A LESS THAN 1.01 N/A

13 -0.013 N/A LESS THAN 1.01 N/A 56 -0.012 N/A LESS THAN 1.01 N/A

14 -0.013 N/A LESS THAN 1.01 N/A 57 0.079 N/A LESS THAN 1.01 N/A

15 -0.009 N/A LESSTHAN1.01{ N/A \ 58 0.125 N/A LESS THAN 1.01 N/A

16 -0.005 N/A LESS THAN 1.01 N/A 59 0.151 N/A LESS THAN 1.01 N/A

17 0.002 N/A LESS THAN 1.01 N/A 60 0.120 N/A LESS THAN 1.01 N/A

18 0.013 N/A__ |LESSTHAN1.01| N/A 61 0.115 N/A_ Jiessian101]  N/A @;

19 0.023 N/A LESS THAN 1.01 N/A 62 0.085 N/A LESS THAN 1.01 N/A &;

20 0.032 N/A  [LessTHAN1.01] N/A 63 N~

21 0.043 N/A  [LEssTHAN101] N/A 64

22 0.014 N/A  [LEssTHAN101| N/A ] 65

23 0.008 N/A LESS THAN 1.01 N/A Ji 66

24 0.000 N/A  |LEssTHAN1.01| N/A / 67

25 -0.003 N/A LESS THAN 1.01 N/A ] 68

26 -0.007 N/A  [LESSTHAN1.01| N/A | 69

27 -0.013 N/A LESS THAN 1.01 N/A 70

28 -0.013 N/A LESSTHAN 1.01| N/A 71

29 -0.009 N/A LESS THAN 1.01 N/A 72

30 -0.009 N/A LESS THAN 1.01 N/A 73

31 -0.006 N/A LESS THAN 1.01 N/A 74

32 0.000 N/A__ |LESSTHAN1.01] N/A 75

33 0.007 N/A  |LEssTHAN1.01| N/A 76

34 0.016 N/A LESS THAN 1.01 N/A 77

35 0.026 N/A LESS THAN 1.01 N/A 78

36 0.114 N/A LESS THAN 1.01 N/A 79

37 0.098 N/A LESSTHAN1.01] N/A 80

38 0.110 N/A LESS THAN 1.01 N/A 81

39 0.103 N/A |LESS THAN 1.01 N/A 82

40 0.048 N/A  [LESSTHAN1.01| N/A 83

41 0.016 N/A LESS THAN 1.01 N/A 84

42 0.105 N/A  |LESSTHAN1.01] N/A Lo\ 85

43 0.062 N/A LESSTHAN 1.01| N/A \ @_r_r" ] 86




% E Page: 76
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part 1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* (O],308') QA 4470 -0.034/ +0.151 522 A
Profile Tolerance (+.188/-.120")
(10) (tack welded vessel) 02-24-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permesability 1.01 Max.
(20) Record range (high / low) 02-24-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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EXPOSURE TIME: . 3P0 Vi
FLM/OBJECT INCHER: __CoNTect
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PENETRAMETER: TYPE 92E: . AST/M /T ;
MATERIAL: PLACEMENT:
mmm__ﬁr_u?m |
By - ol
EMULSIONGDR A%
BCREENS: FRONT: 1902 BACK: .. 202" BACIING: .a/4.
VIEWING:SINGLE: 1 DOUBE:
DENSITY (PEN) 2040
DENSITY (WELD) MIN/MAX: _ 2040
CODE ]
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% E Page: 77
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part I1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA SHIELDING @ 40 CFH |791 A
CWI / TEAM LEADER / PURGE @ 20 CFH

VERIFY SHIELDING GAS

AND PURGE GAS COMPLIANCE

PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 03-01-0
* QA 062 INCO 625 HEAT |791 A

CWI / TEAM LEADER # AV 8128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 03-01-0
* QA 625 INCO 791 A

CWI / TEAM LEADER

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-01-0
* QA 683 ACCEPTED TOMT |791 A
M WELDER QUALIFICA
CWI / TEAM LEADER ION CHECK

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-01-0
* QA 75-175 AMPSALL PAR [791 A

CWI / TEAM LEADER AM. TOWPS

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 03-01-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part 1D: 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 I D: SE121-001P Rev: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP | BY |SAMPL SER# DATA/REMARKS | INSP |VERFD|AUDIT
* ([O],328 QA 4470 +0.050/ +0.100 522 A

Profile Tolerance (+.188/-.140")

(within approximately 6" of port attachment p
(10) t) 03-01-0
QA F1165 LESSTHAN 1.01 522 A

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 03-01-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 79
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part 1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA SHIELDING @ 40 CFH |791 A
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
* QA .062 INCO 625 HEAT |791 A
CWI / TEAM LEADER LOT AV8128
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 03-02-0
* QA 625 INCO/ 300 SERI 791 A
CWI / TEAM LEADER ESSS.
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-03-0
* QA 683/709 ACCEPTED |791 A
TOMTM WELDER QU
CWI / TEAM LEADER IFICATION CHECKS

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-02-0
* QA .062DIAM FILLER 7 |791 A
5-175 AMPS / ALL
CWI/ TEAM LEADER PARAMETERS PER WP

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 03-02-0

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P - Item: 153
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:03/03/2004 Typeof Material:625 INCONEL NDT#:8165
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [x] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection ROOT PASS AS-WELDED. [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:40 -Op:250 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P Quantity Rejected: 0
Part Name: PVVS PRIMARY FABRICATION
Serial Number: N/A Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant: N/A

Customer Inspection Plan: N/A Inspection Criteria:
Test Step: N/A Customer Specification: ASME SECTION V, ARTICLE 6
Revision: N/A MTM Spec Number:
Material Test Number: N/A Acceptance Standard: AWS D1.6, 6.29.1.

Inspection M ethods Used:
M agnification Used: 10X
Light Source Used: AMBIENT / FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning:  [x] [] []
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back Gouge [ 1 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: 933-D.LEAPLEY Date: 03/03/2004 i%é

DA H LAREY
comonze

e

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 32 User ID: LONAKER Date: 04/15/04



% E Page: 80
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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 I D: SE121-001P Rev: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP | BY |SAMPL SER# DATA/REMARKS | INSP |VERFD|AUDIT
* ([O],348' QA 4470 +0.027 / +0.100 522 A

Profile Tolerance (+.188/-.160")

(within approximately 6" of port attachment p
(10) t) 03-02-0
QA F1165 LESSTHAN 1.01 522 A

Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 03-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 81
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA SHIELDING @ 40 CFH |791 A
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
* QA .062 INCO 625 HEAT |791 A
CWI / TEAM LEADER LOT AV8128
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 03-03-0
* QA 625 INCO/ 300 SERI 791 A
CWI / TEAM LEADER ESSS.
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-03-0
* QA 683/709 ACCEPTED |791 A
TOMTM WELDER QU
CWI / TEAM LEADER IFICATION CHECKS

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-03-0
* QA .062DIAM FILLER 7 |791 A
5-175 AMPS / ALL
CWI/ TEAM LEADER PARAMETERS PER WP

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 03-03-0

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P - Item: 156
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:03/03/2004 Typeof Material:625 INCONEL NDT#:8164
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:40 -Op:265 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P Quantity Rejected: 0
Part Name: PVVS PRIMARY FABRICATION
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back Gouge [ 1 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.

shown. &

it
W

This is to certify that the pieces specified have been inspected in accordance with the specifications i : E ”/

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 33 User ID: LONAKER Date: 04/15/04



% E Page: 82
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part 1D: 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 40 CFH SHIELDING AN |791 A
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
* QA 093625 INCOHT#C |791 A
CWI / TEAM LEADER B7996
VERIFY WELD FILLER MATERIAL COMP,
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 03-04-0
* QA INCO 625AND 300S |791 A
CWI / TEAM LEADER ERIESSS
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-04-0
* QA 709/683 QUALIFIED T |791 A
OMTM WELDER QUAL
CWI / TEAM LEADER ICATION CHECK

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-04-0
* QA 100-210 AMPSALL PA |791 A

CWI/ TEAM LEADER RAMETERS TO WPS

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 03-04-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P - Item: 158
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:03/04/2004 Typeof Material:625 INCONEL NDT#:8176
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:40 -Op:270 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-001P Quantity Rejected: 0
Part Name: PVVS PRIMARY FABRICATION
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: AWS SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] Welds Properly Completed: [] [] [X]
Filler Material Certs: [X] [] [] Proper Filler Material/Flux:  [X] [] [] Weld Surfaces:  [X] [] []
POQR/WPS: [X] [] [] Shielding Gas/Back Purge:  [x] [] [] Weld Dimensions:  [X] [] []
WPQ: [] [] [X] Welder Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
% of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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.

shown. &

it
W

This is to certify that the pieces specified have been inspected in accordance with the specifications i : E ”/

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 34 User ID: LONAKER Date: 04/15/04



% E Page: 83
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part 1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* {[O],368'} QA 4470 -0.047/-0.011 522 A
Profile Tolerance (+.188/-.160")
(within approximately 6" of port attachment p
(10) t) 03-03-0
* QA F1165 LESSTHAN 1.01 522 A
Magnetic Permeability 1.01 Max.
(20) Record range (high / low) 03-03-0
* [#].250|p48'} QA 4470 0.198 522 A
(30) 03-03-0
1* QA 4470 39.991/ 40.015 522 A
40.0 Basic
(40) (untoleranced record actual measurment) 03-03-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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LOY INSTRUMENT, INC. _
8435 €. JOTH STREET 1936 WES [ CEVIRAL AVE, 3716 LIMA ROAD
TNDPLS, IN 46219 TOLEDC, OH 434805 FORT WAYNE, il 40803
PHONE: (317) 890-0474 PHONE: (419) 480-0045 PHONE: (260) 4702171
FAN: (317) £90-0R61 FAX: (415)430-0139 FAX: (260 471-3011
SERVICE ENGINEERING REPORT
" {CUSTOMER: Major Teal PAGE: 1 OF 1
ADDRESS: DATE: 3/25/2004
Ingy , In POz PO4-00B6)
CIR#: Tupiway 2613
CONTACT: Daug Me.

FHONE: 634-2420

LNIT: Vauum Leak Test
PROBLEM: T prefarmed the leak tes+ on the vacuum chamber thut was for the Frinceton project.

TTEM: {SE 1210010 Rev 0) { Spec 475 rev 7 )

They wanted ¢ Helium Jeak test preformed with the chomber ot or under 1=I0-7 rore.

The Leak test was dene by o Alcate] 142 that was colibrated befere e Teg? by 2 Dun‘way -8 Colibrated leak.

COMMENTS: The Calibrated leok's .Seriél Mumber wns 2613 with a calibration dave of 12-10-03 with ¢ leck fate
" |of 2.8 * 10-8 atm-ce/s. T cheeked ) of the welis, end all oF the flanges 4~ & vacsurn of 1 (0-7 forr wich The
Aleatel 142,

o leaks were fpund ampwhere on the vacumg"él;ﬁmb;r',::: o

& viours 3-26+-04 - i~ I Y N1

} |
5 hours 3-29-04 @ A | Ll

TARTS USED: ny

PARTS USED: e
MILES TRAVELED: 20 L - LABOR: i2reg 3 o4T

(TRAVEL TIME (JCLUDED)

wirtNgss § ATTES
SICNED: X %
YA

T U Loty 2IMLO




Vq Table of Contents Page: 6
_@ W Quality Assurance Documents For Date: 04/15/04

Tool & Machine, Inc. Workorder: 64880/1.0 User ID: DURHAM

Customer: 8780 - PRINCETON PLASMA PHYSICSLAB
Customer P.O.: S-04344-F
Customer Part ID: SE121 - NSCX Vacuum Vessel Prototype

162 14 10 10 Materia Certification: /SE121-001P-2 PANEL # 1 - PANEL BLANK .375" THK INCONEL 625 - MC094098.TIF / 2650 3 6877

163 14 10 Inspection Data Checklist: 3 steps

164 14 30 Furnace charts; FURNACE CHART - mc094645.pdf
165 14 30 Certification: H/T CERTIFICATE - Same as Item #164
166 14 31 Inspection Data Checklist: 1 steps

167 14 35 Inspection Data Checklist: 1 steps

168 14 40 Inspection Data Checklist: 1 steps

169 14 70 Test Certification: SE121-001P-10MTM - mc096190.tif
170 14 70 Inspection Data Checklist: 3 steps

SE121-001P-2 PANEL 2 - DIE FORMED PANEL
Item# Sub Op Pc Document Description/ Material Description / File Name/ Heat Lot

171 15 10 Inspection Data Checklist: 3 steps

172 15 10 10 Materia Certification: /SE121-001P-2 PANEL # 2 - PANEL BLANK .375" THK INCONEL 625 - mc094096.tif / 2650 3 6877
173 15 30 Furnace charts; FURNACE CHART - mc095044. pdf

174 15 30 Certification: H/T CERTIFICATE - Same as ltem #173

175 15 31 Inspection Data Checklist: 1 steps

176 15 35 Inspection Data Checklist: 1 steps

177 15 40 Inspection Data Checklist: 1 steps

178 15 70 Test Certification: SE121-001P-10MTM - mc096188.tif

179 15 70 Inspection Data Checklist: 3 steps

SE121-001P-2 PANEL 3 - DIE FORMED PANEL
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot

180 16 10 Inspection Data Checklist: 3 steps

181 16 10 10 Materia Certification: /SE121-001P-2 PANEL # 3 - PANEL BLANK .375" THK INCONEL 625 - mc094091.tif / 2650 3 6877
182 16 30 Furnace charts; FURNACE CHART - mc094739.pdf

183 16 30 Certification: H/T CERTIFICATE - Same as Item #182

184 16 31 Inspection Data Checklist: 1 steps

185 16 35 Inspection Data Checklist: 1 steps

186 16 40 Inspection Data Checklist: 1 steps

187 16 70 Test Certification: SE121-001P-IMTM - mc096191.tif

188 16 70 Inspection Data Checklist: 3 steps

SE121-001P-2 PANEL 4 - DIE FORMED PANEL
ltem# Sub Op Pc Document Description / Material Description / File Name/ Heat Lot
189 17 10 10 Materia Certification: /SE121-001P-2 PANEL # 4 - PANEL BLANK .375" THK INCONEL 625 - mc094093.tif / 2650 3 6876

190 17 10 Inspection Data Checklist: 3 steps

191 17 30 Furnace charts; FURNACE CHART - mc094878.pdf
192 17 30 Certification: H/T CERTIFICATE - Same as Item #191
193 17 31 Inspection Data Checklist: 1 steps

194 17 35 Inspection Data Checklist: 1 steps

195 17 40 Inspection Data Checklist: 1 steps

196 17 70 Test Certification: SE121-001P-IMTM - mc096189.tif

n:\mtmapps\mtgaplad.qrp
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tocuice Ko Datr Enrsred Tusimie Refsrenss Hepnrt No. Fages of Pk Havhes Internasimal
No, B Facture Dite The Commasde Ruelerensc Cllent Rupperr Ha Yags &« Papes N
m?w e ngl;ﬂ(m Kandeubendidaten Fanpah M Aamh o5 Btten M—E—& {020 West Posk Avenue
391 396001 0 O3 5/03 FU3-03247 2003091 5036 10f4 I - PO Hox 94312
Intermational Kokome, Indiang, 46902 n
Sokf i » Uit ¢ BesteLacwnischrifl Ship To » Durtlnartsdre # Bestelinecsge Frodupt Deacotgebon + Deseripoban Frodub « Manind Babrfreng
MAJOR TOQOL AND MACHINE INC MAJOR TOOL AND MACHINE TNC 0.375 x 0/ x G/0
1458 E 19TH 5T 1458 E 19TH 8T SE121-001P-2 PANEL 1
INDIANAPOLIS INIHANAPOLIS HAYNES(R) 625 ALLOY PLATE -
IN 46218 USA IN 46218 D1ISA NADCAP CERTIFICATE NUMBER 0089
S4GUE,S1000F, EN 10204 3.1.8
RpesHicatinn » Spesificating + §pegi i Qomatity drdered Crizaitiy
Cuantie Comammredes Shippad
Aratelieuteng Quartieh
Expedisr.
Linfurmenge
AS5TM-B-H3 Rev D0c] NO6625 1 1pe L BFC
Hewt Number ) Chrnleal Analﬁg - Amﬁse Chindgoe » Cheatlsehe Ansl v . 2
N‘”({;“a‘am Al B [ CoeTa Tu Cr Cu Fe o M [ ; 8 5 Ti ; v W
rigE S (MeeTa .
650 55877 {0.38 030 1.5z =ih38 2143 446 .28 E.56 4411 G006 (A0p4 [ 8.2% %
A i 7 B Se [ TR 7 e ¥ Ap N [ AT T Jiice i i
255 3 6RTT
Certified] By » Certifie Par » Bexetainigt Burcl: Paul Gues U153 P
Crertification Supervisor/Teehisivian T
SEP 18 7003
( rﬁ,&j 9 |
o : l-.. e PR . 4
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CERTIFICATION OF TESTS ¢« RAPPORT D'ESSA[S CERTIFIE ¢« WERKSZEUGNIS

FILE COPY 2

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST

INDIANAPOLIS

IN 46218 TUSA

1458 E 19TH ST
INDIANAPOLIS
IN 46218 USA

MAJOR TOOL AND MACHINE INC

Invaiee M Diate Entered tCusinmer Reference Reprart Nu, Pages of Pages Haynes International
No. De Fariure Dale Ire Conmande Reference Client Rapport No Page de Pager i q
Hechnanga Nr BesteMatum Kundenbestdldaten Zeugnis Nr Ansshlder Sesten M_E:S- 1670 West Fark Avenue
3913960061-0 OR/15/03 P0303297 20030915036 2014 International PO Box 901
———— Kokermna, Indiena, 46502
Soid To » Clexnl » Bestellarausehrif Ship To » Degtinntalre « Bestellmenge Preduct [beeriptian » Prednit » Marerial Beshreibang

0.375 x 0/0 x 0/0

SE121-001P-2 PANEL 1

HAYNES(R) 625 ALLOY PLATE -
NADCAP CERTIFICATE NUMBER 0089
$400E,S1000E, EN 10204 3.1.B

SpecHlcarion » Speeiflention = Spedfikation Qruuntity Orgered anll!y Shipped
Quantie Expediee
Berielernenge Liefermenge
ASTM-B-443 Rev 0lleT N06625 | 1PpC tPC
Tensile Teat w1 Room Temperature « Essai De Traction A Teeup, Ambiante + Tensik Test mt Elevated Temparatuve o Esgni Ihe Tractios A Hic. Temp. Stress Rupture Temperture » Exsal A Charge De Rapture Zeltstandversuch
Zumyersuch Bei Raum Temp. Warm Zugversnch
Ullimsz 1% Yicld 0L2% Yield Y Blong In | %Ra Test Uhima 1% Yidd 0.7% Vield % Eloag lu HRA Ten Srean Flours b Eloog In " RA
Lim. Eimt & 1% | Lim lag. A 0.1% | % Alioag Easai Liet Blagt A 1% | Lim. Elwt ADT% | % Allong EN Easai Comtrainte Hourss % Aloag
1% Strischgr 0.2% EN %RA [ i gicil 1% o 2% Siriesh % Dehoumg | WRA Versuch Spanbung Shmden EN %R
k) % Dihnung
Dehnang Teatep: Temp:
5
[33000 PSI 67500 P51 | 50 % {1} (A)
I
Certified Hy » Cerilfle Far o Bescheinigt Durch: Pau) Guest 09/15/03 (1) 2739027301
Certification Supervisor/Technician
IlI'I-!J.J\[aIIJhIMNIIHIPlJI'\ Wlkl CIHTARSERD FRY 1M KRNI X021 - 12 000 161 RER ERERRT AT IPI T T AT TS 05 THE S T SHIFMEN AN SR 12: 35 L
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CERTIFICATION OF TESTS = RAPPORT D°ESSALS CERTIFIE » WERKSZEUMGNIS

FILE COPY 2

IN 46218

USA

MAJOR TOOL AND MACHINE INC
1458 E I9TH ST
INDIANAPQOLIS

MAJOR TOOL AND MACHINE INC

1458 E L9TH 8T
INDIANAPOLIS
IN 46218 USA

Invoice No Date Enbered Cusiomer Reference Report Mo. Pages of Pages Haynes [nternationa)
No. Oe Faciure Date e Commuands Rl Chie bl Pape de
Th | i il S dmate HAYNES 1020 West Pa Avene
393960010 0815403 PO3.03297 2003091 5036 30f4a ; PC Box 9013
M Kokomo, Indiana, 46902
SoM To » Client & Bestellaranechrifl Ship Ta + Destinataire » Regellmenge Pradurt Deseription « Descriptian Praduit + Materis| Beshrtibung

0.375 x 0/0 x O/0

SE121-001P-2 FPANEL 1

HAYNES(R) 625 ALLOY PLATE -
NADCAP CERTIFICATE NUMBER 0089
S400E,51000E, EN 10204 3.1.B

Specification » Specifeation * Spezifilatinn Quantity Ordered Qnmﬁly Shipped
Gunntie O Exrpadice
Bestellemange Llefermenge _
ASTM-B-441 Rev Q0e] NO6625 | 1PC 1 PC
Anneaded Aped Hardnesy Grain Size [GA Unlfermity Corrorion Rate Cridatien Faie Charpy Fospact Test Cresp Ruptnre
Hardness Durelte Yielld Ciranseur De Graln
Durstte Recuit Gealtert Huerte Korngroons
Geglueht Haerte
Gradn 5ize | Prodoenrant | Recey. Grain | Unroery. ALA ARk Depl Cormsim T Touphmes | lougnes | Teagmess | Tougimese Tt Sirey Homre o Eloog In | % Bong @
Grain Size Grain % Mabiod Avg 1 1 3 Etigai Congrind; Howes | % Allimg EN I3 Hrs
Yermch Epanmun g Sunden ¥ Drehnung,
MPY Temp
% HREB 8i6 (1)
Certifled By # Certifie Par « Bescheinigt Durch: Paul Gurest 0941502 (132739027801
Certification SupervisorTechniclan
‘ *
4 } 2 Z/ 93
THIETMTA P HNT ATRELD FEREIM WER ECONT AINFTFRUM ‘l\Ml" |‘=|‘|’Nh’lll!|ll 1M1 IR IPEESEMTATIVEAIF HE BILUUTE TN UIE S EIFCT SEIPMERT AN ANI—HI III-\H? I\'Iﬂ- HELIAHLL: WE [H8TAIM AN LEGAL L LARICTTE FRUS UEEGE V]S TIFECALL
LI HEMSRITENERIN TF INIMHERS L2 DIRER N E T LAKT [} | HI LR REIHESINT 8 TPV 1 Rl TR 15 MY T RO D0 FENIDR TOUTE BRATCNSHTIELEEALE 40 '3 8 LTTILIEATE S LEL - 4CLRUFICAL

DIFY RGN ANKHFY A LN [ EIEDEN AVF IR 131 ALS MRS TATIY LTS

m- chunKll
THRIS AR EHLAL b

R Y JEF SRR L LRI, LIRLIER LINLR A LY 1AL LRI ML NI vumux\lr AN
KA TEENIEN TS CoF THI LIS IINHE! ¥, MllNlh‘J B IBELR P 1Y ANY B RITRENS e 114 RN,
GEIH] MULTIF MATIRIAL $FE

SEERE W] leah R AT R

WHRIIEN WIR | IIDCES KT HEE L I VLR ASTIWOR | LICIET FUER 10 YIS WERIL G I RESES AL KRR all
: FIRIHEH BV RIRIEN 1Y
LFICATHINY,
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CERTIFICATION OF TESTS » RAPFORT I’ESSA1S CERTIFIE « WERKSZELGNIS

FILE COPY 2

Tevaice Ne
No. De Facture
Rechnungs Nr

371398001-0

Drate Endered
Dale Ik Conminde
Bestelldatum

08/15/03

Comtomer Relerence
TReference Client
Kundenbescdikdaten
PG3-03297

Beport No.

Bapport Mo

Zengais Nr
20030915030

Pager of Pages
Bage de Pager
Anzahl der Srilen
4074

Hawnes Internaticnal
1020 West Park Avenue

HAYNES
P{ Box 9013

mel Kokome, Indiana, 46002

Sokd To m Client ¢ Bestelaranschrilt

MAIJOR TOOL AND MACHINE INC
1458 E 19TH 8T

Ship To « Destinataire v Resizbnenge

MAIJOR TOOL AND MACHINE INC

1458 E 19TH ST

Produet Deserdpelon # Deseripiion Preduic « Materisi Beshrelbung

0.375 x /0 x G/0
SE121-001P-2 PANEL 1

INDIANAPOLIS INDIANAPOLIS HAYNES(R) 625 ALLOY PLATE -
IN 46218 USA IN 46218 USA NADCAP CERTIFICATE NUMBER 0089
S400E,S1000E, EN 10204 3.1.B
Specificadon » Specificnticn » SpenNkation Cmantity Dm:rnd Onnnlity Shipped
Quantie € Q Expedlee
Bestellemenpe Lisfermenge
ASTM.B-343 Rev 0del NOBG2S | 1PC 1 BC
This malerial is free of mercury conlamination.
Mill Grders Used: 2739027801 (1 PC)
{A) 1750 °F to 1950 °F
Certifled By » Certifie Par # Bescheinigt Durch: Paul Goest 09715403
Certilication Supervisar/Technician
.ﬁ } Z L f v 3
THETRAT AT TUNE] 2 1R R W R LA PRE) 5a LIS CORRIDEREL 1O A RPN TATIVEA B TITE IS I0ETISS THE S0 SHIPMENT AN ARE HELE-VFD Ui HE RFLLAHLE W0 LSS AN SELLA, [ TAJe] Y THOM VERTIE THIS UEHT IFHCA T
LES RENSEIGN EMFNTE [AESHES ' DYSRIS4ONT ETI III||'|N“|.’|H‘U‘. IR TP Erec b RS DI LD s MEPRESEHTATIVES TR 100 AU T8 2] A0 1T S0MT In s FLAHL LS SE00S R LTS 8 TO 1 RSP ORSILET IELGALE atax | a0 TILSA TR 05 CERTIFICAT
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% E Page: 84
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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 | D: SE121-001P Rev: A INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP | BY [SAMPL SER# DATA/REMARKS | INSP [VERFD| AUDIT
* QA TESTED 15 RANDOM L [581 A
CATIONS, MAX. MAG.
Magnetic Permeability 1.0 Max. PERMEABILITY =1.000
(10) (Pandl Blank) 09-25-0
* QA }160 412 085 A
375 (+.040/-0)
(20) (Pandl Blank) 10-02-0
* QA VISUAL  |GOOD 085 A
SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES
(30) (Pandl Blank) 10-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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CORRECTED
Pt Certificate of Conformance . ..
EXOTIC METAL TREATING INC. ¢ 46600
_ ) ) Vendor Code
8234 E. Hanra Avenue « Indianapalis, Indiana 4 QQ] 3

P.O. # _ PQ3=-04360

Exotic Metal Treating Inc. hereby certifias that all materials ussd in the manufacture of parts CONFORMS to the material and/or
manufacturing specifications indicated in drawings or speciffications as called for on purchase order referenced hereon. Test
raports are on fils with us or with our suppliers for examination and indicate conformance with the applicabla tequirements. The
parts listed balow are procassed in accordance with the drawings or specifications called for on refetenced purchase order that
are currant on the date on which the arder was accepted. Pertinant details of the work performed are on file at this facility undar

the procass haat number listed hareon.

HEAT # __ 03-2018 . DATESHIPPED 10-23-03
QUANTITY DESCRIPTION
1PC #SE121-001P-2 PANEL 1 JOB #64880-14/1

MATERIAL: INCO 625

(.

SOLUTION ANNEALED PER AMS-2774 DATED JULY 1995

1900°F + 15°F FOR 45 MINUTES + 5 MINUTES
RAPID AIR COOLED TO 1000°F & AIR COOLED.

¢1\°’J | 90'7 Msloﬁ
\\\\““B“".;\'f'\frg” "y, 1 g. ;] d

.....
A

\\ a
Sworn andj‘bfam
on '_ / e,
Nol --’-!A L "'?' _ i (Name}
” .L"::JS
My oommfsng expfres 9. 3@9 W
Yy, NGTRTWS (Titke}
Mg s s

L e —————— o A




ey

mc094645.pdf 2 of 6

SN PLEE _ _ h B
i N s < -2t 57 iR 1
e i , T AVIS NI FD- 577 dEqdooqd L ld 144 {1 i
i SNERE P roads day i |
% ! ! . ¥ SONIY T LD H0VNENT .qcm
i i
_ ! HT IR T T | i !
L 1| g 1 TIPS 7w | =i M.
i _ ) 577 o VREWVN TFIFZE0 #avol | 11| b E
AREN _ J I T ANVIROD =g Ava b __
! : . i N il SRS EY
RN i £0Z9% NI ‘STTOdVNVIANT » IONFAY VANVH LSV +£29 _ % T%_ 4: il :
& m "ONI “ONLIVERIL TVLEA DLLOXH LT s 7
m LS H cdn 4 m;n.
0| b LTI g4I (@it (I ETTRITTITE (e hi
N 11 EZTTIRBEII SRR B e R e D EFE
I | | §
%.w Bl awm_ﬂ_ naa i | 7 iip
_ ! )
m H m “__ ty ._
bbb || 2w |1 | g o | 3 H e
T mii
i ' i H : m.
P oA { ! 1] Bl bl | | 1 i
I ; m : ”,m ;
\ I ; ;
33 Addd [ ]I ki o n‘ ol
! REREE
i . 7 m
L 14 _
“ “ /
T _ /4
H i M ! w L\ﬂ __\ H i
F1 | R gt (e e AN RS CiAgad 101 (33 L1 DBl Sb PR
w _ _. | \‘.ﬂ \‘ i
Ml i
L +
e AR _ﬂ_r: azjl R / T | (5 3 34 i1
! SRRl 14 \ ! ..
_ SEERS t \ ! :
3 i : i i 1 i m_ 1
SR | il | bk L1 b 0] L T e e T




mc094645.pdf 3 of 6

T SiT

i P! !
_ i m .
i} : i
PEFE i g 94 i w e
] i ' :
! ‘ !
i f P i
; I ._ |
' T t ' i _
; : ; m : i
a_ HH “. i
! ! | . :
] " H H ot
! i } ! ! A
“ m ; AR ATEN I
| M Pt
TN ! ! .
w P : H H H
b H ! . N
B § . 1, H i
i i R i :
ot M 1
| : i : 1
i i ; : ; H 1
. ' i b T : e i
; ; ! i : i
i i 1
H | i i .
. . i [ ' i
E m f : o :
s B

T

(RS O
LI

]
i
=

=™
s
L PN = O W=

o o e i o e -

| |
i “ m
b
RN
1 M
.3 [ HAHIMI 81 EF! [ TTETLITErIEEE Y I 231 RESEF t“
/] a3q Bt WD mja S g |H] a3 SFic || R
i i ;
LT _ L1l iog g1 2o 1194 (] 1ads S
£ i ! . .
SEREE ]! SRk
RANE fitiki i SUEE




mc094645.pdf 4 of 6

i 1 } % 1E=214} + - B =¥ i
T i T
Vi | |
| P L1 151 g 1 G414 KE3ilii R
F LAREEEYN | _ H !
i : _ T AR _.
H b H w M H
m W _ ! R i
i i T
i i m ain
L HESSEIES
! : { i il
i | T
1 M_ m EARRERRE
£ { ; ! ! m :
i : : . .
! : ot .
. : ; i1 ;
1 ik M N
1 M Jil
: : il :
w i Pl !
! AR ISR 3
L1} i i hE( 7 | kg LF 7
| m T
s M AL
Akl 1 3 {14d |34 ph b pp Bl |-
: b ip 2 g 1 dd ] DELRB:BE b
| ARE u r T - figa) j8eeEl ! HE
Bk i T N
SERSIEARENE . w
| SN m H
Bl pAL _ g i dgt <3 @
| |
i
w ;
. g
; ‘ ;
1l m
|
M it
| m
: } ;
. : i : i by
i m :
__ | m |
| i .
4 RN | bba 1124 11844 (T @




e LT

mc094645.pdf 5 of 6

] g D L _
m ". ; A RS R
%“w wwa Twm ] {34 |9gy ! e
! : 1 " ! Pl
8 w ! _ : i fL
E..Pw _ 50 = . giakiiag#| (]
1 : | o
S i : i _
]
L = 5 3 M E e
_ | HUBHIRHI
! : : 1 i
|
e : ! ]
| | Cfiri] g SN
| | 1t
! | ANERRIT FEE N R
LT w (£ 5 1{] L T 34 agh SRR : &
; G o | E+ahd L&un bt ..TE
HBhihhba =l i |4 PEIEE DL &
; ; Ei Hp el 443 g% ppeE [ 1 HD
B m Db pbE g (44 | | {ddy keri s
W il
NERREREE
] 1
ﬁT - ‘, id
Jﬂﬂ ‘_u ..../.... _. 1
il L fjm 1 m .
¢ f,.unn /—/ | ”
i H
| b, h | h
! E :
il ]
“ TR |
HEHPH 47 1 i Z |4d |43 LT IR TR
| , i




mc094645.pdf 6 of 6

i
beail

e

o e e

“ Jo
i “
1
bl BT ; $3% NSREERRERARIEL SRR 34 |1 lags k& _ r
" : vm\\ J ,!rml - “ _
_ i 1 ...rﬂ.J 1// _ _ h,
1 i ; t i
DEFEL AT gt ha({1 Rt NN | a4 Prikehid %
" | A H HEM
m i T
P s i EERE P
; m , i AN
w | i
: | i ;
| b
1 .
§
[ il
i 1 Pi
: Pl | .“
H fiitqe ¢ | i
AR Ak Ay
i 1 _ 10
B Pl :
Hi ANy 1REn o
s Lo i han. i {1 eoe I bl o
i i ST S
H _ i _, il
SERN i , ;
Bl efz} ik oo cRETRRRF SRR H
ey R A RN NS AnNqHARINT (@t T diddned] Tl uun 3311 ¢ bk
g3g] letese| ! E Hp 3 Tldd | | 13 |Hd a3d | | sRREE!
243 74l O d|311 ]| |ed# 131%
_ w
N B 13 L mm
RN i ; L
AR i ! ! .
S : .m _ w ﬁ
w | m _ .
P :

| ! W
| m | ” ,
_ i i H i I
W ! N i | i
i ‘ il i i H
: il ._.i
“ AR TAT]E]] 3B Aq[@a ] T ITReFERT ol T
il la3e| TGl 11114 41 234 | PLEEFL || 5l WD
s : t3g0; L IATHNY ¥ qg 1§41 11 1 i m..ww"wvnmﬂh*
SN ENEEES ! AEEEERRRNRE ;
N m ] L H 1 w ,Hw._ m
il L ! P m i il SRR EERERRNER




Page: 85
Date: 04/15/04

_® ‘/W” INSPECTION DATA CHECKLIST
User ID: DURHAM

Tool & Matchine, Inc,

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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA VISUAL OK 085 A
VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH
(10) MTM PURCHASE ORDER REQUIREMEN 01-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA J1165 UNDER 1.01 085 A
MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 87

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
1* MFG FEELER GAGE |.080 (GOOD) 746 522 A
(10) .094" Max Gap (Part Surface To gauge) QA FEELER GAGE 10-29-0| 10-29-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



CS850 /o Bl 1Y
[84880 PPPL NCSX PVWS INSPECTION RECORD [inspection Drawing Number: SE121-001P-TMTM Rev: 0B
: e: Formecl Panel O_Interpass (# D _After structural wekding O After welding Port 0 Final inspection [

Part # / Panel # SE121-001P PANEL #1 Std S/N{s): J-1008-NDT / J-1178/ J-1165 / J-1180 ]ﬁate of inspexction: 02/10/04
i ' Material Magnetic Surface Inspector Point Profile aterial Magnetic Surface  inspector ||

Number Deviation Thickness Permeabil‘g Finish Inw‘ Number  Deviation Thickness PermeabilitFinish
! e R e A

1 0.000 0.377 [LESSTHAN1.01] N/A wh 44 0.028 0.378  [LESS THAN 1.01 NiA

2 0.000 0.377  ILESSTHAN 1.01] NiA \( 45 0.037 0.380 |iesstrantotl  N/A

3 0.010 £.376 |LESSTHAN 1.01] N/A 48 0.040 0376  [Less THAN 1.0 N/A

4 0.014 0.377_ [LESSTHAN 1.01] NiA 47 0.045 0.376  |LESSTHAN 1.01 N/A i

5 0.015 0.2379  JLessTHAN 1.1 N/A 48 0.055 0.378  [LESS THaN 101 N/A !

6 0.018 0.381 [LESS THAN 1.01] N/A 49 0.055 0.376  |iess THAN 101 N/A {

7 0.018 0.381 JLESSTHAN 1.01] N/A 50 0.045 0.377 [LessTHaN 101 N/A \

8 0.025 0.380 JLESsTHAN 1.01] N/A 51 038 0.380  |LesstHan 101 N/A \

9 0.028 0.381 [LESSTHAN 1.01] NIA \ 52 0.022 0380 [iessThanto1] | N/A \

10 0.040 0.381 |[LESSTHAN1.01] N/A 1 53 0.015 0.380 [Less THAN 101 N/A \
11 0.040 379  [LEssSTHAN 1.01] NIA \ 54 0.015 0,381  [LEss THAN 101 NiA \
12 0.041 €.380 JLESSTHAN 1.01] N/A 56 0.015 0.381 |iessTHan 101 N/A \
13 0.041 .380 LESS THAN 1.01] N/A { 5§ 0.015 0.380 |Less THAN 1.01 N/A \
14 0.043 0.380 [iLessTHAN 1.01] N/A / 57 0.015 0.380  |Less THAN 101 N/A \
15 0.050 0.380 [LEssTHAN 1.01] N/A [ ] 0.018 0.380  |LESS THan 1.01 NiA \
16 0.055 ).381 LESS THAN 1.01] N/A 50 0.020 0.379 [Less THaN 1.01 N/A |
17 0.070 ().381 LESSTHAN 1.01] NI/A 60 0.030 0.378  [LEss THAN 1.0 31.2

18 0.075 Cl.3E LESS THAN 1.01] N/A 1 0.030 0.379  [LEss THAN 101 31.2 {
19 0.072 (.37 |LESSTHAN101] N/A 62 0.025 0.380 |iessTHanto1]  17.8 !
20 0.070 {.379 LESS THAN 1.01{ N/A B3 0.055 0.382  [Less THAN 1.0 18.8

21 0.050 €).381 LESS THAN 1.01] N/A B84 0.055 0.382  [LESS THAN 1.01 25.2
22 0.082 {.381 LESS THAN 1.01{ N/A 85 0.055 0.381 LESS THAN 1.01 20
23 0.070 £.380 |LESSTHAN 1.01{ N/A 66 0.030 0.381  [Less THAN 1.0 22.8
24 0.0580 €.380 LESS THAN 1.01] N/A 87 0.025 0.381 LESS THAN 1.07 18.8 !
25 0.045 0.380 |LESSTHAN 1.01] N/A | B8 0.045 0.380  |Less THAM 1.1 20 i
28 0.020 0.380 |LESSTHAN1.01] N/A 69 0.060 0.380  |LESS THAN 1.01 22.2 i
27 0.020 0.379  |LESSTHAN1.01] MN/A 70 0.060 0.378  |esstHaniotl]  31.2 Ji
28 0.015 CI.SZG LESS THAN 1.01] NIA 71 0.030 0,378  [LEss tHaN 1.1 31.2 /
28 0.015 {.376 |LESSTHAN1.01] NI/A 72 0.025 0.378  |LEss THAN 1.01 16.4 {
30 0.015 (.376 |LESSTHAN1.01] N/A 73 0.070 0.380  |1E85 THAN 1.01 18.8 {
31 0.012 0377 |LESSTHAN1.01| N/A / 74 0.000 0.380 |iessTanior]  31.2
32 0.014 0.380 [LESSTHAN1.01] N/A | 75 0.075 0.381 [iessvrantoi] 194

33 0.018 0.380 [LESSTHAN 1.01] N/A / 76 0.075 0.380 iessthawtol] 224

4 0.048 0380 [LESETHAN1.01] N/A 77 0.085 0.378  |iess THam 1.0t 18.8

35 0.048 {.381 |iESSTHAN101] N/A 78 0.085 0.376  {izss THAN 101 21.8 /

38 0.040 0.380 ILESSTHAN1.01] N/A 79 0.085 0.378  |iEas Tran 1.01 18 /

37_| 004D | (.37 [1eseTHANI101] /A 80 0.377 |esstwnio| 248 |

a8 0.038 (.377 |LEBSTHAN101] Ni/A 1] 0.080 0.376 |ices THaN 101 26.2 \

3| 0020 | 0377 |EssTHANIO] NA ¥ 0070 | 0380 iesstwawvor 21 \
40 0.020 0.379 [LESSTHAN 1.01] N/A 83 0.085 0380 [iesstHaniol] 224 1

41 0.020 (.380 [LESSTHAN1.01{ N/A 84 0.020 0.381  [Less THAN 1.01 19.8

42 0.018 0.380 [|LESSTHAN1.01] N/A 85 0.030 0.380  [LeEss THAN 101 32.2

43 0.022 (0.380 {LESSTHAN1.01] NIA 86 0.045 0.380  [Less THan 1o 222

Z 0T }I¥06T9600W
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PPPL NCSX PVVS INSPECTION RECORD || Inspection Drawlnﬂ Number: SE'121-001P-1MTM Rev: 0B
inspaction type: Formed Panel I Inte # D After structural welding O After welding Port 0 Final Inspaction T
Part #/ Panel # SE121-001P PANEL #1 G Std SfNIisi: J-1008-NDT / J-1178 / J-1165 | J-1 180|Da1te of Insﬂ!on: 02/10/04

Point  Profiie  Material Magnelic Surface Inspactor Point Profile Material agnetic Surface  Inspector

Number Deviation Thickness Permeability Finish  Inj Number Deviation Thickness ParmeabilitFinish Initials
87 0.070 0378 |LESSTHAN1.01| 28.8 [ 126
88 0.025 0.378 |LESSTHAN 1.01| 30.6 > 127
89 0.025 0.380 [LEssTHAN 101} 18.8 \ 128
90 0.080 0.380 [LEssSTHAR101] 22 \ 129
91 0.075 0.381 [LESSTHAN1.01] 24.2 ) 130
92 0.040 0.381 |LEssTHAN101] 22 f 131
03 0.045 0.380 |LESSTHAN 1.01] 18.8 ] 132
04 0.060 0.380 JiessTHaN 1.01| 20.8 ol 133
95 0.075 0380 |uessTHaN1.01| 21.6 @ﬁ 134
96 v 135
a7 138
88 137
5 138
100 T 130
101 140
102 141
103 142
104 143
108 I 144
106 145
107 148
108 147
109 148
110 149
111 150
112 i
113 I 152
114 { 153
115 154
116 155
7 156
B 118 157
119 158
120 158
B 121 160
| 122 181
i 123 182
124 163
" 125 I 1684

¢ 10 ¢ 1IrY0o6T9600W



Page: 88

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT

* QA F1165 LESSTHAN 1.01 085 A
(10) Magnetic Permeability 1.01 Max 02-11-0

* QA JF1180 READINGSUPTO 31.2 (085 A

32 MICRO-INCH SURFACE FINISH

(20) (INTERIOR (CONCAVE) SIDE) 02-11-0

* ([O].094"} QA J1149 .090 085 A
(30) .094" Max Gap (Part Surface To gauge) MTMFX2903 02-11-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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_® ‘/m’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA F1165 <1.01 363 A
Magnetic Permeability 1.0 Max.
(10) (Panel Blank) 02-11-0
* QA JF160 405 085 A
.375 (+.040/-0)
(20) (Panel Blank) 10-02-0
* QA VISUAL GOOD 085 A
SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES
(30) (Panel Blank) 10-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420



; CERTIFICATION OF TESTS » RAPPORT D’ ESSAIS CERTIFIE « WERKSZEUGNIS

FILE COPY 2

1458 E 19TH ST

1458 E 1OTH ST

SE121-001P-2 PANEL 2
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INDIANAPCLIS INDIANAPOLIS HAYNES{R} 625 ALLOY PLATE -
IN 45218 USA N 46218 USA NADCAP CERTIFICATE NUJMBER J0RY
S400E,S1G00E, EN 10204 3.1.1B
 Spacification = Spraificacion + Spraffiation Trazaliy Drdered Gastiy
Craatiche T puilie Shipped
Berttilisionte L)naniide
Expesditr
Lidernengt
ASFTM-H-443 Hov (0e] NAHG2S 1 1rC 1 PC
Heal Number | . . Cberieat Angalysis v Anaibor Chimigat * Chemischie Apalyne ;
Bonspre e Coulet Al B € o o Cr Cu Fe M Mo Ni 3 g S Tt Vv W
1658 34977 (018 $.030 K.l 3 <§,14) 2147 4.44 028 &.56 60,11 0.006 LR i"3 817 .29
i Ta i B & iz g n\ Mg ¥ Ag W a AT 1 Wirie
I650 3 GRT?
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CERTIFICATION OF TESTS « RAPPORT D’E55A1S CERTIFIE » WERKSZEUGNIS

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST

INDIANAPOLIS

IN 46218 USA

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST
INDIANAPOLIS
IN 46218

USA

FILE COPY 2
[nveice No Date Eatered Custonter Reference Hepart No. Pages of Fages Haynes [nternational
M. De Faciare Date Dé Commiands Befertnoe Client Rappori No Page de P
Rechnumgs Nr Bextellda jum Iiwtdcnhlsldll:i?len Zeugoin Nr An::l der Senf:en M 1020 West Park Avenue
391346002-0 08/15/03 P(33-D3297 20030915074 2074 International PO Box 9013
- Kokomo, Indiana, 46902
Seld Ta » Cliest » Beiellaranschrifc Ship Ta » Iestinatuire » Bevielbmenge Preduct Descriplian » D Froduit « A

0.375x0/0x0/0

SE121-001P-2 PANEL 2

HAYNES(R) 625 ALLOY PLATE -
NADCAP CERTIFICATE NUMBER 0089

S400E,S1000F, EN 10204 3.1.B

Specifeation » Sperificatbon » Spexifikaiion Cuantity Drdered Crwantiey Shipped

Jmantle C Lo Expediee
Bestellemenge Liefernienge
ASTM-B-443 Rev 0le] NO&625 1 1PC i PC
Tendle Tear ur Rogra Temperature » Essal [+ Traclion A Temp. Ambiante « Tensile Tear ar Elevared Temperaturs « Essai Ine Traction A Hte. Temp. Stress Ruptere Ternpernture « Essai A Charge De Ruptnre Zeitstandrersuch
Zu ch Bel Rium Temp. Warru Zugversueh
Llrimeane 1% Yield 0% Yisd % Elong In WRA Tesl Llumaie 1% ¥iehd 0. YVield * Blang in hRA Tesl ELrese Hoars " Elong In *Ra
Lict, Elwe. A 1% | Lim. Blast A0.2% | % Alloog Ensai Lim. ElasL A 1% | Lim Elast A0T% | % Allomg EW Essai Consirainte Hewee: % Allang
il 1% Birinckg 0.7% S EN HRA Verseh Puglesi ¥ St .25 driee o Dohaung | %RA Vermuch Spanrung Saunden ™ % R4
F ¥ Dehmang
Dehoung. Tamp: Temp.
*

133400 P51 67500 PSI | 50 % {1} (A}
Certified By ¢ Certific Par » Bescheinigt Durch: Tammy Shepherd 09/15/03 (1) 2739027801
Certification Supervisor/Technicinn
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CERTIFICATION OF TESTS » RAPPORT IESSAIS CERTIFIE » WERKSZEUGNIS

Inveice No Date Entered T utioier Referenos Heport Nu, Pages of Pages
Mo, De Fugture Diate e Commande Heferenen Chient Rapport Mg Fage de Pages
Rechnungs Nr Besielkiatum Kundenbeatdlidnten Zsugel Nr Anzaht der Selten

391396002-0 08/15/03 P03-03297 20030915074 3014

HAYNES

International

FILE COPY 2
Haynes Imernational
1020 West Park Avenue
PO Box 9013
Kokomwo, Indiana, 46902

Suold Te » Client » Bevtellaranschrif;

MAJOR TOOL AND MACHINE INC
1458 E 19TH 8T

Ship To » Destinatnire » Bestellmenge

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST

0.375

Froduct Deserigtian » Desaription Prodelr 4 Materlsl Beshreihung

x 070 x 040

SE121-001P-2 PANEL 2

INDIANAPQLIS INDIANAPQLIS HAYNES(R) 625 ALLOY PLATE
IN 46218 USA IN 46218 USA NADCAP CERTIFICATE NUMBER 0089
S400E,S1000E, EN 10204 3.1.B
SpeciNeation * Specification « Spezifikalion Quuntity Clrﬂeﬂxl Junntity Shipped
Quanitie C Quantitie Expedi
Bestelieraenps Liefermenge
ASTM-B-441 Rev 00l NO6G25 | i PC 1 PC
Anncaled Aged Hardness Grain Size ] TGA Unifornley Corronion Rate Osidation Rute Charpy Impact Test Creep Rupture
Hurdoen Duretes Yieilli Grosseur De Grain
Duredte Rigudl Gealtert Haerte Korngroeses
Crigilucht Haerte
Liraim Size | Predominant | Regry. Grain | Unrecry. ALL Attaek Depth Coarosen: Tewt Touptmess | Tomghaess | Tougmoss | Towghnese e Sirew Hesurs Sk Eloag lo | % Elet 6
Grain Sire Grain % Mahod hvg | 2 i Eiggui Caonsirainte Heutea %% Allome EN 15 Heg
Wermeh Spanang Stuoden % Crlomog
MPY Ty
9% HRB 86 (1)
Certified By o Certifle Par » Hescheinigt Durch: Tammy Shepherd 09/15/03 {1)2738027801
Certification Supervisor/Technician
e
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CERTIFICATION OF TESTS » RAFFORT D'ESSAIS CERTIFIE « WERKSZEUGNIS

FILE COFY 2

I voice Ko Dade Entered Cuenwmer Reference Repari Ne. Tages of Pages
No. De Faciere Duie e Commande Reference Climnrt Happors Ne Page de Papes
Rechnungs Mr Besteikdnrmm Kuadenbestdibdaten Zavgnily Nr Anzahl der Seiten

301396002-0 08/15/03 PO3-03207 2003021 5074 4014

Haynes Internationat
1020 West Park Avenue

HAYNES
PO Box %0113

m&m Kokomo, Indiana, 46902

Sold To » Cllext = Bestedlaranschrifl

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST

Ship To » Destinataire « Raseflmenze

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST

Produnt Descripiion « Deseriptlon Praduit = Material Beshreibang

0.375 x 0/0 x 0/0

SE121-001P-2 PANEL 2

HAYNES(R) 625 ALLOY PLATE -
NADCAP CERTIFICATE NUMBER 0089
S400E,S1000E, EN 10204 3.1.B

INDIANAPOLIS INDIANAPOLIS
IN 46218 TUSA IN 46218 USA
Specification » Specification = Speziflkation Quantley Ordered Quantity Shigped
Quante Commundes Quaniirie Expedice
Besiellemenps Liefermenge
ASTM-B-443 Rev 00e]l NO&GZS 1 I BC 1 PC

This material is free of mercury contamination.
Mill Grders Used: 27390278010 {1 PO
(A) 1750 °F to 1550 °F

Certified By » Certifie Par o Beschelnlgt Durch: Tammy Shepherd
Certification Supervisor/Technician
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CORRECTED
Certificate of Conformance .
EXOTIC METAL TREATING INC. + 46797
. . . Vendor Code
6234 E. Hanna Avenue » indianapelis, Indiana #

P03-04902

Exctic Metal Trealing Ins. heraby certifies that all matenials used in the manutacture of parts CONFORMS to the matarial and/or
manufacturing specifications indicated in drawings or speciffications as called for on purchase order refarenced hetaon. Tast
repons ars on file with us or with our suppfiers for examination and indicate conformance with the applicable requirements. The
pants listad balow are processed in accordance with the drawings or specifications called for on refarsnced purchase arder that
are currant on tha date on which the ordar was accepted. Pertinent details of the work performed are on fite at this facility under

tha nrocase haat numbat listad harenn
g process nedl numper sag neraan,

neaT 4 03-2248 DATE SHIPPED _12-8-03
QUANTITY DESCRIPTION.

1 PC #SE121-001P-2 PANEL 2D JOB #64880-2 /2

1 PC #SE121-001P-2 PANEL2  JOB #64880-15/1

MATERIAL: INCO 625

SOLUTION ANNEALED PER AMS~2774 DATED JULY 1995
1900°F + 15°F FOR 45 MINUTES + 5 MINUTES
RAPID AIR COOLED TO 1000°F & AIR COOLED,

S/\B‘W

AL ‘ Dq)
SNSVAN A iy, | ’L,l %
\\\ \.“\. ....... . f,”
S Y .
Fo, =
S
e e
% 'N. ok .j.&Q iy {Name]
“, felyayer! T
My cShapissen exnids 3-30-09 &
4 }Bmunm\‘ it




mc095044.pdf 2 of 5

[ T 22 TN N [N W T T TN TN O Y NN T NN N N TN O N N B H N B R T R A PO B 2 3 O

il 1
_ ! T . - 2IT
w b . Cc. g/ JLAVIS HALL e ITI00TH
_ S5 X 232 pelT SV UDIAS IR 4 _ﬂ_
m V7P TSONLV 72D dOVNUNA $1E%
i } . T
il R 2
ol | T I i ,
; - -ioo-l R I F NA . - CALD i _ \ﬁﬁw 81 (40
TTUIVIMALYW | @PCY-Ee ¥ avOol. — muﬂ LLLLE
SerLvat T o7 ANVANOD Co-c-z7 AIvd SHES1ANES=EN i
mﬁ@eZﬂ@ﬂdﬁ<z<==ﬁ.m:Zﬂa<<zz<mHm<mvnw rld .fﬁ
m “ONI "ONLIVHIL TVLAW JLLOXH : 4 ‘ \._._J
| k
i H i MA@ TR mwam wcvECANRRARE +ﬂ EEFEE
| { Pl ad7t el mwm 114 || [da4 1" xam
IR i ! R guie
;] by i
MR : | ]
g REY 4 3 Bl 4144 | | lads L4,
M ]
;! : xm&q,\
11 i i 4 |
TARERE A 2 AL Td |
+% o @r-ﬂ g7} e < anwnmuxx ggd4 3 BN pr
[ LA
! m m { 4....“..\...1\.._
) L
e | i T
_ | AL A
. EP
B LT L]
t : giore
; * x\\“\x
I3 \ - .
_ :
1 Ty \.\\_“m
\.\\_\_ ¥
LT
104
274l
g ]
! F
[ ]
| AL
|
§17 T | 1 1,
h |4 ) oy .
$t 321 i pE S ¥l
i | HLLLLLL L PRET IRNY dhsi ML PELLLLL L 4 13 H




mc095044.pdf 3 of 5

_wmmn 2941 - D hER! | Bl | ] 18 Ha 434 | [$441 L] B
bikn ddz1 33 bpp 1@ 44 | | {244 | & h
5 _ T g3 T BE| T [ s
i : g
i
3
‘! 7
I
. M
[ : | !
3 F . 2NN ddz Lhh b o (14 | | 344 13 2
[ A 1
3 ! \ % _
i i & ;
£3%: m %412 d4d$ rwa PPE 3 (44 { | [ad4 €3 D
Hair:
SEEE
ema* | bl 4424 bh pbl g 41 | | 1dd4 ¢ 3
. :
T HEERE T T T T T A AR IR T e Tt e g et
| q44 1 (4981 £ Hp uwr " 3 |47 g4 | l63¢3 F | hib
H
““_- A
RN 1oeiw ik dbaosue| HH EbbE Ea [d [1]111]7 telEEr byl -
i _ 434 }%ﬂa * ﬁ kil ook ﬂmmﬁ 3 |H: $3d | | vaki N
SRR |
F
e
| 34
i1l Hit




oy Lk

kL

i I
: =) 4
: Iy
:

e 5

- G o I

» 2 i 4 _

! ! o
b i
; =
M..
1

mc095044.pdf 4 of 5

it

%]

1

g
I

FiJi

J¥]

7
i)
E el 3
s,
T
L)
oY

e
LR

5]

Ll L]

oA
[

LF

Lh=d

Lid




mc095044.pdf 5 of 5

1t

Fra

T

i

-

g

Sy
R

Fr.

A Siu)

r
LIS

A
Al i %

-




Page: 90
Date: 04/15/04

_® ‘/W” INSPECTION DATA CHECKLIST
User ID: DURHAM

Tool & Matchine, Inc,

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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA VISUAL GOOD 085 A
VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH
(10) MTM PURCHASE ORDER REQUIREMEN 01-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 91

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA J1165 UNDER 1.01 085 A
MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 92

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
1* MFG 3642 .094" NOGO 407 363 A
(10) .094" Max Gap (Part Surface To gauge) QA 01-20-0| 01-20-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



ng Number: SE121-001P-IMTM Rev: 0B

on type: " Interpass (# ) Afier structural welding ngPort Final Inspection

art#! Panel #: SE121-00/ #2 [Gage/Std S/N(s):  J-1008  J-11658  .-1180 [Bate of i ction:  02/08/2004
Foint  Profle . Matenial  Magnetic  Surface inspector Point Profite Material Magnetic Stiface  Inspector
Number Deviation Thickness Permeability Finish initials Number Devigtion Thickness PermagbilitFinish Inii

1__10.050 10402 _ |<1.01 31.2 aa. . 10.02 0,480 J<1.01 34.3
7 10.045 _ {0.407 <101 48.8 45 [0.02 0.379 <00 55.6
310,045 10412 <1,01 302 | 46 10.03 0.376 <1,01 28.4
4 0030 [0.412 <1.0% 24.8 a7 e e | e |
5 [0.085 _ 10.405 <1.01 50.4 48 [0.045 0.377 <101 364
6 J0.015  10.399 <101 57.6 46 |0.035 0,404 .01 32
7 [0.010  10.399 <1.01 25,8 B0 [0.045___lo.384 <1.01 556
8 [0.016 0,395 <101 24 51 {0.080 0,380 <1.01 244
g [0.020 __ [0.305 <1.01 56 52___ 10.045 0.380 <101 378 i
10__{0025 0402 <101 52 53 |0,040 0.376 <101 3.6
11_ {0030 10.397 <101 504 54 (0,020 0.303 <1.01 35.2
1210030 10.391 <1,01 48.8 55 0065 0.353 <1.01 412
13 |0.035__ {0.388 <101 50 56 o
14 10,040 10.387 <1.01 324 57 -
18 10,046 10.386 <1.01 38 58 o
18 [0.050  |0.385 <1.01 34.4 59 s
17 |0.030__ [0.383 <101 28 80 <
18__ 10,020 [0.381 <1.01 40.4 81 < 3
19 10,015 [0.380 <101 35.2 62 <
20 10020 |o.378 <1.01 38.8 63 -
21 10015 10,378 <1.01 37.2 64 o
22 10015 {0.385 <101 50.6 55 e
23 10.020  {0.386 <1.01 0.4 86 <
54 10030 10.386 <101 43.6 67 o
25 |0.038  |0.384 <1,01 na 68 <
26 [0.040 _ [0.384 <1.01 804 69 .
3710050 _ [0.385 <1,01 452 | 70 <
28 10,056 _ 10.362 <101 47.6 71 <
20 [0.060  |0.382 <101 164.8 72 >
30 {0.060 _ 10.381 <1.01 51.6 73 »
31 [0.055 _ 10.381 <101 43.2 74 -
32 10060 (0381 <1.01 43.8 75 -
33 10070 10383 <401 31.2 76

10361 <1.01 49.6 77

{0.387 <1,01 156.8 78

l0.382 <1,01 F‘iz 79

[0.381 <1.01 51.8 a0

[0.381 <1.01 41,6 a1

f0.387 <1.01 Y 82

10.382 <101 34 83

10.381 <1.01 1338 84

0.380 <1.01 0 85

5.379 <101 26.8 88

e D e A = — -]
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Page: 93

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT

* QA F1165 <1.01 854 A
(10) Magnetic Permeability 1.01 Max 02-09-0

* QA JF1180 FROM WITHIN TO65R (854 R

32 MICRO-INCH SURFACE FINISH A

(20) (INTERIOR (CONCAVE) SIDE) 02-09-0

* ([O].094"} QA J1149 <.094 854 A
(30) .094" Max Gap (Part Surface To gauge) MTMFX2904 02-09-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 94

_® ‘/m’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA F1165 <1.01 363 A
Magnetic Permeability 1.0 Max.
(10) (Panel Blank) 02-11-0
* QA JF160 .381 085 A
.375 (+.040/-0)
(20) (Panel Blank) 10-02-0
* QA VISUAL GOOD 085 A
SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES
(30) (Panel Blank) 10-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420



H'T6017600W

CERTIFICATION OF TESTS » RAPPORT D*ESSAIS CERTIFIE » WERKSZEUGNIS! FILE COPY 2
Trvice No Diate Entered Cnatormer Refrrence Feport No. Fapes of Fages Haynes In ational
prl el S Ry HAYNES 1020 West Park Avenue
3913960030 08/15/03 P03-03207 20030915027 104 International PO Box 9013
———— Kokome, Indiana, 46902
Sold To » Cllent » Beatellarsnsehrift Ship To « Dustinataire & Besteélmenge Froduei Depeription « Descriiplion Prodult » Maceria] Beshrelmg
MAJOR TOOL AND MACHINE INC MAIJOR TOOL AND MACHINE INC 0.375 x 0/0 x 0/0
1458 E 19TH 8T 1458 E 19TH 8T SE121-001P-2 PANEL 3
INDIANAPQLIS INDIANAPOLIS HAYNES({R) 625 ALLQY PLATE -
IN 46218 TUSA IN 46218 USA NADCAP CERTIFICATE NUMBER 0089
S400E,S1000E, EN 10204 3.1.B
Specification + Specificativn # Speciflkation Quantity Ordererl Quantivy
Qreangie Command ¢ Shipped
Bostelleraenge Quantitie
Expediee
Liefermenge
ASTM-B-443 Rev 00l MN0O6G2Z5 | I PC 1BC
Heat Numb Chemical Analyis » Analyse Chimigoe » Chemische A nalyse
“"‘c';:;'c‘:"“ Al B C I%:}_:] Ca Cr Cu Fe Mu Mo M P 5 Si Ti Y w
2650 3 6877 |0.13 0.030 52 <010 1.42 4.46 0.28 3.56 6,11 0006 0004 017 0.29
FHRRE Ta Zr Bi Se La Cemictn Fh Mg Y Ag N Ca AlTi Ni+Co
1650 3 6B77
Certilied By = Certifle Par # Bescheinigt Durch: Paul Guest DH15M03
Certilication Supervisor/Technician -
Yol O st~
SEP 19 2003

000k (ni3 81

llmni I:KPI-.III\X 1T 3T 1Ak H A s 'r!m's hl«'ll&uN*“l!!"ﬁ HMUNN’!IJIHIIM 11 :.m- ulwx'l'm.‘lr'ill SEATFIXE

IIJGRI}NFIIJNIMINIHH‘\ P ]
w—x:»—mu A IEZRIERN WRBGTES WIR |1TINES 11 < D UV la\.\.‘lulkrlc 13112 VIR WENTILNL EIEHES SO K 15505 A

N0 VEME AN 120 AR ALY GARSELEMER A6 IF RIS | N ALY

I.h M3 -
ST KT IN MARKIN xm\mwmmu\n HI- WAIYEIRE I RS T IRIN | ML I'.III I LA AL STUSFI RTINS

THE A L1 KR TR TIEL R RIGLTREMEN 15 f/} z'/oﬁ




CERTIFICATION OF TESTS » RAPPORT D'ESSAIS CERTIFIE ¢« WERKSZEUGNIS

FILE COPY I

1458 E 19TH ST
INDIANAPQOLIS
IN 46218 USA

MAIJOR TQOL AND MACHINE INC

1458 E 19TH ST
INDIANAFPOQLIS
IN 46218 USA

MAJOR TOOL AND MACHINE INC

Specifleatian » Specificution # Specfikation

ASTM-B-443 Rev 0021 N06625 |

Quantity Ordered Quuatity Shipped
Quaztie C (uantitie Ezpedh
Besldknienge Llefermenge
1 PC 1 pPC

Invoice Mo Dnate Encered L wsiomer Reference Repar1 Mo, Fages of Pages Haynes International
No. De Fucture Duce Dt Commande Refereare Clmi Rapport No Page de Fagen
Rechnums M Bestd Maturn Kundenbeidlidiann Zeugmiz Nr Anzah] der Seiten H—I&Y-—le 1020 West Park Avenue
391396003-0 08/1503 PO3-03297 20030915037 2074 Internatiﬂﬂal PO Hox 9013
—————— Kokomo, Indiang, 46902
Sald To + Client » Bestellsrampenriii Ship Ta  Destinatalre » Besvedmenge Frudua Description « Descrijption Prodelt s ¥aterinl Beabreianng

0.375 x 0/0 x 0/0

SE121-001P-2 PANEL 3

HAYNES(R) 625 ALLOY PLATE -
NADCAP CERTIFICATE WUMBER 0089
S400E,S1000E, EN 10204 3.1.B

Tensibe Teaf at Room Temperature + Egoal De Tractlon A Tensp. Ambiznie «

Tensike Test nt Elevated Temperature + Eyai De Traction A Hie Teap.
Warm Zugverruch

Siress Rupture Tempernture » Essai A Charge De Rupture Zeltstand versuch

Zagrersuch Bei Rauws Temp, MY ETTUEn

LNgrmate 1% ¥igld 0.2% Yickd [ % Eloog I BhRA Test L umate 1% ield 0.2% ¥ield % Blonp It "RA Tewt Sireac Higurs % Eleng L A

Lim. Bi.lj! A %% | Lim. Elast. 4 0.2% & % Alleng Esesi Lim. Elast. A& 1% Lim. Bt A D7 | % Adlong BN Essai Conatraints Haires W Allcog
jakeis % 0.2% Stricchgr EN BLRA Vermch festighas 1% Serieckg 0 2% St 4 Delmung | HRA “ormeh Spanaung Summdem BN % R

- 1% Debrmung

Debnung Tomp: Temp:
P
133000 P51 67500 PSI | 50 % {11 {A)

Certified By » Certifie Par » Bescheinigt Durch: Paul Guest

Certification Supervisor/Technician

09/15/03

Vol O st

TIIE 1BAT L A1 TAINGI IERIIN WIERE AFTAINEL PRI SAMPLES 1SS0 IR 16016 REEIRSEN TATIVE. b D86 [LETHIN THL: S HIED Y IR AT AR BELIEYED 16 15 Bl CARELS WEE [3151 0B A5 K | Jaikd DLAJDS ITY FRARM LSEUF DHIKT BRIFLEA IS

LI
U VIR A0 1% ARAGAINER NAKKIER b ABGF TGS [N ALY REPRESINTA Y CIFL TN FUSE 301 10

i REMCRIEDL 191 M2 T ] 1 HHLE T A FARTIH DY

(1) 2739027801

TAMTLLEINS REPREEIN | A TVES JIES e 001 ERIRERE 3 rmw 1 FIAIELS
EFERITH £ I D’Nl'}-).’\l*l’l

-

mz{/zt/ 05

RIS NS TOILTE KIS1ERKIEAL TR | 1o do8 ART AL TILIBATEIK DECRC K FIEWT
It ANHEHERSEN WHRLIES WIR LHITNIE 0017 fi |0 L HE VELARNTREOILTLIT KET FLER DI ¥R WERDL NG TR EELLUNIEEER Al
4HLHIHCHLAKI ORILH RIGAIMEMENT S

H'T6017600W



CERTIFICATION OF TESTS » RAPPORT D'ESSAIS CERTIFIE « WERKSZEUGNIS

FILE COPY 2

Invplee Mo Date Entered Cusiomer Reference Repart No. Pages of Pager
No. De Facture Duie D Comniande TReferenee Client Rapport Mo Pape de Pages
Rechnungs Nr Beatel kintum Kunéenbesidlidaten Zeugnla Nr Auzahl der Selten
1913960030 08/15/03 P03-03297 20030915037 3074

Haynes [nlemational
1020 West Park Avenue

HAYNES
PO Hox 9013

International Kokomo, Indiane, 46902

Sokd To = Client « Beszllaranschrift

1458 E 19TH ST
INDIANAPOLIS
IN 46218 USA

MAJOR TOOL AND MACHINE INC

Ship Ta # Destingalre = Bestelmenge

1458 E 19TH 8T
INDIANAPQOLIS
IN 46218 USA

MAJOR TOOL AND MACHINE INC

Produst Descripaion « Description Produit » Material Beshraibung

0.375 x 0/0 x 0/0

SE121-001P-2 PANEL 3

HAYNES(R) 625 ALLOY PLATE -
NADCAP CERTIFICATE NUMBER 0089
S400E,S1000E, EN 10204 3.1.B

Specificarion « Speclieacion « Speaifialion Duoantity Srdered Gty Shipped
Cuantk Cymmandee CGuantitle Expedlee
Bestellemenge Liefermenge
ASTM-B-443 Rev 00el N0O6O25 1 1 pC 11PC
Anneabed Aged Havdness Grain Six Jlef LnHarmity Corcoallen Rate Daidulios Rate Charpy Tmpace Test Creep Rupture
Hardoess Durette Vigilli Graseeur De Grain '
Durctie Recuit Gealiert Haerte Komgromse
Geplueht Haeriz e
Gramn Srs | Precom oo | Resry. Grain | Unrcery. ALA Ak Depi Coamosion Test Toughnea | Touphoess | Tomghnes | Toaghss Test Stoess Hoars % Elmg In | % Elong &
Grain Size Gram % Mcthind AR 1 H 3 =¥ 1) Consraime Higaree e Aflong EN 15 Hrs
Virsnch Spannung Smien | % Dthowng
s Towp
96 HRB 8/6 (1)
Certified By ¢ Certifie Par « Bescheinigt Durch: Faul Guest IH15/03 {1y 27327801
Certification Supervisor/Technician
TG 1241 A C 1T T AN 01 AR WERE IJII]NNI:IH‘R‘IM},AWUAI 1 SDEREF TCL I REPRERINTATIVELUE T PROIRCCLE IS THE ALUMGT SHIPMLN | ARTE AR LN TEHE RELTAHLE WETTRCLAIM ASY LEGA FIAHILITY FRLYM 1154 0OF THIS CERTTER A TE. /

N FITH T WO

HITHLY & UK 1

T AT FRLAL

HTAMT L st SMELE1EK T TTVIR 5 PROCIITE 1K 102t 17 s | 1o £,
14 I | JFFFR B 20RO S 1IN UINTE ALK 46 EWRLIREN | 1012 2L
FICIRERERTH 138 11 CISTED NFENTHCATE I 1 0HIELN 7 6 AN 14

B RELL GNINE TOUFT RESPSEHERICITI | FLiA L] QUAN] ALY TILISATEINIEEERTIFE KT
JHl‘IA.'-m)alllm Sazoie IR, LR NN 10300 K11 5113 1HE VERARS TWESKTE I T 1 FUER 1402 VIR WISt TR i LRIy s
R, WL EMER TS

0 T ATICN M AKKIN § RITNCTREMENTS MAY 111 WAIVITS N CRIH-RS RELACIRIT KCLTTH MAIINM !HI)’IFI'MII))-

H'T6017600W



CERTIFICATION OF TESTS » RAFFORT IFESSAIS CERTIFIE = WERKSZEVUGNIS FILE COFY 2
[T Tate Exrered Casformer Belorvier Youprd Mo, Fapry of Fages Hawnes Intemational
M. e Fcln finte De Honnmamds Fieference Clienl Rupport X ages
R:r'itw;l Nr: mmuﬁ:nm:m Hnni'.zmdlt:u Z&ugxbﬂ: Ale?-:sinm w HY20 Wiest Park Avenue
3913060030 UB/15403 F03-03297 O3 5037 4074 International PO B 9913
e — Fokone, indiana, 46907
Sekd Ta » Clend + Remaftaransehrtie Ship Tu # Derfiaateie o Aemrhmeage 7

Froduc: Beacription + Descrigion Pregyit ¢ Materis) Reshroiinng

MAJOR TOOL AND MACHINE ¥NC MAJOR TOOL AND MACHINE INC 0375 x (0 x 0/0
1458 E 19THST 1458 £ 19TH ST SK121-001P-2 PANEL 3
INDIANAPOLIS INDIANAPOLIS HAYNES(R) 625 ALLOY PLATE -

N 46218 USA IN 46218 USA NADCAP CERTIFICATE WUMBER 0089
IS400F,$LOODE, EN 10204 3.1.B
s pp « Spefien QQumuq"m“ [LTMmd Qutiey Shipped
Beareltemenge Lielrmenge
AN IM-B-443 Rev 00e1 NOMZE 1 1B i B

This suarerial is free of vweroury coprmingtion.
Mill Orders Used: 27927801 {1 805
(A 1750 °F f 1 556 °F

Certifled By ¢ Certitie P2r a Beseheinigt Durch: Paul Goest {05
Cartibicatian Sepervisor/Technician

Vol ) Eosit=

Tt A mn e oo s VT ARG IR kb Rt d MET AR G § Al 3 1Y R e LIV G EICE AL T3 HHLESIOUES | 510NN T AT AR IO b f T HLLARLE el DR A der 14,2200 rma:m 1BEAL El A Tt AT / / ;
| WIS £ SEITRES b LY LT T TE OHTERY, nru!rlnlf:mﬂmwl TARN R ME Red A IV aES R L b b Y e um FIAALER WALR PR T T MRS LG H S ) A AT WY CE AT AT
LS WSS 3 T AR BN BRI FRE R4 SR IIIEN Fie WE 3 HREEENT 1% (i 40 BT 3 TR €745 LT, Fomn TR S| T RS R S T A il P LR R WA, W, LEPINA NI R mlr'ﬂ“ Tl AN PR TEL T UM 0 e N VIR o7 e d ] T D o A
VHER MM Rend 1015 Tib R0 PR ST [ LHTE BRI 1K AL e mrulrmnw Y F20TF R PP CTLASE PR kEATRIEN T
MTIA dEL FRARRYG R TRIBIEICT LAY 4 WIS T rentcai bl B Mgt pAer YE T WA HREAS, S KM R TR

H'T6017600W
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CORRECTED
Cert!ficate Of Cor!formance Certilicate
EXOTIC METAL TREATING INC. + 46687
' , . ) Vendor Code
6234 £, Hanna Avenue « Indianapolis, [ndiana #

P.C. #_ P03-04564

Exolic Metal Traating Inc. hereby certifias that all materials used in the manufacture of parts CONFQRMS to the material andior
manutacturing specifications indicatad in drawings or specifiications as called for on purchase order refarenced herson, Test
reports ara on file with us or with our suppliers for examination and indicate conformance with the applicatile raquiremants. The
pans listed below ara processed in accordance with the drawings or specifications calfed for on refarenced purchase order that
are currant ort the date on which the ordar was accepted. Pertinent details of the work petformed are on file at this facility under

the process heat number listed herson.

HEAT# 03-21227 DATE SHIPPED 11-10-03
QUANTITY DESCRIPTION .
1PC #SE121-001P-2 PANEL 3 JOB #64880-16/1

MATERIAL: INCO 625

SOLUTION ANP}IEALED PER AMS-2774 DATED JULY 1995
1900°F + 15°FFOR 45 MINUTES = 5 MINUTES
RAPID AIR COOLED TO 1000°F & AIR COOLED.

on :
Netary B (Newna)
=
My commisst . &6 }2‘4
S O (Tltie}
’//,/ REPIY °\'(,(‘~ \\\\\
Y, NOTTDON ”
AR
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Page: 95
Date: 04/15/04

_® ‘/W” INSPECTION DATA CHECKLIST
User ID: DURHAM

Tool & Matchine, Inc,

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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA VISUAL GOOD 085 A
VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH
(10) MTM PURCHASE ORDER REQUIREMEN 01-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 96

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA J1165 UNDER 1.01 085 A
MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 97

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
1* MFG 3642 094" MAX. 407 363 A
(10) .094" Max Gap (Part Surface To gauge) QA 02-04-0| 02-04-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



64880 PPPL NCSX PVVS INSPECTION RECORD
Inspection type: Formed Panel

interpass (#

After structural welding

msgecﬂon Drawing Number: SE121-001P-1MTM Rev: 0B

After welding Port _ Final Inspection

Part#/Panel #: SE121-00  PANEL #3 1Gage/Std S/N(s).  J1009 J1178 J1165 [Date of Inspection:  02/11/2004
Point  Profile Material  Magnetic Surface Inspector Point Profile Material Magnetic Surface  Inspector
Number Deviation Thickness Permeability Finish  Initi Nurmber  Deviation Thickness PermeabilitFinish Initials

T ]0.03 0.38 <101 % as__ [0.02 0.382 furs . |

2 ]0.025 0.38 <101 ot 45 0.03 0.381 \&

3 [0015  0.381 <101 A 46  0.03 0.381

4 [0.01 0.379 <101 47 0.03 0.382

5 [<.01 0.381 <101 48 0.03 0.38 ]

6 [<.01 0.384 <.101 '= 49 |0.03 0.38 !

7 1<.01 0.378 <101 50 0.03 0.38 !

8 |<.01 0.378 <,101 ' 51 0.03 0.382 '

g |<.01 0.38 <.101 52 0.02 0.382

10 [<.01 0.38 <,101 53 0.02 0.382

11 [<.01 0.381 <.101 54 <.01 0.383

12 [<.01 0.379 <.101 55 0.02 0.382

13 [«.01 0.38 <.101 56 0.03 0.283

14 [<.01 0.382 <.101 57 0.02 0.383

15 [<.01 0.382 <101 ; 58 0.015 0.383 26.2

16 }<.01 0.38 <101 ?‘. 59 0.02 0.38 24.6

17 |<.01 0.379 <101 ; 60 <.01 0.378 19.8

18 [0.06 0.379 <101 X <,01 0.378 218 ’

19 [0.06 0.378 <101 E 62 <.01 0.379 18.4 -

20 [0.05 0.379 <101 63 0.02 0.378 10.6

21 [0.04 0.379 <101 64 0.015 0.379 22

22 [0.04 0.38 <101 65 0.015 0.378 24.8

23 [0.04 0.381 <.101 66 0.02 0.382 18.2 :

24 [0.025 0.381 <.101 67 0.03 0.382 20 g

25 |0.025 0.381 <101 68 0.02 0.38 23.6

26 0.025 0.379 <.101 69 <.01 0.379 25.2 {

27 |0.01 0.38 <,101 70 0.03 0.381 18.8

28  [0.025 0.381 <.101 71 0.02 0.38 16

29 [0.025 0.381 <101 72 <.01 0.379 19.2

30 [0.02 0.381 <.101 73 0.03 0.381 25.2

a1 [0.02 0.381 <,101 74 0.03 0.382 28

32 10.02 0.38 <.101 75 0.02 0.382 30.4

33 [0.025 0.38 <.101 \ 76  |0.045 0.382 30.8

34 [0.02 0.382 <.101 | 77 [0.03 0.384 21.6 |

35 [0.015 0.38 <101 k 78 0.02 0.383 18.8 |

36 [0.02 0.38 <. 101 79 0.02 0.379 19 v

37 |.020. 0.381 <101 1\ 80 <01 0.379 23.6 Lt

38 [0.015  l0.381 <101 81 [0.08 0.379 262

¢ 0T INT6T9600W



39 [<.010 0.38 <101 82  |o.08 0.38 19.2 N\
40 [<.010 0.38 <101 031/ 83  10.06 0.381 26
41 |<010 0.379 <.101 o 84  j0.0O5 0.38 18.2

42 {<.010 0.38 <101 85 |o.03 0.382 21.6

43 <010 0.381 <.101 g8 Jo.015 0.383 20.4 031

. ]
80 PPPL NCSX PVVS INSPECTION RECORD
Inspection type: Formed Panel

Interpass (#

Part #/ Panel # SE121-00

Ina;gction Drnwing Number: SE121 -001ﬁMTM Rev: 0B

After structural welding  After welding Port __Final Inspection

PANEILEEG_(]-_E

(Gage/Std S/N(s):

[Date of Inspection:

Point  Profile  Material  Magnetic  Surface Inspector Point Profle  Material Magnetic Surface  Inspecior
Number Deviation Thickness Permeabllity Finish Initials Nén.ber Deviation Thickness PermeabilitFinish Initials
87 10.03 0.385 <,101 22 iﬁ'ﬁ 126
88 [0.015 0.384 <101 21.8 ) 127
89 |0.02 0.382 <101 246 128
80 |o.07 0.382 <101 | 129
91 ]0.08 0.381 <101 130
92 |0.08 0.383 <101 131
93 |0.06 0.382 <101 132
94 |0.055 0.382 <101 133
95 |0.055 0.379 <101 ¥ 134
86 [0.07 0.38 <,101 135
97 10.07 0.37¢ <101 @/ 136
08 137
99 138
100 139
101 140
102 141
103 142
104 143
105 144
106 145
107 146
108 147
108 148
110 148
11 I 150
112 151
113 ] 152
114 | 153
115 154
118 155
117 158
118 157
119 158
120 158

2 10 ¢ INTeT9600W



Page: 98

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT

* QA F1165 <1.01 363 A
(10) Magnetic Permeability 1.01 Max 02-12-0

* QA JF1009 30.8 363 A

32 MICRO-INCH SURFACE FINISH

(20) (INTERIOR (CONCAVE) SIDE) 02-12-0

* ([O].094"} QA J1149 .080 363 A
(30) .094" Max Gap (Part Surface To gauge) MTMFX2905 02-12-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



CERTHFICATION OF TESTS » RAPTORT M ESSAIS CERTIFIY, « WERKSZEUGNIS

J458 E 19TH ST
INDIANAPOLIS
IN 46218 USA

MAJOR TOOL AND MACHINE INC

FILE COPY 2
frunice Mo | Tutge Pwered Cussomier ReRrenee Brpoct fo. Pages uf Fagns Heynes Internasional
Mo, fm Fadtues Dage D Uommads Rpferemee Clny Rappors Ho Page dr Papts
s ) ooy ot et otam B Amreit dor Boaten w 102 Weat Park Averus
301396004-0 O815403 IPO3-03297 2001051 504R ] Of4 Internationai PO Box %013
L et et Kokora, Wndiaga, 46002
Snid T Cicnt & Brstellarswachrift ‘Ship Te « Destlnatatrs # Bestelmings .

Preslunt Deaeriptivh @ Destriptior Profok v Masern? Beshrelewny

0.375 x B/0 x 00

SE121-001P-2 PANEL 4

HAYNES(R) 625 ALLOY PLATE -
NADCAP CERTIFICATE NUMBER (0089

MAJOR TOOL AND MACHIME INC
1438 E 19TH ST

INDIANAPOLIS

IN 46218 USA

S400E,S1000E, EN 10204 3.1.8

SpeciBeation + Specification » Spefliaiion I Qotatity rdersd T Quantity
pest o Goenife Commandat Spinped
:?l Benelemengs {uantitie
Expeiem
Lieferswmge
ASTM-B447 Rer Be] NOGEIS | 1 PC 18C
Heat Number | ] ' Chemica) Analysis « Amalyse (_H-mi e + Cheailsche Amlb'w
Mremera e Conre AF o I Tt Co r Cu Fe Ma | Me ] i § 5 W] ¥
2650 3 68% 1019 6,030 555 an W97 462 @38 8.65 246 0005 3.003 %19 8.6
R Ta 1 7 [ % | La Ty 53 a2 1 W ta AT | elo
2650 T 6876 |

Cartifiod By » Cortife Par » Bescheltiier Durek: Paul Guest

Certificatinn Supervisor/Technicias

Yok O Zeit=
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CERTICATIONOF T

TS » RAPPORT DVESSALS CERTIFIE « WERRESZEUGKIS

MAJOR TOOL ANDY MACHINE INC
1458 E 19TH ST

INDIANAPOLIS

IN 46218 USA

MAJOR TOOL AND MACHINE INC

1458 E 19TH ST
INDIANAPOLIS
IN 46218 USA

. ] FILE COPY 1
Invaic: Ko Date Eviersd Cuslemer Exftrenic Repems Mo 1 Pages af Pugss H-a,yneg [eremarional
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Produgt Deseriptian & Pancription Fradull » Maerut Beshrettuzeg
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NADCAP CERTIFICATE NUMBER 0089
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CERTEFICATION OF TESTS » RAFPPORT IV ESS4 55 CERTIFIE « WERKSZEUGNIS

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST

INDIANAPOLIS

IN 46218 USA

Ekip To = Destinataire » Besretlaiinps

1458 E 19TH 5T
INDIANAPOLIS
IN 46218 URA

MAJOR TOOL AND MACHINE INC

FEILE COPY 2
Enrvoice Mo Thite Emdered Cistamcr Reference Raport N, Pages of Pagea Haynes Intermational
W Dn Fucturs Hate T Lommande Stefrrenee £ lanl Heppars Hn Prge de Pages .
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3913960040 | 0871501 PO3-03287 23051 5048 3014 International PO Boa %013
T Rokoree. indiana, 46502
ekl To v Cleal v Kesreiarasachrift :

PFruluet Teaeriptivg & Totaoip s Frodwis « Materted Beshreibom

L3758 % /0 x G40

SE121-001P-2 PANEL 4

HAYNEE(R) 625 ALLOY PLATE -
NADCAP CERTIFICATE NUMBER (089
S400E S1000E, EN 16204 3.1.8

Specificailen = Spreifecalion v Spezifation Lruantéty Onlmd ity Shipped
Quniviie € & i
Exatelboraengs Lirfermninge
ASTM-B-443 Rev el M{6a2S | 1 PiC PC
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CERTIFICATION OF TESTS = RAPPORT D*ESSAIS CERTIFIE » WERKSZEUGNIS

FILE COPY 2
Invaice No Date Entered Cwslomer Reference Report No. Pages of Pages Haynes Inwernational
Ka. Dt Facl Dale De Commznde Fef Clenl Rapport N Tage de Pages
R:chmnlgil;: Bestelidsrum Kumd':rn'l;]ol:tdlide:ull Ze:::i.s N: Am‘ghll der ;selun HAM 1020 West Park Avenue
3912%6004-0 08/15/03 P03-03297 20030915048 4004 International PO Beox 9013
e — Kokomo, Indiang, 46502
Sold To e Client » Bestel ranschrify Ship To » Destinataire = Bestellmenge

Product Description » Descripiion Froduii » Materlal Beghredbonp
MAJOR TGOL AND MACHINE INC MAJOR TOOL AND MACHINE INC 0.375 x 0/0 x 0/0
1458 E 19TH ST 1458 E 19TH ST SE121-001P-2 PANEL 4
INDIANAPOLIS INDIANAPOLIS HAYNES(R) 625 ALLOY PLATE -

IN 46218 TUSA IN 46218 USA NADCAP CERTIFICATE NUMBER 008%

S400E,S1000E, EN 10204 3.1.B

Specification = Specillcaton « Speztfkacion Cunntivy Crdered Quantity Shipped

Guantl: Commandes Quaatitie Expedier

Bestellem mge Licfermenge
ASTM-B-443 Rev 00el NO&G2S | 1P 1PC
This material is free of mercury contemination.
Mill Orders Used: 2030027701 ¢i PC)
(A) 1750 °F to 1050 °F
Certified By » Certifie Par » Bescheinigt Durch: Panl Guest 0971503
Certilication Supervisor/Technician
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Page: 99

_® ‘/m’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA F1165 <1.01 363 A
Magnetic Permeability 1.0 Max.
(10) (Panel Blank) 02-11-0
* QA JF160 .396 085 A
.375 (+.040/-0)
(20) (Panel Blank) 10-02-0
* QA VISUAL GOOD 085 A
SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES
(30) (Panel Blank) 10-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420
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- CORRECTED
WecRrORMANCE, Cert!ﬁcate of Coru.ormance Cortificate
EXOTIC METAL TREATING INC. ¢ ART62
g‘%gi*l ?feu’“"g , o Vendor Code
g &234 E. Hanna Avenue - Indianapelis, Indiana 4

PO #_P03-04770

Exotic Metal Treating Inc. hereby certifies that all materials used in the manufacture of parts CONFORMS to the material and/or
manufacturing spacifications indicated in drawings or speciffications as called for on purchase arder refaranced hataon. Test
reports are on file with us or with aur suppliers far examination and indicate conformance with the applicabla requirements. Ths
parts listed below are processed in accardance wiih tha drawings or specilications called for on referenced purchase orger that
are current on the date on which the order was accepted. Perinent dotails of the work parformad are on fila at this facility undar

the process heat number listed hereon.

HEAT#_ 03-2210 DATE SHIPPED 11-26-=03 —
QUANTITY DESCRIPTION

1 PC #SE121-001P-2 PANEL4  JOB #64880-17/1

1 PC #SE121-001P-2 PANEL4D  JOB #64880-4/2

MATERIAL: INCO 625
x |
SOLUTION ANNEALED PER AMS-2774 DATED JULY 1995
1900°F + 15°F FOR 45 MINUTES = 5 MINUTES
RAPID AIR COOLED TO 1000°F & AIR COOLED.
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Page: 100
Date: 04/15/04

_® ‘/W” INSPECTION DATA CHECKLIST
User ID: DURHAM

Tool & Matchine, Inc,

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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA VISUAL GOOD 085 A
VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH
(10) MTM PURCHASE ORDER REQUIREMEN 01-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA J1165 UNDER 1.01 085 A
MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
1* MFG 3642 .094" NOGO 407 363 A
(10) .094" Max Gap (Part Surface To gauge) QA 01-20-0| 01-20-0

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



[e4880

) After structural welding

P-TMTM Rov: 0B

finspection type: Formed Panel _Interpass (# After weiding Port __Finaf inspection
iPart # | Panel #: SE121-00/ #4 | T SIN(S). J-1008

Profile  Matenal

Magnetic

Surface Inspector Point

Finish

stion: . 0270872004 {

J-1165  J-1180 [Date of Inspe
Profile Material agnetic  Surface
Number _ Deviation Thickness PermeabilitFinish initials

inspactor

1 . 0. <1.01 a8 | 44 e | e
2 {0.000 _ [0.391 <101 33 o] | 45 e =
30,006 [0.302 <101 31 > § 46 e | e
4 o005 0.380 <1.01 2 ! 47 :‘i‘b: ,,
5__10.007 0390 <1.01 30 48 e B
810010 [0.390 <1.01 21 49 g
H T in.012 0.380 <101 50 50 zdhm
8 10.020 _ 10.380 <1.01 37 51 T | e
8 0030 |o.a88 <1.01 30 g 52 Pl
30 10.030  ]0.350 101 36 53 e Pl
11 10035 [0.390 <1.01 a2 4& 54 ;5-%.
i~z o025 10.389 <101 40 Y %5 e
g 13 o015 0.389 <1.01 39 1 g 56 e | e |
1410010 {0.389 <1.01 34 i 57 e
15 {0.000 _ 10.300 <1.01 34 56 ||
16__ 10000 0.391 <1.01 39 459 Il e
17__10.030  10.362 <1.0% 35 &0 ] ="l
18 10030 |0.304 <1.01 26 G | e ]
19 [0030 (03854 ]<i.01 T 52 ST
20 |0.040 _ }0.386 <1.01 51 R e
21 {0035 10.396 <1.01 24 o4 =
22 {0035 [0.396 <1.01 76 65 | o
23 |0.035 _ [0.306 <1.01 28 66 | |
2¢  ]0,030 0.387 <1.01 30 87 «q.-__“"_-;"‘.:_"‘{q[
25 10.040  [0.396 <1.01 25 68 et Bl
26 [0.030 0.395 <1.01 26 69 «q%l
27 10.030 0395 <1.01 31 70 | e ]
28 [0.025  0.395 <101 29 71 ST
29 10020 |0.395 <101 7 72 wn—:«‘
30 [0.020_ [0.305 <1.01 39 73 e
31_j6.005 Jo.388 <1.01 45 74 ]
32 [0 10.585  1<1.00 a7 75 e
33 10010 {0362 <104 33 78 el
34 Jo.035 10363 <101 42 2 e -l
= .
37 el -l
0 ————
49 o
41 e Bt
42 e L |

T IO T }'68T960°W
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Table of Contents Page: 7
Quality Assurance Documents For Date: 04/19/04

Tool & Machine, Inc. 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

197

17

70

Inspection Data Checklist: 3 steps

SE121-001P-2 PANEL 5 - DIE FORMED PANEL
Item# Sub Op

Pc

Document Description / Material Description / File Name / Heat Lot

198
199
200
201
202
203
204
205
206

SE121-001P-3

18
18
18
18
18
18
18
18
18

10
10
30
30
31
35
40
70
70

Item# Sub Op

10

Pc

Inspection Data Checklist: 3 steps

Material Certification: / SE121-001P-2 PANEL #5 - PANEL BLANK .375" THK INCONEL 625 - mc094089.tif / 2650 2 6877
Certification: H/T CERTIFICATE - mc095443.pdf

Furnace charts;: FURNACE CHART - Same as Item #200

Inspection Data Checklist: 1 steps

Inspection Data Checklist: 1 steps

Inspection Data Checklist: 1 steps

Test Certification: SE121-001P-IMTM - mc096173.tif

Inspection Data Checklist: 3 steps

Document Description / Material Description / File Name / Heat Lot

207 29 10 Inspection Data Checklist: 1 steps
208 29 20 10 Materia Certification: /INCONEL 625 660 - SHEET,NICKEL ALLOY .125" THK - Same as ltem #11 / 2650 3 6874
209 29 30 Inspection Data Checklist: 1 steps
210 29 40 Inspection Data Checklist: 5 steps
211 29 50 Inspection Data Checklist: 5 steps
212 29 50 Nondestructive Visual Test Certification #7951 - MTM WELD INSPECTION FORM
213 29 70 Inspection Data Checklist: 3 steps

SE121-003P

Item# Sub Op Pc Document Description / Material Description / File Name / Heat Lot

214 0 20 Nondestructive Visual Test Certification #8564 - CLEANLINESS CERTIFICATION
215 39 10 Inspection Data Checklist: 5 steps
216 39 10 Nondestructive Visual Test Certification #8489 - MTM WELD INSPECTION FORM
217 39 30 Inspection Data Checklist: 5 steps
218 39 40 Map(s): SE121-001P-IMTM - MC097539.TIF
219 39 40 Map(s): SE121-001P-IMTM - MC097541.TIF
220 39 40 Map(s): SE121-001P-IMTM - MC097543.TIF
221 39 40 Map(s): SE121-001P-1IMTM - MC097542.TIF
222 39 40 Map(s): SE121-001P-IMTM - MC097540.TIF
223 39 40 Inspection Data Checklist: 8 steps

SE121-003P-4 - WELD BACKING RING

Item# Sub Op Pc Document Description / Material Description / File Name / Heat Lot
224 25 10 10 Materia Certification: /INCONEL 625 660 - SHEET,NICKEL ALLOY .125" THK - mc093762.tif / 2650 3 6874
225 25 20 Inspection Data Checklist: 5 steps
226 25 20 Nondestructive Visua Test Certification #8545
227 25 40 Inspection Data Checklist: 2 steps

SE212-003P-3 - PORT EXTENSION
n:\mtmapps\mtgapla9.qrp



Page: 103

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT

* QA F1165 <1.01 854 A
(10) Magnetic Permeability 1.01 Max 02-09-0

* QA JF1180 CHECKSTO 47 854 R

32 MICRO-INCH SURFACE FINISH

(20) (INTERIOR (CONCAVE) SIDE) 02-09-0

* ([O].094"} QA J1149 <.094 854 A
(30) .094" Max Gap (Part Surface To gauge) MTMFX2906 02-09-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 104

_® ‘/m’ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA F1165 <1.01 363 A
Magnetic Permeability 1.0 Max.
(10) (Panel Blank) 02-11-0
* QA JF160 415 085 A
.375 (+.040/-0)
(20) (Panel Blank) 10-02-0
* QA VISUAL GOOD 085 A
SURFACE FINISH:
SMOOTH, CLEAN, NO HEAVY SCRAPES,
PITS, OR GOUGES
(30) (Panel Blank) 10-02-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420
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CERTIFK:ATION OF TESTS » RAFPORT D'FSSAIS CERTIFIE ¢« WERKSZEUGNIS CUSTUMER (OPY
invyite No Baie Eotered Cuttomer Refercnee Rapart No. P1gd of Pages Haynes [nternational
Ne. Dt Fusture Date Dr Cammani Tef Cliemt Ra N Page de Pages
R:l:hﬂlll‘!.:.l III'l'r " ;thl::::lm ) Ku;‘n:);el;':tdu::bn TmN: An:a‘:i der Raiten -HA_Y—Nﬁ 1020 West Park Avenue
191396005-0 08/15/03 3-03297 2030915051 20f4 International P{) Box 3613
—_———— Yokorme, Indiana, 46902
504t To » Tieut & Beatells anschrft Siip Te » Deninataire # Beslellmenge

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST
INDIANAPOLIS
IN 46218 TUSA

MAIJOR TOOL AND MACHINE INC
1458 E 19TH 8T

INDIANAPOLIS

IN 46218 USA

Specification « Specifieaiion » Speaifikation Qussricy Ordered Qunntity Shipyed
Quantie © ! Quantitly Expedies
Bestelhemenge Liefermenge
ASTM-B-443 Rev Ulc] NOAG25 1 1 PC 1 PC
Tetaik Teat at Room Temperatare » Kasat [k Teaction A Tenige Ambiants »

Fradust Nieacriptian + I

0.375 x 0/0 x 0/0

SE121-001P-2 PANEL 5

HAYNES(R) 625 ALLOY PLATE -
NADCAP CERTIFICATE NUMBER 0089
$400E,S1000T, EN 10204 3.1.B

ip Produit « Muterial Beshrefbpng

Tenalle Test at Elevared Teemperature + Esend B Traciica A Hte.Temp.
Zaugveryuch Bal Rawn Temp.

1 Stress Rupture Tempersturs & Essa § A Charge De Fupiore Zeitsiandversuch

131000 PST 65500 PSI | 47 %

_ Warm Zugrersach
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CERTIFICATION OF TESTS « RAPPORT IMESSATS CERTIFIE + WERKSZEUGNIS ] CUSTOMER COPY

Tavaice ¥ Balc Eatecm Cusiamer Relferoace Report Mo, Papes of Paghs Haynes nternational
No. Dy Facture Bage De Covieazod et Clienu Bagport ¥ Pupa de Pages HA
thnw o St K ideabintlibinten Ynma i Avaan dur Sutten ——Xumy——E—-& 1026 West Park Avenuz
3591 Jn0ng -0 O/ 1503 POI032HT HHIDT S5 yod International 2O Box 3013
International Kokomo, Indiana, J&wE2
$a38 To & Cilent = Bastellermasebeifs Shtp To » Destinarater « Begieliomange Predact Prscriprien s Meseription Frodute » Material Beskrefinag

MAIJOR TOOL AND MACHINE INC MAIGR TOOL AND MACHINE INC 0.375 2 /0 x 070

1458 E19TII 8T 14538 E 19TH 8T SE121-00tP-2 PANEL 5

INDIANAPOLIS INDIANAPOLIS HAYNES(R) 625 ALLOY PLATE -

IN 46218  USA IN 46218 USA NADCAP CERTIFICATE NUMBER 0089
. S400E,81000E, EN 10204 3.1.B

| Sppecifteation » Sgeciiitation = Spezifietin ety Drdered Trantitr Shipired
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Certiﬁcat@ of mqformance Certificate

EXOTIC METAL TREATING INC. ¢ 46917
6234 £. Hanna Avenue » Indianapoli, Indiana :endoo.b(}"ogs

Exalic; Matal Traating Inc. hereby cartifies that all matarials used in the manulfactura of parts CONFORMS to the material andlor
manglacturing specifications indicated in drawings or spaciffications as called for on purchase order referencad heraon. Test
repiorts are on flle with us or with our suppliers for examination and indicate conformanca with the applicable requirementa, Tha
paste.listed balow are pracessad in accordance with the drawings or specificatiens cailed for oh referenced purchasa ordar that
ara ciirent on the date an which the order was accapted. Pertinant datails of the work parformed are on file at this faciity under

the pracess heat number listed hetson,

HEAT#_ 04-14 DATE SHIPRED _1-7-04
GUANTITY DESCRIPTION .

1pPC #SE121-001P-2 PANEL 5D JOB #64880-5/2

1 PC | #5E121-001P-2 PANEL5  JOB #654880-18/1

MATERIAL: INCO 625

SOLUTION ANNEALED PER AMS-2774 DATED JULY 1995
1800°F + 15°F FOR 45 MINUTES + 5 MINUTES
RAPID AIR COOLED TO 1000°F & AIR COOLED.,

JAN 7 2004
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Page: 105
Date: 04/15/04

_® ‘/W” INSPECTION DATA CHECKLIST
User ID: DURHAM

Tool & Matchine, Inc,

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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA VISUAL 825 A
VERIFY HEAT TREAT CERTIFICATION
AND FURNACE CHART COMPLY WITH
(10) MTM PURCHASE ORDER REQUIREMEN 01-07-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 106

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA J1165 UNDER 1.01 085 A
MAGNETIC PERMEABILITY OF ANNEAL
(10) 1.01 MAX 01-16-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
1* MFG 3642 .094" NOGO 407 363 A
(10) .094" Max Gap (Part Surface To gauge) QA 01-20-0| 01-20-0

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Drawing Number: 121

After structural weiding __After weiding Port _Final Inspection

J-1185  J-1180 |Dauof|n%bn:
i rlace

T PermeabilitFinish

415 <101 []
2 42 |0.415 <1.01 16
3 , 10.415 <1.01 21
4 0.020 0.421 <101 20 * 47 |<.010 o.410 <1.1 23
5 <010 0.419 <1.04 21 48 I0.0g Jo.415 <1.04 19
6 <010 0.420 <1.01 18 49 |o.o78 10.424 <1.01 18
7 <010 0.422 <1.01 24 50 10.045 10,404 <1.01 27
8 0.01% 0.422 <101 21 ) jo.ovs |0.419 «<1.01 29
9 0.030 0.420 <1.01 20 g2 0.015 0.419 <1.01 19
10 0.040 0.420 <1.01 19 63 <010 0.411 <1.01 28
11 0.040 0.422 «<1.01 i8 54 0.03 0.403 <1.01 as *
12 0.045 |o.a22 <1.01 18 | 65 |19.063 0.415 <1.01 32
13 0.055 0.423 <1.01 26 | 56 |0.045 0.418 <1.01 28
14 0.062 0.423 <1.01 21 57 0.012 |0.418 <1.01 27
15 0.062 0.420 <1.01 27 58 E
16 0.0682 0.420 <1.01 3 50 —
17 0.062 0,418 <1,01 30 60 -
18 |0.062 0.418 <1.01 24 61 -
19 10.062 0,419 <1.01 18 62 =
20 |0.062 0.417 <1.01 21 63 -
21 0.030 0.413 <1.01 20 64 -
22 0.040 0.414 <1.01 21 65 =
23 0.025 0.414 <1.01 18 fiﬁ -
24 0.020 0.418 <1.01 19 67 -
25 1<.010 0.418 <101 19 68 =
26 <010 |0.417 <1.01 18 69 <
27 =010 0,419 <1.01 20 10 _—
28 <.MQ 0.418 <1.01 21 T -
29 [<.010___l0.417 <1.09 37 72 <
30 |<.010__ [0.416 =1.01 24 73 <
31 <.010 0.417 <1.01 21 T4 -
az <010 0.414 <1.01 28 75 =
33 <010 0.422 <1.01 25 76 -
34 0.020 0.425 <1.01 32 T7 <
35 <010 [0.423 <1.01 32 78 <
38 <010 0.419 =101 22 Ta =
37 <.010 0.413 <1.01 20 B0 -
3@ |0.040 0.413 <1.01 18 81 =
39 ]0.060 0.414 <1.01 23 B2 o
40 0.016 (.426 <1.01 18 \’ B3 -
41 0.040 0.424 <1.01 22 B84 -
42 0.020 0.419 <1.01 26 a\ B5 -
43 <010 0.412 <101 14 1 86

TIOT INELTI600W



Page: 108

_® "%’/"" INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT

* QA F1165 <1.01 854 A
(10) Magnetic Permeability 1.01 Max 02-09-0

* QA JF1180 CHECKSFROM WITHI |854 R

32 MICRO-INCH SURFACE FINISH TO37RA

(20) (INTERIOR (CONCAVE) SIDE) 02-09-0

* ([O].094"} QA J1149 .078 363 R
(30) .094" Max Gap (Part Surface To gauge) MTMFX2907 02-10-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 109
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA J1143 MAX. RECORDING OF |581 A

ERM. OF PLATE 1.002
, 12 PLCS. RANDOMLY
(10) MAGNETIC PERMEABILITY 1.01 MAX CHECKED. 09-17-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 110
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA J1165 <1.01 363 A
MAGNETIC PERMEABILITY 1.01 MAX
(10) (AFTER ROLLING/PRIOR TO WELDING) 02-11-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 111
_@ ¢ @9 h INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP | BY |SAMPL SER# DATA/REMARKS | INSP |VERFD| AUDIT
* QA 791 A

CWI / TEAM LEADER

VERIFY SHIELDING GAS

AND PURGE GAS COMPLIANCE

PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 09-24-0
* QA 791 A

CWI / TEAM LEADER

VERIFY WELD FILLER MATERIAL COMP

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 09-24-0
* QA 791 A

CWI / TEAM LEADER

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 09-24-0
* QA 791 A

CWI / TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 09-24-0
* QA 791 A

CWI / TEAM LEADER

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 09-24-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 112
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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: O INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA ACCPET 712 A

CWI / TEAM LEADER
VERIFY SHIELDING GAS
AND PURGE GAS COMPLIANCE

(10) PRIOR TO OPERATION START 02-06-0
* QA INSPECTED WIRETYP |712 A
CWI / TEAM LEADER TOWPS
VERIFY WELD FILLER MATERIAL COMP
(20) PRIOR TO OPERATION START 02-06-0
* QA MATERIAL TYPE MAT |712 A
CWI/ TEAM LEADER ES
VERIFY PURGE DAM MATERIAL COMPL
(30) PRIOR TO OPERATION START 02-06-0
* QA ACCEPT 712 A

CWI/ TEAM LEADER

VERIFY WELDER QUALIFICATIONS CO

(40) PRIOR TO OPERATION START 02-06-0
* QA ACCEPT PER WPS 712 A

CWI/ TEAM LEADER

VERIFY PARAMETER COMPLIANCE

(50) PRIOR TO OPERATION START 02-06-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-001P-3 - Item: 212
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/09/2004 Typeof Material:625 INCONEL NDT#:7951
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [ ] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:29 -Op:50 Quantity Inspected: 1
Resource | D: 205-PLASMA WORKCENTER Quantity Accepted: 1
Part ID: SE121-001P-3 Quantity Rejected: 0
Part Name: PORT EXTENSION TUBE
Serial Number: Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant:

Customer | nspection Plan: Inspection Criteria:
Test Step: Customer Specification: ASME SECTION V ARTICAL 6
Revision: MTM Spec Number: N/A
Material Test Number: Acceptance Standard: D1.6 SECTION 6.29.1

Inspection M ethods Used:
M agnification Used: 8X
Light Source Used: FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp:  [X] [] [] Welds Properly Completed: [] [] [X]
Filler Material Certs: [X] [] [] Proper Filler Material/Flux:  [X] [] [] Weld Surfaces:  [X] [] []
POQR/WPS: [X] [] [] Shielding Gas/Back Purge:  [x] [] [] Weld Dimensions:  [] [] [X]
WPQ: [] [] [X] Welder Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [x] [] []
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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 )

shown. &

it
W

This is to certify that the pieces specified have been inspected in accordance with the specifications i : E ”/

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

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 35 User ID: LONAKER Date: 04/15/04



% E Page: 113
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: LONAKER

Quality Assurance Documentation for Part I1D: 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 | D: SE121-001P Rev: 0 INSPECTION INSTRUCTIONS RESULTS INSPECTED BY
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP | BY |SAMPL SER# DATA/REMARKS | INSP [VERFD| AUDIT
* QA F152  |20-32 522 A
32 MICRO-INCH RA SURFACE FINISH
(10) (PORT EXTENSION TUBE) 02-24-0
* QA }1165  |LESSTHAN 1.01 522 A
MAGNETIC PERMEABILITY 1.01 MAX
(20) (PORT EXTENSION TUBE) 02-24-0
1* QA F801 8.000/ 8.092 522 A
8.0" Diameter +3/32" / -0
(30) (per ASTM B444) 02-24-0

QA003  (n:\mtmapps\mtqgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



_® Tool & Machine, ino.

458 E. 19th Street, Indianapolis, In 46218
TEL:{3171636-6433 FAX:(317%34-9420

Nondestructive Test

Certification for Visual Inspection
Quality Assurance Documentation for Part ID: SE121-003P - Item: 214

Oate of Inspection:04/19/2004 Type of Material:INCONEL 625 NDT#:8564
Stage of Inspection: Manufacturing Process: | Surface Condition: Test Being Run to: Heat Treated:
[ 1incoming Ingpaction [x]) Waldment [ ] Casting I¥] Machined [x] Router Instructions ] Yas
[ ] n-Process Inspection [ 1 Bar Stack [ ]| Plate [ ] Rough [ ] Drawing [ ] No
[ ] After Repai¢ [ ] Forging [ 1Other | [ ]Other [x] Test Plan
[¥] Flnal Inspection E [ ] Technigue Card
|
Part Information: Test Results:
MTM Job Number: 84880/1.0 -Sub:0 -Op:20 Quantity Inspected:
Resource ID: 825-FINAL INSPECTION - PLAN Quantity Accepled:
Part ID: SE121-003P Quantity Rejected:
Part Name: NC3X PYW3 COMPLETE
Serial Number: Run Hours: 0.0
Customser P.0.: S-04344-F
Customer Univ/Plant;

Tustomer Inspection Plan:
e, Test Step:
¢ Revision:
Maferial Fest Number:

Inspection Criteria:
Customer Specification; NCEX-CSPEC-121-01-01 PARAGRAPH 3.3.2.4
MTM Spec Number: PP475
Acceptance Standard: ASTM A-380 PARAGRAPH 7.2

Inspection Methods Used:

Magnification Used:
Light Source Used: FL-2
Pre-Weld Inspection Acc  _Rej N/A In-Process Inspection Ace Re] NA Post-Weld Inspection Ace Rel N/A
Base Material Certs: [ ] [] [x] Preheat/Interpass Temp: [ ] [1 [x] Welds Property Completed: [ ] [] {x]
Filler Materinl Certs: [ ] [1 [x] Proper Filler Materlal/Flux: [} (] [x] Woeld Surlaces: |[] [ {x)
POR/WPS: [] [] [x] Shielding Gas/Back Purge: |] {] [x] Weld Diewnslons: | ] [] x]
WPQ: [] [] [x] Welder Confarming to WPS: [} {1 [x] Weld Contours: [] [] [x]
Joint Preparation:  [] [] [x] Root Pass:  [] {1 [x] Post-Weld Cleaning: [ ] [] x]
Fit-up: [] [1 [x] Fill Pass: [} {] [x] Distortion of Part: [] [] {x]
Pre-Weld Cleaning: [] [] [x] Cover Pass: [} 11 [x]
. Equip Conditlon/Callbr: [] [] [x] Interpass Cleaning: [} {1 [x]
' Distortlon of Part: [ ] [1 [x]
]
Inspection Requirements:
100 % of all accessible surfacee [ | Joint Preps [ ] Root Pass [ ]1Back Gouge [ ] Cover Pass [ ] Othar

Notes:

FINAL CLEANLINESS VERIFICATION

This is to certlfy that the pieces spscified have been Ing
shown, 0
Inspector: /?

Reviewed By: 363-C.MANIFOLD

in accordance with the specifications

Date:

Date: 04/19/2004

__Reviewed By Customer: 8780-PRINCETON PLASMA PHY Date:

NDTK3

nmirmmppemindtipi. qgrp

Page: 38 User ID: DURHAM Dete: (4/19/04



% E Page: 114
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: LONAKER

Quality Assurance Documentation for Part I1D: 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

SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 20 CFH ARGON PURGE|791 A

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
* QA 062 625 INCOHEAT  |791 A
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
* QA 300 SERIESSS. S. 791 A
CWI/ TEAM LEADER S. WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START
(30) AND THROUGH COMPLETION 03-31-0
* QA 709/ 683 QUALIFIE 791 A
D TOWPSPERMTM W
LDER QUALIFICATION
CWI/ TEAM LEADER CHECK SYSTEM
VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 04-06-0
* QA ALL PARAMETERSWI [791 A
HIN WPS REQUIREME
CWI/ TEAM LEADER S

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420



% E Page: 115
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: LONAKER
| (50) | |[AND THROUGH COMPLETION | | | | [ 04-06-0| | |

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE121-003P - Item: 216
TEL:(317)636-6433 FAX:(317)634-9420

Date of I nspection:04/06/2004 Typeof Material:625 INCONEL NDT#:8489
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [x] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:39 -Op:10 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-003P Quantity Rejected: 0
Part Name: NCSX PVWS COMPLETE
Serial Number: N/A Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant: N/A

Customer Inspection Plan: N/A Inspection Criteria:
Test Step: N/A Customer Specification: ASME SECT. V, ARTICLE 6
Revision: N/A MTM Spec Number:
Material Test Number: N/A Acceptance Standard: AWS D1.6, PARA. 6.29.1

Inspection M ethods Used:
M agnification Used: 10X
Light Source Used: AMBIENT AND FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back 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: 933-D.LEAPLEY Date: 04/06/2004 i%é

DA H LAREY
comonze

e

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 36 User ID: LONAKER Date: 04/15/04



% E Page: 116
_@ INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. User ID: LONAKER

Quality Assurance Documentation for Part 1D: 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA 20 CFH ARGON GASA [791 A
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
* QA 062 INCO 625 HEAT |791 A
CWI/ TEAM LEADER LOT #AV8128
VERIFY WELD FILLER MATERIAL COMP
PRIOR TO OPERATION START
(20) AND THROUGH COMPLETION 04-06-0
* QA 300 SERIES S.S. 791 A
CWI / TEAM LEADER S.S WOOL INSERT
VERIFY PURGE DAM MATERIAL COMPL
PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 04-06-0
* QA 709 QUALIFIED TOMT (791 A
M WELDER QUALIFICA
CWI / TEAM LEADER IONS SYSTEM

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 04-06-0
* QA ALL PARAMETERSWIT|791 A

CWI/ TEAM LEADER IN WPS GUIDLINES

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 04-06-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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p/Std S/N(s): 4470, J-1008-NDT, J-1185, J-1160 JDate

After Port __Final Inspecti
: ] ""‘mof )
Praiie

Point

Matsrial

Mool 5o

| X
1: 04-16-04
e

Inspector

ot MRV LT L o F AR i B s B et e e S s A e e et

In Number Deviation Thieknesa PermaeabilitF inigh Inkials
1 0.1 Q.425° |LESS THAN 1.01 B4 % 4 0 Eﬁ . LEss T 1o f 12,1
2 0.105 0428 [LESSTHAN1.01]| 8.8 o/ 45 0.078 0.424 *  |LEss Tian 1.0 17.6 W\
3 0.417 0.418* |LESS THAN 1.01 7.5 re 46 0,153 0417 *  Juess tHAN 101 11.8 4
4 0.122 042" [LESSTHAN101]| 13.4 47 0.142 0.415  |uess Tan 1o 15.3
5 0.116 0.421 LESSTHAN1.01] 125 48 0.087 0419 ° |iEss THAM 101 18.8
8 0.g§§ D.422* |LESS THAN 1.01 14.6 49 0.013 0.427 "  |Less THAN 1.01 18.8
7 0.074 0.421 LESS THAN 1.01 18.9 50 -0.008 0.43* |iEsaTHAN 101 13.8
8 0.0585 0.418* JLESS THAN 1.01 17.3 51 0.076 0,42 * |LESS THAN 1.01 17.5
] 0.046 0.417* |LESSTHAN1.01| 16.2 52 0.125 0408  |LESS THAN .01 12.6
10 0.04 0415 [LESS THAN 1.01 14.3 53 0.174 0.404  |LESS THAN 1.01 16.9
11 0.033 0.413 [LESS THAN 1.01 15.8 54 0.154 0.413  |LESs THAN 104 16.2
12 0.024 0.413 LESS THAN 1.01 10.3 55 0.132 0.418 *  |LESS THAN 1.01 16.4
13 0.02 0.416* |LESS THAN 1.1 10.0 56 0.033 0.422* |LESE TRAN1.01 15.3
14 0.019 0.418 * |LESS THAN 1.01 a5 57 0.102 0422 % |LESS THAN 1.04 14.8
15 0.018 0.421*% |LESS THAN 1.01 8.7 58 0.135 0417 *  |LESS THAN 1.01 9.8
16 0.017 0.42 * |LESS THAN 1.01 16.5 59 0.141 0.415  |LESS THAN 1.01 10.8
17 0.019 0.419* [LESS THAN 1.01 14,3 60 0.195* 0.42 %  [LESS THAN 1.0 171
18 0.026 0.42* LESSTHAN1D1| 17.8 81 0218 " 0422 |LEas THan 101 16.4 i
198 0.034 0418 * |LESS THAN 1.01 18.6 62 0.163 0,423 * [LESS THAN 1.0t 16.3 \E, ’
20 0.041 D42* [LESSTHAN1.01] 135 63 d
21 0.049 0.417 * |LESS THAN 1.01 16.6 64
22 0.02 0414 [LESSTHAN1.01]| 21.3 85
23 0.023 0.415 LESS THAN 1.01 176 66
24 0.021 0.411 LESS THAN 1.01 8.4 67
25 0.017 0415 |LEssTHAN101] 10.2 68
26 0.013 0.415 [LESETHAN1.0¢] 10.8 68
27 0.01 0.414 |JLESSTHANIO]| 87 70
28 0.009 0.417* ILESS THAN 1.01 8.3 71
29 0.009 0.418* |LEsSsTHAN101| 123 72
30 0.015 0.417 * |LESS THAN 1.01 14.8 74
a 0.019 0417* |LESSTHAN101| 15.3 74
3z 0.024 0.417* |LESS THAN 1.01 124 75
a3 0.03 0.417* |LESSTHAN1.01] 14.3 78
34 0.038 D.417* |LESS THAN 1.01 10.3 77
35 0.047 0.415 |LESS THAN 1.01 9.2 78
36 0.151 0.426* JLESSTHAN1.01| 10.7 79
a7 0.112 0.429* |LESS THAN 1.01 17.2 80
3B 0.112 0,423 * |LESS THAN 1.01 18.4 81
39 0.413 0417 1 ESSTHAN101| 18.3 82
40 0.0682 DA42* JLESS THAN 1.01 5.8 83
21| 0085 | 0A17° |lESSTHAN1.01] 7.0 ,1 B4
42 0.136 0426 " |LESS THAN 1.01 16.3 ?\ B85
43 0.068 0.43* |essTHan101] 174 \ J /‘ 86

¢ 102411 ErSL60D IN
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Fine! Inspection X

Rev: 0B

8): 4470, J-1009-NDT, J-1165, J-1180 [Date of |

After weiding Port
Point ;% Material -H;F_eﬂ; E

ction: 04-16-04
irface inspector

Number Deviation Thickness PermaeabilitFinish Ini

1 0.060 . 44 0.034 386 Lmsemwn o] 13.2 ﬁ
2 0.054 0.378 |LEss THAN 1 01 9.6 45 0.037 0.385  |LESS THAN t.01 154 \ .
3 0.046 038 [LESSTHaN1.01] 128 4 46 0.038 0384 lLEss THAN 1.0 9.5

4 0.034 0.38 LESS THAN 1.04 8.8 47 0.038 0.384  JLEss THAN 104 9.7

5 0.027 0.381 |LESS THAN 1.01 9.6 48 0.036 0.385  |LESS THAN 109 6.4

6 0.018 0.381 |LESSTHANTO1| 104 49 0.034 0.386  |LEsS THAN 109 15.2

7 0.008 0.381 |LESSTHAN1D1| 1186 50 0.032 0.384  |Less THAN 101 13.2

& 0.003 0381 |LessTHAN1D1| 200 51 0.029 0,385  |.Ess THAN 1.1 14.7

9 -0.004 0.381 LESS THAN1.01] 21.3 52 0.028 0,385  |Less THaN 101 16.2

10 -0.009 0.382 [LESSTHAN1.01]| 21.2 53 0.027 0.384  |Less THAN 1.01 8.4

11 -0.014 0.383 |LESSTHAN101] 10.0 54 0.03 0.384  |LESS THAN 1.1 16.2

12 0,014 0.381 LESS THAN 1.01 7.2 55 0.034 0,383  {LESS THAN 1.0 14 .4

13 -0.011 0.3861 LESS THAN 1.01 9.8 56 0.044 0.384  [LESs THAN 1.01 14.8

14 -0.001 0.383 |LESSTHAN1.01)] 10.8 57 0.06 0.385  [Less THaN 104 16.4

15 0.015 0.383 |LESS THAN 1.01 8.8 58 0.068 0.386  [LeSS THAN 101 17.2

16 0.029 0383 [LESSTHAN1.01| 102 59 0.074 0.385  |Less THAN 1.0 18.0

17 0.036 0.383 [LESS THAN 1.01 12.5 60 0.064 0.381  |LEsS THAN 1.01 248

18 0.03 0.383 LESS THAN 1.01 9.5 61 0.061 0.381 LESS THAN .01 15.4

19 0.019 0.383  [LESS THAN 1.01 8.7 62 0.029 0.386  |LESS THAN 101 19.2

20 0.01 0.383 [LESSTHAN1.01} 125 63 -0.015 0.385  |LEss THAN 11 16.4

21 0.006 0.384  ILESS THAN 1.01 114 64 0.014 0.387  |LeESS THAN 101 118

22 0.004 0.3837 |LESSTHAN101] 16.2 65 0.057 0.385  [Less THAN 1.01 14.8

23 0.001 0386 |LESSTHAN1.01| 124 66 0.028 0.385  [Less THAN 101 10.8

24 -0.004 0.336 |LESSTHAN1.01| 11.1 687 -0.007 0.386  [Less THAN 1.04 21.6

25 -0.007 0.337 |LESSTHAN1.01] 12.3 68 -0.005 0.386  fLess THAN 1.0 7.8

28 -0.007 0.386 [LESS THAN 1.1 6.8 69 0.076 0.386  |LEsS THAN 101 8.8

27 0.007 0.336 [LESS THAN 1.01 5.8 70 -0.015 0.386  |LESS THAN 11 11.2

28 -0.011 0,386 [LESS THAN 1.01 6.8 71 -0.09 0.388  |LEss THAN 101 16.8

29 -0.02 0.388 [LESS THAN 1.01 8.0 72 0.021 0388 liess THAN 101 17.3

30 -0.035 0.383 |LESS THAN 1.01 7.6 73 0.028 0.388  |LEss THAN 104 10.8

31 -0.049 0.334  |LESS THAN 1.01 8.4 74 0.048 0.384  [Less TMan 1.0 18.6

32 -0.058 0.378 |LESSTHAN1.01] 10.8 75 -0.031 0.384  |LEsS AN 109 12.7

33 -0.051 0379 ILESS THAN 1.01 9.8 76 N/A N/A, N/A N/A

34 0.008 0.384 |LESSTHAN+.01| 11.2 a7 NIA N/A N/A N/A

35 0.011 0.385 [LESS THAN 1.1 6.8 78 -0.102 0.385 |Less THAN 1.0 10.3

38 0.008 0.386 [LESSTHAN1.0| 10.8 79 0.038 0.391  lLEss THAN 1.01 8.0

37 6.006 0.385 |LESSTHAN101]| 216 80 0.011 0.387  [LEsS THAN 1.0 15.2

38 0.004 0.385 [|LEssTHAN1.01] 120 81 0.022 0.387  [LESS THAN 1.0 14.6

39 0.005 0.388 |LESSTHAN1.01| 13.6 82 -0.058 0.385  |iess Than .01 12.3

40 0.012 0.386 [LESSTHAN1.01| 14.3 83 -0.081 0.387 lessThantoi|  17.2

41 0.022 0.387 JLESSTHAN1.01] 15.2 — 84 -0.007 0.388  |LeESS THAN 1.0 16.2

42 0.031 0.387 |LESSTHAN1.01[ 10.2 { #\ 85 -0.036 0.391  |Less THAN 101 18.4 I f 2
43 0.035 0.387 [LESsTHAN1.01[ 14.3 g 86 -0.018 0.380  JLess THAN 1.01 12.0 '

¥ JOE4L'6ESL60DO N



Iwn Drlwlm Number: SE121-001P-1MTM Rev: 08

Ins_poction typs Formed Panel ln After structural welding  After welding Port __Final Ingpection X

1P PANEL #1 [% SINiai 4470, J 1008-NOT, J-1165 J-1180 ]Dateoflns n; 04-16-04

Bria nspector nt urface  Inspector
initials

_ 55 Permeability Finish _Initials __ Number _Deviation Thickness Permeabili Deviation Thickness PermeabllhtFinlsh
87__| -0.081 0.387 _|LESS THAN 1.01 .

88 -0.073 0.385 |LESS THAN 1.01

89 -0.053 0.388  |LESS THAN 1.01

90 -0.082 0.385  |LESS THAN 1.01

91 -0.113 0.389 {LESSTHAN1.01] 13.2 130
92 -0.112 0.387 |LESSTHAN1.01| 10.4 131
93 -0.106 0.388 [tEssTHaN1.01] 16.2 132
o4 | -0058 | 0287 liessuantor| 148 | 7N 133
95 0.033 0.385 [|LESSTHAN1.01] 15.2 \%:"/ 134
96 . 135
97 136
98 137
99 138
100 139
101 140
102 141
103 142
104 143
105 144
106 145
107 I_146
108 147
109 148
110 149
111 150
112 151
113 152
114 153
115 154
116 155
117 6
118 157
119 158
120 159
121 180
122 161
123 162
124 163
125 ] 164 1 ]

¥ JOrd41L'6ESL600 N
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In n anl i E121-001P-
Flnal Inspection X

8): 44?0 J-1009-NDT J 1165, J-1180 |Date of |
nspector oint

umber Deviation Thickness PunwabilitFinbh

cﬁon0416-04

nspactor
initials

N
0.093 0.3. LESS THAN 1.01 1 .0 . 44 0. LESS THAN 1.01 14 3

2 0.076 0.382 |LESSTHAN101| B8 45 0.034 0.387 lessnanior| 164

3 0.056 0.377 [LESSTHAN101] 10.0 46 0.033 0.388  |LESS THAN 1.01 14.3

4 0.044 0.375 [LESSTHAN1.01| 124 * 47 -0.02¢ 0.380  |Less THaN 1.01 13.4

5 0.036 0370 HESSTHAN101] 11.68 48 -0.024 0.380  |Less THAN 101 8.8

8 0.033 0.38 LESS THAN 1.01| 15.6 49 -0.021 0.387  {LESS THAN 1.0 17.6

7 0.038 0.38 LESSTHAN1.01| 15.3 50 -0.016 0.387  [LESS THAN 1.01 15.2

8 0.047 0.38 LESS THAN1.01| 17.6 51 0.112 0.384  [LESS THAN 1.0 14.3

g 0.054 0379 |LESSTHAN1.01| 18.2 52 0.076 0.3868  |Less THaN 1.0 14.2

10 0,08 0.379 |LESSTHANtO01| 17.8 53 0.08%8 0.389 |Less THAN 101 8.3

11 0.062 0.379 |LESSTHANI.O1| 18.4 54 0.05 0.387  |LESS THAN 1.01 16.9

12 0.063 0.377 |LESSTHAN1.01| 20.1 55 0.025 0.385  |LEsS THAN 1.01 12.5

13 0.062 0.379 LESS THAN 1.01 15.3 56 0.024 0.387  |LEss THAN 1.1 17.6

14 0.059 0.38 LESS THAN 1.01 16.0 57 0.074 0.387  |LEss THAN 1.01 13.2

15 0.058 0377 LESS THAN 1.01 14.3 58 0.087 0.385 [LEss THAN 1.01 12.3

16 0.058 0.378 [LESSTHAN1.01| 16.3 59 0.095 0.385  |LESS THAN 1.01 14.6

17 0.08 0.379  [LLESS THAN 1.01 8.6 60 0.095 0.388  |LessTHAN 1.1 21.3

18 0.076 0.382 LESS THAN 1.01 9.4 61 0.076 0.387  |LEsSS THAN 1.4 14.3

19 0.074 0.383 LESS THAN 1.01 15.3 62 0.086 0.385 |LessTHAN 104 16.0

20 0.066 0.383 LESS THAN 1.01 14.5 63 0.094 0.387  |Less THAN 101 14.0

21 0.052 0.385 ILESSTHAN1D1]| 123 64 0.065 0.3B8  |LESS THAN 1.01 12.3 {
22 0.036 0.384 [LESSTHAN1.01| 16.4 65 0.119 0.385  [Less THAN 1.01 14.8 {
23 0.024 0.385 LESS THAN 1.01 18.5 66 0.121 0.383  |LESS THAN 1.01 13.4 {
24 0.013 0.383 LESS THAN 1.01 12.1 67 0.065 0.383 |essTHAN 101 17.2

25 0.007 0.385 jLESSTHAN101] 15.3 68 0.084 0,384  |LEsS THAN 1.01 15.3
26 0.004 0.384 |LESS THAN 1.01 8.6 69 0.104 0.386  |LEsS THAN 1.0 14.6

27 0.003 0.385 [LESS THAN 1.01 9.4 70 0.085 0.385  ]LESS THAN 1.01 10.3

28 0.004 0.383 |LESSTHAN 1.01 7.8 71 0.039 0.388  |LEsS THAN 1.01 124

29 0.006 0,383 |LESS THAN1.01 8.6 72 -0.001 0.386  |Less THAN 1.01 14.3

30 0.008 0.383 [LESS THAN1.01 0.4 73 0.107 0.385  |uEss THAN 101 17.3

31 0.006 0.384 [LESS THAN 1.01 9.4 74 0.098 0.384  |LESS THAN .01 14.3

32 0.006 0.384 |LESS THAN 101 6.1 75 0.052 0.383  |iLess THAN 101 16.1

33 0.005 0.383 |LESS THAN 1.01 8.4 78 0.054 0.383  |LESS THAN 1.04 14.3

34 0.002 0.383 |LEssTHAN1.01] 15.2 77 0.103 0.387  [Less THAN 1.04 13.2

35 0.002 0.383 |LESSTHAN1.0Y| 14.9 78 0.102 0.389  |Less THAN 101 16.3

36 0.004 0.384 [LESSTHAN1.01[ 16.2 79 0.082 0.385  |uEss THaN 101 9.4

37 0.006 0.384 |LESSTHAN1M]| 176 80 0.011 0.384  |Less THaN 1.04 16.2

a8 0.005 0.386 LESS THAN 1.01 13.2 81 0.058 0.385  |LESS THAN 1.0 10.2

39 -0.001 0.385 |LESSTHAN 1.01 14.3 _\_ 82 M 0,388 |LessTHAN 1.0 14.3
40 -0,006 0.987 [LEsSTHAN1.01] 12.1 ‘ 83 0.077 0.385  |Less THAN 101 13.2
41 -0.012 0.385 |LESSTHAN1D1| 158 P 84 0.113 0.386  |uESS THAN 1.01 18.4

42 -0.018 K LESSTHAN1.01] 10.6 | ( 27w} 85 0.092 0.389 |iessthanio1]  12.3 @
43 -0.024 0.385 [LESSTHAN101| 14.8 e 86 0.005 0.386  [Less THaN 1.0 16.2 s

€ 10241 L' TrSL600 IN



wald After welding Port _ Final Insf

'Std S/N(s): 4470, J~1009-NDT J-1165, J 1180 |Dateoflna
Ingpector Point aterial

initials Number Deviation Thickness Permeabilil Finish

initials

126

JLESS THAN 1.01] 124 127

[LESS THAN1.01] 16.2 128

[LESS THAN1.01{ 9.4 120

LESSTHAN101]| 15.0 130

LESSTHAN 101} 12.4 134

LESS THAN1.01] 120 132

LESSTHAN 1.01] 13.4 R 133

LESS THAN 1.01] 10.2 M 134

LESSTHAN1.01]| 17.2 e 135

LESSTHAN 1.01| 16.4 \z,r" '] 138

~ 137

138

100 139

101 140

102 141

103 142

104 143

105 144

106 145

107 146

108 147

109 148

110 149

111 150

112 151

113 152

114 153

115 154

116 155

117 156

118 157

119 158

120 159

121 160

122 161

123 162
124 163 "
125 164 Il

M XTI R

€ 10e4d1 L' TrSL600 IN
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Part # ! Panel # SE121-001P PANEL #4 | %Std Smisi 4470,
Iz prial lnspoctor oi

iNumber Deviation Tidmess Perrneabill

Ins ﬂ l_ng Number: §121 -0015-1 MTM Rev: 0B
After structural weldi weiding _ After welding Port __Final Inspaction X

J-1009-NDT J-1185 J-1180 |Dateoflnggcot|on 04-16-04
nt ateria! agnetic Inspeclor

Finish g Nwmber Deviation Thickness Pen‘neabilitf'mssh Initials

1 0.027 493 ILESSTHAN1.01] 13.2 44
2 0.048 0414 HIESSTHANIO1] 10.8 \ / 45
3 0.054 0.413 [LESSTHAN1O01] 21.2 46
4 0.059 0413 [LESSTHAN1.01| 16.8 47
5 0.080 0.414 |LESSTHAN1.01| 14.8 48
6 0.057 0.417* JLESSTHAN1.01| 16.4 49
7 0.053 0.412 |[LESSTHAN1.01] 17.3 50
8 0.048 0.413 |LESSTHAN1.01| 128 51
g 0.043 0.415 |LESSTHAN1.01| 16.1 52
10 0.039 0.417* [LESSTHAN1.01| 159 53
11 0.036 0.417" |[LESSTHAN1.01]{ 14.3 54
12 0.032 0.418* |LESSTHAN104| 106 55
13 0.031 0.416* |LESS THAN 1.01 14.5 56
14 0.037 0.416* |LESSTHAN101| 123 57
15 0.051 0392 |LESSTHAN1.01| 13.2 58
16 0.041 0.393 [LESSTHAN1.01] 15.1 59
17 0.030 0.394 [LESSTHAN1.01| 17.9 80
18 0.017 0.391 |[LEssTHaN1.01] 18.7 61
19 0.008 0.381 [LEssTHAN1.01] 12.3 62
20 0.001 0.390 |LESSTHAN1.01] 10.9 63
21 -0.002 0.380 |[LESSTHAN101| 15.3 64
22 0.000 0.391 LESS THAN 1.01 16.0 65
23 0.004 0,380 |LESSTHAN1.01| 18.9 66
24 0.009 0.389 |LESSTHAN1.01| 17.1 67
25 0.015 0.388 |[LESSTHAN4.01} 17.0 88
28 0.023 0.389 |LESSTHAN1.01| 15.3 69
27 0.028 0.392 LESS THAN 1.01 12.4 70
28 0.031 0.391 LESSTHAN1.01| 15.3 71
29 0.034 0.392 |LESSTHAN1.01| 14.3 72
30 0.036 0.391 LESS THAN1.01]| 16.1 73
31 0.050 0.401 LESS THAN1.01| 16.2 74
32 0.051 0396 |LESSTHANt.01| 126 75
33 0.062 0.400 |LESS THAN 1.01 8.3 76
34 0.026 0.395 ILESSTHAN101| 104 77
35 0.067 0.394 |LESSTHAN101| 11.8 78
36 0.016 0.392 |LESSTHAN1.01| 12.1 79
37 -0.002 0.393 |LESSTHAN1.01] 9.3 £ aem \ 80
38 -0.016 0,388 [LESSTHAN1.01] 108 \g?'} 81
39 o 82
40 83
41 84
42 85
43 86
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anel | ss (# |

84880 PPF : h : .

type: Formed P After structural weldi After welding Port  Final Inspmction X
iPart # / Panel #: SE121-001P PANEL #2 Std S/N(s): 4470, J-1008-NDT, J-1165, J-1180 [Date of inspection: 04-16-04
Point  Profile aterial Inspector Point aterial  Magnetic ¢ Inspector

iNumber Deviation Thickness Permeabllity Finish In Number Deviation Thickness Permeabilitl-inish Initi
7 0025 ] 0. LESS THAN 1.01] 10.2 ], 44| 0062 ] D376 Jesermunio] | 9.6 '
2 -0.023 0.386 JLESSTHAN1.01| 16.3 45 0.043 0.375 |iessmaniot 13.4
3 -0.018 0.384 |LEssTHAN1.01] 153 * 46 0.032 0.381  liess THAN 1.0 115
4 -0.013 0.383 [|LessTHAN1.01] 124 a7 0.047 (0.302  [LEsS THAN 1.0 12.0
5 -0.004 0.383 JLESSTHAN1.01| 11.3 48 0.036 0.389  |LESS THANM 1.0 134
6 0.008 0.384 [|LESSTHAN1.01] 109 48 0.141 0.389  |iess THAN 109 16.4
7 0.021 0.383 |LESSTHAN1.01]| 14.2 50 0.145 0406  |LESS THAN 1.01 14.2
8 0.027 0.383 |LESSTHAN1.01| 15.3 51 0.162 0.386  |Less THAN 1.0 14.5
9 0.034 0.382 |LESSTHAN1.01| 17.6 | 52 0.154 0.388 |esstHani1o1]  13.2
10 0.041 0.383 LESS THAN 1.01 14.6 53 0.147 0.380  |Less THAN 1.01 15.6
11 0.049 0,383 lLESSTHAN1.01| 123 54 0.135 0.381  liessTHan 101 13.4 *
12 0.053 0.385 |[LESSTHAN1.01| 16.8 55 0.125 0.380  [LEssTHAN 401 14.6 Lo
13 0.054 0.383 |LESSTHAN1.01| 14.5 { 56 0,130 0.381  |LESS THAN 1.01 10.9 k%:!
14 0.050 0.383 |LESSTHAN1.01} 152 | 57
15 0.046 0.383 |LEssTHAaN1.01] 10.3 58
16 0.038 0.383 |LESS THAN 1.01 9.8 59
17 0,031 0,383 [LEssSTHAN1.01] 11.0 80
18 0.030 0.382 |LESSTHAN1.01]| 12.3 61
19 0.031 0.381 [LESSTHAN1.01] 154 62
20 0.034 0.381 [LESSTHAN1.01| 14.8 63
21 0.038 0.383 [|LESSTHAN1.04| 13.2 64
22 0.045 0.383 [LESsTHAN1.01] 18.6 65
23 0.053 0.383 |LESSTHAN101| 17.6 66
24 0.064 0.382 |LESS THAN1.01| 12.3 687
25 0.077 0.381 [LESSTHAN1.01| 15.2 68
26 0.082 0.409 |[LESSTHAN1.01| 143 69
27 0.097 0.407 |[LessTHAN1.01] 10.3 70
28 0.105 0.404 |LESS THAN 1.01 5.4 71
29 0.102 0.402 [LESSTHAN1.01]| 12.3 72
a0 0.086 0.392 |JLESSTHAN1.01| 14.8 73
31 0.086 0.393 |LESSTHAN1.0t] 18.4 74
32 0.091 0.394 |LessTHAN1.01] 13.2 | 75
33 0.112 0.393 [LESSTHAN1.01| 14.3 76
34 0.135 0.391 LESS THAN 1.01| 10.6 77
35 0.136 0.388 |LESS THAN 1.01 9.2 78
36 0.129 0.390 [|LESSTHAN1.01| 15.2 79
a7 0.120 0.386 [LESSTHAN1.01] 14.3 80
38 0.111 0,384 |LESSTHAN1.01| 164 81
39 0.100 0.385 |LESSTHAN1.01| 17.2 82
40 0.088 0.383 JLessTHAN1.01| 12.3 83
41 0.079 0.383 |LESSTHAN1.01] 15.2 84
42 0.071 0379 |LESSTHAN101| 10.2 f#‘ a5
43 0.081 0.380 [LESSTHAN101] 17.1 A Ynlld 86

¢ 10¢411°0vSL600 IN



Page: 117
_@ ¢ @9 h INSPECTION DATA CHECKLIST Date: 04/19/04
Tool & Machine, Inc. User ID: DURHAM

Quality Assurance Documentation for Part ID: SE121-003P - Item: 223
| 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA JF1165 LESSTHAN 1.01 522 A
Magnetic Permeability of all Inconel 625
(10) Material And Weld Zones (1.01 Max) 04-08-0
* QA F1165 LESSTHAN 1.02 522 A
Magnetic Permesability of Conflat Flange
(20) (1.02 Max) 04-08-0
* QA JF1165 LESSTHAN 1.2 522 A
Magnetic Permeability of Weld / Heat Affecte
ne
(30) (Flange to Tube) (1.2 Max) 04-08-0
* MN|375 QA 4470 +0.216/-0.034 TOTAL |522 R
PROFILE [N/C:15410
(40) Finished part profile -Doc:15140] 04-16-0
* & |@.250'®48'|A|B]C]| QA 4470 0.570[N/C:15418-Do  |522 R
Port Extension position €:15418]
(50) (after re-attachment) 04-19-0
* QA JF1009-NDT  [P#1 0.378-0.391,P#2 522 R

0.409-0.375,P#3 0.
389-0.375,P#4 0.418
-0.388,P#5 0.430-0.
404 [N/C:15377-Doc

(60) .375 +0.04/-.06" :15377] 04-08-0

* QA J1009-NDT |0.127-0.130 522 A
(70) 125 +/-.013" 04-08-0

1* QA J1180 ACCEPT 522 A

32 MICRO INCH SURFACE FINISH RA
ENTIRE INTERIOR VESSEL AND
(80) PORT EXTENSION SURFACE. 04-16-0

QA003  (n:\mtmapps\mtgapl 10.qrp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



CERTIFICATION OF TESTS » RAPPORT D’ESSAIS CERTIFIE « WERKSZEUGNIS

FILE COPY 2
Tvolce N Date Exiered Custtrsir Reforsoce Fajpem of Fages Haytes International
No. De Facture Diate The Comm wd Raference Cliunt Page de Pages ['] A
]l.uhnnng Nr Begteldnnum : Kmldgnlxdll-un Zazpain Almﬁ Wer Seleen YNE S 1020 West Park Avenue
3912820010 08/14/03 P03-03302 20030822079 10f4 Internaﬁonal PO Box 9013
Kokomo, Indiang, 46902
Snid T +. Chiene ¢ Bestedlaranachrift §bip To = Destinataire » BesteBmenpe

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST

INDIANAPOLIS

IN 46218 TUSA

MAJOR TOOL AND MACHINE INC
1458 E 19TH ST
INDIANAPOLIS
IN 46218 USA

Specificaiion + Speciffentian + Specfkatian

Pruduct Deseription » Description Produil = Mareris] Bashrabung

0.125 (0.12/0.13) x 36 x 120

HAYNES(R) 625 ALLOY SHEET -
NADCAP CERTIFICATE NUMBER 0089
S400E,S1000E, EN 10204 3.1.B

Quantity Orderet Qumtity
Quaniie Commanies Shipped
Eevizllemenge Quiatitie
Expadler
Liefermenge
AMBS 3399 Rev F ASTM-B-443 Rev 99 N06625 1 1PC 1PC
Heat Nomber Chemical Analysis + Analyse Chimique # Chemisehe Analyse
Fnmtru De Emise Al B c ﬂf;g:) Co Cr Cu Fe Mn Mo Ni P S Si Ti v w
2650 3 6R74 |0.16 D.030 3.63 0.13 21.79 4.71 0.28 8.B6 58.96 0.008 0.2 011 0.26
il Te Zr Bi S La CHROR Tt Mg Y Ag N Ca AT Ni+Ce
1650 3 6874 |3.580 <0,050
Certified By » Certifie Far  Beschelnlgt Durch: Paul Guest 0822403

Certification Supervisor/Technician
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CERTIFICATION OF TESTS = RAPPORT IMESSAIS CERTIFIE » WERKSZEUGNIS FILE COPY 2
[nvoies No Dais Eatered Custarmin Refarwnce Rapart No. Taypes of Fagea Haynes Iternetional
N Releremoe C1 !
o DeFasture | Date v Ca ramande cieferace Chent mmg: orupe de Pages H_AYN_ES 1020 Wes! Park Avenue
3912820010 08414403 PO3-03302 20030822079 20f4 H PC Box 9013
International Kokomo, Indizna, 46902
Sald Tu » Clieni & Bestellmranschril Ehip To » Destivataire v Resizllmmye Froduct Deseripsion s Description Pradult + Maerial Beshrelbwng
MAJOR TOOL AND MACHINE INC MAJOR TOOQL AND MACHINE INC 0.125 (0.12/0.13) x 36 x 120
1458 E 19TH ST 1458 E 19TH ST .
INDIANAPOLIS INDIANAPOLIS HAYNES(R) 625 ALLOY SHEET -
IN 46218 USA IN 46218 USA NADCAP CERTIFICATE NUMBER 0089
5400E,S1000E, EN 10204 3.1.B
Specifiration « Specificalian » Sperilikativn Quantity Ordered Quandry Shipped
Quantle Cammaandee Chuantitie Expadiee
Bestdkmuenge Liefermenge
AMS 5509 Rev F ASTM-B-441 Rev 99 NOG625 1| | BC 1PC
Tenutike Test xt Rwom Temperature s Eszai De Traction A Temp Ambiamee » Teaslle Teat ot Elevated Tempersture o Egpal D¢ Traction A Hie Temp. Stress Rupiure Temperature « Erai A Chitirge De Roplure Zeitstandversoch
ch Bei Ruwn Terap. _ _Warm Zugvermch
Ulkrasle 1% Yidd D% Vicld % Ekogla] HRA Test Ttimate 1% Yield 0.9% Vield % Eocgln | SRA Teal e Helars WElngln]| WEA
Lim. Had A1% | Lim. Blasl. 4.0.2% | % Alloag 2] Lis. Bluet 4 1% | Lim, Elagt A 03% | % Alkong BN Exai Conatrainie Henres % Allong
™ 4.2% Siri EN BRA Vermack 1% Stk 0.2% 5tri % Detmuog, | %RA Vernuzh Spannamg Stumden EN % RA
% % Dekaraag
Detvmeg Tenup: Temp:
>
13401} P5] T2000 PSL | 46 % (1) (A)
Certified By » Certifle Par # Beschelnigt Durch: Faul Guest 0822403 (123438301501
Certification Supervisar/Technician
THEDATA SHIPHENT AND APS BELIEVED TO B8 LELLARIF WE DLICLAIM AN [ FAL LIABLITY S0 LEE OF TIHBCE'{'IIFIZ'J\TL
DN Aumnb‘mwmlmmhm!smmwmmnmmmcmm BOLE RECUSOMS TOAITE RESPONBRILITIE Ll al £ QUANT A LT CEATEIL/LT.
WDEMFMMT\’ QELTEN wmm e L ALEOLALHWUES DD

ANERGHEN WERDEN, WER LEHNEY mmmzmxﬂmmmnug R WENT, AB.
mmmammmuﬁmwmmonmmmum
APFLIACATION




CERTIFICATION OF TESTS w RAPPORT D’ESSAIS CERTIFIE » WERKSZEUGNIS FILE COPY 2
Invokes No Dtz Entered Customer Referonce Rapart Na. Pupis of Pages H [ tional
ot il R et rarr e R HAYNES 1020 Wos Park Avenue
101282001-0 08/14/03 PO3-03302 20030822079 30f4 3 BC Box 9013
M&]l]___atlﬂl@_l Kokomo, In;i:ma, 46902
Sold T » Cilent « Beslelarnnschrill S¥ip To » Destimntaire » Beatelmenge Prodwet Description » Descriptnn Bruduit « Material Beskrelburg
MAJOR TOOL AND MACHINE INC MAIOR TOOL AND MACHINE INC 0.125 (0.12/0.13) x 36 x 120
1458 E 19TH ST 1458 E 19TH ST .
INDIANAPOLIS INDIANAPQOLIS HAYNES(R) 625 ALLOY SHEET -
IN 46218 USA IN 46218 TUSA NADCAP CERTIFICATE NUMBER 0089
S400E,S1000E, EN 10204 3.1.B
Specification « Specification v Spezifikation Q:;ﬂuﬂtg Ordered E'“"ﬂ?’ Eh.m:ui
Qo oge u:ru-u;y

AMS 5599 Rev F ASTM-B-443 Rev 99 N06625 1 1PC 1PC

Annealed Aged Hardoes Grain Siae IGA Uniformiky Corroslen Rate Oxidaten Rate Charpy kmpart Test Lreep Raptare

Hardness Durette ¥iell Growen e De Grain

Duretie Recah Gelur Haerte Kortigraease
 Geglache Haerts “Graln Sios | Procomimant | Fusty, Grain | loecry. ALA AENE D Corerion Ter Toughnast | Toughoeas | Toughmess | Tanghness Tat Bens Tours | % Eloog In | % Dong @
Grain Sz Grals B Mttt Avg 1 F] E] Bai Comaraistz | Hewrst | %oAMougEM | 131Hm
Vernch Spamang | Shinden | % Dehumig
- MPY Tenp

98 HRB 8 0,001 Im {1}

Certified By » Cerfifie Par » Bescheinigt Dureh: Paul Guest 08/22/03 {1} 3438301501

CerilBcation Sopervisor/Technician
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CERTIFICATEON OF TESTS » RAFPORT I’ESSALS CERTIFIE » WERKSZLUGNIS FILE COPY 2
tayoier Ne Dute Extyred Cwsoner Achrensr Eagreri ®o, Fapun ol Pags Har nti tiotial
We. ’*"““;:: Bate D Comuannide mw:&mﬂm‘“ Rt #: ﬁiﬂ?ﬂ. ) H AYN E S mzoy:::s ! pirn;a ‘;:::w
AGT2RIGL-0 08/14/03 P332 20020822079 40{4 4 PO Bax 8013
Interustional Kokore, [:;m 00

Fald Ta = Chent » Batclarmtocnvtfi Sbip To « Eatinmtaice » PBetifasdze Fraduet Description = Neoseriptlsn rodudi » Marh Besorebung
MAJOR TOOL AND MACHINE INC MAJOR TOQOL AND MACHINE INC 0.125 (0.12/0.13) x 36 x 120

1458 E 19TH ST 1458 B 19TH 8T .

INDITANAPOLIS INDHANAPOLLS HAYNES(R) 625 ALLOY SHEET -

IN 46218 USA IN 462i8 USA WADCAP CERTIFICATE NUMBER 0089
B S400E S1000E, EN 10204 3.1.12

Spevification = Hperiieation v Apaiiiution wm&m &m w

ieferm:

AMSE 5599 Rev F ARTM-B-443 Rev 9 NO6E2S5 1 iPC -

This meterial is Free of mercury contamination,

Thin material has paseed e bond test a8 spenitied in ‘AMS 5599°

This mwaterial has been annealed and coaléd in & pretective stmophere,

Mkt Credors Used: 3438301504 (1 PCY

4] 1750 °F ta 1950 °F

Certiiied By » Ceriifis Pur » Brscheluigt Durch: Pan} Guest 0822165

Certifieation Sapervisar/Techulcion

“ Y
e
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Tool & Machine, Inc.

1458 E. 19th Street, Indianapolis, In 46218

TEL:(317)636-6433 FAX:(317)634-9420

Nondestructive Test

Certification for Visual Inspection
Quality Assurance Documentation for Part ID: SE121-003P-4 - Item: 227

Date of Inspection:03/31/2004 Type of Material:625 INCONEL NDT#:8545
Stage of Inspection: Manufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ ] Incoming Inspection [x] Weldment [ ] Casting [ ] Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]1Bar Stock [ ]Plate [ 1 Rough [X] Drawing [X] No
[ ] After Repair [ 1Forging [ ] Other [x] Other [ ] Test Plan
[ ] Final Inspection AS-WELDED [ ] Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:25 -Op:20 Quantity Inspected: 1
Resource ID: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE121-003P-4 Quantity Rejected: 0
Part Name: PORT EXTENSION WELD BACKI
Serial Number: N/A Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant: N/A
Customer Inspection Plan: N/A Inspection Criteria:
Test Step: N/A Customer Specification: ASME SECT. V, ARTICLE 6
Revision: N/A MTM Spec Number:
Material Test Number: N/A Acceptance Standard: AWS D1.6, PARA. 6.29.1
Inspection Methods Used:
Magnification Used: 10X
Light Source Used: AMBIENT AND FLASHLIGHT
Pre-Weld Inspection Acc Rej N/A In-Process Inspection Acc Rej N/A Post-Weld Inspection Acc Rej N/A
Base Material Certs: [] [1 [x] Preheat/Interpass Temp: [] [1 [x] Welds Properly Completed: [X] [1 [1
Filler Material Certs: [] [1 [xX] | Proper Filler Material/Flux: [] [1 [x] Weld Surfaces: [X] [1 [1
PQR/WPS: [] [1 [x] Shielding Gas/Back Purge: [] [1 [x] Weld Dimensions:  [X] [1 [1
WPQ: [] [1 [x] Welder Conforming to WPS: [] [1 [x] Weld Contours:  [x] [1 [1
Joint Preparation: [] [1 [x] Root Pass:  [] [1 [x] Post-Weld Cleaning: [X] [1 [1
Fit-up: [] [1 [x] Fill Pass: [] [1 [x] Distortion of Part: [] [1 [x]
Pre-Weld Cleaning: [] [] [X] Cover Pass:  [] [] [X]
Equip Condition/Calibr: [] [1 [x] Interpass Cleaning: [] [1 [x]
Distortion of Part: [] [] [X]

Inspection Requirements:

100 % of all accessible surfaces [ ] Joint Preps [X] Root Pass [ 1Back 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. WD H AT

comonze

Inspector: 933-D.LEAPLEY Date: 04/15/2004 St

NDT003 n:\mtmapps\mtndt! pi.qrp Page: 37 User ID: DURHAM Date: 04/15/04



Page: 118
_@ ¢ @9 h INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA PURGE @ 20 CFH ARG |791 A
N GASAND 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
* QA 062 625 INCOHEAT  |791 A

CWI/ TEAM LEADER LOT AV8128

VERIFY WELD FILLER MATERIAL COMP,

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 03-31-0
* QA 300 SERIESSS. S. 791 A

CWI/ TEAM LEADER S. WOOL INSERT

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 03-31-0
* QA 709 QUALIFIED TOWP |791 A

SPERMTM WELDER Q

ALIFICATION CHECK S

CWI/ TEAM LEADER YSTEM

VERIFY WELDER QUALIFICATIONS CO

PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 03-31-0
* QA 75-175 AMPS .062 FI 791 A

LLER, ALL PARAMETE

RSWITHIN WPS REQUI

CWI / TEAM LEADER REMENTS

VERIFY PARAMETER COMPLIANCE

PRIOR TO OPERATION START

(50) AND THROUGH COMPLETION 03-31-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



Page: 119

_® "W”' INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA J1165 LESSTHAN 1.01 085 A
(10) MAGNETIC PERMEABILITY 1.01 MAX 03-05-0
* QA VISUAL OK 085 A
(20) CLEANLINESS PER PP475 03-05-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420
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Q Quality Assurance Documents For Date: 04/19/04
Tool ﬁm inc, 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# Sub Op Pc Document Description / Material Description / File Name / Heat Lot

228 19 10 Inspection Data Checklist: 5 steps
229 19 10 Nondestructive Visual Test Certification #8102
230 19 20 Inspection Data Checklist: 2 steps

THREADED LIFTING BOSS - THREADED LIFTING BOSS
Item# Sub Op Pc Document Description / Material Description / File Name / Heat Lot
231 58 10 10 Material Certification: TRACE ID: 69597/ 316_100 - BAR, ROUND, 316SST, .75 DIA. - MC086258.TIF / 13207
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Page: 120
_@ ¢ @9 h INSPECTION DATA CHECKLIST Date: 04/15/04
Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY | SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA SHIELDING 40 /PUR |791 A
CWI / TEAM LEADER GE @ 20 CFH

VERIFY SHIELDING GAS

AND PURGE GAS COMPLIANCE

PRIOR TO OPERATION START

(10) AND THROUGH COMPLETION 02-25-0
* QA 062625 INCOFILLE |791 A

CWI/ TEAM LEADER R HEAT #AV 8128

VERIFY WELD FILLER MATERIAL COMP

PRIOR TO OPERATION START

(20) AND THROUGH COMPLETION 02-25-0
* QA 300 SERIES S.S. 791 A

CWI / TEAM LEADER

VERIFY PURGE DAM MATERIAL COMPL

PRIOR TO OPERATION START

(30) AND THROUGH COMPLETION 02-25-0
* QA 709 /728 ACCEPTA |791 A
BLETOMTM QUALIFI
CWI / TEAM LEADER ATIONS CHECK SYSTE

VERIFY WELDER QUALIFICATIONS CO
PRIOR TO OPERATION START

(40) AND THROUGH COMPLETION 02-25-0
* QA .062 70-170 AMPSAL |791 A
L PARAMETERSWITHI
CWI/ TEAM LEADER WPS RANGE

VERIFY PARAMETER COMPLIANCE
PRIOR TO OPERATION START
(50) AND THROUGH COMPLETION 02-25-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapalis, IN 46218 (317)636-6433 Fax (317)634-9420



@ Afeefor Nondestructive Test
- Tool & Machine, Inc. Certification for Visual Inspection

1458 E. 19th Street, Indianapolis, In 46218 Quality Assurance Documentation for Part ID: SE212-003P-3 - Item: 230
TEL:(317)636-6433 FAX:(317)634-9420

Date of Inspection:02/25/2004 Type of Material:304L SST AND 625 INCONEL NDT#:8102
Stage of | nspection: M anufacturing Process: Surface Condition: Test Being Run to: Heat Treated:
[ 1 Incoming Inspection [X] Weldment [ ] Casting [ 1 Machined [X] Router Instructions [ 1Yes
[X] In-Process Inspection [ ]Bar Stock [ ]Plate [ 1 Rough [x] Drawing [X] No
[ 1 After Repair [ ] Forging [ ] Other [x] Other [ ] Test Plan
[ ]1Final Inspection AS-WELDED / BLENDED [ 1 Technique Card
Part Information: Test Results:
MTM Job Number: 64880/1.0 -Sub:19 -Op:10 Quantity Inspected: 1
Resource I D: 230-FABRICATION - WEIDNER Quantity Accepted: 1
Part ID: SE212-003P-3 Quantity Rejected: 0
Part Name: PORT EXTENSION
Serial Number: N/A Run Hours: 0.0
Customer P.O.: S-04344-F
Customer Unit/Plant: N/A

Customer Inspection Plan: N/A Inspection Criteria:
Test Step: N/A Customer Specification: ASME CODE ARTICLE 6, SECTION V
Revision: N/A MTM Spec Number:
Material Test Number: N/A Acceptance Standard: AWS D1.6, SECT. 6.29.1

Inspection M ethods Used:
M agnification Used: 10X
Light Source Used: AMBIENT / FLASHLIGHT

Pre-Weld | nspection Acc Reg N/A I n-Pr ocess | nspection Acc Reg N/A Post-Weld I nspection Acc Reg N/A
Base Material Certs:  [] [] [X] Preheat/InterpassTemp: [] [] [X] 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 Conformingto 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]
PreWeld Cleaning: [] [] [X] Cover Pass: [] [] [X]
Equip Condition/Calibr: [] [] [X] InterpassCleaning: [] [] [X]
Distortion of Part: [] [] [X]
Inspection Requirements:
100 % of all accessible surfaces [ ] Joint Preps [ ] Root Pass [ 1Back 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. k
Inspector: 933-D.LEAPLEY Date: 02/25/2004 W

DA H LAREY
comonze

SCill

NDTO003 n:\mtmapps\mtndt! pi.qrp Page: 37 User ID: LONAKER Date: 04/15/04



Page: 121

_® "W”' INSPECTION DATA CHECKLIST Date: 04/15/04

Tool & Machine, Inc. 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
SHEET| ZONE CHARACTERISTIC GAGE/EQUIP BY |SAMPL SER# DATA/REMARKS INSP |VERFD| AUDIT
* QA F1152 20-30 522 A
32 Micro Surface Finish
(10) (Interior) 02-25-0
* QA JF1165 LESSTHAN 1.2 522 A
1.2 Max Magnetic Permesability
(20) (Flange To Tube) 02-25-0

QA003  (n:\mtmapps\mtgapl 10.grp) Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218 (317)636-6433 Fax (317)634-9420
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MTM PVVS ShipRel.pdf 1 of 1

PRINCETON UNIVERSITY
PLASMA PHYSIC LABORATORY—PPPL

| PRODUCT QUALITY CERTIFICATION AND SHIPPING RELEASE

PROJECT ITEM DESCRIPTION SHIPMENT NUMBER
NES X PVVs 6¥8%0/1
PPPL Subcontract / Order No. REV. |ITEM NO. SUBCONTRACTOR REV. |QUANTITY
5. REFERENCE NO. - SHIPPED
§-04344-F | 1 #8580 1

SUBCONTRACTOR'S CERTFFICATION

This is to certify that the products and services identified herein have been produced under a controlled quality assurance
program and are in conformance with the procurement requirements inciuding appiicable codes, standards and specifications as
identified in the above-referenced documents unless noted below. Any supporting documentation will be retained in|
accordance with th rocuremenl jrements.

| sianED: % N i i |

TITLE; é‘ 7 __ COMPANY: [INGk 7zt £ ATHE dioninn ‘

PPPL (AUTHORIZED REPRESENTATIVE) SHIPPING RELEASE

'This is to ce'ify that evidence supporting the above Subcontractor's Certification statement has been audited and no

pro j»~4f~=i~: noncorformances from procurement requirements have been found unless noted below, ° —— " Wsaviicis
nereby releasei| for shipment.

This section serves as the Quality Assurance release for the above described product for shipment. 1 Gues nov constivuw . -
acceptance thereof and does not relieve the Vendor, Manufacturer or Subcontractor of any and all responsibility or obligativn {
imposed by the purchase contract. Tt does not waive any rights the Purchaser may have undzr the purchase contract, mcluding

the Purchaser's right to rcject the above described material upor discovery of any deviations from requirements of the purchase
contract, drawings and specifications.

NONCONFORMANCES FROM PROCUREMENT QUAL[TY REQUIREMENTS M ‘\‘ M ponc w—h:rm awtes \

WO 1S103, 1540 £1SUS. g ase reiS3TILL o

inamnxsmnmct SERIAL NUMBERS: b«umﬂ&m;}mk%e%o Lollow- Cmm o
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Major Tool & Machine, Inc. Page: 1

1458 East 19th Street MTM N/C: 15103 Date: 04/16/04
Indianapolis, IN 46218-4289 User ID: MCCORKLE
Customer: PRINCETON PLASMA PHYSICS LAB
Contact: LARRY SUTTON Telephone: 609-243-2441
E-Mail: S-04286-F Fax: 609-243-2021
Part: / Customer P.O.: S-04344-F/Ln:1
Drawing ID: SE121-001P Revision: 0 Serial No./Qty:
Reported By: DOUG MCCORKLE Telephone: 317-636-6433
E-Mail: dMcCorkle@MajorTool.com Fax: 317-634-9420

Problem: RADIOGRAPHIC INSPECTION REQUIREMENT ASME SECTION VIII, DIVISION 1, UW-51
PROCESSING DEFECTS NOTICED ON THE FILM DURING CUSTOMER VISIT. ROLLER MARKS WERE
OBSERVED ON THE FILM AT LEAST PARTIALLY OVER THE WELD IMAGE.

Proposed Disposition:
CONTINUE MANUFACTURING. ISSUE WILL BE SUBMITTED TO PRINCETON FOR DIRECTION. IF
RE-SHOOT IS DESIRED, PROVISIONS WILL BE ADDED INTO THE CURRENT MANUFACTURING

ROUTING IN A PRACTICAL LOCATION.

Number of additional pages:

Customer Disposition: [X ]UseAsIs [ 1 Rework [ ] Repair [ ]1Scrap [ ] Replace

MTM’s subcontracted RT Level II has determined that the marks in question do not interfere with the interpretation
of the film (i.e. they can be differentiated from relevant indications).
See attached MTM document.

Phil Heitzenroeder

Technical Contact Approval: 2004.04.19 16:08:52 -04'00" TitleNCSX Dep. Eng. Mgr. Date:4/19/04
Buyer Approval: PE Bhﬂll |Hee||tz|egnr|oseadger22 54:66" Title: VV Tech. Rep. Date:4/19/04

Major Tool Implemented By: Title: Date:

n:\mtmapps\Mtnonc14.qrp /Open

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420



Major Tool & Machine, Inc. Page: 1

1458 East 19th Street MTM N/C: 15377 Date: 04/20/04
Indianapolis, IN 46218-4289 User ID: MCCORKLE
Customer: PRINCETON PLASMA PHYSICS LAB
Contact: LARRY SUTTON Telephone: 609-243-2441
E-Mail: S-04286-F Fax: 609-243-2021
Part: / Customer P.O.: S-04344-F/Ln:1
Drawing ID: SE121-003P Revision: 0 Serial No./Qty:
Reported By: DOUG MCCORKLE Telephone: 317-636-6433
E-Mail: dMcCorkle@MajorTool.com Fax: 317-634-9420

Problem: THE MATERIAL THICKNESS ON PANEL #5 AND PANEL #4 IS OUT OF TOLERANCE. THE TOLERANCE
IS 0.375 +0.040 / -0.060. PANEL #5 RANGES FROM 0.404-0.430. PANEL #4 RANGES FROM 0.388-0.418.
REFER TO LD.C'S FOR 64880/1 SUB: 39 OP: 40.

Proposed Disposition:
SUBMIT TO PPPL FOR EVALUATION / REMEDIAL DISPOSITION

Number of additional pages:

Customer Disposition: | 1UseAslIs | ] Rework [ ] Repair [ | Scrap [ ] Replace

A major goal of the prototype effort is to obtain feedback on the dimensional accuracy achievable by the proposed
manufacturing methods, and therefore these tolerances are not cause for rejection and the prototype will be accepted
“as is.” Keeping in mind that for the “production” vessel the material thickness can be measured and controlled
before and after the forming process, the required thickness tolerance can be easily achieved for production.

Technical Contact Approval: Mike Viola e Title: PVVS Technical Rep. Date:4/20/04
Buyer Approval: 200404 2 135729 0400 Title: NCSX Deputy Date:4/20/02

Engineering Manager

Major Tool Implemented By: Title: Date:

Root Cause 1: 819-PROCESS DEVELOPMENT
Resource:  SILVER TEAM, ENGINEERING Equipment:

Description: THE MATERIAL THICKNESS WAS DISCOVERED TO BE OVER TOLERANCE EARLIER IN THE
MANUFACTURING CYCLE. KNOWING THERE WAS SUBSTANTIAL WELDING / BLENDING /
POLISHING TO BE DONE THE DECISION WAS MADE TO CONTINUE WITH THE PROCESS. THE OVER
THICKNESS AMOUNT DID NOT EXCEED WHAT IS CONSIDERED "NORMAL THINNING" AND WAS
ESTIMATED THAT IT WOULD BE WITHIN TOLERANCE AFTER ALL MANUFACTURING SEQUENCES
WERE COMPLETED. SOME AREAS REMAINED SLIGHTLY OUT OF SPECIFICATION.

Corr Actn: 1: Action: 04/16/04 By: 775-D.MCCORKLE

Description: BASED ON KNOWLEDGE AND EXPERIENCE GAINED DURING THE PRODUCTION OF THE PVVS, THE
PLATE MATERIAL WILL BE PROCURRED SURFACE GROUND TO A SPECIFIED THICKNESS WITH
LESS OVERTOLERANCE THAN PREVIOUSLY SPECIFIED.

Verify Notes: CONFIRMED

n:\mtmapps\Mtnonc17.qrp

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420




Major Tool & Machine, Inc.

1458 East 19th Street

MTM N/C: 15410

Indianapolis, IN 46218-4289

Page: 1
Date: 04/16/04
User ID: MCCORKLE

Customer:
Contact:
E-Mail:

Part:
Drawing ID:

Reported By:
E-Mail:

Problem:

PRINCETON PLASMA PHYSICS LAB

LARRY SUTTON Telephone: 609-243-2441
S-04286-F Fax: 609-243-2021

/ Customer P.O.: S-04344-F/Ln:1
SE121-003P Revision: 0 Serial No./Qty:

DOUG MCCORKLE Telephone: 317-636-6433
dMcCorkle@MajorTool.com Fax: 317-634-9420

THE PROFILE ON PANEL #5 EXCEEDS THE +0.187 TOLERANCE. THE PROFILE FALLS OUT IN TWO
AREAS ON THE BOTTOM EDGE. THE PROFILE POINTS THAT ARE OUT ARE INSPECTION POINT #60
& #61. THEY CHECK 0.195 AND 0.216.

Proposed Disposition:

SUBMIT TO PPPL FOR REMEDIAL DISPOSITION

Number of additional pages:

Customer Disposition:

Technical Contact Approval: zs s o

Major Tool Implemented By:

n:\mtmapps\Mtnonc4.qrp

[ X]UseAslIs | ] Rework | | Repair [ ] Scrap [ 1 Replace

A major goal of the prototype effort is to obtain feedback on the dimensional accuracy achievable by the proposed
manufacturing methods, and therefore these tolerances are not cause for rejection and the prototype will be accepted
“asis”. Keeping in mind that in the “production” vessel the segmentation would be different and this would have
been a panel weld seam within the vessel field period, the required tolerances may be achievable for production.
Feasibility of these tolerances will be considered as part of the prototype evaluation.

Pnil Heitzen:

Date:4/19/2004
Date:4/19/2004

Title: NCSX Dep Engrg Mgr
Title: Vacuum Vessel Tech Rep

Phil Heitzenroeder
Buyer Appl‘oval: 2004.04.18 11:32:44 0400

Title: Date:

/Open

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420



Major Tool & Machine, Inc.
1458 East 19th Street
Indianapolis, IN 46218-4289

MTM N/C: 15418

Page: 1
Date: 04/19/04
User ID: MCCORKLE

Customer: PRINCETON PLASMA PHYSICS LAB
Contact: LARRY SUTTON
E-Mail: S-04286-F

Part: /
Drawing ID: SE121-003P

Reported By: DOUG MCCORKLE
E-Mail: dMcCorkle@MajorTool.com

Problem: THE 0.250 PROJECTED TRUE POSITION CHECKS 0.570.

Revision: 0

Telephone: 609-243-2441
Fax: 609-243-2021

Customer P.O.: S-04344-F/Ln:1
Serial No./Qty:

Telephone: 317-636-6433
Fax: 317-634-9420

Proposed Disposition:
SUBMIT TO CUSTOMER FOR DISPOSITION

Number of additional pages:

Customer Disposition: [x ] Use AsIs [ 1 Rework [ ] Repair

[ ]1Scrap [ 1 Replace

Phil Heitzenroeder

A major goal of the prototype effort is to obtain feedback on the dimensional accuracy achievable by the proposed
manufacturing methods, and therefore these tolerances are not cause for rejection and the part will be accepted “as
is”. However, accurate positioning of the ports is a critical requirement for the production vessel and therefore it is
requested that all pertinent data and process history be included in the document package.

Technical Contact Approval: 2004.04.19 17:08:18 -04'00°

Buyer Approval:_Phil Heitzenroeder
2004.04.19 17:08:45 -04'00'

Major Tool Implemented By:

n:\mimapps\Mtnonc14.qrp

TitleNCSX Dep. Eng. Mgr. Date:4/19/04
Title: NCSX VV Tech. Rep. Date:4/19/04
Title: Date:

/Open /1D:15103

Major Tool and Machine, Inc. 1458 East 19th Street, Indianapolis, IN 46218-4289 Tel: 317-636-6433 Fax: 317-634-9420





