3.1 Deliverables – Meeting Minutes

The following is in reference to the questions asked of Rohwedder by PPPL regarding the 3.1 deliverables.

Page 3 Questions 1&2

· Our statement about “several inspection points being inserted” is a general statement of inspections throughout the project and isn’t specific to a certain routine.

Page 4 Question 1

· The die will be measured via CMM to verify that it matches model contour prior to continuing with next steps.

Page 5 Question 1

· Existing WPS’s will be used and new ones will be developed for welding methods of this project.

· TIG welding will be used throughout.

· All specifications (permeability, tolerances, etc.) will be addressed and met.

Page 6 Question 1

· We are not sure if re-striking will be required and will know more while manufacturing the PVSA.

Question 2

· The MIT will incorporate details on cleaning of parts and their protection after cleaning.

Page 7 Question 1

· More detail on this provided in 3.1.2 Recommendations Section 3 regarding the unlikely possibility of being able to reuse the prototype die for the VVSA.

Page 8 Question 1

· The port extensions will be cut/coped according to the model and grinded if necessary.  A CMM will be used to locate and position these ports.

· Typo error “eng” changed to “end”.

· Also, discussed and inquire about the additional measurement option of Arc Seconds GPS measurement system (will contact Russ Fedder @ 609-243-3502)

Page 11 Question 1

· All ports will be cut off primarily using straight cuts and contours where necessary.  All cuts will stay within 1” of vessel surface unless told differently by PPPL.

Question 2

· Again, WPS’s will be developed, referenced, and used for all welds.

Page 12 Question 1

· All welds will be inspected visually, visually magnified 8X, and with use of X-Ray.

Question 2

· All welds will meet permeability requirements.

Question 3

· Carbon Steel, Inconel, and/or mild steel with inconel pads will be used as material for fixtures.

Page 13 Question 1

· Standard flanges will be used where applicable and custom flanges will be manufactured where necessary for sealing purposes.

Question 2

· Clarification that the specifications call out for a leak detector with sensitivity of 10E-10 and a leak rate of 10E-9.

Question 3

· Typo error changed “repots” to “reports”

Page 25 Question 1

· All weld procedures will be specified.

Page 26 Question 1

· Weld procedure will be specified.

· The scab plate will be tack welded on the edges and plug welded at inside surfaces.  Welds will be ground flat.

Question 2

· Weld acceptance criteria will be specified.

Page 27 Question 1

· The ASME specification does not cover water jet cutting.  This reference will be removed.

Question 2

· Reference points will be added to the die from the model using CMM or during manufacture.  These points will then be translated to the formed segment via CMM or indentation from the die.

Page 31 Question 1

· Weld procedures will be specified.

·  All shop floor personnel will use shop floor travelers for manufacture flow.

Page 32 Question 1

· At all failures in the flow chart a NCR (Non-Conformance Report) will be added into the flow prior to rework.  Also, the flow chart will specify what to do if the same failure loop continues past a certain number of times.

· All welds will be visually inspected at level 2 certification requirements.

Page 34 Question 1

· Will add weld inspections into flow chart.

Page 36 Question 1

· As mentioned earlier, port extensions will be cut/coped according to model and grinded if necessary.  A CMM will be used to locate and position the ports.

Question 2

· Will add weld inspection into flow chart.

Page 37 Question 1

· Will add weld inspection into flow chart.

Question 2

· Will reorganize flow chart so that the inspection routine is in this order: magnetic permeability inspection, X-Ray inspection, and leak check.

Question 3

· Visual inspection will be specified after all reworks

Page 38 Question 1

· A hand held (air driven) plasma cutter is an option for cutting off the ports.  Samples of plasma cut parts will be sent to PPPL.

· Laser cutting and other options will be researched.

Question 2 

· A large mill will be used for cutting port holes.  The fixture and mill size will allow for the parts to be oriented in necessary position for hole cutting.

· The preliminary tolerance on the lip of the hole that extends out past the ID of the port is +/- 0.020” – 0.030”.

Page 41 Question 1

· The flow chart has a break in flow on page 18 or 38 after step 4.17, which takes you to step 5.1.  This allows for the spacer integration to take place and the full vessel assembly to be leak checked prior to ports being cut off.

Page 42 Question 1

· Two typos will be corrected “minimum number of 3 times” and “austenitic stainless steel”.

Page 43 Question 1

· All referenced documents will be provided.

Page 45 Question 1

· Pricing data will be added to front page Form 1.

Page 47 Question 1

· Price increase from $2.6 mil to $2.9 mil is a result of but not limited to our overall better understanding of the project and its complexity as well as cost and complexity of measurement equipment and processes.

Page 48 Question 1

· Yes, the price includes the all parts of the port attachments.

Page 49 Question 1

· The schedule will be more detailed and will include testing/inspection task which are actually tasks that are going to be continuous throughout the project.

Additional Notes:

· Prototype fabrication will be based off latest model (as of this meeting date) and not reflect any modifications from meeting date on.

· Approximate price difference for not being able to re-use the die will be submitted 6/13/03.

· 6/20/03 recommendations for other sub-assembly mating methods due (in addition to comments and quote on current spacer method).

· 3.2.1 MIT and QA Plans for the PVSA is due on 6/25/03.

· Also due on 6/25/03, any questions or comments from Rohwedder for discussion in the 7/1/03 PVSA Design Review.

· PVSA Design Review on 7/1/03.

· 7/11/03 is the target date for authorization for PVSA production start.

