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Subject:  RFP 04-015F NCSX VVSA 

               Proposal Teleconference PPPL / MTM

MTM – Q04-00545


1. The PVVS experience brought to light the need for MTM to be less dependant on outside sources for ultra high vacuum testing activities.  We are currently pursuing equipment to perform vacuum testing in house.  The knowledge gained from the PVVS vacuum testing provided a clear understanding of the requirements (e.g. cleanliness, equipment, processing, etc…), and determined the course of action required to achieve ultra-high vacuum on the VVSA ourselves.  We used a knowledgeable consultant to learn a great deal about the process and this helped in achieving our final results.  This partnership will continue through out the production of the VVSA to assist with questions that may arise.

2. Activity 30 will be the first Vacuum Test.  All activities for the first 120 deg assembly will have a longer duration to account for development and logistics provisions.
3. It is planned to check each 120º VVSA once.  All ports will be in place for the test.
4. MTM will write and follow a vacuum test procedure for the VVSA.  The VVSA vacuum test will follow the basic procedures we applied to the second vacuum test on the PVVS (the first attempt reached 10-6). We had no problems the second time and achieved the leak rate in three days; this included a cleaning, baking and testing.
5. Our estimate is one week per 120 º  segment.  The entire assembly will be tested in its’ final configuration, there are no current plans to individually test the ports extension sub-assemblies.
6. The operation sequences will have contingencies for potential problems that could occur.  Our overall goal is to plan for success.  Extensive engineering and manufacturing experience is combined during planning meetings early in the process.  This is followed with the ability to quickly and effectively solve problems minimizing cost and delivery impacts.  An example of the result of risk management for the PVVS was the requirement of higher profile tolerances to be held during the forming, fitting, and welding processes.  This allowed more control over inherent variation throughout the manufacturing process, and ultimately meet the requirements of the final profile. MTM also has built in buffers in the scheduling system that allow for contingencies.
7. The Engineering Executive VP – James C. Flanagan

General oversight of the program.
8. The actual manufacturing of the PVVS was much shorter than the actual project time frame of 8 months.  Much of that time was spent perfecting the MIT / Quality plan and special process procedures.  The actual manufacturing times for the PVVS where considered when developing VVSA estimated times to produce an accurate quote. Our actual manufacturing time on the PVVS was close to our estimates but operations typically needed documentation from an inspector before moving to the next operation.  In many cases this was redundant to our electronic system.  
9. Each of the PVVS non-conformances has a corrective action in place.  The planning and preparation for the VVSA will consider these non-conformances. As part of our quality assurance system, each non-conformance and corrective action are reviewed in detail during our release meetings, preventing repetition. 
10. The plan is to re-machine, and re-use the five dies produced for the PVVS based on the panels sizes needed.
11. Close involvement with Q/A via laser tracker monitoring will minimize the risks associated with joining the 60º segments together.  Our laser tracker will be utilized throughout the fitting and welding of each panel / sub-assy. The concerns early in the project have been alleviated through our experiences with the PVVS.
12.  ID 33 and ID 43 are correct, ID 55 task name should have 10/28/05 not 9/28/05 the bars in the Gantt chart are correct.  The task name states “on or before” your delivery requirements.
13. The MIT has been developed to a level that allowed us to quote a firm fixed price to manufacture the VVSA.  MTM will need to spend 3 weeks of engineering to generate a detailed quality plan if this is what PPPL wants.  MTM will email the MIT in a pdf format and will send the Visual Layout as a pdf. 
14. The deviation reported on the N/C was for the initial application of the tube directly to the vessel wall (in-process check).  After cutting the port extension off, and re-locating it, it was re-positioned and attached within tolerance.  Based on this experience, we do plan to leave more excess material on the port extensions for positioning / fitting / and trimming on the VVSA.
15. MTM only plans to sublet the annealing of each formed panel prior to installation, and sublet thermal cycling the 120 º segments (done in house) prior to vacuum testing.  All other work will be performed by MTM in house.  We have backups for both sublet vendors so sublet poses minimal risk.

16. Yes MTM intends to radiograph 10% of each vessel weld seam.  The film will be orientated to include areas that will intersect port holes.
17. The field joint spacer will be produced by joining and welding panels together.  The plan includes these panels within the 60 º segment panels.
18. Mike Manuel – Program Manager


Doug McCorkle – Lead Engineer


Harley Sayre – Tooling Engineer


Mike Waisner – Engineering Shop Support


Cary Weaver – Quality Control Support 



(Assigned by VP of quality to support silver team projects)

19. MTM’s manufacturing facility is temperature controlled.  Our plan is to hold tolerance at ambient temperature.  Calculations can be performed and included with measurements to allow for thermal coefficient of expansion at different temperatures if necessary.

20. The cost increase was and is based on making larger dies for larger panels.  

The increase in documentation prior to manufacturing and during manufacturing constituted a large portion of the increases.  The VVSA will not have as much manufacturing documentation as the PVVS but it will be more than originally planned.  

Material prices have dramatically increased.
21. The plan is to use 9 dies, because the size of the panels is only “slightly different”.
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