This Specification Addendum No. 3-3 (third Addendum to Revision 3 of the Specification) provides the following information reported by NCSX Project Management.  This information is effective immediately and will be formally incorporated, as appropriate, in the next revision of the Specification, now projected to be issued before 1 March 2005.

 

1. Re: D. McCorkle communication to M. Viola Fri 12/17/2004 5:27 P.M. “Risk mitigation synopsis, and three design change recommendation sketches.”   

 

a. Addendum 3-2 indicated NCSX project guidance that the greater risk is if the vessel is oversize vs. undersize in the region of the large ports and that Option #1 as proposed, appeared to be the better choice given the scenario provided.  Sketches were provided to PPPL for evaluation of a slight modification to the weld joint design where the large ports attach to the vessel which could reduce the anticipated inward distortion by approximately 50%.  MTM highly recommended the implementation of these changes.  The proposed weld design change for the large ports has been evaluated and deemed acceptable.  The three proposed weld detail changes will be included as alternate weld details in the next drawing revisions to SE120-004, shts 5, 13, and 15 which are expected to accompany the next revision of the Specification, projected to be issued before 1 March 2005. 

 

b. Also noted in D. McCorkle communication to M. Viola was a handwritten note questioning the callout for the port 4 seal on drawing SE120-004 SHT 5 of 19 R1 #43 should possibly be #53.  The callout is correct as #43, a Viton seal. 

 

c.  In the synopsis, Mr. McCorkle indicated that MTM believes the welding of the large ports will create additional localized inward distortion within the general area of each port. He further describes that it is anticipated that this localized inward distortion at each port extension will gradually improve as you move away from the port welds, and return to the normal welded profile (estimating within approximately 4.0-8.0”). 

 

Mr. McCorkle listed the expected distortion as follows: 

 

                                                    i.     This local distortion is expected to be minimal at the round pipe / tubing ports (estimating 0.06-0.08”). NCSX RESPONSE: This is within the specified +/- .1875 tolerance and would be acceptable.
                                                  ii.     The installation / welding of the spherical dome is expected to experience more distortion (estimating 0.08-0.125”). NCSX RESPONSE: This is within the specified +/- .1875 tolerance and would be acceptable.
                                                iii.     The installation / welding of the large fabricated ports (made from ½” thick material) is expected to produce the largest amount of local inward distortion (estimating 0.125-0.250”).  NCSX RESPONSE: This is greater than the specified +/- .1875 tolerance.  The region around the 4 ports in question (#4A, 4B, 12A, 12B) have been evaluated.  Fortunately, the plasma in these regions is sufficiently far from the shell that a local deviation is possible.  While the original tolerance is preferred to prevent required alterations to components mounted to the inside of the vessel shell, a tolerance of +.1875 -.375 at the perimeter which returned to the normal shell profile within 6” of the perimeter of the port weld would be acceptable.  This will be included as a note on drawing SE120-003, sht2 pertaining to these port weld details in the next revision.
                                                iv.     The estimated inward distortion of the Neutral Beam port is expected to be less than the other large fabricated ports (estimating approximately 0.08-0.125”). NCSX RESPONSE: This is within the specified +/- .1875 tolerance and would be acceptable. 
 

2. During the review of procedure PS-489 Process Specification – Material Procurement Requirements 65678 PPPL NCSX Vacuum Vessel Sub Assembly, it was discovered that the port covers all had pump out ports requiring the use of 316 material and weld wire.  The drawings required the pumpout ports to accommodate the leak check associated with the original concept of attaching the ports prior to boring the holes.  Should Major Tool avail themselves of the option listed in Specification paragraph 3.1.3 to change the sequence which obviates the need for every blank port cover to have a pumpout installed, then the pumpout provision is at their discretion.  Drawings SE120-005, shts 1-3, SE120-004, sht 9 and sht 19, SE122-104, SE122-112, SE122-149 shall be annotated accordingly.   The minimum port connection prescribed by Specification paragraph 4.2.1 must be provided. 
 

