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	Non conformity Report

	LHC-HMQA-TR-0001.00 XP40tr-221 103045 HCHMQA_002-WW123456 LHC-HMQA-TR-000100.00

	IDENTIFICATION

	1. Originator’s Name: B.Caserza – F. Terzi
	5. Date: 16/03/2005

	2. Contractor/Supplier: Ansaldo Superconduttori S.p.A.
	6. Part description: HCMB__A001-02000163

	3. Contract No: F462/LHC/LHC
	7. Qty: 1

	4. Project Engineer: F. Savary
	8. Dwg No: LHCMBB_A0002/F  (683RM08451)


	9. Found during what activity:

	( Incoming inspection
	( Final inspection

	( In-process inspection
	( Other:


	10. Description of non conformity (use continuation page if necessary)

	During welding of flare diam=53 / 82 ("collarette" – dwg. nr. LHBMB__S0121 P.1) on c.b.t of V1-line & V2-line, Lyre side, the weld passed through the c.b.t. on different points.
Please find detail pictures and welding parameters, on continuation page.


	11. Action taken to prevent misuse (use continuation page if necessary)

	


	IMPORTANCE

	12.
	( Non critical
	( Critical


	DISPOSITION

	13.
	( Use-as-is
	( Repair
	( Reject
	( Rework
	( Return to supplier

	 Description of proposed action (use continuation page if necessary)




	CORRECTIVE/PREVENTIVE ACTION

	14. Description of proposed action (use continuation page if necessary)




	APPROVAL OF NON CRITICAL NON CONFORMITIES 

	15
	Project Engineer: 
	Date: 


	APPROVAL OF CRITICAL NON CONFORMITIES 

	16
	Project Management:
	Date:


	CLOSURE OF THE NON CONFORMITY 

	Planned actions have been completed and corrective/preventive actions have been initiated

	
	For non critical non conformities

Quality Manager or Project Engineer
	For critical non conformities

Project Engineer

	17
	Name:

Date:


	Name:

Date:
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Welding parameters
Please find here below WPS for this weld.

Baking gas has been used for tack welding and later during the welding.
[image: image6.jpg]7 ansaldo SPECIFICA PROCEDIMENTO DI SALDATURA  [WPS-N.  Asc2602
)\ Superconduttori SECONDO EN 288-3 rovz
& Welding Procecure Specification (WPS) weaR 15522
According to EN 2883 Foglio 2/2

[CARATTERISTICHE ELETTRICHEE eoteal craraciersics |

IMODO DI TRASF. Mode of metal transfer

TIPO E DIMENS. ELETTRODO W/ Tungsten Electrode Ty

na

UNI EN 26848 WT20 diam 2.4 mm

[CAMPO DI VELOCITA' DEL FILOIElectrode wire feed spood range na
PASSATE | PROCED | WATER DRPPORTO |CORRENTE] POLRITA| A v VELOC. LAVORD
Woig | Processos Filor motals Curent | actroc | amp. vait Travel Spoos

passes Bom_[TPOTyRe poarty mmimin
1 141 — oc EN | 4555 | 10412 | G0-80
PRERISCALGOTPraneat TRATTAMENTO TERMICOTRoSmord Feal Fear
ITEMPERATURA DI PRERISCALDO/Preheat Tomp.("C) 20| TEVPERATURAIRnge Temp. () nofnone
ITEMPERATURA DI INTERPASS/intorpass Tomp. (*C) 50| TEMPO DI REGIME/Time range  nofnone
salitalHeat
TEMPERATURA DI POSTRISCALDOIreheat maintenanco none[GRADIENTE/Rate noinone
discesalCool
Gas G5 miscela [poriata APPORTO TERMICO
lgos Imisture__|fow rato Heat imput
PLASMA na na na lirimin  [FASSATE | Kimm [NoTE
vels passes|
PROTEZIONEShietaing ARGON | 99.99%9-11 imin| trimin N
lscaiuNTVOITraling no no no itifmin
AL ROVESCIOIBacking ARGON | 99.89%|5-7ymin |ltriimin
ECRICA Toarane
[COROGN] STRETTT G LARGHIIString or Weave Ssad strettistring
IDIAMETRO DLLUGELLO O CERAMICA/Orifce or gas cup siz6 11 mm
NGOLO TORCIATorche angle 60700

[PULIZIA INIZIALE E DI INTERPASS nitial and interpass cleaning

[METODO DI SOLCATURAIMethod of back gouging

[PASSATA SINGOLA O MULTIPLAIMultple,single pass

lOSCILLAZIONE/Osciflation
DISTANZA LIBERA FILOIStand off istance (mm)

[ELETTRODO SINGOLO O MULTIPLOISingle or mulple electrodes

spazzolatura -pulizia con solventel
brushing and chemical cleaning
na

singolaisingle

na

na

singoloisingle

JaCrROGter arco orientato verso Io spessoro dolla flangia
arc orientation: towards flange thickness
[DATADate PREPARATO % | CONTROLLATO VERIFICATO EMESSOlissued
- ALl V22V
TEC o U e
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PROCESSO DI SALDATURNWolding Prosss  A) 141 8 )
frieortyee Amanuslemanual 8 )

[CONTIGTE

fillet weld from one sice
[SOSTEGNOIBacking no

MATERIALE DI SOSTEGNO/Backing material none
[PREPARAZIONE/Weld Proparation  Vedi sehizzolsoo skotch

IMETODO DI PREPARAZIONE E PULIZIA macch. utens,
IMethod of preparation and Gieaning machine tool

[TIPO DI GIUNTOL0int Typegiunto d'angolo sald. da un lato

T=1.5mm t=2mm  D=53mm
[max fusione ammessa nello spessore del tubo: tmm

[MATERIALE BASE Base metal

[GRUPPOIGroUp. N, 9 conito

ITIPO @ GRADO  W.1.4429( tp. 316LN)(EN 10088/3) contto
IType anc Grace

ISPESSOREIThickness (mm)
[DIAMETRO ESTERNO/Outside Diameter (mm)

L TRiOters no

GRUPPOIGIoUp.N. 9

TIPO & GRADO  W.1.4404 (tp. 316L ) (EN 10083/3)
Type and Grade

1502

53

A TERIALI DAPPORTOTF Tor MEtals

ISPECIFICA N* /Specification n.
[CLASSIFICAZIONE EN/EN Class.

[DIMENSIONI MATERIALI DAPPORTOISize of iler motal

[NOME COMMERCIALE DEL FLUSSOIFIux Trade Namo
IFABBRICANTE | MANUFACTURER

IALTROOMRer *AWS Class.

[NOME COMMERCIALE MATERIALE D'APPORTO/E M. Trade Name

A) B) ©)

[FOSIZIONT BT SALDA T URAIWETag Postions

PosizionEsPosition

[PROGRESSIONE DI SALDATURAWelding progression
lALTROIOMRer

Pr

ascendentolupward

noinone
|












