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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
	5. Date: 23/10/2002

	2. Contractor/Supplier: Ansaldo Superconduttori S.p.A.
	6. Part description: HCMBB_A001-02000004

	3. Contract No: F302/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)

	Geometrical measurements of end-cover positioning, after welding, performed on c.m. HCMBB_A001-02000004,  showed the following out-of- tolerance:

1) angle between end-cover CONNECTION SIDE and “C-plane” is -0.51mrad around Z-axis (nom. tol.=±0.36mm)

2) angle between end-cover LYRE SIDE and “L-plane” is -0.49mrad around X-axis (nom. tol.=±0.36mm)




	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)
The end covers shall be re-positioned according to the specified tolerances. In order to avoid cutting entirely the welds and so avoid re-doing all the work, we suggest to try first the following alternative methods*:

· Re-positioning the end covers by redoing partially the circumferential weld in appropriate sectors;

· Re-positioning the end coves by applying hammering in appropriate sectors.


	CORRECTIVE/PREVENTIVE ACTION

	14. Description of proposed action (use continuation page if necessary)
The end cover has to be strongly tack welded to the shrinking cylinder after positioning and before execution of the circumferential welding.

The position of the starting point of the circumferential welding shall be such that the weld-induced deformation in the first centimetres balances the eventual angular misalignment existing after tack welding. The starting point of each successive pass shall be separated from that of the previous one by 120°.


	APPROVAL OF NON CRITICAL NON CONFORMITIES 
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	Project Engineer: F.Savary
	Date: 28th Oct 2002


	APPROVAL OF CRITICAL NON CONFORMITIES 
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	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
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	Name: F. Terzi

Date: 05/11/02
	Name:

Date:


* For such delicate operations, CERN staff will provide technical support on the shop floor level.

Should these solutions be not successful, the end covers shall be then removed and re-positioned starting from the very beginning of the positioning and welding procedure.








