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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: 17/02/2003

	2. Contractor/Supplier: Ansaldo Superconduttori S.p.A.
	6. Part description: HCMBBRA001-02000012

	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)

	Final geometrical measurements performed on c.m. HCMBB_A001-02000012 showed an out-of-tolerance about the positioning of end-cover on lyre side, after welding.

Measured value of the centre of the end-cover is -1.45 mm on x-axis


	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 maximum acceptable error on the end cover positioning is (0.75mm. Therefore the end cover as it is not accepted. Further investigations shows that also the corrector magnets are misaligned with the same order of magnitude, as the error was committed during the definition of the reference axes. 

The end cover should be cut and repositioned as well as the corrector magnet. We suggest making the cut of the end cover in the welded zone in such a way to save the correct overall length of the magnet. Than perform an eccentric machining in order to correct the horizontal misalignment mentioned here before. The machining can be made at a bigger diameter than specified and the gap between the cylinder and the transition ring corrected with stainless steel shim. The end cover could be re-used on a different magnet by taking into account its short length, which can be compensated by the length of the cylinder.


	CORRECTIVE/PREVENTIVE ACTION

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



	APPROVAL OF NON CRITICAL NON CONFORMITIES 
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	Project Engineer: Marta Bajko
	Date: 11.02.2003


	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
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	Name: F. Terzi
Date: 02/03/2003
	Name:

Date:









