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                     Picture  7 Picture  8 
 

The first activity was the positioning of the two half cases mock-up on the clamping structure constituted 
by beams, brackets and locking bolts. 
One of the test aim was to simulate the welding conditions foreseen on the Production Coil Cases. For 
this reason the samples have been positioned in vertical and clamped in an external rigid structure for 
simulating the constrains that the assembly tool will generate on the coil. 
     

            
Picture  9 Picture  10 Picture  11 
 
The case cover was not inserted at this stage (as foreseen in the production cycle); a provisional 
protection was placed on the impregnated beam. The case has been provided with several targets for 
the laser dimensional measurements as visible in Picture 9 and 10 and, after assembly completion and 
before starting of the welding activity, a reference mapping of the mock-up has been performed (Picture 
11). 
A check of the Magnetic permeability of the case mockup have been performed using an ASG a Foerster 
Magnetoscope Mod 1.069+permeability gauge mod 309 and the following values have been measured: 
 
Measuring Point        Permeabilità/Permeability (µ) (min-max) Val 

Rif/Ref.Value   
Note 

Upper half case (short sides) 1.20-1.35 not defined     
Upper half case (long side) 1.10-1.16 not defined     
Lower half case (short sides) 1.20-1.35 not defined     
Lower half case (long side) 1.15-1.21 not defined     
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After 11 welding layers, the transverse chamfer was filled with the exception of the two corners. It was 
decided to introduce new run-in and run-out plates fixed on the chamfer, as shown in Picture 24, for 
continuing the GMAW filling passes. When the corners were almost filled , the run-in and run-out plates 
have been removed and the corner completed by GTAW. At the end the corner surfaces were flushed, 
with the final result shown in Picture 25. A final dye penetrant test did not evidence any relevant 
indications all along the complete transverse weld.   
 

                   
 Picture  24 Picture  25 
 
The transverse weld thermal impact on the coil was fully recorded by means of 8 thermocouples placed 
as shown in Picture 26. 
Picture 27 and 28 show the temperature graphs recorded during the welding activity; maximum 
temperature of 130°C was detected behind the backing strip while the impregnation beam reached a 
maximum temperature of about 80°C. 
 
At the end of the welding activities (including the longitudinal welds described in the next chapter) the 
impregnation beam was extracted to be used for an embedding test. No damage, burning or colouring of 
the glass sheets wrapped around the impregnation beam was detected, as additional confirmation that 
critical temperatures were not reached during welding 
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RAPPORTO DI CONTROLLO 

Inspection Report 

 

MA132802 

 IN APPROVVIGIONAMENTO 
    on purchasing

  IN FABBRICAZIONE 
  on manufacturing

Pag.  1  di  1 
COMMESSA/Job 

RS24 - 2053 

LOTTO/Lot 
 
 

COMPONENTE/Item code 
 

DISEGNO/Drawing 

DWG-12110.03 
FG. 1 a 4 

POS/Item 
 

REV./Rev. 
 

B.A.M./Work note 
 

IMPIANTO plant 

TFC FOR JT60SA 
CLIENTE /customer 

ENEA – F4E  
PCF 

QCP-JT60-ASG-90.12110.03 
 REV. 

0 
 ITEM 

2.3 - 3.3 
SPECIFICA/Specification 

700RM14583 
 

REV./Rev. 

  0 

STAMPIGLIATURE/Stamps 

 
JTASMU01    JTASMU02 

JTASMU03-A   JTASMU03-B 
JTASMU04-A   JTASMU04-B 

DESCRIZIONE PRODOTTO/Item   

Coil case mock-up 

 
 

 
 
 
 
 
 
 
 

          
 

 
 
 
 

Esito/Result: conforme/ 
conforming  non conforme/ 

non-conforming  RNC No. ………………… N.A. 
n/a 

 

Strumentazione/Instruments: 
Measuring Laser Tracker API R-20 Radian  s.n. 60024 
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Nome riferimenti

 
 

Nota: Ad ogni controllo, l'allineamento del braccio veniva effettuato ai REF: 1, 2, 3

SALDATURA TRASVERSALE

Il sistema di riferimento usato è sempre lo stesso per ogni controllo
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Scostamento REF 1, 2, 3 al 1° controllo (DOPO RADICI DI SALDATURA TIG)

All Vectors Summary: Vector Group
1° controllo 27/05/2013::Allineamento REF 1° controllo

Statistic dX dY dZ Mag

Min -0.02 -0.00 -0.01 0.00
Max 0.02 0.00 0.01 0.03
Average -0.00 -0.00 0.00 0.02
StdDev from Avg 0.02 0.00 0.01 0.01
StdDev from Zero 0.02 0.00 0.01 0.02
RMS 0.02 0.00 0.01 0.02

Count 3

Vector Group
1° controllo 27/05/2013::Allineamento REF 1° controllo
Name Delta

dX dY dZ Mag

ref1 0.02 0.00 0.01 0.03  
ref2 -0.02 -0.00 -0.01 0.02  
ref3 -0.00 -0.00 -0.00 0.00  
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All Vectors Summary: Vector Group
2° controllo 28/05/2013::Allineamento REF 2° controllo

Statistic dX dY dZ Mag

Min -0.03 -0.00 -0.00 0.03
Max 0.05 0.00 0.01 0.05
Average 0.00 0.00 0.00 0.04
StdDev from Avg 0.05 0.00 0.01 0.01
StdDev from Zero 0.05 0.00 0.01 0.05
RMS 0.04 0.00 0.00 0.04

Count 3

Vector Group
2° controllo 28/05/2013::Allineamento REF 2° controllo
Name Delta

dX dY dZ Mag

ref1 0.05 0.00 -0.00 0.05  
ref2 -0.03 -0.00 -0.00 0.03  
ref3 -0.03 -0.00 0.01 0.03  

 Scostamento REF 1, 2, 3 al 2° controllo (DOPO N°3 PASSATE DI RIEMPIMENTO TIG)
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Scostamento REF 1, 2, 3 al 3° controllo (DOPO 1a PASSATA DI RIEMPIMENTO CIRCA 15 mm - FILO)

All Vectors Summary: Vector Group
3° controllo 29/05/2013::Allineamento REF 3° controllo

Statistic dX dY dZ Mag

Min -0.03 -0.00 -0.01 0.01
Max 0.03 0.00 0.02 0.04
Average -0.00 0.00 -0.00 0.03
StdDev from Avg 0.03 0.00 0.02 0.02
StdDev from Zero 0.03 0.00 0.02 0.04
RMS 0.03 0.00 0.01 0.03

Count 3

Vector Group
3° controllo 29/05/2013::Allineamento REF 3° controllo
Name Delta

dX dY dZ Mag

ref1 0.03 0.00 -0.01 0.03  
ref2 -0.00 0.00 -0.01 0.01  
ref3 -0.03 -0.00 0.02 0.04  
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Scostamento REF 1, 2, 3 al 4° controllo (DOPO 2a PASSATA DI RIEMPIMENTO CIRCA 15 mm - FILO)

All Vectors Summary: Vector Group
4° controllo 30/05/2013::Allineamento REF 4° controllo

Statistic dX dY dZ Mag

Min -0.03 -0.00 -0.01 0.01
Max 0.03 0.00 0.02 0.04
Average -0.00 0.00 -0.00 0.03
StdDev from Avg 0.03 0.00 0.02 0.02
StdDev from Zero 0.03 0.00 0.02 0.04
RMS 0.03 0.00 0.01 0.03

Count 3

Vector Group
4° controllo 30/05/2013::Allineamento REF 4° controllo
Name Delta

dX dY dZ Mag

ref1 0.03 0.00 -0.01 0.03  
ref2 -0.00 0.00 -0.01 0.01  
ref3 -0.03 -0.00 0.02 0.04  
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Scostamento REF 1, 2, 3 al 5° controllo (DOPO 3a PASSATA DI RIEMPIMENTO CIRCA 10 mm - FILO)

All Vectors Summary: Vector Group
5° controllo 03/06/2013::Allineamento REF 5° controllo

Statistic dX dY dZ Mag

Min -0.04 -0.00 -0.02 0.04
Max 0.07 0.00 0.02 0.07
Average 0.00 0.00 0.00 0.05
StdDev from Avg 0.06 0.00 0.02 0.02
StdDev from Zero 0.06 0.00 0.02 0.06
RMS 0.05 0.00 0.01 0.05

Count 3

Vector Group
5° controllo 03/06/2013::Allineamento REF 5° controllo
Name Delta

dX dY dZ Mag

ref1 0.07 0.00 -0.00 0.07  
ref2 -0.04 -0.00 0.02 0.04  
ref3 -0.04 -0.00 -0.02 0.04  
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All Vectors Summary: Vector Group
1° controllo 27/05/2013::REF1-REF1

Statistic dX dY dZ Mag

Min -0.67 -0.11 -0.08 0.12
Max 0.10 0.11 0.12 0.69
Average -0.39 0.01 -0.01 0.45
StdDev from Avg 0.32 0.08 0.07 0.24
StdDev from Zero 0.53 0.08 0.07 0.54
RMS 0.49 0.08 0.06 0.50

Count 7

Vector Group
1° controllo 27/05/2013::REF1-REF1

Name Delta
dX dY dZ Mag

ref4 -0.66 -0.05 -0.02 0.66  
ref5 -0.41 0.10 -0.03 0.43  
ref6 -0.67 0.11 0.12 0.69  
ref7 -0.50 0.05 -0.05 0.51  
ref8 0.10 0.02 -0.08 0.13  
ref9 -0.63 -0.06 0.02 0.64  

ref10 0.01 -0.11 -0.04 0.12  

 
Scostamento REF 4 ÷ REF 10 al 1° controllo (DOPO RADICI DI SALDATURA TIG)
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Scostamento REF 4 ÷ REF 10 al 2° controllo (DOPO N°3 PASSATE DI RIEMPIMENTO TIG)

All Vectors Summary: Vector Group
2° controllo 28/05/2013::REF1-REF1

Statistic dX dY dZ Mag

Min -3.13 -0.11 -0.02 0.14
Max 0.18 1.16 0.58 3.38
Average -1.95 0.51 0.22 2.14
StdDev from Avg 1.44 0.48 0.21 1.35
StdDev from Zero 2.55 0.73 0.32 2.67
RMS 2.36 0.68 0.29 2.48

Count 7

Vector Group
2° controllo 28/05/2013::REF1-REF1

Name Delta
dX dY dZ Mag

ref4 -2.99 0.40 0.23 3.03 +
ref5 -2.63 1.16 0.41 2.90 +
ref6 -3.13 1.13 0.58 3.38 +
ref7 -2.42 0.57 0.14 2.49 +
ref8 0.18 0.18 0.02 0.26  
ref9 -2.75 0.25 0.18 2.76 +

ref10 0.08 -0.11 -0.02 0.14  
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Scostamento REF 4 ÷ REF 10 al 3° controllo (DOPO 1a PASSATA DI RIEMPIMENTO CIRCA 15 mm - FILO)

All Vectors Summary: Vector Group
3° controllo 29/05/2013::REF1-REF1

Statistic dX dY dZ Mag

Min -4.70 -0.12 -0.03 0.10
Max 0.09 2.26 0.18 5.14
Average -3.08 0.97 0.08 3.33
StdDev from Avg 2.18 0.95 0.08 2.22
StdDev from Zero 3.98 1.41 0.12 4.23
RMS 3.68 1.31 0.11 3.91

Count 7

Vector Group
3° controllo 29/05/2013::REF1-REF1

Name Delta
dX dY dZ Mag

ref4 -4.70 0.93 0.11 4.80 +
ref5 -4.46 2.26 0.02 5.00 +
ref6 -4.66 2.16 0.18 5.14 +
ref7 -3.92 0.84 -0.00 4.01 +
ref8 0.08 -0.12 0.13 0.19  
ref9 -3.99 0.78 0.14 4.07 +

ref10 0.09 -0.04 -0.03 0.10  
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Scostamento REF 4 ÷ REF 10 al 4° controllo (DOPO 2a PASSATA DI RIEMPIMENTO CIRCA 15 mm - FILO)

All Vectors Summary: Vector Group
4° controllo 30/05/2013::REF1-REF1

Statistic dX dY dZ Mag

Min -5.82 0.03 -0.03 0.20
Max 0.20 3.94 0.25 6.97
Average -3.70 1.77 0.11 4.25
StdDev from Avg 2.69 1.59 0.10 2.89
StdDev from Zero 4.82 2.48 0.15 5.42
RMS 4.46 2.30 0.14 5.02

Count 7

Vector Group
4° controllo 30/05/2013::REF1-REF1

Name Delta
dX dY dZ Mag

ref4 -5.82 1.48 0.13 6.01 +
ref5 -5.48 3.88 0.11 6.71 +
ref6 -5.75 3.94 0.25 6.97 +
ref7 -4.49 1.38 -0.03 4.70 +
ref8 0.20 0.03 0.03 0.21  
ref9 -4.70 1.50 0.21 4.93 +

ref10 0.12 0.15 0.05 0.20  
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Scostamento REF 4 ÷ REF 10 al 5° controllo (DOPO 3a PASSATA DI RIEMPIMENTO CIRCA 10 mm - FILO)

All Vectors Summary: Vector Group
5° controllo 03/06/2013::REF1-REF1

Statistic dX dY dZ Mag

Min -6.07 0.15 -0.02 0.26
Max 0.25 4.43 0.32 7.52
Average -3.81 2.00 0.15 4.49
StdDev from Avg 2.82 1.76 0.14 3.03
StdDev from Zero 4.99 2.79 0.21 5.72
RMS 4.62 2.58 0.20 5.30

Count 7

Vector Group
5° controllo 03/06/2013::REF1-REF1

Name Delta
dX dY dZ Mag

ref4 -6.03 1.60 0.16 6.24 +
ref5 -5.73 4.36 0.24 7.20 +
ref6 -6.07 4.43 0.32 7.52 +
ref7 -4.54 1.63 -0.02 4.83 +
ref8 0.21 0.15 0.02 0.26  
ref9 -4.75 1.65 0.30 5.03 +

ref10 0.25 0.21 0.05 0.33  
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Scostamento Punti laterali al 1° controllo

All Vectors Summary: Vector Group
1° controllo 27/05/2013::Scostamento Punti laterali al 1° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.00 -0.16 -0.16
Max 0.00 0.00 0.13 0.13
Average 0.00 0.00 -0.01 -0.01
StdDev from Avg 0.00 0.00 0.06 0.06
StdDev from Zero 0.00 0.00 0.06 0.06
RMS 0.00 0.00 0.06 0.06

Count 224
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Scostamento Punti frontali al 1° controllo

 

All Vectors Summary: Vector Group
1° controllo 27/05/2013::Scostamento Punti frontali al 1° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.18 -0.00 -0.18
Max 0.00 0.17 0.00 0.17
Average 0.00 0.03 -0.00 0.03
StdDev from Avg 0.00 0.07 0.00 0.07
StdDev from Zero 0.00 0.07 0.00 0.07
RMS 0.00 0.07 0.00 0.07

Count 132
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Scostamento Punti laterali al 2° controllo

All Vectors Summary: Vector Group
2° controllo 28/05/2013::Scostamento Punti laterali al 2° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.00 -0.22 -0.22
Max 0.00 0.00 0.52 0.52
Average 0.00 -0.00 0.08 0.08
StdDev from Avg 0.00 0.00 0.15 0.15
StdDev from Zero 0.00 0.00 0.17 0.17
RMS 0.00 0.00 0.17 0.17

Count 224



ASG Superconductors
CONTROLLI  DURANTE  SALDATURA  MOCK-UP

UNITS: Millimeters Page 15 / 43

Scostamento Punti frontali al 2° controllo

 

 

All Vectors Summary: Vector Group
2° controllo 28/05/2013::Scostamento Punti frontali al 2° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.19 -0.00 -0.19
Max 0.00 1.31 0.00 1.31
Average 0.00 0.44 -0.00 0.44
StdDev from Avg 0.00 0.45 0.00 0.45
StdDev from Zero 0.00 0.63 0.00 0.63
RMS 0.00 0.63 0.00 0.63

Count 132
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Scostamento Punti laterali al 3° controllo

All Vectors Summary: Vector Group
3° controllo 29/05/2013::Scostamento Punti laterali al 3° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.00 -0.27 -0.27
Max 0.00 0.00 0.28 0.28
Average 0.00 -0.00 0.02 0.02
StdDev from Avg 0.00 0.00 0.07 0.07
StdDev from Zero 0.00 0.00 0.07 0.07
RMS 0.00 0.00 0.07 0.07

Count 224
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Scostamento Punti frontali al 3° controllo

All Vectors Summary: Vector Group
3° controllo 29/05/2013::Scostamento Punti frontali al 3° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.02 -0.00 -0.02
Max 0.00 2.50 0.00 2.50
Average 0.00 0.84 -0.00 0.84
StdDev from Avg 0.00 0.85 0.00 0.85
StdDev from Zero 0.00 1.20 0.00 1.20
RMS 0.00 1.20 0.00 1.20

Count 132
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Scostamento Punti laterali al 4° controllo

All Vectors Summary: Vector Group
4° controllo 30/05/2013::Scostamento Punti laterali al 4° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.00 -0.30 -0.30
Max 0.00 0.00 0.41 0.41
Average -0.00 -0.00 0.03 0.03
StdDev from Avg 0.00 0.00 0.11 0.11
StdDev from Zero 0.00 0.00 0.12 0.12
RMS 0.00 0.00 0.12 0.12

Count 224
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Scostamento Punti frontali al 4° controllo

All Vectors Summary: Vector Group
4° controllo 30/05/2013::Scostamento Punti frontali al 4° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.31 -0.00 -0.31
Max 0.00 4.36 0.00 4.36
Average 0.00 1.43 -0.00 1.43
StdDev from Avg 0.00 1.55 0.00 1.55
StdDev from Zero 0.00 2.11 0.00 2.11
RMS 0.00 2.10 0.00 2.10

Count 132
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Scostamento Punti laterali al 5° controllo

All Vectors Summary: Vector Group
5° controllo 03/06/2013::Scostamento Punti laterali al 5° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.00 -0.36 -0.36
Max 0.00 0.00 0.96 0.96
Average 0.00 -0.00 0.21 0.21
StdDev from Avg 0.00 0.00 0.24 0.24
StdDev from Zero 0.00 0.00 0.32 0.32
RMS 0.00 0.00 0.32 0.32

Count 224
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Scostamento Punti frontali al 5° controllo

All Vectors Summary: Vector Group
5° controllo 03/06/2013::Scostamento Punti frontali al 5° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.49 -0.00 -0.49
Max 0.00 5.10 0.00 5.10
Average 0.00 1.58 -0.00 1.58
StdDev from Avg 0.00 1.84 0.00 1.84
StdDev from Zero 0.00 2.43 0.00 2.43
RMS 0.00 2.42 0.00 2.42

Count 132
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Distanze REF (1÷10) prima della saldatura e al 5° controllo
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Prima della saldatura: Punti B (Sup.) rispetto Piano A (Inf.)  ---   Angolo tra Piano A (Inf.) e Piano B (Sup.) 

 

 

 

Dopo saldatura:  Angolo tra Piano A (Inf.) e Piano B (Sup.) 
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SALDATURA LONGITUDINALE

Nomi riferimenti
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All Vectors Summary: Vector Group
7° controllo 07/06/2013 coperchi::Allineamento REF 7° controllo

Statistic dX dY dZ Mag

Min -0.07 -0.00 -0.04 0.04
Max 0.04 0.00 0.03 0.07
Average -0.00 0.00 0.00 0.06
StdDev from Avg 0.06 0.00 0.03 0.02
StdDev from Zero 0.06 0.00 0.03 0.07
RMS 0.05 0.00 0.03 0.06

Count 3

Vector Group
7° controllo 07/06/2013 coperchi::Allineamento REF 7° controllo
Name Delta

dX dY dZ Mag

ref1 -0.07 -0.00 0.01 0.07  
ref2 0.03 0.00 0.03 0.04  
ref3 0.04 0.00 -0.04 0.06  

All Vectors Summary: Vector Group
8° controllo 10/06/2013 coperchi::Allineamento REF 8° controllo

Statistic dX dY dZ Mag

Min -0.09 -0.00 -0.09 0.09
Max 0.06 0.00 0.08 0.11
Average -0.00 0.00 0.00 0.09
StdDev from Avg 0.08 0.00 0.09 0.01
StdDev from Zero 0.08 0.00 0.09 0.12
RMS 0.06 0.00 0.07 0.10

Count 3

Vector Group
8° controllo 10/06/2013 coperchi::Allineamento REF 8° controllo
Name Delta

dX dY dZ Mag

ref1 -0.09 -0.00 0.01 0.09  
ref2 0.03 -0.00 0.08 0.09  
ref3 0.06 0.00 -0.09 0.11  

All Vectors Summary: Vector Group
9° controllo 10/06/2013 coperchi::Allineamento REF 9° controllo

Statistic dX dY dZ Mag

Min -0.08 -0.00 -0.13 0.08
Max 0.07 0.00 0.15 0.16
Average 0.00 0.00 0.00 0.13
StdDev from Avg 0.07 0.00 0.14 0.04
StdDev from Zero 0.07 0.00 0.14 0.16
RMS 0.06 0.00 0.12 0.13

Count 3

Vector Group
9° controllo 10/06/2013 coperchi::Allineamento REF 9° controllo
Name Delta

dX dY dZ Mag

ref1 -0.08 -0.00 -0.02 0.08  
ref2 0.07 0.00 0.15 0.16  
ref3 0.01 0.00 -0.13 0.13  

All Vectors Summary: Vector Group
10° controllo 11/06/2013 coperchi::Allineamento REF 10° controllo

Statistic dX dY dZ Mag

Min -0.10 -0.00 -0.24 0.10
Max 0.06 0.00 0.24 0.24
Average 0.00 0.00 0.00 0.19
StdDev from Avg 0.09 0.00 0.24 0.08
StdDev from Zero 0.09 0.00 0.24 0.25
RMS 0.07 0.00 0.19 0.21

Count 3

Vector Group
10° controllo 11/06/2013 coperchi::Allineamento REF 10° controllo
Name Delta

dX dY dZ Mag

ref1 -0.10 -0.00 -0.00 0.10  
ref2 0.06 -0.00 0.24 0.24  
ref3 0.05 0.00 -0.24 0.24  

All Vectors Summary: Vector Group
11° controllo 12/06/2013 coperchi::Allineamento REF 11° controllo

Statistic dX dY dZ Mag

Min -0.16 -0.00 -0.32 0.16
Max 0.08 0.00 0.31 0.33
Average 0.00 0.00 0.00 0.27
StdDev from Avg 0.14 0.00 0.32 0.10
StdDev from Zero 0.14 0.00 0.32 0.34
RMS 0.11 0.00 0.26 0.28

Count 3

Vector Group
11° controllo 12/06/2013 coperchi::Allineamento REF 11° controllo
Name Delta

dX dY dZ Mag

ref1 -0.16 -0.00 0.01 0.16  
ref2 0.07 -0.00 0.31 0.32  
ref3 0.08 0.00 -0.32 0.33  

SCOSTAMENTO REF 1,2,3 AD OGNI ALLINEAMENTO
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Scostamento REF11 ÷ REF20 al 7° controllo (PUNTATURA)

All Vectors Summary: Vector Group
7° controllo 07/06/2013 coperchi::REF2-REF2 al 7° controllo

Statistic dX dY dZ Mag

Min 0.01 -0.28 -0.64 0.14
Max 0.34 0.11 0.45 0.68
Average 0.15 -0.06 -0.18 0.41
StdDev from Avg 0.13 0.13 0.34 0.17
StdDev from Zero 0.20 0.14 0.39 0.46
RMS 0.19 0.14 0.37 0.44

Count 10

Vector Group
7° controllo 07/06/2013 coperchi::REF2-REF2 al 7° controllo
Name Delta

dX dY dZ Mag

ref11 0.22 0.06 -0.16 0.28  
ref12 0.19 0.11 -0.43 0.48  
ref13 0.34 0.01 -0.42 0.53  
ref14 0.12 0.05 0.04 0.14  
ref15 0.30 0.01 0.11 0.32  
ref16 0.21 -0.28 -0.30 0.46  
ref17 0.02 -0.06 0.45 0.45  
ref18 0.02 -0.06 -0.52 0.52  
ref19 0.02 -0.16 0.11 0.19  
ref20 0.01 -0.23 -0.64 0.68  
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Scostamento REF11 ÷ REF20 all' 8° controllo (TERMINE 1a PASSATA  TIG)

All Vectors Summary: Vector Group
8° controllo 10/06/2013 coperchi::REF2-REF2 all'8° controllo

Statistic dX dY dZ Mag

Min -0.19 -0.73 -1.29 0.15
Max 0.27 -0.02 0.92 1.46
Average 0.01 -0.27 -0.12 0.67
StdDev from Avg 0.15 0.30 0.71 0.46
StdDev from Zero 0.15 0.41 0.72 0.85
RMS 0.14 0.39 0.69 0.80

Count 10

Vector Group
8° controllo 10/06/2013 coperchi::REF2-REF2 all'8° controllo
Name Delta

dX dY dZ Mag

ref11 0.14 -0.07 -0.08 0.18  
ref12 0.06 -0.02 -0.34 0.35  
ref13 0.27 -0.09 -0.27 0.39  
ref14 -0.05 -0.07 0.12 0.15  
ref15 0.16 -0.02 0.22 0.27  
ref16 -0.03 -0.73 -0.25 0.77 +
ref17 -0.02 -0.16 0.92 0.93 +
ref18 -0.06 -0.17 -1.06 1.08 +
ref19 -0.17 -0.71 0.87 1.14 +
ref20 -0.19 -0.65 -1.29 1.46 +
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Scostamento REF11 ÷ REF20 al 9° controllo (TERMINE 2a PASSATA  TIG)

All Vectors Summary: Vector Group
9° controllo 10/06/2013 coperchi::REF2-REF2 al 9° controllo

Statistic dX dY dZ Mag

Min -0.46 -1.47 -2.13 0.27
Max 0.44 -0.03 1.85 2.55
Average -0.11 -0.51 -0.03 1.19
StdDev from Avg 0.30 0.59 1.28 0.91
StdDev from Zero 0.33 0.80 1.28 1.55
RMS 0.31 0.76 1.22 1.47

Count 10

Vector Group
9° controllo 10/06/2013 coperchi::REF2-REF2 al 9° controllo
Name Delta

dX dY dZ Mag

ref11 0.24 -0.03 0.10 0.27  
ref12 0.17 -0.08 -0.28 0.34  
ref13 0.44 -0.14 -0.16 0.49  
ref14 -0.41 -0.17 0.25 0.51  
ref15 -0.15 -0.08 0.28 0.33  
ref16 -0.32 -1.25 -0.21 1.30 +
ref17 -0.13 -0.24 1.85 1.87 +
ref18 -0.09 -0.33 -1.79 1.82 +
ref19 -0.46 -1.47 1.84 2.40 +
ref20 -0.37 -1.34 -2.13 2.55 +
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All Vectors Summary: Vector Group
10° controllo 11/06/2013 coperchi::REF2-REF2 al 10° controllo

Statistic dX dY dZ Mag

Min -0.79 -2.20 -2.77 0.57
Max 0.54 -0.30 2.80 3.45
Average -0.24 -0.89 0.13 1.82
StdDev from Avg 0.49 0.77 1.82 1.19
StdDev from Zero 0.56 1.21 1.82 2.26
RMS 0.53 1.15 1.73 2.14

Count 10

Vector Group
10° controllo 11/06/2013 coperchi::REF2-REF2 al 10° controllo
Name Delta

dX dY dZ Mag

ref11 0.42 -0.33 0.25 0.59  
ref12 0.29 -0.46 -0.16 0.57  
ref13 0.54 -0.45 0.04 0.71  
ref14 -0.79 -0.49 0.31 0.98 +
ref15 -0.53 -0.44 0.51 0.86 +
ref16 -0.75 -2.20 -0.03 2.33 +
ref17 -0.21 -0.30 2.80 2.82 +
ref18 -0.26 -0.45 -2.48 2.54 +
ref19 -0.59 -1.96 2.78 3.45 +
ref20 -0.57 -1.81 -2.77 3.36 +

Scostamento REF11 ÷ REF20 al 10° controllo (META' SPESSORE A FILO)
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Scostamento REF11 ÷ REF20 al 11° controllo (TERMINE SPESSORE A FILO)

All Vectors Summary: Vector Group
11° controllo 12/06/2013 coperchi::REF2-REF2 all'11° controllo

Statistic dX dY dZ Mag

Min -1.57 -6.15 -3.47 2.28
Max 1.11 -0.60 3.83 6.35
Average -0.44 -2.50 0.18 3.65
StdDev from Avg 1.06 1.54 2.40 1.29
StdDev from Zero 1.16 3.05 2.41 4.05
RMS 1.10 2.89 2.28 3.85

Count 10

Vector Group
11° controllo 12/06/2013 coperchi::REF2-REF2 all'11° controllo
Name Delta

dX dY dZ Mag

ref11 0.97 -3.11 0.21 3.26 +
ref12 0.83 -2.10 -0.31 2.28 +
ref13 1.11 -2.12 0.28 2.41 +
ref14 -1.57 -2.33 0.13 2.81 +
ref15 -1.29 -2.20 0.79 2.67 +
ref16 -1.56 -6.15 -0.02 6.35 +
ref17 -0.39 -0.65 3.83 3.91 +
ref18 -0.30 -0.60 -3.33 3.39 +
ref19 -1.13 -2.89 3.67 4.80 +
ref20 -1.06 -2.82 -3.47 4.60 +  
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Scostamento Punti laterali al 7° controllo

 

 

 

All Vectors Summary: Vector Group
7° controllo 07/06/2013 coperchi::Scostamento Punti laterali al 7° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.00 -0.68 -0.68
Max 0.00 0.00 0.54 0.39
Average 0.00 0.00 -0.08 0.00
StdDev from Avg 0.00 0.00 0.20 0.21
StdDev from Zero 0.00 0.00 0.21 0.21
RMS 0.00 0.00 0.21 0.21

Count 119
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Scostamento Punti frontali al 7° controllo

All Vectors Summary: Vector Group
7° controllo 07/06/2013 coperchi::Scostamento Punti frontali al 7° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.44 -0.00 -0.14
Max 0.00 0.14 0.00 0.44
Average 0.00 -0.09 -0.00 0.09
StdDev from Avg 0.00 0.13 0.00 0.13
StdDev from Zero 0.00 0.16 0.00 0.16
RMS 0.00 0.16 0.00 0.16

Count 65
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Scostamento Punti laterali al 8° controllo

All Vectors Summary: Vector Group
8° controllo 10/06/2013 coperchi::Scostamento Punti laterali al 8° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.00 -0.88 -0.88
Max 0.00 0.00 0.77 0.43
Average -0.00 -0.00 -0.07 -0.14
StdDev from Avg 0.00 0.00 0.31 0.29
StdDev from Zero 0.00 0.00 0.32 0.32
RMS 0.00 0.00 0.32 0.32

Count 119
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Scostamento Punti frontali al 8° controllo

All Vectors Summary: Vector Group
8° controllo 10/06/2013 coperchi::Scostamento Punti frontrali al 8° controllo

Statistic dX dY dZ Mag

Min -0.00 -1.16 -0.00 -0.14
Max 0.01 0.14 0.00 1.16
Average 0.00 -0.25 -0.00 0.25
StdDev from Avg 0.00 0.32 0.00 0.32
StdDev from Zero 0.00 0.41 0.00 0.41
RMS 0.00 0.40 0.00 0.40

Count 65



ASG Superconductors
CONTROLLI  DURANTE  SALDATURA  MOCK-UP

UNITS: Millimeters Page 35 / 43

Scostamento Punti laterali al 9° controllo

All Vectors Summary: Vector Group
9° controllo 10/06/2013 coperchi::Scostamento Punti laterali al 9° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.00 -1.45 -1.45
Max 0.00 0.00 1.44 0.47
Average -0.00 -0.00 -0.01 -0.46
StdDev from Avg 0.00 0.00 0.70 0.53
StdDev from Zero 0.00 0.00 0.70 0.70
RMS 0.00 0.00 0.70 0.70

Count 119
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Scostamento Punti frontali al 9° controllo

All Vectors Summary: Vector Group
9° controllo 10/06/2013 coperchi::Scostamento Punti frontrali al 9° controllo

Statistic dX dY dZ Mag

Min -0.01 -1.71 -0.00 -0.46
Max 0.02 0.46 0.00 1.71
Average 0.00 -0.37 -0.00 0.37
StdDev from Avg 0.01 0.50 0.00 0.50
StdDev from Zero 0.01 0.62 0.00 0.62
RMS 0.01 0.62 0.00 0.62

Count 65
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Scostamento Punti laterali al 10° controllo

All Vectors Summary: Vector Group
10° controllo 11/06/2013 coperchi::Scostamento Punti laterali al 10° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.01 -2.08 -2.29
Max 0.00 0.00 2.29 0.36
Average -0.00 -0.00 0.10 -0.76
StdDev from Avg 0.00 0.00 1.09 0.78
StdDev from Zero 0.00 0.00 1.09 1.09
RMS 0.00 0.00 1.09 1.09

Count 119
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Scostamento Punti frontali al 10° controllo

All Vectors Summary: Vector Group
10° controllo 11/06/2013 coperchi::Scostamento Punti frontali al 10° controllo

Statistic dX dY dZ Mag

Min -0.00 -2.02 -0.00 -2.11
Max 0.02 2.11 0.00 2.02
Average 0.00 -0.06 -0.00 0.06
StdDev from Avg 0.00 0.82 0.00 0.82
StdDev from Zero 0.01 0.82 0.00 0.82
RMS 0.01 0.81 0.00 0.81

Count 65
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Scostamento Punti laterali al 11° controllo

All Vectors Summary: Vector Group
11° controllo 12/06/2013 coperchi::Scostamento Punti laterali al 11° controllo

Statistic dX dY dZ Mag

Min -0.00 -0.01 -2.68 -2.92
Max 0.00 0.00 2.92 0.40
Average -0.00 -0.00 0.15 -1.01
StdDev from Avg 0.00 0.00 1.42 1.00
StdDev from Zero 0.00 0.00 1.42 1.42
RMS 0.00 0.00 1.42 1.42

Count 119
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Scostamento Punti frontali al 11° controllo

All Vectors Summary: Vector Group
11° controllo 12/06/2013 coperchi::Scostamento Punti frontali al 11° controllo

Statistic dX dY dZ Mag

Min -0.02 -2.91 -0.00 -1.45
Max 0.02 1.45 0.00 2.91
Average 0.00 -0.76 -0.00 0.76
StdDev from Avg 0.01 1.13 0.00 1.13
StdDev from Zero 0.01 1.36 0.00 1.36
RMS 0.01 1.35 0.00 1.35

Count 65
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Scostamento Punti frontali al 11° controllo
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Scostamento REF11 ÷ REF20 al 12° controllo (senza trave all'interno)

Non si rileva scostamento appezzabile rispetto al controllo precedente (con trave all'interno)
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Distanze REF (11÷20) prima della saldatura dei coperchi e al 11° controllo


