	ANL-71A (June 8, 2005)
	THE UNIVERSITY OF CHICAGO

OPERATOR OF 

ARGONNE NATIONAL LABORATORY
	

	
	
Bldg. 201, OCF-PRO, 9700 S Cass Ave, Argonne, IL  60439

(CONTRACT NO. W-31-109-ENG-38)
	
	Award No.:
	5A-04889
	Modification No.:
	M0005
	Date:
	07/19/2005


2902 EASTROCK DRIVE

	ROCKFORD, IL  61109



	F.O.B. TERMS:

FOB Destination
	Cash Terms:

See Contract
	Buyer/Specialist :

Michael Oprondek
	Phone:  (630)252-7069 

Fax: (630)252-4517
	

	
	
	 FORMCHECKBOX 
  
	SUPPLEMENTAL AGREEMENT Suppliers should sign below and return signed copies to ANL.
	
 FORMCHECKBOX 
  
	CHANGE  ORDER
Signature  not required.  Retain copy for future use and information.
	
 FORMCHECKBOX 
  

and information
	ADMINISTRATIVE 

For Informational  use,  retain copy for records.

	

	
THIS IS A MODIFICATION TO THE AWARD NUMBER ABOVE
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Total Revised Amount
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Modification 0005 is issued to attach hereto, and make a part hereof, revision 04 to Statement of Work L143-00030, as follows:
1) Section 3.0, 4) was:

AMS 2801 Heat Treatment of Titanium Alloy Parts

Changed to:

Vibratory Stress Relief Treatment Procedure, Titanium Strongback Project Prepared by Bruce B. Klauba , Product Group Manager, VSR Technology Group, Airmatic Inc.

2) Section 4.1.2 was:

Annealing.

It is important for the long-term mechanical stability of the strongback that all residual stresses be removed.  The Strongback forging shall be annealed and a vibration stress relief shall be done before and after rough machining.

Changed to:

Annealing and Vibration Stress Relief.

It is important for the long-term mechanical stability of the strongback that all residual stresses be removed.  The Strongback forging shall be annealed and a vibration stress relief shall be done after rough machining.

3) Section 4.1.2.2 was:

The machined Strongback shall be annealed a second time after most machining, but prior to final machining (should be ~0.8 mm left to machine on critical surfaces).  The annealing of the machined part shall be done according to AMS 2801B.  The annealing schedule is shown in section 3.2.9 of AMS 2801B.

Changed to:

The contractor shall certify for each Strongback that the forging was successfully annealed according to AMS-H-81200A.  Copies of the part temperature profiles during the annealing processes shall be included with the Certifications.  The data should be complete enough to demonstrate compliance with both the time-temperature profile and the temperature uniformity requirements of the specification.

4) Section 4.1.2.3 was:

The contractor shall certify for each Strongback that the forging was successfully annealed according to AMS-H-81200A, and each machined Strongback was successfully annealed according to AMS2801B.  Copies of the part temperature profiles during the annealing processes shall be included with the Certifications.  The data should be complete enough to demonstrate compliance with both the time-temperature profile and the temperature uniformity requirements of the applicable specification.

Changed to:

The machined Strongback shall be vibration stress relieved prior to machining and also after rough machining, but prior to final machining (should be ~1.5 mm left to machine on critical surfaces).  The vibration stress relief equipment to be used shall use resonant vibration. The vibration stress relief shall be done according to the “Vibratory Stress Relief Treatment Procedure, Titanium Strongback Project” prepared by Bruce B. Klauba.  The procedure is attached as Appendix A to this Statement of Work.  The application of the process prior to machining should help reduce the risk of major movement during the final application of vibration stress relief after rough machining.

5) Added Section 1.1.2.4:

The contractor shall certify for each Strongback was successfully vibration stress relieved per the procedure in Appendix A.  Copies of the VSR treatment charts showing the pre- and post –treatment scans of the resonant peaks shall be included with the certification.  Successful treatment scans should show an increase in resonant peak height and/or a shift to lower frequency in the peak.

6) Section 5.2.3 was:

For Test results, measured values and Certifications (Sections 4.1.1, 4.1.2.3, and 4.5),…..

Changed to:

For Test results, measured values and Certifications (Sections 4.1.1, 4.1.2.2, 4.1.2.4 and 4.5),…..

7) Added Appendix A
Hard copy to follow via Fed Ex.
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