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[

OF PPAP

Customer: Endurance Technologies Ltd. K-226/2
Supplier: Metaforge Engg (I) Pvt. Ltd. Nashik

Part Name: LOCK NUT N-TORQ

Dwa No.:B2RZ011260 Rev.: XA Date: 06.12.2023
Date of Submission: 15.02.2024

Project leader : Mr. Nilesh Kedare.
( Process design and development) oot
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PPAP CHECK LIST

Format No. :- F-ENGG-006

Rev. No. :-01

Date :- 20-12-2023

CUSTOMER: Endurance Technologies Ltd.

PART NAME: LOCK NUT N-TORQ

PART NO.: B2ZRZ011260 Rev.: XA Date: 06.12.2023

SR. NO. ITEM COMMENTS

Design Record

1. _ Yes
- For all other components/details

2. Engg. Change Documents, if any Not Applicable

3 Customer Engg. Approval, if any Not Applicable

4 Process Flow Diagram (PQCS 1) Yes

5 PFMEA Yes

7 Control Plan (PQCS2) Yes
Measurement System Analysis Studies(for Significant &

8 I e Yes
Critical Characteristics)

9 Dimensional Results Yes

10 [Material, Performance Test Results Yes
Initial Process Study (for Significant & Critical

11 . Yes
Characteristics)

12 |Qualified Laboratory Documentation Yes

13 |Appearance Approval Report(AAR) Not Applicable

14 |Sample Product Yes

15 |Master Sample Not Applicable

16 |Checking Aids Yes
Records of Compliance With Customer - Specific

17 . No
Requirements

18 DFMEA (appll_cable to Sub supplier in case of supplier Not Applicable
design / Proprietary part)

19 |Part Submission Warrant(PSW) Yes

20 |Packaging Agreement Yes
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Format No. F-Engg-008
META PROCESS FLOW DIAGRAM Rev No: 00
Date: 28-06-2015
MEPL Code |F366 Supplier Metaforge Engineering (1) Pvt. Ltd., Mhasrul, Nashik
Part Number (B2RZ011260 Customer Endurance Technologies Ltd. K-226/2
Part Name LOCK NUT N-TORQ Submission Date [15.02.2024
Mod Number |XA Mod. Date 06.12.2023
. MATL HANDLING OPERATOR
OPN. NO. OPERATION MACHINE MACHINE NO. Location b/c/p/t) Level:1,2,3,4
Raw Material Inward Inspection(SAE 15B25) ) ) Inhouse b 3
orging orging Machine - nhouse (Plant -
[] Forgi Forging Machi HN-16 Inh (PI 2) b 3
CNC Machining Set up 1 (Collar Machining,
[ ] Facing, Drilling & Id chamfer , Groving & CNC M/c CNC M/C Outsource b 3
Tapping )
R\ CNC Machining Set up 2 ( End Facing,
CNC M CNC M/C Out b 3
N Chamfering, Drilling & ID chamfer) /e / utsource
A\
A Punching Punch M/c PP-01 Outsource b 3
[ ] Hardening &Tempering (22-28HRC) Furnace HT-2 Inhouse (Plant -2) b 3
N Surface Treatment- Alkaline Zinc Bright Plating Tank Inhouse b 3
N Passivation €
Final inspection - - Inhouse b 3
e
R ] Packing, Labelling , Storage & Dispatch Manually - Inhouse b 3
Transportation Regular Transport Inhouse - -

<
ol

o)

Inspection

Operation + In process inspection

Transportation

Final Inspection

Dispatch & Transportation

b: bin; c: chute; p: pallet; t:trolley Date REV ALTERATION CHANGE BY APPROVED BY
Level 4: Can Do & Teach;
Level 3: Can Do Independently;
Level 2: Can Do, Requires Supervision;
Level 1: Can Not Do
AUTHORISED BY :Mr. Sagar Thete

DATE: 15.02.2024

fiis A

Prepared By
Nilesh Kedare
(Dev. Engg.)

Approved By
Mr.Sagar Thete
(Development Head)




- FORMAT NO F-ENGG-009
MEHTA POTENTIAL FAILURE MODE AND EFFECT ANALYSIS (PROCESS FMEA) REVNO 0
B DATE 28.06.2015
Part Number B2RZ011260 Process Responsibility Mr. Sagar Thete PFMEA No. F366
Part Name LOCK NUT N-TORQ Key Date: 06.10.2023 FMEA Date : 15.02.2024
Core Team:Nilesh Kedare, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Sagar .
¥ ' - Viay! ’ € ' ' " 3383 | Customer Endurance Technologies Ltd. K-226/2 FMEA Rev No. -
Thete,Nilesh Kedare, Santosh Tuplondhe
s ° ° ACTION RESULTS
E C C E
PROCESS v L c CURRENT PROCESS CONTROL T R | Recom | resp.&
OPN. MACHINE/MACHI POTENTIAL FAILURE POTENTIAL CAUSES ,
NO FUNCTION / NE N/O MODE cc POTENTIAL EFFECTS OF FAILURE | E A MECHANISM OF FAILURE u E P MENDED| TARGET S o p R
REQUIREMENTS ) R s R c N |ACTIONS | comP. DATE | ACTION £ ¢ EC P
| s A T TAKEN v c TT N
PREVENTION DETECTION u E
T N E
Raw Material TC / Inhouse chemical
N Batch Code & Heat No. for composition check (Test report -Raw
Safety Of Product: Part O Wi PO Sent (Material Grad:
arety O Product: Part O m | Wrone PO Sent (Material Grade Traceability/Verification Before Material (F-LAB-011))/3rd party tc 48
Assembly Failure Specification) . . "
Sending PO Colour code given to the coils as per
grade (F-QA-062)
Wrong Raw Material
Grade
Raw Material TC/Inh hemical
Next Operation: After Heat Identification of Material with Colour cva: o:it?:: che/cl?('l?e‘:ii: z:'ﬁ:aw
Treatment, Hardness Identification Not Cards Or Tags (TG-QAD-028) /FIFO P 3 P
N ) . M . D ) > N Material (F-LAB-011))/3rd party tc 48
Failure/Material Requirement Not Available/Wrong Identification Register Maintained/Incoming . "
Fulfilled material inspection report (F-QA-012) Colour code given to the coils as per
P P grade (F-QA-062)
Raw Material Spectro hine /
10 | Inward Inspection :ab Equipments
(SAE 15B25) auip
Surface Defects like Customer: Not Acceptable at Inspection for Checking visually each lot,
rusty/pitmark/damage/cr Customer End/Aesthetical M  |Inspector Negligence rusty/pitmark/damage/crack Incoming material inspection report (F- 48
ack . Requirements Not Fulfilled etc./100 % Inspection QA-012).
Storage Brea More lead time required.Efficiency: M [1)improper handling of material.2)| Arrange properly raw material coil. | Checking visually 48
1) Setup Approval (Format No:- F-QA-
Next Operation: Loose or tight L.Man=Nil 022) / First 5 Pieces Inspection at
fitment at assembly end. ZIM:cP.\ine il process stage ( F-QA-024) / Resetting
Head Diameter ! y
3.Method :- Forging Setti t Checking Head Di 't ith Verni
Undersize /Oversize M ok etho! ©rging >etting nof 2) Tools inspection done before CaE;elrng ead Diameterwi ernier 60
4. Material :-Nil Setting.
. -1
5Tool ) wear out 3)Die history card maintained
Customer: Not Acceptable at (MFG/R/06) (Die Frequency -1.5 Lac
Customer End/Fitment Not OK Pieces)
N Forging Machine
20 Fi
Oreing (HN- 16) (Plant-2)
1) Setup Approval (Format No:- F-QA-
1. Man:-Nil 022) / First 5 Pieces Inspection at
Next Operation: Loose Or(ight ZM h Nl process stage ( F'QA'024) / Resetting
Head Thick fitment at assembly end. 3.Mach |r:je - FI s
i .Metl =i i tti t
ea . ickness . ethod :-i)Forging Setting no 2) Tools inspection done before Checking Head Thickness with vernier
Undersize /Oversize M |ok Settin caliper. 40
i) Stopper Pin loose 8 per.
:'T’\:Zr?rla’\‘li;wll 3)Die history card maintained
: : (MFG/R/06) (Die Frequency -1.5 Lac
Customer: Not Acceptable at Pieces)
Customer End/Fitment Not OK




- FORMAT NO F-ENGG-009
MEHTA POTENTIAL FAILURE MODE AND EFFECT ANALYSIS (PROCESS FMEA) REVNO 0
o DATE 28.06.2015
Part Number B2RZ011260 Process Responsibility Mr. Sagar Thete PFMEA No. F366
Part Name LOCK NUT N-TORQ Key Date: 06.10.2023 FMEA Date : 15.02.2024
Core Team:Nilesh Kedare, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Sagar .
. ’ - May ! € ' ' " 52837 | Customer Endurance Technologies Ltd. K-226/2 FMEA Rev No. -
Thete,Nilesh Kedare, Santosh Tuplondhe
S (o] D
E c c E ACTION RESULTS
PROCESS v L c CURRENT PROCESS CONTROL T R | Recom | Resp.&
OPN. MACHINE/MACHI POTENTIAL FAILURE POTENTIAL CAUSES
NO FUNCTION / NE N/O MODE cc POTENTIAL EFFECTS OF FAILURE | E Y A MECHANISM OF FAILU’RE u E P MENDED| TARGET S o p R
REQUIREMENTS ) R s R c N |ACTIONS | cOMP. DATE | ACTION E Ce | EC P
I S A T TAKEN v C TT N
PREVENTION DETECTION U E
T N E
1) Setup Approval (Format No:- F-QA-
. . 022) / First 5 Pieces Inspection at
Next Operation: Loose or tight 1.Man:-Nil process stage ( F-QA-024) / Resetting
Radis fitment at assembly end. 2.Machine - Nil
3.Method :- i)Forging Setti t 2) Tools i tion di bef
Not ok 6 M ethod :-i)Forging Setting no ) _oo s Inspection cone before Checking Radius with Profile Projector. 36
ok Setting.
4. Material :-Nil
5.Tool :- Nil 3)Die history card maintained
MFG/R/06) (Die Frequency -1.5 Lac
Customer: Not Acceptable at f’ieces/] /06) ( d v
Customer End/Fitment Not OK
1) Setup Approval (Format No:- F-QA-
022) / First 5 Pieces Inspection at
Next Operation: Loose or tight 1. Man:-Nil process stage ( F-QA-024) / Resetting
fitment at assembly end. ' A
Shank Diameter ;m:z:lor:ie': i),\llzltlur ing Setting not 2) Tools inspection done before Checking Shank Diameter with
Undersize /Oversize 6 M . . sing g Setting. . 8 36
ok Micrometer.
:'T'zzluirlil) :{"::I wear out 3)Die history card maintained
Customer: Not Acceptable at Y ) (MFG/R/06) (Die Frequency -1.5 Lac
Customer End/Fitment Not OK Pieces)
N Forging
2 Fi
0 orging (HN- 16) (Plant-2)
1. Man:-Nil 1) Setup. Appro.va\ (Format No:- F-QA-
Next Operation: Loose or tight 2.Machine :- Nil 022) / First 5 Pieces Inspection at )
fitment at assembly end. 3.Method :- i)Forging Setting not process stage (F-QA-024) / Resetting
Total Length 5 Mok Checking Total Length with vernier 60
undersize / oversize " . 2) Tools inspection done before caliper.
i) Stopper Pin loose Settin
4. Material :-Nil &
5.Tool :- Nil
Customer: Not Acceptable at
Customer End/Fitment Not OK
Next Operation: Loose or tight .
N 1.Man:-Nil 1) Setup Approval (Format No:- F-QA-
fitment at assembly end. K " 3 8 .
2.Machine :- Nil 022) / First 5 Pieces Inspection at
! i . N QA-02 .
Hex AJF 6 M szethod i)Forging Setting not process stage ( F-QA-024) / Resetting Checking Hex A/F r with Gauge. 36
4. Material :-Nil 2) Tools inspection done before
5.Tool :- 1) Tool wear out. Setting.
Customer: Not Acceptable at
Customer End/Fitment Not OK




- FORMAT NO F-ENGG-009
MEHTA POTENTIAL FAILURE MODE AND EFFECT ANALYSIS (PROCESS FMEA) REVNO 0
o DATE 28.06.2015
Part Number B2RZ011260 Process Responsibility Mr. Sagar Thete PFMEA No. F366
Part Name LOCK NUT N-TORQ Key Date: 06.10.2023 FMEA Date : 15.02.2024
Core Team:Nilesh Kedare, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Sagar .
" ¢ - May ! € ’ ' " 5383 | Customer Endurance Technologies Ltd. K-226/2 FMEA Rev No. -
Thete,Nilesh Kedare, Santosh Tuplondhe
S (o] D
E c c E ACTION RESULTS
PROCESS v L c CURRENT PROCESS CONTROL T R | Recom | Resp.&
OPN. MACHINE/MACHI POTENTIAL FAILURE POTENTIAL CAUSES C
NO FUNCTION / NE N/O MODE cc POTENTIAL EFFECTS OF FAILURE | E A MECHANISM OF FAILU’RE u £ E P MENDED| TARGET S o p R
REQUIREMENTS ) R s R c N |ACTIONS | cOMP. DATE | ACTION E Ce | EC P
I S A T TAKEN v C TT N
PREVENTION DETECTION U E
T N E
1) Setup Approval (Format No:- F-QA-
022) / First 5 Pieces Inspection at
Next Operation: Loose or tight 1. Man:-Nil process stage ( F-QA-024) / Resetting
fitment at assembly end. -Man:-NI
2.Machine :- Nil 2) Tools inspection done before
Hex Depth ™M 3.Method :- i)Forging Setting not 4 |[setting, Chec.klng Hex Depth with 48
ok Vernier/Gauge.
4. Material :-Nil . PV
Customer: Not Acceptable at 5.Tool :- 1) Tool wear out. 3)Die history card maintained
Customer End/Fitment Not OK (MFG/R/06) (Die Frequency -1.5 Lac
Pieces)
Next Operation: Loose or tight L.Man:-Nil 1) Setup Approval (Format No:- F-QA
fitment at assembly end. Z.Macllwine il 072) / First 5 Pieces Inspection at
' o . ) process stage ( F-QA/R/02) / ) R
Perpendicularity not ok ™M 3.Method :- i) Forging M/C Setting 4 |Resetting Checking Perpendicularity with dial 60
not ok . gauge
Forging Machine 4. Material --Nil 2) Collet runout check Before each
20 Forging X : : setting
(HN- 16) (Plant-2) Customer: Not Acceptable at 5.Tool :- Tool wear out.
Customer End/Fitment Not OK
Next Operation: Loose or tight 1. Man:-Nil 1) Setup Approval (Format No:- F-QA
fitment at assembly end. Z.Macllwine - Nil 072) / First 5 Pieces Inspection at
i § tage ( F-QA/R/02
. 3.Method :- i) Forging M/C Setting proces.ss age (F-QA/R/02) / 3
Concentricity M not ok 3 |Resetting Checking concentricity with dial gauge 36
4 Mat(;rial il 2) Collet runout check Before each
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK
Next Operation: Loose or tight 1.Man:-Nil 1 Setup Approval (Format No:- F-0A
fitment at assembly end. 2.Machine :- Nil 072) / First 5 Pieces Inspection at
Head Diameter 3.Method = i) CNC M/C Settin process stage ( F-QA/R/02) /
Undersize /Oversize M n;Jt ok : 8 3 |Resetting Checking Head Diameter with Vernier Caliper 36
4 Matt;rial il 2) Collet runout check Before each
5.Tool :- Tool wear out. setting
CNC Machining Set Customer: Not Acceptable at
up 1 (Collar Customer End/Fitment Not OK
Machining, Facing,
30 Drilling & Id CNC M/
chamfer , Groving
& Tappi "
apping ) Next Operation: Loose or tight 1.Man:-Nil 1 Setu;? Appro‘va\ (Format No.- F-0A
fitment at assembly end. 2.Machine :- Nil 072) / First 5 Pieces Inspection at
Chamfi it F- R/02
am ef . 3.Method :- i) CNC M/C Setting proces.ss age (F-OA/R/02)/ Checking Chamfer with Profile
Undersize /Oversize M 3 Resetting ) 36
not ok . Projector .
4. Material :-Nil 2) Collet runout check Before each
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK




-_ FORMAT NO F-ENGG-009
MEHTA POTENTIAL FAILURE MODE AND EFFECT ANALYSIS (PROCESS FMEA) REVNO 0
= DATE 28.06.2015
Part Number B2RZ011260 Process Responsibility Mr. Sagar Thete PFMEA No. F366
Part Name LOCK NUT N-TORQ Key Date: 06.10.2023 FMEA Date : 15.02.2024
Core Team:Nilesh Kedare, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Sagar .
. ’ - May ! € ' ' » 52837 | Customer Endurance Technologies Ltd. K-226/2 FMEA Rev No. -
Thete,Nilesh Kedare, Santosh Tuplondhe
S (o] D
E c c E ACTION RESULTS
PROCESS v L c CURRENT PROCESS CONTROL T R | recom | Resp.&
OPN. MACHINE/MACHI POTENTIAL FAILURE POTENTIAL CAUSES
NO FUNCTION / NE N/O MODE cc POTENTIAL EFFECTS OF FAILURE | E A MECHANISM OF FAILU’RE u E P MENDED| TARGET S o p R
REQUIREMENTS ) R s R c N |ACTIONS | cOMP. DATE | ACTION E Ce | EC P
C TT
| s A T TAKEN v N
PREVENTION DETECTION U E
T N E
Next Operation: Loose or tight 1.Man:-Nil 1) Setup. Appro.va\ (Format '_\‘°:' F-QA
fitment at assembly end. 2 Machine :- Nil 072) / First 5 Pieces Inspection at
Head Thicki it F- R/02
ea ,IC ness . 3.Method :- i) CNC M/C Setting pruces.ss age (F-QA/R/02) / checking hed thickness with vernier
Undersize /Oversize ™M Resetting 3 60
not ok . caliper.
4. Material --Nil 2) Collet runout check Before each
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK
Next Operation: Loose or tight 1.Man:-Nil 1) Setup. Appro.va\ (Format '_\‘°:' F-QA
fitment at assembly end. 2 Machine :- Nil 072) / First 5 Pieces Inspection at
. N 3.Method :- i) CNC M/C Setting proces.s stage (F-QA/R/02) / checking dimension with vernier
Dimension M not ok Resetting caliper. 40
s Mat(;ria\ il 2) Collet runout check Before each per:
5.Tool :- Tool wear out. setting
CNC Machining Set Customer: Not Acceptable at
up1 (Collar Customer End/Fitment Not OK
Machining, Facing,
30 Drilling & Id CNCM/e
chamfer , Groving
& Tappin, .
pping ) Next Operation: Loose or tight 1.Man:-Nil 1) Setup. Apprc[va\ (Format No.— F-QA
fitment at assembly end. 2 Machine :- Nil 072) / First 5 Pieces Inspection at
it F- R/02
Total Length ™M 3.Method :- i) CNC M/C Setting §:§;is age (F-QA/R/02)/ Checking Total Length with vernier 6
undersize / oversize not ok . g caliper.
4. Material --Nil 2) Collet runout check Before each
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK
Next Operation: Loose or tight 1.Man:-Nil 1 Setup Appro.va\ (Format No:- F-QA
fitment at assembly end. 2 Machine :- Nil 072) / First 5 Pieces I/ns/pectl/on at
Groove Distance L . process stage ( F-QA/R/02) . . )
Undersize /Oversize ™M 3.Method :- i) CNC M/C Setting Resetting checking groove distance profile 0

Customer: Not Acceptable at
Customer End/Fitment Not OK

not ok .
4. Material :-Nil
5.Tool :- Tool wear out.

2) Collet runout check Before each
setting

projector




- FORMAT NO F-ENGG-009
MEHTA POTENTIAL FAILURE MODE AND EFFECT ANALYSIS (PROCESS FMEA) REVNO 0
B DATE 28.06.2015
Part Number B2RZ011260 Process Responsibility Mr. Sagar Thete PFMEA No. F366
Part Name LOCK NUT N-TORQ Key Date: 06.10.2023 FMEA Date : 15.02.2024
Core Team:Nilesh Kedare, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Sagar .
2 » » May 4 g d 4 » 538 Customer Endurance Technologies Ltd. K-226/2 FMEA Rev No. -
Thete,Nilesh Kedare, Santosh Tuplondhe
s ° ° ACTION RESULTS
E C C E
PROCESS v L c CURRENT PROCESS CONTROL T R | Recom | Resp.&
OPN. MACHINE/MACHI POTENTIAL FAILURE POTENTIAL CAUSES ,
NO FUNCTION / NE N/O MODE cc POTENTIAL EFFECTS OF FAILURE | E A MECHANISM OF FAILURE u E P MENDED| TARGET S o p R
REQUIREMENTS ) R s R c N |ACTIONS | cOMP. DATE | ACTION E ¢ EC P
| s A T TAKEN c TT
\% N
PREVENTION DETECTION u E
T N E
Next Operation: Loose or tight 1.Man:-Nil 1) Setup Appro.va\ (Format No:-F-QA
fitment at assembly end. 2.Machine :- Nil 072) / First 5 Pieces Inspection at
it F- R/02
. 3.Method :- i) CNC M/C Setting process stage (F-QA/R/02) / checking hole diameter with standard
Hole diameter 1 M not ok Resetting in 40
4 Matérial il 2) Collet runout check Before each P
X B i
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK
Next Operation: Loose or tight 1.Man:-Nil 1) Setup Approval (Format No:- F-QA
fitment at assembly end. 2. Machine :- Nil 072) / First 5 Pieces Inspection at
t: F-QA/R/02
3.Method :- i) CNC M/C Setting process stage (F-QA/R/02) / Checking hole depth with vernier
Hole depth 1 M not ok Resetting caliver 40
4 Matérial il 2) Collet runout check Before each P
X B i
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK
CNC Machining Set
up 1 (Collar Next Operation: Loose or tight 1.Man:-Nil 1) Setup Approval (Format No:-F-QA
Machining, Facing, fi I . - 072) / First 5 Pieces Inspection at
30 acl !n{ng, acing, eNeM/c itment at assembly end 2.Machine :- Nil rocess stage  F-QA/R/02) /
Drilling & Id ' 3.Method :- i) CNC M/C Setting process stag - I
chamfer , Groving Diameter M not ok Resetting Checking diametr with vernier caliper 40
& Tapping ) 4 Matérial il 2) Collet runout check Before each
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK
Next Operation: Loose or tight 1.Man:-Nil 1) Setup Appro.va\ (Format N°:' F-QA
fitment at assembly end. 2.Machine :- Nil 072) / First 5 Pieces Inspection at
t F- R/02
. N 3.Method :- i) CNC M/C Setting prccess stage (F-QA/R/02)/ Checking Perpendicularity with dial
Perpendicularity not ok M Resetting 40
not ok . gauge
il -Nil 2) Collet runout check Before each
Customer: Not Acceptable at 4. Material :-Ni setting
Customer End/Fitment Not OK 5.Tool :- Tool wear out.
Next Operation: Loose or tight 1.Man:-Nil 1 Setup Approval (Format No:- F-0A
fitment at assembly end. 2.Machine :- Nil 072) / First 5 P(leces I/HS/PEC)U/OH at
. . process stage ( F-QA/R/02
3.Method :- i) CNC M/C Setti
Angle Not ok M not Zk od :-i) /C Setting Resetting checking angle with profile projector. 40
4 Matérial Nl 2) Collet runout check Before each
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK




-_ FORMAT NO F-ENGG-009
MEHTA POTENTIAL FAILURE MODE AND EFFECT ANALYSIS (PROCESS FMEA) REVNO 0
= DATE 28.06.2015
Part Number B2RZ011260 Process Responsibility Mr. Sagar Thete PFMEA No. F366
Part Name LOCK NUT N-TORQ Key Date: 06.10.2023 FMEA Date : 15.02.2024
Core Team:Nilesh Kedare, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Sagar .
) ’ » May! ’ B ’ ’ » 328 Customer Endurance Technologies Ltd. K-226/2 FMEA Rev No. -
Thete,Nilesh Kedare, Santosh Tuplondhe
S o D
E c c E ACTION RESULTS
PROCESS v L c CURRENT PROCESS CONTROL T R | recom | Resp.&
OPN. MACHINE/MACHI POTENTIAL FAILURE POTENTIAL CAUSES
NO FUNCTION / NE N/O MODE cc POTENTIAL EFFECTS OF FAILURE | E A MECHANISM OF FAILU’RE u E P MENDED| TARGET S o p R
REQUIREMENTS ) R s R c N |ACTIONS | cOMP. DATE | ACTION E Ce | EC P
I S A T TAKEN v C TT N
T N PREVENTION DETECTION c u E
Next Operation: Loose or tight 1.Man:-Nil 1) Setup. Appro.va\ (Format '_\“’:' F-0A
fitment at assembly end. 2 Machine :- Nil 072) / First 5 Pieces Inspection at
it F- R/02
Drill Diameter Undersize/ ™M 3.Method :- i) CNC M/C Setting gz:f;;s age (F-0A/R/02) / checking Drill diameter with standard 20
Oversize not ok . 8 pin
4. Material --Nil 2) Collet runout check Before each
. - i
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK
Next Operation: Loose or tight 1.Man:-Nil 1) Setup. Appro.va\ (Format '_\‘°:' F-QA
fitment at assembly end. 2 Machine :- Nil 072) / First 5 Pieces Inspection at
Chamf it F- R/02
amier ) 3.Method :- i) CNC M/C Setting process stage ( F-QA/R/02) / Checking Chamfer with Profile
Undersize /Oversize ™M Resetting B 40
not ok . Projector.
il Nil 2) Collet runout check Before each
Customer: Not Acceptable at 4. Material :-Ni setting
Customer End/Fitment Not OK 5.Tool :- Tool wear out.
Next Operation: Loose or tight 1.Man:-Nil 1) setup Approval (Format No:- F-QA
fitment at assembly end. 2 Machine :- Nil 072) / First 5 Pieces Inspection at
it F- R/02
Drill Depth ™M 3.Method :- i) CNC M/C Setting §:§;is age (F-QA/R/02)/ Checking Drill depth with vernier 20
undersize/oversize not ok . g caliper
4. Material --Nil 2) Collet runout check Before each
. B i
5.Tool :- Tool wear out. setting
= Customer: Not Acceptable at
CNC Machining Set Customer End/Fitment Not OK
up 2 (End Facing,
40 Chamfering, CNC M/c
Drilling & ID
chamfer)
Next Operation: Loose or tight 1.Man:-Nil 1 Setup Apprc[va\ (Format No:- F-QA
fitment at assembly end. 2 Machine :- Nil 072) / First 5 Pieces Inspection at
3.Method :- i) CNC M/C Setting process stage ( F-QA/R/02) /
Angle Not ok M n.ot ok : Resetting Checking Angle with Profile Projector. 40
4 Mat(;rial il 2) Collet runout check Before each
. B i
5.Tool :- Tool wear out. setting
Customer: Not Acceptable at
Customer End/Fitment Not OK
Next Operation: Loose or tight 1.Man:-Nil 1 Setup Appro.va\ (Format No:- F-QA
fitment at assembly end. 2 Machine :- Nil 072) / First 5 Pieces Inspection at
Chamfi : : it F- R/02
amrer ) 3.Method :- i) CNC M/C Setting process stage ( F-QA/R/02) / Checking Chamfer with Profile
Undersize /Oversize M Resetting 3 40
not ok . Projector.
4. Material :-Nil 2) Collet runout check Before each
Customer: Not Acceptable at - Material :-Ni setting
Customer End/Fitment Not OK 5.Tool :- Tool wear out.
Next Operation: Loose or tight 1.Man:-Nil 1 Setup Appro.va\ (Format No:- F-QA
fitment at assembly end. 2.Machine :- Nil 072) / First 5 Pieces Inspection at
L . process stage ( F-QA/R/02) / . N N
Total Length M 3.Method :- i) CNC M/C Setting Resetting checking Total Length with Vernier 20

undersize / oversize

Customer: Not Acceptable at
Customer End/Fitment Not OK

not ok .
4. Material :-Nil
5.Tool :- Tool wear out.

2) Collet runout check Before each
setting

Caliper.




- FORMAT NO F-ENGG-009
MEHTA POTENTIAL FAILURE MODE AND EFFECT ANALYSIS (PROCESS FMEA) REVNO 0
o DATE 28.06.2015
Part Number B2RZ011260 Process Responsibility Mr. Sagar Thete PFMEA No. F366
Part Name LOCK NUT N-TORQ Key Date: 06.10.2023 FMEA Date : 15.02.2024
Core Team:Nilesh Kedare, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Sagar .
) ’ » May! ! B ' ' » 528 Customer Endurance Technologies Ltd. K-226/2 FMEA Rev No. -
Thete,Nilesh Kedare, Santosh Tuplondhe
S (o] D
E c c E ACTION RESULTS
PROCESS v L c CURRENT PROCESS CONTROL T R | Recom | Resp.&
OPN. MACHINE/MACHI POTENTIAL FAILURE POTENTIAL CAUSES
NO FUNCTION / NE N/O MODE cc POTENTIAL EFFECTS OF FAILURE | E A MECHANISM OF FAILU’RE u E P MENDED| TARGET S o p R
REQUIREMENTS ) R s R c N |ACTIONS | cOMP. DATE | ACTION E Ce | EC P
TAKEN C TT
1 s A o o T v N
T N PREVENTION DETECTION E u E
Next Operation: Loose or tight L Mane Onrator nedlizence 1) Setup Approval (Format No:- F-QA
fitment at assembly end. -vian:- Op negligence. 022) / First 5 Pieces Inspection at
Hex A/F 2:Machine :- Setting not ok rocess stage ( F-QA-024-A) /
5 . M [3.Method :- Nill P . 8 Checking Hex A/F With Gauge. 40
Undersize/ Oversize 4. Material :-Nil Resetting
Customer: Not Acceptable at . o 2)Die Life Monitoring/Replace Die
Customer End/Fitment Not OK 5.Tool :- tool wear out after 10000 Pieces
50 Punching Punch M/c
Next Operation: Loose or tight 1.Man:- Oprator negligence. 1) Setup. Appro.va\ (Format No:- F-QA
fitment at assembly end. N N 022) / First 5 Pieces Inspection at
2.Machine :- Setting not ok . N N
Hex Depth M |3.Method - Nil process stage ( F-QA-024-A) / checking Hex Depth with Vernier 20
Undersize/oversize 4' Materia\. il Resetting Caliper.
| X 2)Die Life Monitoring/Replace Die
5.Tool :- tool wear out .
Customer: Not Acceptable at after 10000 Pieces
Customer End/Fitment Not OK
Early Alarm for Fan Failure/RPM
Indication.
Less Soaking Time & T 5
Safety Of Product: Risk of Low Carbon Potential (Below esﬁ o.a ing ime er:\p Fan Belt Tension & Wear Monitoring
Failure/Poor Loading Capacity. m 0.25%C) Maintained (Above 850°C)-Alarm (JH-PM) 54
: : System (As per pokayoke list F-QAD-
0011)
N . Early Alarm for Low MV, Soaking " .
i Next O tion: T Monthly Audit for Al Daily Bt
Hardening & (HT-02) Low Hardness ex p?ra fon: fempering M |Low Temperature (Below 850°C) Time Adjusted/Revised ontny Au I_ or Alarms, batly Burner 36
60 Tempering Temp. will be Lowered/Rework. Flame Inspection
(Plant - 2) (As per annex-1)
(22-28 HRC)
h Oil Vi ity | ti
Next Operation: Quenching M |Quench Medium Cleanliness Quench Oil Viscosity Inspection Quench Tank Cleaning Freq. Followed 36
Weekly (As per annex-1)




—-_y FORMAT NO F-ENGG-009
MEHTA POTENTIAL FAILURE MODE AND EFFECT ANALYSIS (PROCESS FMEA) REVNO 0
B DATE 28.06.2015
Part Number B2RZ011260 Process Responsibility Mr. Sagar Thete PFMEA No. F366
Part Name LOCK NUT N-TORQ Key Date: 06.10.2023 FMEA Date : 15.02.2024
Core Team:Nilesh Kedare, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Sagar .
2 » » May 4 g d 4 » 538 Customer Endurance Technologies Ltd. K-226/2 FMEA Rev No. -
Thete,Nilesh Kedare, Santosh Tuplondhe
s ° ° ACTION RESULTS
E C C E
PROCESS v L c CURRENT PROCESS CONTROL T R | Recom | resp.&
OPN. MACHINE/MACHI POTENTIAL FAILURE POTENTIAL CAUSES ,
NO FUNCTION / NE N/O MODE cc POTENTIAL EFFECTS OF FAILURE | E A MECHANISM OF FAILURE u E P MENDED| TARGET S o p R
REQUIREMENTS ) R s R c N |ACTIONS | cOMP. DATE | ACTION E ¢ EC P
TAKEN C TT
1 s A T v N
PREVENTION DETECTION u E
T N E
o) Water Li | ti Regul
. - M |Oily Material Prewashing of Components a.er ines Inspection on Regular 36
Rejection/Rework. Basis
Low Hardness Customer: Not Acceptable at . " " N
. Material Mix-up/Low e . |Online Inspection/Customer
Customer End/Poor Loading M -~ Identification Tags/Cards for Material . 36
) Hardenability Complaint
Capacity.
" - -
End User: Low Service Life due to Final Inspection not Implemented 100% Inspecflon at Final Final Inspection(Sampling
. M . Stage/Sampling Plan should be . 36
Poor Microstructure. Effectively Plan)/Customer Complaint
Followed
. . Early Alarm for Fan . o
Safety Of Product: Risk of Low Carbon Potential (Below . Fan Belt Tension & Wear Monitoring
N ) ) ™M Failure/Replacement of Oxygen 30
Failure/Poor Loading Capacity 0.25%C) (JH-PM)
Hardening & (HT-02) Probe
60 Tempering (Plant-2)
(22-28 HRC) Next O ion: Pi d L S A 1 &S: le Hard Online | i Hard Te
Vext pe.ratlon. rocessed Lot ™M As Quench Hardness Low etu[.J yfprova ample Hardness nline .nspectlon on Hardness Tester 36
will be Rejected/Reworked Monitoring by Quality Inspector
High Hardness
(Tempering)
(22-28 HRC) Su?seguent Operation: M Low Tempe:ing Temperature Early Alarm for Low MV Monthly Audi% for Alarms, Daily Burner 30
Rejection/Rework (Below 480°C) Flame Inspection
king Ti T . Maintaii
Customer: Breakage at M Tempering Heating & Soaking (S:Zo:/r;gmlglecflxlae:rr:nps sta;r:a(l::d er Monthly Audit for Timer/Online 36
Assembly/Poor Loading Capacity Time Less/More pokayoke list F-QAD-Ogll) ) p Inspection on Hardness Tester
1 | i Final
End User: Low Service Life due to Final Inspection not Implemented 00% nsPecflon atFina 100% Hardness check/Sampling Check
) M . Stage/Sampling Plan should be . 36
Poor Microstructure Effectively Tray wise
Followed
Customer: Not Acceptable at Identification Card not attached
Wrong Surface treatment Customer End/Aesthetical M to lot Identification Card provided with lot |Inward Inspection/ Visual Inspection 30
Requirements Not Fulfilled
Surf Treat! 1t Cust: : Not A table at
70 u AT;:";:EZ;::H Plating Tank Surface treatmenF C‘:zt:::: EnZ/A:;ehpetaicaT @ M Cunjent fiep?sition low l.CorftroI.Ied by sc?da fysytem Checking plating thickness with plating 20
N . Thickness Undersize . ) Plating time is low 2.Maintained palting time thickness tester.
Bright Passivation Requirements Not Fulfilled
Cust: : Not A table at
Surface treatment c‘::tz:z: EnZ/AecscteP:’e:?caT g M Current deposition high 1.Controlled by scada sysytem Checking plating thickness with plating 30

Thickness Oversize

Requirements Not Fulfilled

Plating time is Imore

2.Maintained palting time

thickness tester.




-_ FORMAT NO F-ENGG-009
MEHTA POTENTIAL FAILURE MODE AND EFFECT ANALYSIS (PROCESS FMEA) REVNO 0
o DATE 28.06.2015
Part Number B2RZ011260 Process Responsibility Mr. Sagar Thete PFMEA No. F366
Part Name LOCK NUT N-TORQ Key Date: 06.10.2023 FMEA Date : 15.02.2024
Core Team:Nilesh Kedare, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Sagar .
) ’ » May! ’ B ’ ’ » 328 Customer Endurance Technologies Ltd. K-226/2 FMEA Rev No. -
Thete,Nilesh Kedare, Santosh Tuplondhe
S o D
E c c E ACTION RESULTS
PROCESS v L C CURRENT PROCESS CONTROL T R RECOM RESP. &
OPN. MACHINE/MACHI POTENTIAL FAILURE POTENTIAL CAUSES
NO FUNCTION / NE N/O MODE cc POTENTIAL EFFECTS OF FAILURE | E A MECHANISM OF FAILU’RE u E P MENDED| TARGET S o p R
REQUIREMENTS ) R s R c N |ACTIONS | cOMP. DATE | ACTION E Ce | EC P
I S A T TAKEN v C TT N
PREVENTION DETECTION U E
T N E
Customer: Not Acceptable at N
) N Inspection for Burr, Scratches . N
Customer End/Fitment Not M Inspector Negligence N Visual Inspection 60
. etc./100 % Inspection
OK/Aesthetically Poor
Cust: : Not A table at
ustomer: o .ccep aved Low Luminous Intensity at Proper Lighting Provided Through . N
Visual Defects Passed Customer End/Fitment Not ™M Inspection Table LED/CFL Lamps Visual Inspection 60
OK/Aesthetically Poor P P
End User: Degradation of Comfort Inspection for Burr, Scratches
Level/Aesthetically Poor/Audible M |Passed at Assembly Stage P N Visual Inspection 60
N etc./100 % Inspection
Noise
Calibratit f Insts ts,
Customer: Not Acceptable at Instrument Or Equipment a I_ ra |onlo nstruments, ) Inspection Through Various
) M Equipment's & Gauges on Defined N N 60
Customer End/Fitment Not OK Error/Gauge Wear Out Instruments, Equipment's & Gauges
N Frequency
Defective Part Passed
80 Final Inspection (Due to Instruments)
Customer: Not Acceptable at M Dimensional Tolerance Not Specified & Unspecified Dimensional |Inspection Through Various 60
Customer End/Fitment Not OK Followed Tolerances Displayed & Followed Instruments, Equipment's & Gauges
I ction According to Shift/Break:
Customer: Not Acceptable at N nspe |on. ccording to shift/Breaks Inspection Through Various
) M |Inspector Fatigue after Certain Interval/Proper Seats N . 60
Customer End/Fitment Not OK provided Instruments, Equipment's & Gauges
Defective Part Passed rovide
(Due to Inspector) | ’ N n
: Not Ac T ise | ion/Al i | ion Tl Vari
Customer: Not .cceptab e at M |Monctonous Work ray wise nspection/Alternative nspection Throug] anclJus 60
Customer End/Fitment Not OK Inspection of Parts Instruments, Equipment's & Gauges
Next O tion: Before Labelling, 100% Sortil 't Packing Table/Inli
.ex pera m.n © or? aveling M |Operator Negligence .o ing at Packing Table/Infine Visual Inspection 30
Visual Inspection Required Inspection
Mix-up of Similar Parts Cust Not A tod ot
ustomer: Not Accepted a . " N
100% Sorti t Packing Table / Inl
Customer End / Dissatisfaction in M |lIdentification Tag Not Attached Ins ectioonmg at Packing Table / Infine Visual Inspection 30
Terms of Delivery i
N " Unit Weight Checked for Accuracy of
Next Of tion: Before Labelling, " N . . . .
lg(;(% VC::gah;:;ofeB:grse abelling, M |Rounding Off Quantity No. of Pieces/Setup of Weighing Weighing Scale Reading 30
Machine
Heat Seali Packed Quantity
eat Sealing
Less/More Customer: Not Accepted at
i Set f Weighing Machine/Checkil
Packing & M}achlne, Customer End/Shortage of Parts M |Weighing Scale Error ”e"up ortveigning ‘ac. ine/Checking Weighing Scale Reading 30
90 N Printers & 0" Scale Before Weighing
Labelling L at Assembly
Weighing
. 's
Dents, Damage & Poor Customer: Not Acceptable at Poor Material Handling/Trays Or N . ) . .
m P Handl Bins Provided Visual | Cti 36
Handling Customer End Bins Not Available roper Handling / Bins Provide fsuatinspection
Dents, D: & P Cust: : Not A table at Py Material Handling/Ti O " " : : N
100 Transportation H::ds“ngamage oor C:th:::Enz ceeptable a M Bic:\oero: :\::Ia;z ing/Trays Or Proper Handling / Bins Provided Visual Inspection 36
. DATE REV ALTERATION CHANGE BY APPROVED BY
& e =
PREPARED BY APPROVED BY
Mr.Nilesh Kedare Mr.Sagar Thete
(Development Engineer) (Development Head)

Note: Critical Characteristics are shown by




— FORMAT NO: F-ENGG-007
MEQITA Control Plan REVNO 0
DATE: 28.06.2015
Prototype: Pre-Launch: Production:
Control Plan Number CP- Key Contact: Mr. Sagar Thete / 7887860352 CP Date: 15.02.2024
Part Name / Number LOCK NUT N-TORQ/B2RZ011260 Supplier Code: - CP Rev. No": -
Vijay Aher, Ganesh Dhikale, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav,
Core Team lay ! ! y » vy ‘ e ! ’ Mod No.: XA_6.12.2023
Sagar Thete, Mahesh Sonawane, Nilesh Kedare, Santosh Tuplondhe
Supplier: METAFORGE ENGINEERING ( 1) PVT. LTD. Customer Name :- Endurance Technologies Ltd. K-226/2
PROCESS / MACHINE / CHARACTERISTICS SAMPLING RESPONSIBILITY
OPN. PRODUCT / PROCESS SPECIFICATION EVALUATION /
OPERATION/ | MACHINE cc CONTROL METHOD REACTION PLAN
NO WITH TOLERANCE| MEASUREMENT TECHNIQUE
DESCRIPTION NO. ( ) Q!
NO. PRODUCT PROCESS SAMPLE SIZE FREQUENCY MFG QA
A Visual
1 | surface Defects ik Finish, Burr, Rus, Pitted Should be Free from Burr, Rust, Pitted Marks, Visual Inspection 1 Samole from Each Lot fach Lot Raw Material Resgister / Inward Inspection aa If Not OK, Then Reject/Resend to
Marks, Rolling Seam, Cracks, Damage etc. Rolling Seam, Cracks, Damage etc. P P (F-QA-012) - (inspector) Supplier/Reorder
B Physical Properties
RM TC /Inhouse chemical composition
1 Wire Size 11.60/11.65 Micrometer 1 sample from Each Lot Each Coil / Lot check (Test report -Raw Material (F-LAB- aa If Not OK, Then Reject/Resend to
. . 011)) / 3rd party tc/ Inward Inspection (F- - (inspector) Supplier/Reorder
QA-012)
RM TC /Inhouse chemical composition
2 uTS 61.89 kgf/ mm2 RM Test Certificate 1 Sample from Each Lot Each Coil / Lot check (Test report -Raw Material (F-LAB- N e 1f Not OK, Then Reject/Resend to
011)) / 3rd party tc/ Inward Inspection (F- (inspector) Supplier/Reorder
QA-012)
c Chemical Properties
Spectro ) -
Raw Material Inward ; RM TC / Inhouse chemical composition )
10| pection(1sB25) | Machine/Lab | Grade SAE 15825 1 sample from Each Lot Each Coil / Lot check (Test report -Raw Material (FLAB- | _ oo If Not OK, Then Reject/Resend to
Equipments oty (inspector) Supplier/Reorder
RM TC / Inhouse chemical composition )
2 % 0.245 1 5ample from Each Lot Each Coil / Lot check (Test report -Raw Material (F-LAB- | _ oo If Not OK, Then Reject/Resend to
oty (inspector) Supplier/Reorder
RM TC / Inhouse chemical composition )
3 Mn% 0.943 1 5ample from Each Lot Each Coil / Lot check (Test report -Raw Material (F-LAB- | _ oo If Not OK, Then Reject/Resend to
ot (inspector) Supplier/Reorder
RM Test Certificate / 3rd Party Lab )
TC
RM TC / Inhouse chemical composition )
4 Sit 0.18 1 sample from Each Lot Each Coil / Lot check (Test report -Raw Material (F-LAB- | _ oo If Not OK, Then Reject/Resend to
oty (inspector) Supplier/Reorder
RM TC / Inhouse chemical composition )
5 % 0.003 1 sample from Each Lot Each Coil / Lot check (Test report -Raw Material (F-LAB- | _ oo If Not OK, Then Reject/Resend to
oty (inspector) Supplier/Reorder
RM TC / Inhouse chemical composition
If Not OK, Then Reject/Resend t
6 P% 0013 1 sample from Each Lot Each Coil / Lot check (Test report -Raw Material (F-LAB- _ oo ° en Reject/Resend to
oty (inspector) Supplier/Reorder
A Visual
) Should be free from Surface Defects like Visual Inspection s Nos Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection aa If Not OK, Then
Surface Defects like Dent,Burr,crack,damage etc. Dent,Burr,crack,damage etc. P Inspector: 5 Nos/4 Hrs. Report (F-QA-024) - (inspector) Reject
B Dimensional
Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection QA If Not OK, Then
j 1 Head diamet, v I SN
» Cold Forgi " F:_'g'"fHN cad dlameter ernier caliper o Inspector: 5 Nos/4 Hrs. Report( F-QA-024) - (inspector) Reject/Resetting/Reinspection
old Forging lachine (HN-
16) (Plant-2)
. . . Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection QA If Not OK, Then
2 Head thick v I SN
cad thickness ernier caliper o Inspector: 5 Nos/4 Hrs. Report( F-QA-024) - (inspector) Reject/Resetting/Reinspection
AS PER COLD FORGING PROCESS SHEET
. ) Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection If Not OK, Then
3 Rad Profile Project SN
adius rotile Projector o Inspector: 5 Nos/4 Hrs. Report( F-QA-024) - (inspector) Reject/Resetting/Reinspection
. ) Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection QA If Not OK, Then
4 Shank diamet Micromet, SN
ani diameter crometer o Inspector: 5 Nos/4 Hrs. Report( F-QA-024) - (inspector) Reject/Resetting/Reinspection




T FORMAT NO: F-ENGG-007
MEGTA Control Plan REV NO 0
DATE: 28.06.2015
Prototype: Pre-Launch: Production:
Control Plan Number CP- _ Key Contact: Mr. Sagar Thete / 7887860352 CP Date: 15.02.2024
Part Name / Number LOCK NUT N-TORQ/B2RZ011260 Supplier Code: - CP Rev. No": -
Vijay Aher, Ganesh Dhikale, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav,
Core Team . Mod No.: XA_6.12.2023
Sagar Thete, Mahesh Sonawane, Nilesh Kedare, Santosh Tuplondhe
Supplier: METAFORGE ENGINEERING ( 1) PVT. LTD. Customer Name :- Endurance Technologies Ltd. K-226/2
PROCESS / MACHINE / CHARACTERISTICS SAMPLING RESPONSIBILITY
OPN. PRODUCT / PROCESS SPECIFICATION EVALUATION
NO OPERATION / MACHINE cc (VCITH TOLERANCE) MEASUREMENT TEC‘NIQUE CONTROL METHOD REACTION PLAN
DESCRIPTION NO.
NO. PRODUCT PROCESS SAMPLE SIZE FREQUENCY MFG QA
o Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection QA If Not OK, Then
5 Total length Vernier caliper 5 Nos Inspector: 5 Nos/4 Hrs. Report( F-QA-024) - (inspector) Reject, i i
Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection QA If Not OK, Then
6 Hex A/ Gauge 5 Nos Inspector: 5 Nos/4 Hrs. Report( F-QA-024) - (inspector) Reject, ing/Rei
- Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection QA If Not OK, Then
AS PER COLD FORGING PROCESS SHEET
7 Hex depth Gauge / vernier caliper 5 Nos Inspector: 5 Nos/4 Hrs. Report( F-QA-024) - (inspector) Reject, ing/Rei
o ) Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection QA If Not OK, Then
8 Perpendicularity Dial Gauge 5 Nos Inspector: 5 Nos/4 Hrs. Report( F-QA-024) - (inspector) Reject, ing/Rei
- ) Operator: 5 Nos/Hr. Inprocess QA | First 5 Pcs Inspection/Inprocess Inspection QA If Not OK, Then
9 Concentricity Dial Gauge 5 Nos Inspector: 5 Nos/4 Hrs. Report( F-QA-024) - (inspector) Reject, ing/Rei
Forging
20 Cold Forging Machine (HN- [~ ¢ Setup
16) (Plant-2)
Machine
13 Roller Pressure 0.1-0.4 Mpa Pressure Gauge Once Daily / Each Set Up Setup Approval Report/PM Checksheet _ operator If Not OK, Then Resetting,/Reinspection
o ) Machine . ’ .
14 Hydraulic Cylinder Pressure 0.1-0.4 Mpa Pressure Gauge Once Daily / Each Set Up Setup Approval Report _ operator If Not OK, Then Resetting/Reinspection
Machine
15 Lubrication Oil Pressure 0.05 - 0.5 Mpa Pressure Gauge Once Daily / Each Set Up Setup Approval Report _ operator If Not OK, Then Resetting,/Reinspection
: ) Machine . ’ .
16 Pnuematic Pressure 0.5-07 Mpa Pressure Gauge Once Daily / Each Set Up Setup Approval Report/PM Checksheet _ operator If Not OK, Then Resetting/Reinspection
Machine
17 Die & Punch No Wear & Tear Visually/Die History Card Once Daily / Each Set Up Die History Card _ operator If Not OK, Then Resetting,/Reinspection
18 Length of Cutting Speed As Per Machine Model (mm) Output Product Once Daily / Each Set Up Setup Approval Report B Machine If Not O, Then Resetting,/Reinspection
(Feed) operator
As Per forging machine control plan -(F-QA-025)
A Visual
: Should be Free from Surface Defects like ] ) Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess QA If Not OK, Then
1 face Def Burr, D
Surface Defects like Burr,Dent,crack damage Burr,Dent,crack,damage Visual Inspection 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02 - (inspector) Reject,
B Di
Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess QA If Not OK, Then
- 1 Head diamet 16.25/16.75 Vi cal 5 N,
CNC Machining ( ead diameter / ernier Caliper s Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject/Resetting/Reinspection
30 Head Surface Facing , CNCM/c
Turnning & Grooving) ) .
2 Chamfer 0.20x45° profile Projector 5 Nos Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess QA If Not OK, Then
: g Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject/Resetting/Reinspection
. . . Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess QA If Not OK, Then
3 Head thick 1.90/2.10 Vi cal 5 N;
cad thickness / ernier Caliper o Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject/Resetting/Reinspection
. . . Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess If Not OK, Then
4 D 1.40/1.60 Vi cal 5 N;
mension / ernier Caliper o Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject/Resetting/Reinspection




- FORMAT NO: F-ENGG-007
MEGTA Control Plan REV NO 0
DATE: 28.06.2015
Prototype: Pre-Launch: Production:
Control Plan Number CP- _ Key Contact: Mr. Sagar Thete / 7887860352 CP Date: 15.02.2024
Part Name / Number LOCK NUT N-TORQ/B2RZ011260 Supplier Code: - CP Rev. No": -
Core Team Vijay Aher, Ganesh Dhikale, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav, Mod No XA 6.12.2023
Sagar Thete, Mahesh Sonawane, Nilesh Kedare, Santosh Tuplondhe " -
Supplier: METAFORGE ENGINEERING ( 1) PVT. LTD. Customer Name :- Endurance Technologies Ltd. K-226/2
PROCESS / MACHINE / CHARACTERISTICS SAMPLING RESPONSIBILITY
OPN. PRODUCT / PROCESS SPECIFICATION EVALUATION
NO OPERATION / | MACHINE cc (VCITH TOLERANCE) MEASUREMENT TEC‘NIQUE CONTROL METHOD REACTION PLAN
DESCRIPTION NO.
NO. PRODUCT PROCESS SAMPLE SIZE FREQUENCY MFG QA
. Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess A If Not OK, Then
5 Total length 21.70/22.30 Vernier Caliper 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject, i i
) ) Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess A If Not OK, Then
6 Hole diameter 1 6.75/6.85 standard Pin 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject, i i
. Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess A If Not OK, Then
7 Hole depth 1 1240/12.60 Vernier Caliper 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject, ing/Rei
' . Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess A If Not OK, Then
8 Diameter 11.80/11.95 Vernier caliper 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject, ing/Rei
CNC Machining ( 9 Perpendicularity 005 Dial Gauge 5 Nos :::e::: i :Zzﬁ:;:‘"“ess o F"?:‘: Zzlg':iiﬂ::: (/1/5;102(/955 N A _ IFNot OK, Then
30 |Head Surface Facing,| CNCMJ/c pector: g P P (inspector) Reject
Turnning & Grooving)
. — Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess A If Not OK, Then
0 Angle 31 Profile Projector 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject, ing/Rei
c Setup
Setup A I Report F-QA-072 / JH Machi
1 Motor RPM 1440 RPM Tachometer Once Daily / Each Set Up etup Approval Report F-QA-072 / _ achine If Not OK, Then Resetting/Reinspection
Check sheet operator
tup A I Report F-QA-072 / JH Machi
2 V - Belt Proper Tensioning/ No Slack Wear Visually / Physically Once Daily / Each Set Up Setup pp""g‘e;”s‘;:et ano072/) _ op:'ra':: If Not OK, Then Resetting/Reinspection
4 Bed / Slide Movement Sufficient lubrication for proper sliding and Visually / Physically Once Daily / Each Set Up PM Check sheet _ Machine If Not OK, Then Resetting/Reinspection
vibration free movement. operator
1 i tup A | Report F-QA-072 / JH Machi
5 Tool & Die Holder Bols Tightened/ Sharpening of Tool after every Tool History Card Once Daily / Each Set Up Setup Approval Report F-QA-072/ J _ achine If Not OK, Then Resetting/Reinspection
500 pes. Check sheet operator
A Visual
hould be Free fi face Defects ik 15 Nos/Hr. I First 5 Pcs Inspection / | A If Not OK, Th
1 |surface Defects ke Burr.pent.rack damage Should be Free from Surface Defects like Visual Inspection S Nos Operator: 5 Nos/Hr. Inprocess QA irst 5 Pes Inspection / Inprocess B o ‘ ot OK, Then
Burr,Dent,crack,damage Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02 (inspector) Reject
B Dimensional
. ) Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess [y If Not OK, Then
1 Drill DI 90-6. b
rill Diameter 5:906.00 Standard Pin 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject,
N Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess aa If Not OK, Then
2 3/0.5x45° b
Chamfer 0:3/0.5x45 rofle Projector 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject,
) . Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess aa If Not OK, Then
Drill D 190-9.1
3 ril Depth 8.909.10 Vernier Caliper 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject,
CNC Machining Set
w | w2 (Endracng, | o . Angle 1aor profle rojector 5 Nos Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess } [y If Not OK, Then
Chamfering, Drilling Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ (inspector) Reject,
&1D chamfer) Operator: 5 Nos/Hr. I QA First 5 Pcs Inspection / | [y If Not OK, Th
N perator: 5 Nos/Hr. Inprocess irst 5 Pcs Inspection / Inprocess ot OK, Then
.50x45° P
s Chamfer 050145 rofle Projector 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject,
. Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess A If Not OK, Then
L 21.70-22. N
6 Total Length 0-22.30 Vernier Caliper 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject,
C Setup
! — -
1 Motor RPM 1440 RPM Tachometer Once Daily / Each Set Up Setup Approval Report F-QA-072 / JH _ Machine If Not OK, Then Resetting/Reinspection
Check sheet operator
! — "
2 V- Belt Proper Tensioning/ No Slack Wear Visually / Physically Once Daily / Each Set Up Setup Appm‘g‘:cip;';i QA-072/JH _ "’V":r:"":r If Not OK, Then Resetting/Reinspection
4 Bed / Slide Movement Sufficient lubrication for proper sliding and Visually / Physically Once Daily / Each Set Up PM Check sheet _ Machine If Not OK, Then Resetting/Reinspection
vibration free movement. operator
i i Setup Ay | Report F-QA-072 / JH Machi
5 Tool & Die Holder Bols Tightened/ Sharpening of Tool after every Tool History Card Once Daily / Each Set Up etup Approval Report F-QA-072/ _ achine If Not OK, Then Resetting/Reinspection
500 pes. Check sheet operator




-y FORMAT NO: F-ENGG-007
MEQTA Control Plan REV NO 0
DATE: 28.06.2015
Prototype: Pre-Launch: Production:
Control Plan Number CP- _ Key Contact: Mr. Sagar Thete / 7887860352 CP Date: 15.02.2024
Part Name / Number LOCK NUT N-TORQ/B2RZ011260 Supplier Code: CP Rev. No': -
Vijay Aher, Ganesh Dhikale, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav,
Core Team . Mod No.: XA_6.12.2023
Sagar Thete, Mahesh Sonawane, Nilesh Kedare, Santosh Tuplondhe
Supplier: METAFORGE ENGINEERING ( 1) PVT. LTD. Customer Name :- Endurance Technologies Ltd. K-226/2
PROCESS / MACHINE / CHARACTERISTICS SAMPLING RESPONSIBILITY
OPN. PRODUCT / PROCESS SPECIFICATION EVALUATION /
OPERATION / MACHINE cc CONTROL METHOD REACTION PLAN
NO WITH TOLERANCE; MEASUREMENT TECHNIQUE
DESCRIPTION NO. ( ) Q!
NO. PRODUCT PROCESS SAMPLE SIZE FREQUENCY MFG QA
A Visual
) Should be Free from Surface Defects like h ) Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess QA If Not OK, Then
1 |Surface Defects like Burr,Dent,crack damage Burr,Dent,crack damage Visual Inspection 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02 - (inspector) Reject/Resetting/Reinspection
50 Punching Punch M/c B Dimensional
Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess QA If Not OK, Then
1 Hex A/ 6.02:6.14 Gauge 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject/Resetting/Reinspection
- Operator: 5 Nos/Hr. Inprocess QA First 5 Pcs Inspection / Inprocess QA If Not OK, Then
2 Hex Depth 8.00-9.00 Gauge / Vernier Caliper 5 Nos Inspector: 5 Nos/4 Hrs. Inspection Report QA/R02/ - (inspector) Reject/Resetting/Reinspection
A Visual
) | Surface Defects like Finish, Burr, Scratches, Sharp Should be Free from Burr, Burr, Scratches, Sharp Visual Inspection S Nos Operator: 3 Nos/Batch HT Process Validation Report F-HT-022 / QA If Not OK, Then
Edges Cracks, Dents, Damage etc. Edges Cracks, Dents, Damage etc. P Inprocess QA Inspector: 3 Nos/Lot HT Register/ - (inspector) Reject/Rework/Sort/Resetting/Reinspection
B Dimensional
. Hardness 2228 HRC Hardness Tester S Nos Operator: 5 Nos/Batch HT Process Validation Report F-HT-022 / B QA ‘ If Not OK, Then
Inprocess QA Inspector: 5 Nos/Lot HT Register/ (inspector) Reject,
Hardening & Furnace
60 Tempering (HT-02)
(Heat Treatment) (Plant-2) ¢ Setup
°+10°f T ture Indicat Machi
1 Hardening 860°£10°C emperature Indicator/Speed Once Daily / Each Set Up Setup Approval Report/PM Checksheet _ achine If Not OK, Then Resetting/Reinspection
2700 / 3600 Sec indicator operator
40%-80°C Max Temperature Indicator/Speed Machine
2 Quenching 600 Sec ndicator Once Daily / Each Set Up Setup Approval Report/PM Checksheet _ operator If Not OK, Then Resetting/Reinspection
° +10° kL ture Indicator/Speed Machi
3 Tempering 480" +10°C emperature Indicator/Spee Once Daily / Each Set Up Setup Approval Report/PM Checksheet _ achine I Not OK, Then Resetting/Reinspection
4800 / 5280 Sec indicator operator
kL ture Indicator/Speed Machi
4 Total cycle Time 9480 Sec emperature Indicator/Spee Once Daily / Each Set Up Setup Approval Report/Tool History Card _ achine If Not OK, Then Resetting/Reinspection
indicator operator
A Visual
Surface Defects like Finish, Poor Plating, Shade Should be Free from Finish, Poor Plating, Shade 7 If Not OK, Then
1 Visual Inspect 3 Nos Per Lot Each Lot P Material Handl
Variation, Scratches, Sharp Edges etc. Variation, Scratches, Sharp Edges etc. sual Inspection os Perto ach Lo roper Material Randling - (inspector) | Reject/Rework/Sort/Resetting/Reinspection
Surface Treatment-
70 Alkaline Zinc | Plating Tank | B Dimensional
Bright Passivation
4 Identification Tag / Challan Attached with A If Not OK, Then
1 Surface treatment Alkaline Zinc Bright Passivation Visually 3 Nos Per Lot Each Lot Material _ (inspector) | Reject/Rework/Sort/Resetting/Reinspection
(AS Per cp-F-QA-25) P 8 8 i
5 Identification Tag / Challan Attached with
2 Surface Treatment 8 Micron Surface treatment Thickness 3 Nos Per Lot Each Lot Material oA if Nat OK, Then

Tester

(AS Per cp-F-QA-25)

(inspector)

Reject/Rework/Sort/Resetting/Reinspection

As Per Plating control plan F-QA-025




-y FORMAT NO: F-ENGG-007
MEQITA Control Plan REV NO 0
DATE: 28.06.2015
Prototype: Pre-Launch: Production:
Control Plan Number CP- _ Key Contact: Mr. Sagar Thete / 7887860352 CP Date: 15.02.2024
Part Name / Number LOCK NUT N-TORQ/B2RZ011260 Supplier Code: - CP Rev. No": -
Vijay Aher, Ganesh Dhikale, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav,
Core Team " Mod No.: XA_6.12.2023
Sagar Thete, Mahesh Sonawane, Nilesh Kedare, Santosh Tuplondhe -
Supplier: METAFORGE ENGINEERING ( 1) PVT. LTD. Customer Name :- Endurance Technologies Ltd. K-226/2
PROCESS / MACHINE / CHARACTERISTICS SAMPLING RESPONSIBILITY
OPN. PRODUCT / PROCESS SPECIFICATION EVALUATION /
OPERATION / MACHINE cc CONTROL METHOD REACTION PLAN
NO WITH TOLERANCE; MEASUREMENT TECHNIQUE
DESCRIPTION NO. ( ) Q
NO. PRODUCT PROCESS SAMPLE SIZE FREQUENCY MFG QA
A Visual
;| Surface Defects like Finish, Burr, Scratches, Sharp No Burr, Scratches, Sharp Edges etc. Visual Inspection As per Sampling Plan Each Lot PDI Report _ . If Not OK, Then Reject/Sort/Reinspection
Edges etc. (inspector)
B Dimensional
1 Material 15825 RMTC 1No's One no's per batch PDI Report _ oo If Not OK, Then Reject/Sort/Reinspection
(inspector)
2 Heat Treatment 22-28 HRC Hardness tester Each Lot PDI Report _ . If Not OK, Then Reject/Sort/Reinspection
(inspector)
3 Surface Treatment Alkaline Zinc Bright Passivation Plating Tester Each Lot PDI Report _ (i“sg:;m) If Not OK, Then Reject/Sort/Reinspection
4 AF 6.02-6.14 Vernier caliper As per sst plan-S-QAD-015 PDI Report _ oo If Not OK, Then Reject/Sort/Reinspection
(inspector)
5 Collar diameter 16.25-16.75 Vernier caliper Each Lot PDI Report _ e If Not OK, Then Reject/Sort/Reinspection
(inspector)
6 chamfer 0.5x45° Profile Projector Each Lot PDI Report _ . oA If Not OK, Then Reject/Sort/Reinspection
(inspector)
7 Collar Thickness 2 Accura Each Lot PDI Report _ o If Not OK, Then Reject/Sort/Reinspection
(inspector)
) [7 : : )
8 Radius 15 Accura Each Lot PDI Report _ . If Not OK, Then Reject/Sort/Reinspection
(inspector)
9 Tapping Length 10.00min Vernier caliper Each Lot PDI Report _ (inspector) If Not OK, Then Reject/Sort/Reinspection
80 Final Inspection QA
10 Drill Depth 125 Vernier caliper Each Lot PDI Report _ . If Not OK, Then Reject/Sort/Reinspection
(inspector)
1 Chamfer 0.5x45° Accura As per Sampling Control Plan Each Lot PDI Report _ ““s;’:m) If Not OK, Then Reject/Sort/Reinspection
QA . . .
12 Surface roughness Value 32 Surface Roughness Testor Each Lot PDI Report _ (inspector) If Not OK, Then Reject/Sort/Reinspection
13 Shank Diameter 11.80-11.95 Micrometer Each Lot PDI Report _ (i“sg::m) If Not OK, Then Reject/Sort/Reinspection
14 Angle (140%) Accura Each Lot PDI Report _ o If Not OK, Then Reject/Sort/Reinspection
(inspector)
15 Concentricity 0.2 Dial Gauge Each Lot PDI Report _ o If Not OK, Then Reject/Sort/Reinspection
(inspector)
16 Chamfer 0.3-0.5x45° Profile Projector Each Lot PDI Report _ o If Not OK, Then Reject/Sort/Reinspection
(inspector)
17 total Length 21.70-22.30 Vernier caliper Each Lot PDI Report _ e If Not OK, Then Reject/Sort/Reinspection
(inspector)
18 Dimension 8.00-9.00 Vernier caliper Each Lot PDI Report _ oo If Not OK, Then Reject/Sort/Reinspection
(inspector)
19 Angle (317) Accura Each Lot PDI Report oA If Not OK, Then Reject/Sort/Reinspection
- (inspector) Y
20 Dimension 3.80-4.20 Accura Each Lot PDI Report _ oo If Not OK, Then Reject/Sort/Reinspection
(inspector)




T FORMAT NO: F-ENGG-007
MEGTA Control Plan REV NO 0
DATE: 28.06.2015
Prototype: Pre-Launch: Production:
Control Plan Number CP- _ Key Contact: Mr. Sagar Thete / 7887860352 CP Date: 15.02.2024
Part Name / Number LOCK NUT N-TORQ/B2RZ011260 Supplier Code: - CP Rev. No': -
Vijay Aher, Ganesh Dhikale, Adarsh Aher, Mayur Ramkishor, Ravindersingh Pabala, Vasant Valve, Mahesh Jadhav,
Core Team . Mod No.: XA_6.12.2023
Sagar Thete, Mahesh Sonawane, Nilesh Kedare, Santosh Tuplondhe
Supplier: METAFORGE ENGINEERING ( 1) PVT. LTD. Customer Name :- Endurance Technologies Ltd. K-226/2
PROCESS / MACHINE / CHARACTERISTICS SAMPLING RESPONSIBILITY
OPN. PRODUCT / PROCESS SPECIFICATION EVALUATION /
OPERATION / MACHINE cc CONTROL METHOD REACTION PLAN
NO DESCRIPTION NO. (WITH TOLERANCE) MEASUREMENT TECHNIQUE
NO. PRODUCT PROCESS SAMPLE SIZE FREQUENCY MFG QA
21 chamfer 0.2x45° Profile Projector Each Lot PDI Report _ e If Not OK, Then Reject/Sort/Reinspection
(inspector)
22 Perpendicularity 0.05 Dial Gauge Each Lot PDI Report _ oo If Not OK, Then Reject/Sort/Reinspection
(inspector)
23 Diameter 5..00 Vernier caliper Each Lot PDI Report _ e If Not OK, Then Reject/Sort/Reinspection
(inspector)
80 Final Inspection As per Sampling Control Plan
21 Tap Size 8x1.25-6H TRG Each Lot PDI Report _ oo If Not OK, Then Reject/Sort/Reinspection
(inspector)
2 Dimension 0.2 Accura Each Lot PDI Report _ oo If Not OK, Then Reject/Sort/Reinspection
(inspector)
) [7 : )
23 Groove Width 15 Accura Each Lot PDI Report _ . If Not OK, Then Reject/Sort/Reinspection
(inspector)
A Visual
Heat Sealing Surface Defects like Finish, Shade Variation, Burr, Should be Free from Burr, Shade Variation, Burr, h ) . ) : Dispatch ) )
Packing, Machine, 1 Scratches, Sharp Edges, Mix-up, Dents etc. Scratches, Sharp Edges, Mix-up, Dents etc. Visual Inspection 100% Each Lot Visual Inspection & Sorting Machine - inspector If Not OK, Then Reject/Sort/Reinspection
%0 Labelling & Printers &
Dispatch Weighing
Equipment's . i i Weighing Scales/Barcode Weighing Scales/Barcode Scanner/Auto- Dispatch X i i
2 Packed Qty. / Weight As per Mentioned on Stickers Scanner/Auto-Data Entry System 100% Each Polythene Bag pata Entry System _ inspector If Not OK, Then Reject/Sort/Reinspection
100 | TRANSPORTATION 1 Dent, Damage & Handling ‘ ‘ Should be Free from Dents & Damage Visually As per Sampling Plan Each Lot Proper Handling/Trays Or Bins Used ’ ’ If Not OK, Then Reject/Sort/Reinspection
b
PREPARED BY APPROVED BY
Nilesh Kedare Mr.Sagar Thete
(Development Engineer) (Development Head)
DATE REV ALTERATION CHANGE BY APPROVED BY

Note: Critical Characteristics are shown by




. . Format No. F/QA/019
Statistical Process Control Study :
Date: 11-06-2014
PART NAME: LOCK NUT N-TORQ INSTRUMENT: Vernier Caliper L.COUNT: 0.01 MM SUPPLIER Name METAFORGE g\tlﬁthll_iERlNG (INDIA)
PART NO.: B2RZ011260 SPECIFIC: 17.50-18.00 MACHINE: Forging M/c DATE 15.02.2024
SAMPLE SIZE: 50 OPERATION: Forging NO.OF DECIMALS: 2 Character Head Diameter
DATA COLLECTION: -
SNO. 1 2 3 4 5 6 7 8 9 10 U.T.L. 18.00 SAMPLE D2 A2 D4
1 17.59 17.56 17.56 17.59 17.56 17.59 17.56 17.59 17.56 17.60 1 1.123 2.560 3.270
2 17.59 17.58 17.59 17.59 17.58 17.56 17.59 17.56 17.58 17.56 2 1.128 1.880 3.270
3 17.59 17.59 17.58 17.56 17.59 17.59 17.58 17.59 17.59 17.59 L.T.L. 17.50 3 1.693 1.020 2.570
4 17.58 17.60 17.56 17.60 17.60 17.58 17.56 17.58 17.60 17.58 4 2.059 0.730 2.230
5 17.60 17.58 17.58 17.59 17.55 17.59 17.58 17.55 17.55 17.55 5 2.326 0.590 2.110
CALCULATIONS: -
FOR HISTOGRAM

Xiarce | 17.6000 | 17.6000 | 17.5900 | 17.6000 | 17.6000 | 17.5900 | 17.5900 | 17.5900 | 17.6000 | 17.6000 Xmax.= 17.6000 NO.OF NON CONFORMING PART = 0 NOS.

XswaL | 17.5800 | 17.5600 [ 17.5600 | 17.5600 [ 17.5500 | 17.5600 [ 17.5600 [ 17.5500 | 17.5500 | 17.5500 Xmin.= 17.5500
RANGE| 0.0200 0.0400 0.0300 | 0.0400 | 0.0500 | 0.0300 0.0300 0.0400 0.0500 0.0500 R-BAR = 0.03800 NO. OF PARTS ABOVE U.T.L. = 0 NOS.

AVG. | 17.5900 | 17.5820 | 17.5740 | 17.5860 | 17.5760 | 17.5820 | 17.5740 | 17.5740 | 17.5760 | 17.5760 X-BAR = 17.5790 NO. OF PARTS BELOW L.T.L. = 0 NOS.
Process Width (P ) = 0.0501 Specification Width(S) = 0.5000 Index (K)={2 x (D-XBAR) / S}= 0.6840 INTERVAL FREQ. CU. FREQ.
Design Centre (D) = 17.7500 Interval = 0.010100 Selecting no. of classes = 5 17.5197 17.5298 0 0
Starting Point = 17.5500 No. of readings= 50.0000 Shift Of 'X-BAR' from 'D' = 0.171000 17.5298 17.5399 0 0

HISTOGRAM X- CHART 17.5399 17.5500 0 0
8 e 17.5500 17.5601 4 4
1 b i;.::gz Ll P 17.5601 17.5702 11 15
. e — o LA S i e e 17.5702 17.5803 0 15
1;::22 e 17.5803 17.5904 12 27
12 17,5400 X-BAR 17.5904 17.6005 17 44
> 1 e e P O T 17.6005 17.6106 6 50
° . SAMEEE 17.6106 17.6207 0 50
R- CHART 17.6207 17.6308 0 50
o s 17.6308 17.6409 0 50
a i U.C.Lxear= 17.60142
, . 3 oo - " —— et L.C.Loxear = 17.55658
. " ooao 7- m e e U.C.L.rear = 0.08018
o 17.5298 | 17.5399 17.5;00 17.5601 | 17.5702 | 17.5803 -175904 17.6005 | 17.6106 | 17.6207 | 17.6308 | 17.6409 ggigg L.C.L.RBAR = O
17.5197 | 17.5298 | 17.5399 | 17.5500 | 17.5601 | 17.5702 | 17.5803 | 17.5904 | 17.6005 | 17.6106 | 17.6207 | 17.6308 0.0000 - 1 2 3 4 5 6 7 8 ° 10 Std .DeV." S" - 001568
DIMENSION SAMPLE Cp=(S/6s)= 5.31410
Result PROCESS IS EXCELLENT Cpk=Min(Cpu,Cpl)= 1.67923

,@_e;@;.,__

-/:\_-:th -

Nilesh Kedare (Dev Engg)
Prepared By

Sagar Thete (Dev Head)

Approved by




Format No. | F/QA/014
GAUGE REPEATABILITY AND REPRODUCIBILITY DATA SHEET GAUGE REPEATABILITY AND REPRODUCIBILITY DATA SHEET R;::‘.’: ” 0:2014
Part Number Gage Name Appraiser A Part Number Gage Name Appraiser A
B2RZ011260 Digital Vernier Caliper Mr. Akshay Bhandare B2RZ011260 Digital Vernier Caliper Mr. Akshay Bhandare
Part Name Gage Number Appraiser B Part Name Gage Number Appraiser B
LOCK NUT N-TORQ DGVC-55 Mr. Sandeep Ahirrao LOCK NUT N-TORQ DGVC-55 Mr. Sandeep Ahirrao
Characteristic Specification Gage Type Appraiser C Characteristic Gage Type Appraiser C
Head Thickness 2.10 2.40 |Variable Mr.Nilesh Kedare Head Thickness Variable Mr.Nilesh Kedare
Characteristic Classification Trials Parts Appraisers Date Performed Characteristic Classification Trials Parts Appraisers Date Performed
2.10-2.40 3 10 3 15.02.2024 2.10-2.40 3 10 15.02.2024
APPRAISER/ OPERATOR:- AVERAGE Measurement Unit Analysis % Tolerance (Tol)
TRIAL # 1 2 3 4 5 6 7 8 9 10 Repeatability - Equipment Variation (EV)
1. A 225 | 2.29 2.27 225 | 229 | 230 | 227 | 229 | 2.32 | 2.36 2.289 EV = R x K, Trials K1 % EV = 100 (EV/Tol)
2. 2 2.26 | 2.28 2.27 225 | 228 | 231 | 226 | 2.28 | 2.33 | 2.37 2.289 = 0.007 x 0.5908 2 0.8862 = 100(0.004/0.050)
3. 3 225 | 2.29 2.27 225 | 229 | 231 | 226 | 229 | 2.32 | 2.37 2.290 = 0.004 3 0.5908 = 8.67
4. AVE| 2.25 [ 2.29 2.27 225 | 229 | 231 | 226 | 229 | 232 | 237 | X&= 2.289 Reproducibility - Appraiser Variation (AV)
5, R [001] 0o1] 0oo [ o000/ 001 001]o001]o001]o001]o001]r= o008 AV = {(Xore x Ko)? - (EV?/nr)}? % AV = 100 (AV/Tol)
OPERATOR:-
6. B 1 2.26 | 2.28 2.27 225 | 228 | 231 | 226 | 228 | 2.32 | 2.37 2.288 = {(0.001 x 0.5231)"2 - (0.004 ~2/(10 x 3))}*1/2 = 100(0.000/0.050)
7. 2 2.26 | 2.28 2.27 225 | 228 | 230 | 227 | 228 | 2.33 | 2.36 2.288 = 0.000 = 0.00
8. 3 2.26 | 2.28 2.27 226 | 229 | 231 | 227 | 229 | 2.33 | 2.37 2.293 Appraisers 2 3
9. AVE| 2.26 | 2.28 2.27 225 | 228 | 231 | 227 | 2.28 | 233 | 237 | Xp= 2.290 n = parts r = trials K 0.7071 | 0.5231
10. R 0.00 | 0.00 0.00 0.01 | 0.01 | 0.01 | 0.01 | 0.01 | 0.01 | 0.01 | = 0.007 Repeatability & Reproducibility (GRR) % GRR = 100 (GRR/Tol)
OPERATOR:-
11. C 225 | 228 | 227 | 226 | 229 | 231 | 227 | 229 | 2.31 | 2.37 2.290 GRR = {(EV? + AV?)}2 Parts Ks = 100(0.004/0.050)
12, 2 225 | 2.28 2.27 225 | 229 | 230 | 227 | 229 | 2.30 | 2.37 2.287 = {(0.00472 + 0.00072)}*1/2 2 0.7071 = 8.67
13. 3 226 | 2.28 2.27 2251 229 | 231 | 228 | 228 | 231 | 2.36 2.289 = 0.004 3 0.5231 Gage system O.K
14, AVE| 2.25 | 2.28 2.27 225 | 229 | 231 | 227 | 229 | 231 | 237 | X= 2.289 Part Variation (PV) 4 0.4467
15. R 0.01 | 0.00 0.00 0.01 | 0.00 | 0.01 | 0.01 | 0.01 | 0.01 | 0.01 | Fc= 0.007 PV = Rp x K3 5 0.4030 % PV = 100 (PV/Tol)
16. PART X= 2.289 = 0.114 x 0.3146 6 0.3742 = 100(0.036/0.050)
AVERAGE 2.26 | 2.28 2.27 225 | 229 | 231 | 227 | 229 | 232 | 2.37 p= 0.114 = 0.036 7 0.3534 = 72.01
17. (ra+ Ty + 1) / (# OF APPRAISERS=3) = R=""0.007 | Tolerance (Tol) 8 0.3375
18. Xpier = (Max X - Min X) = Xpie=  0.001 Tol = Upper - Lower / 6 9 0.3249 ndc = 1.41(PV/GRR)
19. *UClg=RxD,= UCLz=  0.019 = (24-21)/6 10 0.3146 = 1.41(0.036/0.004)
= 0.050 = 11

* D, =3.27 for 2 trials and 2.58 for 3 trials. UCLg represents the limit of individual R's. Circle those that are

beyond this limit. Identify the cause and correct. Repeat these readings using the same appraiser and unit as originally used or

discard values and re-average and recompute R and the limiting value from the remaining observations.

Notes:

Gage discrimination acceptable

For information on the theory and constants used in the form see MSA Reference Manual, Fourth edition.

’@e@i,

Nilesh Kedare (Dev Engg)
Prepared By

Sagar Thete (Dev Head)
Approved By
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Fax - ( 0253 ] 2531585, 2530013 DATE - 22/12/2017
Email |

com

1

ITEM NAME LOCK NUT = SAMPLE QTY 105 NOS
PARY NUMBE B2RZ011260 SAMPLE DATE 1(12.01.2024
MOD NO XA - 1

VISUAL INSPECTION

Observation on Sample
Sr.No. Drawing Specification Instrument ; =

2 [ 3 | “
Material is free from Visual Defects

1 Burr, Rust, Dust, Damages £tc

Visually

2 Surface Finish = Visually Matgrial s free from Visual Defects
FUNCTIONAL CHECK ( IF ANY )

Drawing Specification Instrument

Observation on Sample

2 3 { 4

Material & Size= SAE 15825 OR EQU. OR AMTC
PROPERTY CLASS 8 (ISO-898-2) <

Used (SAE 15B25) Material & Attached RMTC

" 4 i A
Heat Treatment = 20-30 HRC Hardness Tester Attached TC

= 5 —MFZRI BT ; 1
Surface Treatment = M 2(_2 B ._\WHITF Plating Test Attached TC
PASSIVATION) AS PER HES D 2003-17 Cartificate

DIMENSIONAL INSPECTION

Sr.no Drawing Par £y I pocifi Instrument Obsyvatln; on Sampic
T

AF 602814 Vesmer .14

Cotlar Diameler 16251675

Chamler 0.5%45% visual ) OK

Collar Thickness 2,00 Acura S 2,12

Radius 1.50 Acura 1.84

Tapping Length 10.00 Min Vernier 10.60 10.64 10.62

Drsll Depth (12.5) Vernier 12.68 12.68 J 12.66 12.68
Chamfer 0.5xa5° Acura 0.728x45°32'|0.8 yi0 )‘7&Xd$°14'1‘ 0.734X45°18' |0 781X44%S1

- Surface
< of oL oss Value 20 |
Surface Roughness Value 3-20 | Rgughness Testor

Shank Diameter 11.80-11.95 Micrometer 11.864

1.141

Angle {140°) Acura

Concentricity Dial gauge

Chamfer Visua

Toral Length vernier

Dimansion 8.00-9.00 vernier

Angle (31%) Acura

Dimension 3.80-4.20 Acura

Chamfer 0.2X45° Visual oK

Perpendicuiarnity 0.05 Dial Gauge OK to Perpendicularity Gauge

Drameter (5.00) Vemier Unable to measure properly

1]
Tap Suze MBx1.25-8H ¥ ok Ok

979.000 0.208

Dimerson 020

4
Groowe Wisth 1.50 1109 | 1398 |

y By
Deviopment Er. eviopment Head |




IDUSHI| WIRES PVT. LTD.

20150 0201 2015 Company  Factory : C/8 & C6/1, Additional Ambernath, M. |. D. C., Anand Nagar,
Ambernath, Maharashtra - 421 508 Ph.: (0251) 2620515/ 2620469

QUALITY ASSURANCE TEST CERTIFICATE- FAQO03

METAFORGE ENGG. (INDIA) PVT.LTD. T.C. No 4551 Date 27-Feb-23

S.NO 22/3 NASIK -DINDORI RD Inv No 0W{ud~ Date 27-Feb-23

MHASRUL NASIK-422004 e i >
No S Neigh 2100

LBT NO.NSK 401811, OfCoily: 6 ;r‘}‘(i: L

We hereby certify that the material described below fully confirms to your requirment
Type of Wire / Grade 15B25 PPD Batch No. @
Order Size (mm) 1165 Heat No.  F10753

Source

CHEMICAL COMPOSITION :-

B(Ppmi) %o %V

0245 0.180 0003 P02l | 17 Q.035 0002} 0005 1‘2‘ 001 | 0038

MECHANICAL & METALLURGICAL PROPERTIES

Initial UTS 0% RA Micro | Spherodiz| Hardness| Upset Grain Size
0

Pr ; ey z
Propedy Dia. (mm) | Kgf/ mm2 Structure ation l'est

Specified 11.60/65
Value

Observed 1165
Value

INCLUSION RATING AS PER ASTM E - 45A

A

0il/Quench/Hardness 40-42 HRC

For Vidushi Wires Pvt. Ltd.
G258~ £28:

2202257




JSW STEEL LIMITED - SALEM WORKS

l VSW Worrs pattanet Vn'lag- Aechen Pust 636 453 semn nea

Regstered Ofce "JSW CENTRE™ Baoora n s Banors (East) Murmos

> i -
‘ TEST CERTIF ICATE »
Irc.mﬁcm No. : 504042 | Date ;28012023 ‘l‘ 90 Number JSW’WZNWPL 202223
I Customer Name: Vidushi Wires Pt Ltd | SONo 401706862 Po date 10.92.2022
Cust. Address ; €6 & C61 ADDL.AMBERNATH MAD.C SO Date :18.11.2022 Packing Silp No 712B41TYY
THANE Maharashira-421506 Indla Truck No.: TNS2J7738 I _Invoice No _ :22SL 3300067085

Crave Sze (mm) Length (mm) N No. of Bungies

15635 12 00 men DIA

STD 15825 SPEC
e: BF EOF LRF VD CCM EMS BRM
ALYSIS -
S [Mnae]| P% | S% | Cr% I Mo% | Nise | B ppm
3{ 9.300 | 0 800
0.900 | 1.100 | 0 94¢ |0 0500] 0 200 30
Actin 0 180§ 0843 | 0013 {000y slooz1l 7 |ocoz 15 | 0.001 | 0 007 |0 0380] 6.002 | 0002 | © 002
Gas Levels Nppm:[ /! ]-68 Oppm:|/]-“0.7 Hppm [ / ]-14€
MECHANICAL PROPERTIES
Tonsie Test | Hargness Test Impact Tast {

Cond

* Spec. L P As Quencheg

Kafimm?| & HRL

Mo
Max i
Actual $7.770 6 060 L'S-M’i W SR ST, FEE
Edge / Comer Radws (mm) Upselstity
JOMINY HARDENABILITY ( ) smeter (D4) .| /1.
[ Ostance
MIN (HRC)
MAX (HRC| |
ActuollHRC j
METALLURGICAL PROPERTIES & PHYSICAL INSPECTION
Surface Inspection Step Down Tast BFY Test MP! Tes Segregation Test | Spark Test Spectca Test | Mel scote Tes!
| _Actual OK 100 % OK 190 % OK 100% OK
Macro Etch Test Mcro Structura CN CZ Loossr CZ Closer GBC Level DEG.SPh Distortion
| Spec ! ! )

CIR1S Feon

()
Frn i Thick

Decard | Banding A
{rmm) (pm} Thn Thick Than Thick

{

|
1
1

Sgpec 2
Actual 0.080 mm 0.00 000 1.0¢ 000 | Of 0O Q00 ]
Inclugsion Raung Test Standard: ASTM Ed4S - 18A Grain Size Stangare ASTMENIZ. ) Standarg SAE J418_ 2018914
Mac-o Eich Test Standaro: ASTM E361 - 2020 Handing Test Stancare JT Standard

JSW COLGR CODE: 1 CUSTOMER COLOR CODE
INSPECTION CERTIFICATE 3.1 ACCORDING TO EN 10204 - 2004
Supply Condition : AS ROLLED
Remarks
Refsrence < WE nERE BY CEANIFY THAT THE MATERAL SHIPFED UNDER 115 TEST © ERTFILATE DO NOT LLVE ot ""L Yot ANY MERSURY, CAOMGIM HEXAVALENT
CHROMIUN CONTANNG DEVICES. FREE FROM RADICACTIVE CONTAMINATION EMPLOYING A SING.F BOUNDARY OF {r n‘k MARLIFACTURDSS PROCESS.TESTS,

| SEPECTIONAND STORAGE
WE CERTIFY THAT CONTENTS OF THIS REPORT ARE NOTE
CORRECT AND ACOJRATE AND MEET THE REQUAAEMENTS | | TrE RESULTS RELATES OMLY TO THE ITEM TESTED
OF THE PURCHASE DRDER, TECHNICAL DELIVERY 2 CERTIFICATE $5ALL NOT BE REFHLULCED EXCEFT IV
CONDITION. sTeeL ADTHE FULL WITHOUT THE WRITTEN APPROVAL OF ISSUING
MATERIAL CERTFICATION REQUREMENTS. AUTHORITY

/ Jornbusgswanan - AGM(QAD)

Page: 10f 1




M;':*"m Metaforge Engg. (I) Pvt. Ltd.

S. No. 22/3, Nashik-Dindori Raod, Mhasrul, Nashik - 422 004.
Ph. : (0253) 2530505, 2530506

Certificate No. : 1 107 Date: 30 12 2023 .

HEAT TREATMENT TEST CERTIFICATE

To, (nrhnm’)(e Toch, 11,

This is to certify that material is heat treated at our end, as per
your requirement given below.

Part Name: lock..Nut.. CB2RZ ol 260).
Material : - .

Process Done : HT

Quantity

HARDNESS SCALE : HRC / HRB / MV / BHN - REQ: 22— 22 HA. ¢

OBSERVATION: 1).2°9.. 2)26.. 3).25. a

BatchDate: 20 /12 /2023 .
Shift No. T

For Metaforge Engg. (1) Pvt. Ltd.

— —

INSPECTED BY




T Format No. : F-PL-24
Rev. No.: 0
MEETA METAFORGE ENGINEERING INDIA PVT LTD. Rz: Dgte. Yo 12084

PLATING INSPECTION REPORT

Part Name : LO(L (\'h} Date |}”10‘Lll

Part Number B 1072 oW\260 . CLo s \A@.‘}Q J Batch No. & Weight

Customer Name : B\Aummﬁ. T2ch. Ltd.

S:;. et Specification Obsef;lation Obw;aﬁon Obser;atior{ Obser‘vation] Obser;ation Remarks

Coating Thickness| @ o~ 124t 2.4 T\ 23} R.6 3.0 ok

Gauge Condition a8 = - —

Visual defects Free from Black

Spot, White

Patches, Dull S k
Finish, Water
Mark, Peel off,
Uncover area

and Eieching mark

—

4 | Salt Spray

nepectby: Saurit__ [TACCEPTED [ JREJECTED iy é"fj% :\-IT)\’U:’
Date t]l |20 Date :




CHECKING AIDS LIST

Format No:- F-ENGG-010

Rev. No:-0

Date :- 28-06-2015

Vendor Name:-

Vendor Code :

METAFORGE ENGINEERING (INDIA) PVT.LTD

100049

(For Gauges, Instruments & Testing Equipment)

Part Name :-
Part No. :-

LOCK NUT N-TORQ
B2RZ011260

SR.NO GUAGES NAME Gauges/instruments Calibration Freq. Least count MSA
Test equipment's no. YES/NO/NR
1 Digital Vernier Calliper DGVC-55 6 Month 0.01 YES
2 Digital Micrometer DGMC-56 6 Month 0.001
3 Profile Projector PP-01 1 Year 0.005
4 Plating Tester PPT-01 1 Year

T~

=X
Fo= -

SIGN.(VENDOR) : %/
A

DATE:-06.12.2023




Format No:- F-QA-013

Part Submission Warrant Rev. No:- 00
Date :- 11-06-2014
PartName  LOCK NUT Customer Part Number B2RZ011260
Shown on Drawing No. B2RZ011260 Organization Part # F366
Engineering Change Level XA Dated 06.12.2023

Additional Engineering Changes

Dated

Yes No

Safety and/or Government Regulation

Checking Aid No. F-ENGG-010

ORGANIZATION MANUFACTURING INFORMATION
METAFORGE ENGINEERING (INDIA) PVT.LTD

Purchase Order No.

+| No
Checg Aid Engineering Change Level Q

Weight (kg) 0.0153
Dated 28.6.2015

CUSTOMER SUBMITTAL INFORMATION
Endurance Technologies Ltd. K-226/2

Organization Name & Supplier/Vendor Code
Organization Name & Supplier/Vendor Code

Customer Name/Division

Street Address Buyer/Buyer Code
NASHIK 422004 INDIA
City Region Postal Code Country Application
MATERIALS REPORTING
Has customer-required Substances of Concern information been reported? [ Yes [INo [Ir/a
Submitted by IMDS or other customer format:
Are polymeric parts identified with appropriate ISO marking codes? D Yes D No [n/a

REASON FOR SUBMISSION (Check at least one)

Initial Submission

[] Engineering Change(s)

[ ] Tooling: Transfer, Replacement, Refurbishment, or additional
[] Correction of Discrepancy

[] Tooling Inactive > than 1 year

REQUESTED SUBMISSION LEVEL (Check one)

[] change to Optional Construction or Material
[] supplier or Material Source Change

[] change in Part Processing

[ ] Parts Produced at Additional Location

[[] other - please specify below

[] Level 1 - Warrant only (and for designated appearance items, an Appearance Approval Report) submitted to customer.
[] Level 2 - Warrant with product samples and limited supporting data submitted to customer.

Level 3 - Warrant with product samples and complete supporting data submitted to customer.

[] Level 4 - Warrant and other requirements as defined by customer.

[ ] Level 5 - Warrant with product samples and complete supporting data reviewed at organization's manufacturing location.

SUBMISSION RESULTS

dimensional measurements [ ] material and functional tests [] appearance criteria [] statistical process package

The results for

These results meet all drawing and specification requirements: D Yes D NO (If "NO" - Explanation Required)
Mold / Cavity / Production Process Cold Forging
DECLARATION
| hereby affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all Production Part

Approval Process Manual 4th Edition Requirements. | further affirm that these samples were produced at the production rate of 30000 / 8 hours.

| also certify that documented evidence of such compliance is on file and available for review. | have noted any deviations from this declaration below.

EXPLANATION / COMMENTS:

[]Yes [JNo n/a

Is each Customer Tool properly tagged and numbered?

Organization Authorized Signature c”:\—ﬂ}w” Date 29.01.2024

Print Name Mr. Sagar Thete Phone No. 7887860352 Fax No. 0253-2531585

Title Development Head E-mail dh@metaforgeindia.com

FOR CUSTOMER USE ONLY (IF APPLICABLE)

Part Warrant Disposition: [_] Approved [] Rejected [] other

Customer Signature Date

Print Name Customer Tracking Number (optional)

March 2006 CFG-1001


mailto:dh@metaforgeindia.com

. . Format No.: QF/QA/82
b o Metaforge Engineering (| ) Pvt. Ltd. v Nos o
ME Iil TA
Packmg Procedure Rev. Date : 15-10-2018
Z;‘:?;‘Ct LOCK NUT N-TORQ Product No B2RZ011260 Model _ Vendor Code-100049

Customer Name

Endurance Technologies Ltd.

Supplier Name

Metaforge Engineering (India) Pvt.Ltd

Pallet/Box/Trollies Dim

DATE|01/01/2024

METAFORGE NASHII{Z‘

Photograph of Final Packing (One Unit) Photograph of Final Pallet/Box/Bin/Trolley L W H
228.6 177.8 127
Weight (Empty) 0.0255 kg
e : Weight (Final) 7.6755 kg
PARTNO| B2ZRZ0011260 Qt 7
PARTNAVE| LOCK NUT Y
arv|s500 NOsS Package 500 pcs.

Instruction for Transporter etc:

Photos of
Different phases
of parts packing
to be pasted
here

Empty Poly Bag

Final Packaging

100 Nos in 1 Poly Bag

Empty Box

B2RZ0011260 |

5 Poly Bag in 1 Box

500 Nos In 1 Box

Special instructions and Remarks:

Supplier Approval

Customer Approval

f
A

il

Mktg /
Production

Dispatch

Quality

Purchase / Sourcing

Stores

SQA/Quality




