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VOL ND. U3

SANGK:\J GROUP SANGKAJ STEEL LTD,K153 ,MIDC WALUIJ PageNo.1__|
Togéhas me morh_ INSPECTION STD -PDI Model :- KOPG
Part Name ;| FORK BOLT-{ KOPG )| Part No. |F2DZ088100 - XA Line .no . 3

1.Check 3l part & resources availability (material ,paper, lux level, PPE)

2.Check Calibration of all available gauges
3.Check working of QA inspector as per plan

18 e o FEaTd Susesren SO
wften. swe. Fs mEd, o) :
7 Y 3UEET A Biadee S

Inspection details Check all visual defect { Rusty, Dent, Damage, 1D Burr)
Parameter & Check VDA H
Sr No. Freg. Resp. | Remark |
) spec. Method | - | points » ® ©) ® O]
No Burr, Peel off,
Uncover, Rusty, MAs.
I |pent Damage, Visual 100% Zuu::er
Sharp edges "
” MRS,
Plating Fe,
2 — lZn Visual 100% Zumber
{White) Shekle
Identification MRS,
3 | Groove Visual 100% Zumber
0D 1& Depth 0.5 Shekle
MRS, 3 , |
a Groove Dia 22.45 - SESG 10 % @ B s I Top View I | LH View ] l RH View l [ Bottom View
0.1 (' Shmlclp
g RS
Ring Ga :
5 opagas-0a | ECNNE L oo Ha.
Digital b ok f
& Groove Width 3 + sl - Mrs.
0z (P | s Mukta
7 |DIa24.6-0.2 ovc SPcflot i
RS Mukta
Total Length Mirs,
8 P
185+0.1 Bye 3Pc/iot NMukta
Wirs,
9 | Dia 23.5£0.15 pvC 5pc/lot
Mukta i
Collar width ‘ Mrs.
10 VC/HG | 5Pcfl
1 140.1 DVC / HG sPcflot Mukta
Note: - PpE:
1.Check all parts 100% on line 1.Hand gloves
PE0 Ui tee X U@ @ 7 2.5afty Goggles

2.Refer limit sample if any doubt

2wyl oo MRESTIH TRTRT s oo dul.

3.vizual inspection must be as per eye sequence chart,
as shown in Q gate

3 PR AWEIN eye sequence chat qHR OF a0T T e, I,

8 & ade and e e 3

Guide line for any non conformance :
L.xeap non confirming part in rejection /rework area
2.inform to superior QA in charge

{ Afe e o RPwws 2 doE oRmE o)

( aft8 0AZS TSt oF Ea)
3.1f any doubt [findings on checking method put hold tag on inspected material and inform to QA HEAD
3§ ATt ofdas FoER O HEETIE  FURR BEE O 20 SIgH QA RS W $Eae O,

- 5 -
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SANGKAJ STEEL PVT LTD WI/PRD/04

K-153, MIDC Waluj, Aurangabad Date: 02.04.22

Work Instruction for insert change

1. During insert change check insert is ok or not ok.

2. Set the process parameters as per the control plan and
ch‘eck after changing the insert.

3. Set all mismatch at the time of new setting and before
starting the production.

4. Setting piece kept in rejection box.

5. After setting make first five pieces.

6. Check first five pieces as per control plan and set up
approval report.

7. QA supervisor to verify the first five piece.

8. If first five pieces are found ok as per control plan and as
per drawing production will be started.

9. If first pieces are not found ok move all that pcs into red
Bin/Rejection Bin at same time.

10.Don’t put any single not ok setting piece on working
table,show all setting pcs to supervisor then only start
machine.

E al < -
Prepared By- P.E&mﬁe ‘ Approved By - P,Peokar
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FIRST PIECE / PERIODIC INSPECTION AND PRODUCTION REPORT
PART NAME : |PARTNO.: | OPERATOR NAME : MACHINE NAME : CNC|MACHINE NO.: |SHIFT : HR. TARGET - DATE -
FB F2D2088100 ' » Y 28 - II" Setup
KOPG Vi lad — ow?a\g\‘
FIRST PIECE INSPECTION REPORT - FIRST PIECE INSPECTION REPORT
PARAMETER 185+0.1 |26.1+0.05| 246-02 22.45-0.1 3.0+0.2 PARAMETER [1202D:) (26 L EAR bytﬂ,b\ 2- D.TQ.M\mm_._»mxw
MIN | MAX | MIN T MAX | MIN | MAX | MIN | MAX | MIN | MAX MIN_T MAX [MIN__| MAX MAX | MIN_ | MAX
SIZE | 184 | 186 | 2605|2645 (244 | 246 [2235(2245| 30 | 32 EVENTS | SIZE_ 11 4o [18-60 | 2405126+ (5] 2.3 224§ 2 B 2
OBSERVATION|18-U3| )31 lap- 036 s+ 02512 448 LY 1] |37 [23-40|3+/3 136 m ,
MIN { MAX | MIN | MAX | MIN | MAX | MIN | MAX | MIN | MAX
SIZE | 615 | 635 19 | 2f PRODUCT TOTAL PROD. REASON FOR LOW PRD.
OBSERVATION|6-2A3 |62} |]-98 H-03 I TOTAL SHIFT REJECTION REASON FOR REJECTION
SETTING K/ NOT OK S /{27 |REASON FOR REWORK
PERIODIC INSPECTION REPORT
PARAMETER | 18.5+0.1 [26.1+0.05| 246-02 | 224501 | 30402 | 625+01 | 2.0+0.1 TARGET
SIZE
HOURS
) 843 | 26 0FF Y UYIAR3F | "3 8 | A28 g% F0
ar— | 12 X1 [2p 03] 1~y-Ug | J2-3% | 3716 624 -0 Insel + (e \40
/3 ple 1280301 JVU-UBl 10.22] 3-) At [ 3070 Zpe® 1910
@ 128 | 9438 S~ YZ [0 (AL ba2 | 02— Q20
N S Dl [ Ay-ug O o1 622~ | 447 Lun el YxQ
mex 12 SR 1 Rb-0341 " u-Yg] O . | 62T P00 \ Jd R 680
AT Ol o | Ju~y0 | o) el b-2Yy 1301 el Changd 2 150
1) 250 1 Ap:032] 2U-U9T3RA29 [ R-]2 ] 483 |00 ~ Q30
]l ' 7
10
1l :
12 s
REMARKS SHIFT SUP. SIGN. TOTAL
NOTE : FIRST PIECE INSPECTION FOLLOWING EVENTS A) WC BREAKDOWN B) CHANGE OVER C) TOOL CHANGE D) POWER FAILURE_E) NO OPERATOR F) NO MATERIAL_G) TOOLING NOT AVAILABLE



