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Singla WORK INSTRUCTION: COLD SIZING PRESS Row Nov 06

Machine Preparation

1. | First check and clean the press as per it's check sheet (daily basis) to ensure the machine functionality. _
REeEal AR ISP AHTs BNd STbI HIITHAT gHARad &
qd ygqH 7 Bl o ofic & 3] fAReror & q |
2. | Ensure there is no unwanted material lying on machine and at work area.
gHad o fb 7= a1 999 & 3 | {6l UbR &1 ar~od HSRIe 9 @ 8l |
3. | Push the main switch to start the press machine after ensuring die punch setting, Molycorr powder availability, Die
Heating Setup and RM ava11ab111ty
@Ts‘ g ST, APR UTHex &l IUASrdl, S5 alci ReH R I HRIT Iuaer 84 & gvarg Uer 729 &1 74
Rea ga1 &R 3iF & |
Die Punch Setting
4. | Ensure the availability of correct die punch for planned part and check the die punch condition is usable.
GHag o 6 59 U1 &1 IR (BT ST 2 U @1 S5 U9 U 2 AR IHD! 37T IUINT B 1Y 7 |
5. | Checkdie & Punch height and profile before die settlng on Cold Slzmg press. Die & Punch helght & profile should be as part.
Phlos AT T R @Ts‘ AT B T TS S Ud Bl SaTs IR UTHIS Ib B3 | S Ud Pl Sl IR ks
IS & IR B! MM |
6. | Setthe die punch, fix it and adjust the height by slide.
ST Ud Ac BRe d1g & 918 TS gl Sals TATAINTT B |
7. | After finishing die setting heat the die with the help of gas burner from 100°Cto 120°C. Check the die temperature

with portable pyrometer and record the temperature in production report before starting production.

S ST B & 918 W I IR RT 100°C ¥ 120°C TP TRA B | STEA ILH B Ul S8 BT dIgH gicdel
USRI ¥ A% e Wreded Ruid # forRad o |

Powder Coated Material Preparation

8. | Confirm the amount of phosphated material as per production plan & also check material receiving time on identification Tag.
QeI WM & JTAR BIRbICE HCRIA B A3 HARad N iR sgsiefhaed S R HeRIs Ui &1 §9g 91
qPB PN |

9. | After confirm material receiving time as per FIFO system take in use phosphated material for application of molycorr powder
completely around the part manually & powder coated part shall be used before 36 Hours.

FeRaa uiftq &1 979 GAREd 8 @ 918 BI%! YoTTell & IR 8 I UG & IRI % AlCidR AT$HSL i

@ forw BrRofee #eRad & ST # Y iR UTSeR o T g7 SIS 36 B¢ W gl SUIANT BFT a1y |

Note: - As per production Plan if powder coated phosphated material is not used within 36 hours, then put hold tag on
phosphated material and send back for again rephosphate process.

Ae— WS M & AR 3R UTSHeX o g3 BRBICS HRId 36 B¢ & 3R SUART # Fal AT & o
BHRBCS HRIA W Bl B ST oY 3R SEART BR%E ihar & foly amosd w91 < |

10, If new molycorr powder bucket has been issued then record the details in register.

IS AR UTSHrex BT AT drec] fofdr AT & ar 39 e 4 falad o |

Cold Sizing Operation

11 | Cold Size the first part and check for any Wall thickness mismatch, ID profile NOT GO or other Cold Sizing defects. Correct the
die setting if required.

Ugcl SUIE Bl Dles ATgel BRI & 918 S ddb B3 (b I9H 91 - fIqia, s Whisd Alc T AT Bl 3R
Plos ATSOIT SIY = 81| IS fhd) TR & daolid BT I a1 ol ST Dl S P |
Note: -(1) During setting produced suspected part do not kept on press bed & near machine & it may lead customer
complaints.
(2) Press Operator confirm first continue 50 Parts with NOT GO Profile Gauge 100% after setting and Incase NOTGO
answering part kept in Rejection Bin & Stop the production.
Ae— (1) VST @& IR IO gU e IATE BT U & 98 IR 7F & U 1 T iR I8 IRk del~e &
BRI g9 FbelT 2 |
(2) Uer 3ffIReR AT & 918 Ugel oW IdR 50 U1 Al T Whisd o & g1 gHad o | afe ss! urmisd
H e T U B ST § df 9ie Bl Roteed 89 7 9 3iR ursaa 98 o <
12 | Cool down the First part in amblent air until it is touchable. Don'’t cool the cold sized part by putting in water.

Yo JUT Bl Bl H SUS] BN IR Od I8 Gl AlIb Bl T Plos A [HIT AT IcUTG Bl U H STy 3US]
TET BT © |
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13.

Check that initial part as per 1stpiece approval check sheet and ensure product is OK and production may go on
otherwise changes are needed. There after check the product quality hourly basis and record & ensure product quality.

I Yo UIC Bl B Ui O UIC & AR ddb dx AR G B fb Urede™ &1 Sl Hehdl & 37g2A gaelld ol
3IATIIAT T | SHD UL USRI o < 3R & °g9¢ U U P I IR I &l JuaedT forlRaq 9 gHfaq
N |

Note: - Confirm after every 10t part by press operator for ID Profile & ID Depth by given Profile Gauge.

Aie— TAd 10 UIE & 915 Y97 3RS & ERT 3MSe! WHhId 3R AL B s A g WHsd A9 & R

O\ ON -
GITRUd hX |

14.

Note down the production details in production report.

reda o o e Raré # forRaq & |

Qu

ality & Defects

15. Cold Sized parts shall be free of Wall thickness Mismatch, Thickness variation, Crack, Dent, Bend and Under Fill.
Plee AR fHar gam urd # aral e fig, @ IRITHE, B, ST iR R fhal 721 g =anfey |

16| First Piece Inspection should be done on new die setting and die punch alteration. First piece not compulsory when die
maintenance or correction in setting without clamp open, but check Wall thickness mismatch and ID Depth compulsory.
R U &1 FREAT 8 S8 9T 81 WR TAT S8 Ud H daelld Bl S WR JaqF DI S A1 | o1l g8 S8 Bl
[T @rel Afve==g g AT 9 GuR f6d S IR B G &1 FReT0r -1 3ffFard 781 8, k=g ardl -1 HaHg
3R TSET Bl TERTg AT Sl |

17, Product quality shall be check on tool change and re-settings.
SIS I AT ART AT 8 R IATE & I[orac 3raeg o gl arfed |

18.| Product used as sample for inspections are to be kept till the production runs continuously and forward it when setting
changes to another part. _ _ _
AfHT AT & AR TR ITINT Y UK Pl I IIG & dol deb GRIad Y 3R R Ule &l JfST 81 W I
Gl T AW I < |

19.| Setting rejected pcs shall be kept in red bin and noted.

T 3 R &l ol foT & W 3N forlRad &y |

Abnormal Situations

20.

If Machine stops while cold sizing due to below situations-
1) Power Cut, 2) Breakdown, 3) Accident Or any other reason, remove that unfinished product and put it in red bin.

Ife 7o Plos AR & IRME fISTell 99 9 IT Blee 3 OM W IT VTRiTe< AT fhdl 3= BRI I ®dh Sl &
ar 3R 99 YN BT VS 99 A Sl § AT Blee §X 8 W R F B Y& N |

21.

In case Machine stops while cold sizing for some time due to below situations-

(1) Power Cut, (2) Breakdown, (3) Accident Or any other reason, wait till 40 minutes before start setting of gas burner
between die for die heating and if machine ready for start forging operation before 40 minutes, then start continuous
production without heat of Die. If machine not ready for start forging operation due to any abnormal situations till 40 minutes,
then check die temperature with portable pyrometer before setting of gas burner for die heating. If Die temperature found
below 80 °C then heat the die with the help of gas burner. Check the die temperature with portable pyrometer before
starting production, If Die temperature found from 100°C to 120°C then record the die temperature in production report
and start the forging production.

i A Ples AR & SR fISTell S 4 AT ®lee 31T S 9 AT Yaiis< AT {6l 30 SR | §8 G9T &
forg w& Sl 2 A1 18 &I TRA &R & foly 19 9k DI S8 & 41 § WAl YH B A Ugel 40 e IF SAWR
By 3R Ife 9909 40 fFe O Ugdl Ples AT & T JIR B Sl € @ €8 &l {997 T_RE fPu oaR Sdreq
e W | Al 7 A s Refd & RoT 40 fiFe 0@ dies ARAAT & forg daR 81 8l & a1 S8 &I
TRA B D ol I §9R BT Slg & dId H T H Ugel SIs &I JIIHE diedd rsiiiex I dd &y | Ife ST Bl
YA 80°C ¥ <1 UIIT ST 8 AT ST8 &I I 9% §RT TRA & | IAUTGH IYH B H Ugel S5 Bl Al e
UIsREIe] W ddb BN Ifq ST8 BT dTIHE 100°C W 120°C I UTAT AT © dl STs &I drgd Urede Rure 7 forlRad
N 3R BIRTT IS T BN |

22.

In case of product found not ok during any point of hourly inspection, stop the production and correct the situation, hold the
suspected products produced in last one hour after previous check and segregate them.

Ife I &b SR AfhT d S I TR IS URT I dl IS b By IAD BRI Dl el HIR N 9
SRTE dAT S99 Udh ©c Ugol ddb & g Aifdes IIg Bl b of 3R Bed™ & g & N o < |

23.

Report the Tool Room after punch broken and if second punch available for same part then use it otherwise according to
planning start production of next part.
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47l TR Tl wH @l RUiE a R Ife I Ul & ford THRT U9 SUALl © Al IhT UART DY I=gAT Tl
AR ST IATE DI ASRA P& P |

Safety & Precautions

24.

Use PPE e.g. Hand Gloves, Safety Apron Safety Shoves Goggles and Helmet during the work.
I D SR ol GRET IYDHRYN S S, ORI, Sfd, 94 AR BoHT NS Pl UST B W |

25.

Don not overflow the container bins and do not use broken bins.
ON N DN o : [N A\
[T § HSRI Il &aal T & 9N AR < I a1 &1 UIRT 7 Y |

26.

Before touching any product in forge shop be careful as it may be hot.

Pl I I BT Bd FHI AaEE = & 98 T 8 9l B |

Operator Interface during shift change over

27.

Both shifts press operator interface each other during shift end. Discuss and confirm about following listed below before
machine handover to next coming shift press operator & for same record maintain in Shift Summary/Changeover Register &
Sign it. : -

» Suspected part on press bed and near machine.

» Major & Minor defect produced during setting & its control

» Major Breakdown

» Production Target Review

» Inhouse & Customer Complaint

fTe FAT B9 & QR QA1 U1 3iTIReR U v 3 fHel | 31Tl o drefl e & U3r 3ifuReR &l 739 guesiiar’

H A Ugd e fEfoRad & IR # 9d ax &iR e e |
> 09 B 93 IR 7T & U ey Serg

> QST & SRM IT~ U 9 AR ofg QY 3R IADT {130
> U SIhSISA

> ST &g bl AfHer

> ARG Td HICHR HHel~S

28.

If any shift press operator get next shift operator late coming information get through communication system (via. Whatsup,
Phone call & other media) then above written following point information note down in Shift Summary/Changeover Register
& Self Sign it.

froe & UeT JITUREY B IFTE! I dTell Ride & U NS X | MM DI SIHGRI AR YITel!

(CSICHGW Bl mmsﬁ?mwzﬁwﬁﬁﬁéﬁwﬁr@§éﬁwﬁmﬁﬁgamﬁm
T / Tofefay oTex | Alc &Y T BXATER BN |
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