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Machine Preparation 

1.  First check and clean the press as per it’s check sheet (daily basis) to ensure the machine functionality. 
loZ izFke e”khu dks mldh pSd “khV ds vuqlkj mldk fufj{k.k o lQkbZ djds mldh dk;Z{kerk lqfuf”pr djsaA 

 

2.  Ensure there is no unwanted material lying on machine and at work area. 
lqfuf”pr djsa fd e'khu ;k e”khu ds vkl ikl fdlh izdkj dk vokfUNr eSVsfj;y u j[kk gksA 
 

3.  Push the main switch to start the press machine after ensuring die punch setting, Molycorr powder availability, Die 
Heating Setup and RM availability. 
MkbZ iap lSfVax] eksyhdksj ikÅMj dh miyC/krk] MkbZ ghVhax flLVe vkSj jkW eSVsfj;y miyC/k gksus ds i”pkr~ izS”k e”khu dks eSu 

fLop nck dj vkWu djsaA 

 

Die Punch Setting 
4.  Ensure the availability of correct die punch for planned part and check the die punch condition is usable. 

lqfuf”pr~ djsa fd ftl ikVZ dk mRiknu fd;k tkuk gS mlh dh MkbZ iap miyC/k gS vkSj mldh voLFkk mi;ksx djus ;ksX; gSA 
 

5.  Check die & Punch height and profile before die setting on Cold Sizing press. Die & Punch height & profile should be as part. 
dksYM lkbftax izS”k ij MkbZ lSfVax djus ls igys MkbZ iap dh ÅWpkbZ vkSj izksQkby pSd djsaA MkbZ iap dh ÅWpkbZ vkSj izksQkby 

mRikn ds vuqlkj gksuh pkfg,A 
 

6.  Set the die punch, fix it and adjust the height by slide. 
MkbZ iap lSV djds cka/kus ds ckn LYkkbZM }kjk mpkbZ lek;ksftr djsaA 
 

7.  After finishing die setting heat the die with the help of gas burner from 100°C to 120°C. Check the die temperature 
with   portable pyrometer and record the temperature in production report before starting production. 
MkbZ lSfVax gksus ds ckn mls xSl cuZj }kjk 100°C ls 120°C rd xje djsaA mRiknu “kq: djus ls igys MkbZ dk rkieku iksVsZcy 

ikbjksehVj ls pSd djds izksMD”ku fjiksVZ esa fyf[kr djsaA 

  

Powder Coated Material Preparation 
8.  Confirm the amount of phosphated material as per production plan & also check material receiving time on identification Tag.  

izksMDlu Iyku ds vuqlkj QkLQsfVM eSVsfj;y dh ek=k lqfuf”pr djsa vkSj vkbMSfUVfQds”ku VSx ij eSVsfj;y izkfIr dk le; Hkh 

pSd djsA 
 

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. 
eSVsfj;y izkfIr dk le; lqfuf”pr gksus ds ckn QhQks iz.kkyh ds vuqlkj gkFk ls mRikn ds pkjks rjQ eksyhdksj ikÅMj yxkus 

ds fy, QkLQsfVM eSVsfj;y dks mi;ksx es yk, vkSj ikÅMj yxk gqvk mRikn 36 ?kaVs ls igys mi;ksx gksuk pkfg;sA 

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. 

uksV%& izksMDlu Iyku ds vuqlkj vxj ikÅMj yxk gqvk QkLQsfVM eSVsfj;y 36 ?kaVs ds vUnj mi;ksx esa ugh vkrk gSa rks 

QkLQsfVM eSVsfj;y ij gksYM dk VSx yxk, vkSj nksckjk QkLQsV izfØ;k ds fy, okil Hkst nsA 
 

10.  If new molycorr powder bucket has been issued then record the details in register. 
;fn eksyhdksj ikÅMj dk u;k ckYVh fy;k x;k gS rks mls jftLVj esa fyf[kr djsaA 
  

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. 
igys mRikn dh dksYM lkbt djus ds ckn mls pSd djsa fd mlesa oky fFkdusl feleSp] vkbZMh izksQkby uksV xks ;k dksbZ vkSj 

dksYM lkbftax nks’k u gksA ;fn fdlh izdkj ds cnyko dh vo”;Drk gks rks lsfVax dks Bhd djsaA 

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.  

uksV%& (1) lSfVax ds nkSjku mRiUu gq, lafnX/k mRikn dks izS”k ds cSM vkSj e”khu ds ikl uk j[ksa vkSj ;g dLVwej dEiySUM dk 

dkj.k cu ldrk gSA 

(2) izS”k vkWijsVj lSfVax ds ckn igys yxkrkj 50 ikVZ uksV xks izksQkby xst ds }kjk lqfuf”pr djsaA ;fn vkbZMh izksQkby 

esa uksV xks ikl gks tkrk gS rks ikVZ dks fjtsD”ku fcu esa j[ksa vkSj izksMDlu can dj nsaA 
 

12.  Cool down the First part in ambient air until it is touchable. Don’t cool the cold sized part by putting in water. 
izFke mRikn dks gok esa B.Mk djsa vkSj tc og Nwus yk;d gks rFkk dksYM lkbt fd;k gqvk mRikn dks ikuh esa Mkydj B.Mk 

ugh djuk gSS ! 
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13.  Check that initial part as per 1st piece 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. 
ml izFke ikVZ dks QLV ihl pSd “khV ds vuqlkj pSd djsa vkSj lqfuf”pr~ djsa fd izksMD”ku dh tk ldrh gS vU;Fkk cnyko dh 

vo”;Drk gSA mlds i”pkr~ izksMD”ku pyus nsa vkSj gj ?k.Vs ,d ihl psd djsa vkSj mRikn dh xq.oRrk fyf[kr~ o lqfuf”pr~ 

djsaA 

Note: - Confirm after every 10th part by press operator for ID Profile & ID Depth by given Profile Gauge. 
uksV%& çR;sd 10 ikVZ ds ckn izS”k vkWijsVj ds }kjk vkbZMh izksQkby vkSj vkbZMh dh xgjkbZ fn;s gq, izksQkby xst ds }kjk 

lqfuf”pr djsaA 

14.  Note down the production details in production report. 
izksMDlu fd fMVsy izksMDlu fjiksVZ esa fyf[kr~ djsaA 

 

Quality & Defects  
15.  Cold Sized parts shall be free of Wall thickness Mismatch, Thickness variation, Crack, Dent, Bend and Under Fill. 

dksYM lkbt fd;k gqvk ikVZ esa oky fFkdusl feleSp] fFkdusl oSfj;s”ku] Øsd] MsUV vkSj vUMj fQy ugh gksuk pkfg;sA 

 

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.  
QLV ihl dk fufj{k.k ubZ MkbZ lsV gksus ij rFkk MkbZ iap es cnyko dh tkus ij vo”; dh tkuh pkfg;sA yxh gqbZ MkbZ dks 

fcuk [kksys eSfUVusUl o lsfVax es lq/kkj fd;s tkus ij QLV ihl dk fufj{k.k djuk vfuok;Z ugh gS] ijUrq oky fFkdusl feleSp 

vkSj vkbZMh dh xgjkbZ vo”; tk¡psA 
 

17.  Product quality shall be check on tool change and re-settings. 
MkbZ cnyus rFkk nqckjk lSfVax gksus ij mRikn fd xq.koRRkk vo”; pSd gksuh pkfg;sA 

 

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. 
pSfdax lSEiy ds rkSj ij mi;ksx gq;s ihlksa dks ml mRikn ds pyus rd lqjf{kr j[ksa vkSj nqljs ikVZ dh lSfVax gksus ij mu 

ihlksa dk vkxs tkus nsaA 

 

19.  Setting rejected pcs shall be kept in red bin and noted. 
lSfVax fjtsD”u o vU; fjtsD”ku dks yky fcu esa j[ksa vkSj fyf[kr djsaA 

 

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. 
;fn e”khu dksYM lkbftax ds nkSjku fctyh tkus ls ;k QkYV vk tkus ls ;k ,sDlhMsUV ;k fdlh vU; dkj.k ls :d tkrh gS 

rks v/kwjs cus ihl dks jsM fcu es Mky nsa rFkk QkYV nwj gkus ij fQj ls dke “kq: djsaA 
 

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. 
;fn e”khu dksYM lkbftax ds nkSjku fctyh tkus ls ;k QkYV vk tkus ls ;k ,sDlhMsUV ;k fdlh vU; dkj.k ls dqN le; ds 

fy, :d tkrh gS rks MkbZ dks xje djus ds fy, xSl cuZj dks MkbZ ds chp esa yxkuk “kq: djus ls igys 40 feuV rd bartkj 

djsa vkSj ;fn e”khu 40 feuV ls igys dksYM lkbftax ds fy, rS;kj gks tkrh gS rks MkbZ dks fcuk xje fd, yxkrkj mRiknu 

“kq: djsaA ;fn e”khu fdlh vlkekU; fLFkfr ds dkj.k 40 feuV rd dksYM lkbftax ds fy, rS;kj ugha gksrh gS rks MkbZ dks 

xje djus ds fy, xSl cuZj dks MkbZ ds chp esa yxkus ls igys MkbZ dk rkieku iksVsZcy ikbjksehVj ls pSd djsaA ;fn MkbZ dk 

rkieku  80°C ls uhpsa ik;k tkrk gS rks MkbZ dks xSl cuZj }kjk xje djsaA mRiknu “kq: djus ls igys MkbZ dk rkieku iksVsZcy 

ikbjksehVj ls pSd djs ;fn MkbZ dk rkieku 100°C ls 120°C rd ik;k tkrk gS rks MkbZ dk rkieku izksMD”ku fjiksVZ esa fyf[kr 

djsa vkSj QksftZax mRiknu “kq: djsaA 
 

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. 
;fn mRiknu ds nkSjku pSfdax esa dHkh Hkh [kjkc mRikn ik;k tk;s rks mRiknu jksd dj mlds dkj.k dks lgh djk;sa vkSj ml 

nkSjku rFkk mlls ,d ?kaVs igys rd ds cus lLiSfDVM mRikn dks jksd ys vkSj NVokus ds ckn gh vkxs tkus nsaA 

 

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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iap VwVus ij Vwy :e dks fjiksVZ djs vkSj ;fn ml ikVZ ds fy;s nwljk iap miyC/k gS rks mldk iz;ksx djsa vU;Fkk iykfuax 

vuqlkj vkxkeh mRikn dh i zksMD”ku “kq: djsaA  

 

Safety & Precautions 

24.  Use PPE e.g. Hand Gloves, Safety Apron, Safety Shoves, Goggles and Helmet during the work. 
dk;Z ds nkSjku futh lqj{kk midj.kksa tSls nLrkus] vijkWu] twrs] p”esa vkSj gsyesV bR;kfn dks igu dj j[ksaA 
 

25.  Don not overflow the container bins and do not use broken bins. 
fcuksa esa eSVsfj;y mudh {kerk rd gh Hkjsa vkSj VwVs gq;s fcuks dk iz;ksx u djsaA 
 

26.  Before touching any product in forge shop be careful as it may be hot. 
fdlh Hkh mRikn dks Nwrs le; lko/kku jgsa fd og xeZ gks ldrk gSA 
 

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 
fl¶V lekIr gksus ds nkSjku nksuks izS”k vkWijsVj ,d nwljs ls feysaA vxyh vkus okyh fl¶V ds izS”k vkWijsVj dks e”khu gS.Mvksoj 

djus ls igys fupsa fuEufyf[kr ds ckjs es ckrs djs vkSj lqfuf”pr djs A 

➢ izS”k ds cSM vkSj e”khu ds ikl lafnX/k mRikn 
➢ lSfVax ds nkSjku mRiUu gq, çeq[k vkSj y?kq nks’k vkSj mudk fu;a=.k 
➢ çeq[k czsdMkmu 
➢ mRiknu y{; dh lfe{kk 
➢ vkUrfjd ,ao dLVwej dEiySUM 

 

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. 
;fn fdlh fl¶V ds izS”k vkWijsVj dks vxyh vkus okyh fl¶V ds izS”k vkWijsVj nsj ls vkus dh tkudkjh lapkj iz.kkyh 

¼OgkVlvi] Qksu dkWy vkSj vU; ehfM;k½ ds ek/;e ls feyrh gS rks Åij fyf[k gqbZ fuEufyf[kr fcanq tkudkjh dks fl¶V 

lejh@psatvksoWj jftLVj esa uksV djs vkSj vius gLrk{kj djsaA  

  

 


