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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.
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2. | Ensure there is no unwanted material lying on machine and at work area.
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3. | Push the main switch to start the press machine after ensuring die punch setting, Molycorr powder availability, Die

Heating Setup and RM ava11ab111ty
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Die Punch Setting

4. | Ensure the availability of correct die punch for planned part and check the die punch condition is usable.
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5. | Checkdie & Punch height and profile before die settlng on Cold Slzmg press. Die & Punch helght & profile should be as part.
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6. | Setthe die punch, fix it and adjust the height by slide.
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Powder Coated Material Preparation

7.

Confirm the amount of phosphated material as per production plan & also check material receiving time on identification Tag.
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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.
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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.
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If new molycorr powder bucket has been issued then record the details in register.
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Col

d Sizing Operation

10.

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.
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Note: -(1) During setting produced suspected part do not kept on press bed & near machine & it may lead customer
complaints.
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11.

Cool down the First part in amblent air until it is touchable. Don'’t cool the cold sized part by putting in water.
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12.

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.
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Note: - Confirm after every 10t part by press operator for ID Profile & ID Depth by given Profile Gauge.
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13.

Note down the production details in production report.
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Qu

ality & Defects

14| Cold Sized parts shall be free c_>f Wall thickness Mismatch, Thickness variation, Crack, Dent, Bend and Under Fill.
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15 | 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.
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16, Product quality shall be check on tool change and re-settings.
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17.| Product used as sample for inspections are to be kept till the production runs continuously and forward it when setting
changes to another part. _ _ _
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18, Setting rejected pcs shall be kept in red bin and noted.
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Abnormal Situations

19.

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.
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20.

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.
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21.

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.
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22.

Report the Tool Room after punch broken and if second punch available for same part then use it otherwise according to
plannlng start production of next part.
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Safety & Precautions

23.

Use PPE e.g. Hand Gloves, Safety Apron, Safety Shoves, Goggles and Helmet during the work.
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24,

Don not overflow the container bins and do not use broken bins.
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25 | Before touching any product in forge shop be careful as it may be hot.
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Operator Interface during shift change over

26| 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
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27 | 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
&Sel Sign it.
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