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material inspection

0\%\ —;-94/:9—1/2@03 e—e 475

HERHG A FRHE  standards of the incoming material
inspection( material certificate and flaw

detection report )

9[‘%1"‘9“(a}ﬂfl)pearance mspectlong 56 2 T 2 75 2L

&V‘%Aﬁlﬁa I AT AN, s
ﬁmm Rt b O THERIX" . Examine
whether there are cracks and holes in a
surface; examine whether there are
dilapidation and repair welding on the corner,
then marking it. The unqualified material must
be placed on the rejected material area.

RT*"@«“(Slze inspection) ﬁﬁ%ﬁi&%ﬁ'*"%ﬁﬂﬁ*
MEHRGE A2 A IEImm. A a7 Bk
[X", check the material size by Caliper or tape
measure t, material dimensional tolerance is
1mm. The unqualified material must be placed
on the rejected material area.

il K (Verticality inspection): ﬁHﬁJRT""j’Aﬁﬂﬂl Hil
(A L, 7E100mmpy A %= <<0.2mm, HH
NG, MKIEEHE (£Hﬁ§%ﬁ1ﬂﬁn
200mm<0.4mm) FFAEEF bR ARG ICE
T KL X "check the verticality by try square,
the tolerance is less than 0.2mm or equal to
0.2mm within 200mm , The unqualified material
must be placed on the rejected material area.,
then mark it .

MEHR A (Marking) - ﬁﬁwﬂ%‘%f A*%EI’JMH%EVELJJDI
K5 FTRRIR o SRR BB R
R, SEEH A AR R . Mark the drawing
number and size on the surface with marker
pen. Mark the unqualified material with
“ rejected material ” and the reasons.

HHEEG I Ffill in the inspection report
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Rovgh Grinding

o 1 HEE TR IEE
ensure the smooth surface
of the coarse work piece

« 2 NHEA
ensure vertical angle of the
hexahedron

e 3.FEEHO0.3mm
reserve0.3mm
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NC fix point and borehole

. 1. BRNPIAR CEMELD) KPR
7£0.1/600MM W #28 T- 2k
e N Tk, el A

confirmed baffle ( datum side)
degree level within
0.1/600MM, confirm the
machined surface in
according with the operation
card and clamp it. .

. 2 ARV B 4% e HevE SOT A
fixed datum mark and

confirmed it in accordance
with drawing

. 3. NCHzhIT.
NC automatic processing
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INn-process inspection

.1 HBER
T FHORST AR A,
Inspect the key
dimensions in
accordance with the
drawings and make
record.

- 2. HEHIERKR
fill in inspection
sheet

¢ 3. WHARE, HER
=i AL
Fill out a report when
non-conformance be

01/01/2003 00:13:22 checked.
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Dehlis?

patching holes and tapping

01/01/2003 00:02:13

ﬁﬁ@%ﬁﬁ?ﬁﬁﬁﬂ%Iﬁéi#
lay t/h\e work piece on the working
table and clamp it.

2 AR IN TP AR 2 TR P bR
M) HARR R % ).

Select processing tool in accordance
with drawings, loaded knife after
measured the diameter of the tool by
vernier .

SMENHURT A, LUTTRE TR
e UM HEAE, BN B FLER AL

move machine spindle, set against
drilling in accordance with the contact
points on the surface of the tool and
the work piece .

4 ) AR FE R AL L.
Drilling according to the depth of
drawings and adding cutting fluid
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HE8E3GE

CHAMFER AND CLEAN THE SCRAP

m 01/01/2003 00:08:19

1. B4 emEsRET, B RN h1.5-2mm, FREESRES, K E4L
drawings without a definite requirement, the chamfer size 1.5-2mm, in
particular , chamfering in accordance with drawing’s requirement.

2. BIA N TS T4 BiiZall the sharp edges must be chamfered

3. R )35y, Yo, Efpkshiensure the uniform force, mean
speed, ensure the stability in the process of operating.

4, T EEE, NEERMEEFEIE recheck when completed ,
unqualified operation must be corrected

5. B TNEH LES, #fmificlean up the workbench before flipping,
ensure no bumps

B farotfold /20
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check the screw thread

1.4% 4R & A ot IR B
ensure all the holes were
tapped

2B IR 2 5 B b
ensure the qualified depth
of the thread

3 AEA TN

ensure no unqualified
thread

4.0 S H AR
marking the unqualified

| = !‘; _n% :'
R )
01/01/ 2003500:23508 thread




Saeth T SESET 3 (DRSS

clean the bore and scrap

01/01/2003 00:21:29

outlet polishing

1. JEENT LUNLOESE, Rl B E LIS
mclean the small holes first , pay
attention to the blind holes.

2. AT BT FLIGE BT S B T clean

another face after all the holes were finished
in one face

3. AT, WEETAES, el T
clean the working table before turn over the
work piece to stop from scratching the work
piece

4, VILEDATECA BeRest, MALATI LM £E
3 T Eclean the scrap among the holes with
the LED and rotary burrs

5. PAS6#WAUAL &< 3) L HAT & ul H polish
the ports with the sandpaper(36#) and
pneumatic tools

6. LA AIRbARE & 8h TR MR 2R i
polish the important faces with the
Meitallographic sandpaper and pneumatic
tools

7. AN e LR IR, BEA e RS, 2
140 4% Sz 45 e istmark the holes after the
lljne r(iledarance and ensure all the holes were
inishe



R
titstlinzplcction

a5 RO LA A
55 B 4—2k

Inspect the dimensions and
hole sites in accord with the
drawings

&

04/04/2003 00:22:50
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1. EREEAH, 215 T1F, Wkiclean the
working table before grinding , place the work
piece correctly and absorb magnetic

2. TEEFY g 6P TR L ZER I R0, e
AR ESKIN -1, Tiro- nn%f%’]%ﬁ%klﬁ
éﬁ%aﬁ%ﬁﬁ’ﬁﬁro 04LL W grinding the
faces without depth requirement first , then
grinding the faces with depth requirement ,
ensure the flatness of the faces with o-ring
groove within 0.04 by dial indicator

3. BEMRLRE AP AR LR DL, SN
b %% observe the situation of the faces during
grinding and fix the grinding wheel in time

4, VLVRBE R IR AL IR I FAE L I BT A s
Fridensure the depth of the valve hole by the
depth indicator and mark it .

5. PAECRRERRCA R TR A 2 77 04 2] (&I 4%
¥iKensure the surface roughness by the
comparison of model

6. HHiLNsEG, iEBfE demagnetizing after all
the procedures done



B SEEEE G

Final inspection Die trial assembly Stamping

1A 45 RST, FLALRE 5 5
HK—K
ensure the hole sites
accord with the drawings

2. 608 N\ B A RE AR A
L %

Die trial assembly

3. PR £ LA B i) A AH [
3% HR I R SR AT i N
reconfirming the hole
sites and stamping in
accordance with the
drawings
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SRLIE

Cleamng and degreasing

1. SHMEFREE 5 clean the
scrap with the air gun

2. Bruh, V2 TBRMFEA, B
] 24 5-1043 %P put the work
piece in the degreasing tank
for 5-10 minutes

3. K, WL
UL, FRAE EE LGV
clean all the holes with water

and pay more attention to the
blind holes

4. Bk, VUBOKBEEM, &=
f.2- 3/\%EPput the work piece
in the rust preventing oll tank
for 2-3 minutes



B TE

clean the stain & anti —rust treatment

1. Wmsiglt
high-pressure cleaning

2. EVERCN18 S M
KAWTHMIREY), 1%
4. 1BCte
cleaning solution is the
mixture of hydraulic
fluid(18#) and long-
acting rust preventing

oil according to the ratio of
4:1

v

A i E | \L
01/01/200| 01:09:28"




R R TE)
black coating treatiment

Fa R AR K A TR,
Black coating In
according with the
drawings
requirement




quality inspection after black coating

Fane

1 23R A TR

ensure no-scratches on
the surface

2. K AR R B E T 42

ensure the thickness of
black coating

3.6 chli

ensure no bruise
damage




RIS ReE

cleaning atter the black coating

| s
high-pressure
cleaning

- 0401/200% 00:06 ;{8
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packing

1N RN B
ke,
Wrap the product
with air bubble
film , plastic film
and brown packing
paper

2 Y

00:04:34 Labeling
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