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	1.1 General information.
1.1.1 These instructions are intended for the supervisors of the technical control department and determine the order and plan for inspection of the part “Nano 2 Capot” after the technical operations of “Drilling,” and “Packing.” 
1.1.2 Goods are provided for control by batches. Batch of goods: A quantity of parts made during one labor shift, produced from a single piece of equipment and one operator, and then placed in a single multiway container.
1.1.3 Each batch of goods is given for inspection to the department foreman of the technical control department after he personally makes sure the parts meet the requirements of all the regulatory documents. 
1.1.4 Each batch of goods must be identified by an itinerary sheet with the description of the goods, date of manufacturing, surname of the production worker (or shift number) along with the machine operator’s signature.
1.1.5 The part “Nano 2 Capot” is under control in accordance with the requirements of “PQ Sheet Nano-2 Capot,” rev. А. developed 10th July, 2012 by the Schréder company in accordance to Annex № 5 to the Supply Contract.
1.2 Monitoring requirements.

1.2.1 Monitoring of parts after the technical operation of “Drilling.” 
Table 1.

Batch quantity, pcs.

Amount produced: pcs.
Acceptance number: pcs.
Non-conformity number: pcs.

51 – 90

5

0

1

91 – 150

8

0

1

151 – 280

13

0

1

281 – 500

20

1

2

501 – 1200

32

1

2
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	1.2.1.1 The visual appearance of the part after the “Drilling” operation should correspond to image №1-5. Inspection – complete. Method – visual inspection.

Image 1.
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	Image 2.
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	Image 3
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	Image 4
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	Image 5
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	1.2.1.2 Monitoring of casting quality and absence of unacceptable or uncorrected foundry defects: Requirements for the quality of castings is in accordance to the CC № 31, “Control Chart” of Casting Parts, “Nano 2 Capot (Trimming).” Additionally on the processed surface, holes up to 0.5 mm in diameter and pinholes (gas bubbles) no greater than 0.75 mm are permitted. Inspection – complete. Method – visual inspection.
1.2.1.3 The part should be cleaned and all burrs and strews removed. Burrs should be cleaned flush with the surface of the part. Sharp edges and burrs must be removed by grinding. Surface defects must be removed (image 6 – 14). Inspection – complete. Method – visual inspection.
Image 6
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	Image 7
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	Image 8
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	Image 14
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	1.2.1.4 Control of bore diameter Ø15.5 mm. Control by caliper -I-125-0.05 (image 15, 16). Inspection - selective. Acceptable quality level (AQL) 1.5, inspection level I. The sample size, acceptance and rejection number is dependent on the batch specified in the Table.
Image 15
[image: image10.jpg]





	Litiz LTD

	Control Chart  of Casting  Parts

	
	Capot

	CC № __
35_  Rev.     
0            Page №      12        Pages      25__   

	Image 16
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	1.2.1.5 Monitor the availability and quality of М8 thread in holes for luminaire mounting (images 17 – 21). Thread quality control - selective. Method of inspection – by plug gauge. Thread availability control – one hundred percent inspection. Method – visual inspection.
Image 17
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	Image 19
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	Image 20
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	Image 23
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Controlled bore





Bore diameter measurement





Holes with М8 thread 





During the control procedure, the part of plug gauge “Go” should enter into a thread freely and completely without effort (up to the end of the threaded part of the caliber)





During the control the part of the procedure, the plug gauge “Ngo” should not enter into the thread more than 2.5 turns 
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