[image: image1.jpg]fves cinetic



Delivery and Inspection 
Information


REQUIRED DELIVERY DOCUMENTATION

1) SHIPPER OR PACKING LIST FOR EACH INDIVIDUAL P.O. WITH THE FOLLOWING MINIMUM INFORMATION   

· CINETIC AUTOMATION PURCHASE ORDER NUMBER

· CINETIC AUTOMATION PART NUMBER(S)

· P.O. LINE ITEM NUMBER OF EACH DETAIL

· QUANTITY OF EACH DETAIL

· DATE

· SUPPLIER NAME & CODE NUMBER

· SUPPLIER INVOICE NUMBER

2) INSPECTION COPY OF DETAIL DRAWING COMPLETED AS FOLLOWS

· ALL FEATURES HIGHLIGHTED INDICATING THAT ALL  ARE COMPLETE AND HAVE BEEN INSPECTED USING EQUIPMENT AND PROCEDURES APPROPRIATE TO THE ASSOCIATED TOLERANCES

3) COMPLETED WHITE COPY OF CINETIC AUTOMATION INSPECTION REPORT FORM 0072 INCLUDING THE FOLLOWING INFORMATION, IF APPLICABLE

· INSPECTION DATA FOR ALL ‘CRITICAL’ TOLERANCE CLASS FEATURES

· (CMM PRINTOUTS CAN BE ATTACHED TO THIS FORM IN LIEU OF

· ENTERING DATA BY HAND PROVIDED THAT THE FEATURES ON THE 

· REPORT ARE CLEARLY LABELED)

SEE PAGE 6 FOR TOLERANCE CLASS AND SAMPLING PLAN INFORMATION
NOTE: ANY DEVIATION FROM DRAWING SPECIFICATIONS GRANTED BY AUTHORIZED CINETIC AUTOMATION PERSONNEL MUST BE CLEARLY NOTED ON THE INSPECTION REPORT.  (SPECIFIC DEVIATION GRANTED, NAME OF PERSONNEL, & DATE)

· ATTACH ( STAPLE ) INSPECTION REPORTS TO INSPECTION DRAWINGS

· GROUP DRAWINGS TOGETHER BY P.O. NUMBER AND PLACE IN ENVELOPES OR SECURE WITH PAPER CLIP, RUBBER BAND, ETC.

GENERAL WORKMANSHIP REQUIREMENT
UNLESS OTHERWISE SPECIFIED ON DRAWING

· BREAK ALL EDGES & CHAMFER ALL HOLES .02 x 45’ MINIMUM
· CHAMFER ALL TAPPED HOLES 1 THREAD PITCH x 120’ INCL. BEFORE TAPPING.  (ANY HOLES CHAMFERED AFTER TAPPING MUST BE RE-TAPPED TO BREAK BURR IN THREAD FORMED BY CHAMFERING TOOL)
· REMOVE CHIPS FROM ALL BLIND HOLES
· BLACK OXIDED DETAILS MUST BE THOUROUGHLY RINSED TO REMOVE ANY RESIDUAL SOLUTION FROM HIDDEN AREAS & BLIND HOLES
· TAP ALL HOLES IN DETAILS REQUIRING ZINC PLATING WITH .005” OVERSIZE TAP PRIOR TO PLATING, OR RE-TAP WITH STANDARD TAP AFTER PLATING
· LEVELING SCREW HOLES IN BASES, STANCHIONS, ETC. – CHAMFER BOTH SIDES OF HOLE 1 PITCH x 120’ INCL. BEFORE TAPPING. IF HOLES ARE TAPPED PRIOR TO STRESS RELIEVE, SANDBLAST & PRIME THEY MUST BE RE-TAPPED AFTER THESE PROCESSES ARE COMPLETED
· IF APPLICABLE, DE-MAGNETIZE DETAILS
· HEAT TREATED DETAILS – ALWAYS CHECK FOR CRACKS, DISTORTION, ETC. REMOVE ALL CLAY, PACKING, ETC. FROM BLIND HOLES, CHECK SIZE AND RE-TAP THREADED HOLES IF NECESSARY
IF AREAS TO BE LEFT SOFT ARE INDICATED ON DRAWING THEY MUST BE LEFT SOFT, ESPECIALLY EXTERNAL THREADS
ON DETAILS WITH EXTERNAL THREADS MACHINED BEFORE HEAT TREAT, CHECK DIAMETERS & PITCH OF THREADS AFTER HEAT TREAT
MACHINE DETAIL IDENTIFICATION
· ALL DETAILS MUST BE MARKED WITH THE CORRECT  PART & SUPPLIER NUMBERS

PART & SUPPLIER NUMBERS MUST BE:

· LEGIBLE

· PERMANENT

· APPLIED IN A MANNER THAT WILL NOT AFFECT THE DIMENSIONAL INTEGRITY OR FUNCTIONALITY OF THE DETAIL

LARGE FABRICATIONS, BASES, COLUMNS, ETC.

· PART & SUPPLIER NUMBERS MUST BE STAMPED MINIMUM 3/16” HIGH CHARACTERS
· NUMBERS MUST BE OUTLINED OR HIGHLIGHTED
SMALL OR FRAGILE DETAILS

· DETAILS THAT ARE TOO SMALL OR FRAGILE TO BE MARKED MUST BE BOXED OR BAGGED WITH AN IDENTIFYING TAG INSIDE & ATTACHED TO THE OUTSIDE OF THE CONTAINER
· INDICATE COUNT ON TAGS WITH LARGE QUANTITY OF DETAILS
HANDLING & PACKAGING

· DETAILS MUST BE DELIVERED IN A MANNER THAT WILL PROTECT THEM FROM DAMAGE AND EXPIDITE THE HANDLING OF THE MATERIAL IN OUR FACILITIES
· MATERIAL MUST BE COVERED, TARPED, SHRINK WRAPPED, ETC. AS APPROPRIATE FOR PREVAILING WEATHER CONDITIONS
· ALL UNPAINTED OR UNPLATED SURFACES ON FERROUS (IRON OR STEEL) DETAILS MUST BE COATED WITH A RUST PREVENTATIVE (MOBILARMA 245 OR EQUIVALENT) OR WRAPPED WITH RUST PREVENTATIVE PAPER. THIS INCLUDES BLACK OXIDED DETAILS
· LARGE FABRICATIONS, BASES WELDMENTS, ETC. MUST BE DELIVERED WITH NUMBERED SIDE UP WHEN POSSIBLE, (PART NUMBER SHOULD BE VISIBLE WITHOUT HAVING TO LIFT OR ROTATE DETAILS WITH CRANE OR HI-LO
MATERIAL MUST BE DELIVERED DURING OUR NORMAL SHIPPING AND RECEIVING   HOURS. SUPPLIERS SHOULD CONTACT THE CINETIC AUTOMATION PURCHASING DEPARTMENT IF THERE ARE ANY QUESTIONS REGARDING THIS MATTER.
REJECTED & RETURNED MATERIAL

ANY NON – CONFORMING PRODUCT (NCP) BEING RETURNED TO A SUPPLIER WILL BE HANDLED AS FOLLOWS.

· THE DEFECT(S) WILL BE CLEARLY NOTED IN RED ON THE ORIGINAL INSPECTION DRAWING (IF AVAILABLE).

· CINETIC AUTOMATION INSPECTION DEPARTMENT WILL ENTER THE MATERIAL IN THE NCP LOG AND RECORD THE LOG NUMBER ON A YELLOW NCP TAG.

· THE DRAWING WILL BE ATTACHED TO THE NCP TAG AND THE TAG ATTACHED TO THE MATERIAL TO BE RETURNED.

· THE MATERIAL WILL BE PLACED IN THE NCP HOLD AREA, IF POSSIBLE.

· CINETIC AUTOMATION PURCHASING DEPARTMENT WILL ISSUE A NEW NO COST PURCHASE ORDER (AFRM#) TO TRACK THE MATERIAL, AND NOTIFY THE SUPPLIER OF THE NON – CONFORMANCE. 

· (IF THE SUPPLIER REQUIRES AN INTERNAL RETURNED GOODS AUTHORIZATION (RGA) NUMBER IT MUST BE ISSUED TO OUR PURCHASING DEPARTMENT AT THIS TIME.)

· IF THERE ARE ANY SPECIAL CONCERNS OR SPECIFIC REPAIR INSTRUCTIONS REGARDING THE NCP THE CINETIC AUTOMATION INSPECTION DEPARTMENT WILL ALSO CONTACT THE SUPPLIER.

· THE SUPPLIER IS RESPONSIBLE FOR PICK-UP AND DELIVERY OF ANY REJECTED MATERIAL (NCP).

· WHEN REPAIRED OR REPLACEMENT MATERIAL IS DELIVERED TO CINETIC AUTOMATION ALL OF THE REQUIREMENTS FOR NEW MATERIAL APPLY WITH THE FOLLOWING EXCEPTIONS.

· THE AFRM# MUST APPEAR ON ALL DOCUMENTATION (SHIPPER & INSPECTION REPORT).

· THE MARKED UP INSPECTION DRAWING (INDICATING THE DEFECT(S), A NEW INSPECTION REPORT AND THE YELLOW NCP TAG MUST ACCOMPANY THE MATERIAL.

REPAIRS

ANY REPAIRS MADE TO DETAILS BECAUSE OF MACHINING ERRORS OR ENGINEERING REVISIONS MUST BE DONE IN A MANNER THAT WILL RETAIN THE STRUCTURAL & DIMENSIONAL INTEGRITY OF THE DETAIL

BORED HOLES
· MINIMUM .100” WALL SLEEVE

· INTERFERENCE FIT USING LOCTITE

· BORE TO SIZE & LOCATION AFTER INSTALLATION

· SLEEVES IN THRU HOLES MUST BE SHOULDERED

DOWEL HOLES

· PLUG WITH APPROPRIATELY SIZED THREADED ROD

· LOCTITE OR WELD IN PLACE

· DO NOT USE SLEEVES TO REPAIR ANY DOWEL HOLES

TAPPED HOLES

· REPAIR WITH THREAD INSERTS (HELI–COIL, KEENSERT, ETC.) 

TOLERANCE CLASS DESIGNATIONS

CRITICAL:     + .000 to + .004 (.10mm) 



       ANGULARITY + 1 DEGREE OR LESS

· INCLUDES ALL DIMENSIONS OR FEATURES THAT FALL WITHIN THIS RANGE
· EXAMPLES:  (+ .0005), (+.000 / -.004), (+.001 / -.000), (+.10 / -.00 mm) 

· ALL NOTES FOR PERPENDICULARITY, PARALLELISM, STRAIGHTNESS FLATNESS ROUNDNESS and CONCENTRICITY 

· EXAMPLES:  SURFACES A & B TO BE PARALLEL WITHIN .003 T.I.R. DIAMETERS A & B CONCENTRIC WITHIN .0005 T.I.R.

CRITICAL DIMENSIONS OR FEATURES MUST BE HIGHLIGHTED ON THE INSPECTION PRINT INDICATING THEY ARE COMEPLETE AND HAVE BEEN INSPECTED. RECORD ALL CRITICAL MEASUREMENT RESULTS ON THE INSPECTION REPORT FORM OR ATTACH COPY OF C.M.M. REPORT OR PRINTOUT TO THE BACK.
CONCERN:    + .005 to + .010 (.13mm to .25mm) 



ANGULARITY GREATER THAN + 1 DEGREE

· INCLUDES ALL DIMENSIONS OR FEATURES THAT FALL WITHIN THIS RANGE
· EXAMPLES:  (+ .005), (+.000 / -.010), (+.010 / -.000), (+.25 / -.00 mm) 

· ALL NOTES FOR PERPENDICULARITY, PARALLELISM, STRAIGHTNESS FLATNESS, ROUNDNESS and CONCENTRICITY
· EXAMPLES:  SURFACES A & B TO BE PARALLEL WITHIN .010 T.I.R. DIAMETERS A & B CONCENTRIC WITHIN .005 T.I.R.

REVIEW:       Greater than + .010 (.25mm)

CONCERN & REVIEW DIMENSIONS OR FEATURES MUST BE HIGHLIGHTED ON THE INSPECTION PRINT INDICATING THEY ARE COMEPLETE AND HAVE BEEN INSPECTED.  
---------------------------------------------------------------------------------------------------------------------------

USE THE FOLLOWING SAMPLING PLAN WHEN INSPECTING QUANTITIES

	LOT SIZE
	SAMPLE SIZE

	2 TO 6

9 TO 15

16 TO 25

26 TO 50

51 TO 90

91 TO 150

151 TO 280

281 TO 500

501 TO 1200

1,201 TO 3,200

3,201 TO 10,000
	5

5

5

5

7

11

13

16

19

23

29
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