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a  QCoL

Qco1 i
INSPECTION SHEET FOR STEEL PLATE

MATERIAL SPEC.
MATERIAL CODE

V]
SIZE
TYPE COIL 0
MATERIAL SHEET o
STRIP 0
tu
BURR HEIGHT 1
( MAX.) 2
3
1
CORROSION 2
3
1
APPEARANCE 2
3
NO. m i feciiifiei
no. 1 no 2 ! no. 3
V: VERNIER G :GAUGE BLOCK . SCALE
M : MICROMETER C : CONVEX E EYE

APPROVE By CHECK By INSPECT By



QCo2

MATERIAL CODE

(

«

KK

&

«

« 'l

K «

«

0C0?2

MATERIAL SPEC.

MATERIAL SIZE
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10.4

109110.6110.0
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50
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DIN 1624)
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INSPECTION CERTIFICATE MANUFACTURING By
CERTIFICATE NO;

CONTRACT NO ADDRESS

SHIPPER

BUYER

NAME OF A R T IC L E DATE

NO PACKAGE DIMENSION QUANTITY MASS TENSILE TEST BEND ZINC CHEMICAL COMPOSITION % REMARK
NO mm Kg Y.p. tensile eionga TEST COAT c Si Mn p

or Y.S. strength tion % 180 G/M2
N/ sq.mm GL= =

WE HEREBY CERTIFY THAT THE MATERIAL DESCRIBED
HEREIN HAS BEEN SATISFACTORILY TESTED IN

ACCORDANCE WITH THE SPECIFICATION
MANAGER OF INSPECTION SECTION

NOTE HR = ROCKWELL HARDNESS RA = ROUGHNESS AVERAGE G = GOOD
R = LANKFORD VALUE EV = ERICHSEN VALUE N = WORK HARDENING COEFFICIENT
HV = VICKER'S HARDNESS PPI = PEAK PER INCH CCv = CONICAL CUP VALUE PAGE

6.5 T «" 2"

89¢
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QCO03
« »e (
! l
SUPPLIER NAME
»
( ) « « » »l
\%
I'»
( )
material »  « » SAMPLE » o«
code ( ) (KGS) SIZE
NO MATERIAL SPEC. SIZE CAUSE OF

» »

#

«« ()

« #Ha 1 o»»

(

«
#) 1 o»»
# #

« %

DEFECTIVE

)

259



260

RAW MATERIAL
QUALITY PERFORMANCE

18
16
14
12
a s* 10

«CP

o b O

6.6 Mm miWhumuntnKnyanuiiuiidn



QC04

PART NAME
PART NO
MATERIAL

THICKNESS
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A

QC04

MODEL

Imo ()

1 fonlTi

PASS

«

»

»

IMPROVE
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PART NAVE PART NO : «
MODEL A «
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QCO06

Qo6
! « » »
SRR AVE
(' «
( ) « «
«« ()
()
« ) '
« %
PMT PMT ™ ME » « K « « «
NVE NO () SZE

NO PART NAVE  MCODEL « CAUSE OF DHECTIME
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I. SCREW DRIVER TEST

SCREW DRIVER
!

(NUGGET DIAMETER)

o 18
8. NUGGET
SCREW DRIVER
? NUGGET
QC19
SPOT DRAWING

DIAMETER

1 19

9. MICRO TEST

MICRO TEST
C02 WELDING SPOT -

WELDING
l
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Q09

QC09 a o« » *

NO.



QC10

QC10
? »

MODEL PART NO.
PROCESS PART NAME
PRESS MACHINE TON
CUSHION STROKE mm. »

PIN HEIGHT mm.
« » » »
1L «
11 DIE SIZE X « j
1.2 « SHANK
13 SHUT HEIGHT = mm. ( DWG. = mm.)
14 LWR. PLATE =
« UPR. PLATE =
15 - SLOT LWR. DIE PITCH SLOT
1.6 « - SLOT LWR DIE )fo STD.
17 CLEARANCE « GUIDE
1.8 GUIDE
2. « «
21 BOLT
2.2 BOLT 1PIN »
2.3 « « BOLT 1PIN «
3. SLIDE
31 WEAR PLATE HEEL GUIDE ' :
3.2 Yk« DE ,
3.3 » »
3.4 « SLIDE
3.5 SLIDE R
3.6 BLANK HOLDER « o«
4 SCRAP.SCRAP BOX
41 SCRAP 1
4.2 SCRAP
4.3 SCRAP BOX
5. «
51 » '
5.2 PART
53 « «
X = Willr - =
= WIif A =

*2
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PART NO. PART NAME
PROCESS FINISHING

NO » ! »3 Thb
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PART NO.
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10.00
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MODEL

PROCESS
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QC14

fm
PARTS ASSY
JIG NAME
#8
1 ' pT«
2 LOCATOR ! « « «
3 CLAMP ! #
4 STOPPER ! «
5 « « 1«
6 ILOCATOR «
7 «CLAMPIli  # «
8 CLAMPdQla-nJulBl
g « 1 « « J«
10 « #Hauc '
MANAGER
FOREMAN
STAFF

«

JIG NO.
# o« MONTH
DAY
«
LOCATOR ! « o« o«
CLAMP ! « #H«
STOPPER # )

« # «
«LOCATOR «
« #
CLAMP#a« -
I« € e« 3

« « K«

QC14

MODEL
WORKER NAME
SECTION

REMARK

08¢



QC15

MODEL

PART NAME
PART NO.
PROCESS
STANDARD TIME

! »(

NO. PART NAME PART NO. Q'ty

2?2 T

QC15

SPOT WELDING CONTROL

SQUEEZE TIME1

WELD TIME1

WELD
CURRENT 1

SLOPE UP TIME

PRESSURE

MAT'L SIZE NO.

SQUEEZE TIME2

WELD TIME2

WELD
CURRENT 2

HOLD TIME

OFF TIME

rfitl urfitiiVi  sto1 ]



QC16

MODEL 2WD 4WD LHD RHD M/T AIT

S/ICAB
D/CAB
C/CAB

»K

X

fiirfiM

1

2.

3
3

Ix
/ MODEL

REMARK

LOT NO

NO

QC16

L PART NO

PART NAME

fafinTNtiau

Q-ty

MATERIAL

SPEC.

t

RESULT

1 2

3

REMARK
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Qc17
fm «

"] HuawnnTnw

INSPECTION ITEM
(A) WELDED STRENGHT
(B) DIMENSION
(C) POSITION OF WELD
(D) NUMBER OF WELD

MODEL

PART NO
PART NAME

CONDITION TESTING
RESISTANCE WELDING
DRIVER CHECK
NUGGET DIAMETER
SPOT POSITION
NUMBER OF SPOT

QC17

LOT NO.

rrwa

FUSION WELDING
HAMMER
WELDING LENGTH
ARC WELD POSITION
NUMBER OF BEAD

Nfmwn

REMARK

1. SAMPLING CHECK 3 Pcs./ DAY

2. RESULT o =
3. PITCH OF SPOT

rix =
+ 20 %

€8¢
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QCI8

QC18 PART NO. PART NAME
SPOT WELDING
SCREW DPIVER TEST MODEL MATERIAL
SPECIFICATION um um rin
NO. NUGGET DIAMETER NUGGET DIAMETER MunuMVj
1
2
3
4
5
6
7
8
9
10
11
12
13
14

=
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QC19
SPOT WELDING
NUGGET DIAMETER MEASUREMENT

SPEC NUGGET DIAMETER = mm.
M uaw
«

1 2 3 4

9 10 11 12

17 18 19 20

25 26 27 28

33 34 35 36

41 42 43 44

minami
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QC19

PART NO. PART NAME

MODEL jMATERIAL

oWr o I¥

wrm fmiu

5 6 7 8
13 14 15 16
21 22 23 24
29 30 31 32
37 38 39 40
45 46 47 48
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MICRO TEST

SPOT WELDING

2

WELDING

QC20

PART NO.
PART NAME

MODEL MATERIAL

FUSION DIAMETER

FUSION DIAMETER

RESULT

FUSION DIAMETER

RESULT

FUSION DIAMETER

RESULT
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A
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(CORROSION TESTING)
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#
2
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a QC

QC22
CORROSION  TESTING
DATE (TEST) INSPECTOR by CHECK by APPROVED by
PART NAME PART NO MODEL MATERIAL

1 TESTING CONDITION

A. TEST CHAMBER UC

B. HUMIDITY TOWER ... OC

2 SALT SOLUTION

3 AR PPLY

A. AIR PRESSURE KG. /ICM2

PAINTING SPEC.
PLATING SPEC.

NO. THICKNESS HARDNESS SALT SPRAY TEST HR. REMARK
>15 m HB 3 mm. OK. NG
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a QC22-1

Page 2
NO CROSS CROSS CuUT RESULT SALT SPRAY TEST RESULT
SCALE
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QC23

Qc23
|
PART NO. PART NAME MODEL SPEC. COLOR PROCESS
o  PAINTING
o  PLATING
1
1 2 ! 3 4 5

THICKNESS 20 + 5

HARDNESS HB
SROSS V25
SCALE
CROSS vVR.5

cuT

CORROSION FPO - 3
RESISTANCE



Qc24

«

PART NAME

«

«

3 QCA

» .

«

vha
( MASS PROD.)
SAFETY 1 IMPORTANT . ORDINARY

PART NO.

{(«

Page 1

m i'll

'l
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QC25

QC25

PART NO. PART NAME \Y (%) L] S G
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QC26

QC26
HINGE DOOR TEST
DATE
ITEM SPEC. NO
1 TENSILE SHALL MEET FMVSS No 206 FRACTURE FRACTURE
STRENGTH LOAD LOCATION
1. LONGITUDINAL 1476 kgf (130 %) min. kof.
2. TRANSVERS 1182 kgf(130%) min. kof.
2. OPENING DEFLECTION PERMANENT
STRENGTH ANGLE SET

. AT 25 kgf-m , DEFLECTION ANGLE 5 max

PERMANENT SET 1 max

. AT 35 kgf- m INO FRACTURE

. DOWNWARD AT 50 kgf DOWNARD 1 DEFLECTION PERMANENT

RIGIDITY DEFLECTION 3 mm MAX. . set mm.

. DOOR FULLY OPENED
.AFTER OPEN-CLOSE ENDURANCE,

(FULLY OPENED)

3. DOOR FULLY CLOSED

N W N R

AFTER OPEN-CLOSE ENDURANCE,
(FULLY CLOSED)

SUCKING OUT AT 10 kgf OUTWARD OF INWARD, DEFLECTION PERMANENT
RIGIDITY DEFLECTION 0.5 mm. MAX mm. set mm.
. OUTERWARD

. AFTER OPEN-CLOSE ENDURANCE , (OUTWARD)

. INWARD

.AFTER OPEN-CLOSE ENDURANCE , (OUTWARD)

(REFERENCE) 30 kgf OUTWARD

OPEN-CLOSE GENERAL VEHICLE: OPEN-CLOSE CYCLE :
ENDURANCE 50,000 CYCLES, ( cycles)

. DOOR LOWERING AFTER ENDURANCE,0.5 mm. MAX
. PIN-BUSHING ABRASION 10.1 mm. MAX PIN BUSH TOTAL

IN TOTAL mm.
UPR. mm. mm.

LWR. mm. mm.

298
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Qc27

PART NO.

8.00

10.00
13.00
15.00
17.00
8.00

10.00
13.00
15.00
17.00
8.00

10.00
13.00
15.00
17.00
8.00

10.00
13.00
15.00
17.00
8.00

10.00
13.00
15.00
17.00
8.00

10.00
13.00
15.00
17.00
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0C27

(TORQUE)
wifi« » 3
PART NAME MODEL PROCESS
CLAMPING TORQUE
TORQUE 12 » «  «

0.8-1.5 kgm M < MM *
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o« 17

QC 18

0 19

QC 20

o 2

o 2

#
$§ QC 16
SCREW DRIVER TEST
SPOT WELDING
NUGGET DIAMETER
NUGGET DIAMETER NUGGET
MEASUREMENT DIAMETER 20T
MICRO TEST MICRO TEST
I
Tu '
! COLOR CHECK  #
fhfl
CORROSION TEST ,
(SALT SPRAY
TEST)' #

ZINC
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0C 24

QC 25

QC 26
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QC 28

#{

HINGE DOOR TEST

(NUT)#

1!

(BOLT)

ZINC
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