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3. Mold Mold
4, ' Mold
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5 Mold
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1. Mold
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( Mold)
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6. HIPS 15
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Thermoform
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HIPS

( ) QM

HIPS

HIPS

MIL.STD.105D. AQL=1

Reject

HIPS 3 Tolerance
X

HIPS
HIPS

Thermoform

HIPS

(MIL.STD.105D)
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Thermoform
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Thermoform

:IA

0 (« « ) (GMM)
Evap fixing

1 DWG. Model

MODEL A (mm) B (mm) C(mm)
2Q 20+1 1142 15015
3Q 2141 1142 155i5
4Q 2441 114 155is
°Q 2641 114 16045
5Q 3011 1542 16545
1Q

3211 15£2 178+5
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(NORMAL PACE)

(STANDARD TIME)

4. CONVEYOR

ELEMENT 1 2 3 4 5 6 I 8 9 10



10
12
14
17
20
23
27
30
34
38
43
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+ 50 95 %
MAYTAG
R (RANGE) : ELEMENT
X ELEMENT 5
RIX
N ( ) N RIX
1
ya R ya R ya
10 X 5 10 X 5
2 42 52 30 14 162
2 A4 57 33 .76 1mn
3 46 63 36 o8 180 103
4 48 68 39 8 190 108
6 50 74 42 82 199 113
7 52 80 46 84 209 119
8 54 86 49 .86 218 125
10 56 93 53 .88 229 131
11 58 100 57 90 239 138
13 .60 107 61 92 250 143
15 62 114 65 94 261 149
17 .64 121 69 .96 273 156
20 .66 129 74 98 284 162.
22 .68 137 78 1.00 296 169
24 10 145 83
27 12 153 88

47

95 % 5%
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N N 20
ELEMENT + 5% 95%
N 20 ELEMENT ELEMENT N
N
95 % N
i} ELEMENT
2. R ()
3. R X rl
4, X X X=Y,XIN
5, N 0.025d2y[N=RIX  d2
2.326 5 3.078 10

6.
rel.acc. = (2 X R X100 %) / (Jx d2X V77 )

Westing House System of
Rating 4 2
Basic Time
Basic Time = Obsen/ed Time* X RATING
:* Observed Time ( ) ELEMENT



+0.15
+0.13
+0.11
+0.08
+0.06
+0.03

0.00
-0.05

1 1 1
(e Nas]
N —
o o

+0.06
+0.04
+0.02
0.00
-0.03
.-0.07

5%

1
Westing House
Still Effort
Al Superskill +0. 13 Al Excessive
A2 +0.12 A2
Bl Excellent +0. 10 B1 Excellent
B2 +0.08 B2
Cl Good +0.05 Cl Good
C2 +0.02 C?
D Average 0.00 D Average
El Fair -0.04 El Fair
E2 -0.08 E2
Fl Poor -0. 12 Fl Poor
F2 -0.17 F2
Conditions Consistency
A [deal +0.04 A Perfect
B Excellent +0.03 B Excellent
c Good +0.01 c Good
D  Average 0.00 D  Average
E Fair -0.02 E Fair
F Poor -0.04 F Poor
2
(ALLOWANCE)
(PERSONAL ALLOWANCE)
(FATIGUE ALLOWANCE)
(DELAY OR CONTINGENCY)
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5%

STANDARD TIME = Basic Time + ALLOWANCES
ALLOWANCES
5% 10%
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Drain

1 513 481 548
2 183 6.84 6.83
3 483 421 413
4 489 485 576

1 R

R= HIGH - LOW = 6.08-4.81
R= HIGH-LOW = 8.52-6.68
R= HIGH - LOW =5.10-3.97 = 1.13
R= HIGH-LOW =6.12-4.83 = 1.29

2. X

X =53.06/10 = 5.306

X =73.92/10 = 7.392

X =45.02/10 = 4502

X =52.30/10 = 5.230

3. RIX

RIX = 1.27/5.306 = 0.24

RIX = 1.84/7.392 = 0.24

RIX = 1.13/4.502 = 0.25

RIX = 1.29/5.230 = 0.24
1

4.82
1.72
3.97
4.97

= 1.27
= 1.84

Q
491 521
721 743
510 4.25
495 563

5.81
8.14
491
6.12

C2 = +0.03(good)
= 0.00(average)
E = -0.03(Fair)
E=-0.02 (Fair)
= 1+0.03+0-0.03-0.02 = 0.98 (98%)

6.08
8.52
4.52
4.83

5.33
6.72
4.12
5.10

5.48
6.68
4.98
5.20

1



6.1
6.2

(Basic Time )
= X
= 5.306x0.98 = 5.20
=7.392x0.98 = 7.24
=4.502x0.98 = 4.41
=5.23x0.98 =5.13

5%

O Ol O O O

o D O O

O O O O - o
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13%
6.3 Delay or B9fitingency
5%+ 13% + 5% = 23%

= +

5.20 + (23/200x5.20
= 1.24 + (23/100x7.24
=441 + (23/100x4.41
= 5.13 + (23/100x5.13

=6.3%9 1
=8.905
=5.424
=6.309

/
/
/
/

~—_— ~—r — ~—

DRAIN TUBE
6.396+8.905+5.42x6.309 = 27.13
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