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Appendix J. Example of a completed front page of a capability qualifying component |
specification together with examples of accompanying acceptance criteria .

Commercial in confidence .

Approved manufacturer’s name Optical Opportunists Limited

Approved location 50/125 Fresnel Mansions,
CLADDINGBRIDGE,
Brewstershire NA2 PCS

Capability approval No. XYZNBRT CQC specification No. ABFG1

Issue 1
Capability manual reference No. JFNDYX Date 1st December 1988
For CQC specifications covering in-process quality For CQC specifications covering test pieces or i
contro! check components ;
Process stage Description .

Machining to drawings FL xlmn-01 - i

FL xlmn-02
Purpose of check Part identity
Dimensional accuracy ,
i
Quality control specification Manufacturing drawing reference

references Document mnlfghr,
‘Procedures for measurement of
mechanical tolerances’

Capability feature(s) covered by this specification i

Machining and drifling of stainless steel ferrule to within claimed tolerance limits

Outline and layout drawings
as appropriate or drawing
reference numbers are attached.

All tests, measurements or inspection

requirements with acceptance criteria DOC ume ntS
necessary to verify the features stated .
above are also included. Document Sharing Hub

»~
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J.1 Machining 'a* (using CNC)

J.1.1 Machine the outside diameter of the stainless bar to the required diameter, as given in drawing No. FL xImn-01.
J.1.2 Machine the face of the ferrule.

J.1.3 Drill a blind hofe along the axis of the ferrule shown in drawing No. FL ximn-01.

J.1.4 Cut the ferrule to the length specified in the drawing No. FL xImn-01.

J.2 Inspection

4.2,1 Outside diameter

This dimension shall be measured using a digital micrometer accurate to 0.5 pm and its calibration shall be traceable to
NPL Standards.

J.2.2 Surface texture {roughness)

This parameter shall be measured using a tallysurf. This equipment shall be calibrated using gauges with calibration trace-
able to NPL Standards.

J.2.3 Depth of blind hole ‘B’

This dimension shall be measured using a pin gauge. This is not a critical dimension. Traceability to NPL Standards is not
required.

J.3 Machining 'b' (using micro-drilling machine)

Drill a precision hole from the ‘blind’ face, and along the axis of the ferrule, this to meet the blind hole which was
machined in accordance with 1.3. The dimensions of the precision hole are specified in drawing No, FL xImn-02.

J.4 Inspection

J.4.1 Bore diameter of 'C’

This dimension shall be inspected using GO/NOT GO pin gauges. The diameters of the pin gauges shall be inspected using a
digital micrometer having an accuracy 10 times higher than the tolerance of the bore diameter.

J4.2 Concentricity error

This is for measuring the concentricity error of the precision hole ‘C’ to the ferrule outside diameter ‘A’. This parameter is
inspected by centring the precision hole, and measuring the ‘run out’ of the ferrule outside diameter using an electro-
mechanical probe with electronic digital readout. The probe calibration shall be traceable to NPL Standards.

J.4.3 Axial alignment of hole ‘C’
Pending publication of an official IEC/CECC/BS 9000 test method, the following procedure shall be used.

{a} General. The angular alignment error shall be measured as the deviation in the far-field spot pattern during rotation
of the ferrule about its axis. It is assumed that both ferrule end face tilt and fibre axis tilt are included in the angle A
(see figure 19).

{b) Apparatus. A diagrammatic representation of the measurement arrangement is shown in figure 20, the ferrule being
set in a sleeve or V-groove.

{c) Procedure. Light is launched into the unterminated end of the fibre and light from the ferrule end-face is imaged on
to the screen. The ferrule is rotated through 360° within the sleeve (or V-groove) noting the locus of the spot on the
screen. The radius of the locus on the screen is then measured.

{d) Result. The angular alignment error, A, is calculated from the following equation:
A=tan"! (R/L)

where
L is the distance from the ferrule end-face to the screen (see figure 20);
r is the radius of the locus on the screen,
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