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KES R-I001A

l. Scope of Application

This standard shail be applied to inspection tools for all vehicle types produced by KIA
Motors Company ("Company” below) and suppliers.

2. Purpose

This standard is aimed at measuring the inspection tool reasonably and effectively by
standardizing quality assurance procedures of the inspection tool used on precise measurement.

3. Inspection Standard and Method
3.1 Precise inspection{numerical inspection)

Table 1
Inspection .
Type Standard Sketch Applying level
characteristics
- Product drawing,
’ Conceptual - Numeric check
« Check sheet

drawing, numeric sheet : Table 1

table, etc.
(9

- Based on design

- Is it manufactured
based on BED

fundamental | - BED standard (If it is standard?
item (SSP, PT) different form d- - Welded part: Ch-
esign drawing) eck joined status

with BED.

+ Stopper plate
- Based on - Check jomned

- Joined status off relevant design f % state
stopper plate standard ) = { naked evyes,

fingers’'sense )
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Table 1{continued.) -

Type Inspection Standard Sketch Applying leve
characteristics
- Transportation |- Below 20kg : - Prepare space as * Make sure of proper
transportable by large as a hand transportation signal
] hand 20kg—300kg| can get it - Choose appropriate
Preparation :
¢ Install hanger wire rape.
work Bolt - Secure front, back
- 300kg or more : way
Install hanger
hole
- Stiffness + Maximum * Measure rema ining
deviation on side(D)
4 places : with a dial gage
0.1lmm or less alter supporting the
manufactured datum
side A, B,
@ Inspection and C tw
of stiffness - Using same method
with previous one,
measure 4 B.C one
' after the other and
maximum deviation is
less than O.lam
- Size - 75 % 45(nm)
Inspection - 60%30(an) + Is left and right
of for ma- parallel?
nufacturing| - Quantity -4 or more places - Is pitch not lo-
datum side for all three dire- nger than
for manu- ctions 7y : 9000m?
facturing
59
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Table 1{continued.)

KES R-POOIA

Full document details: KIA KES R-POO1A O

Type Inspection Standard Sketch Applying level
characteristics
- Pitch - P<=500um
Inspection | - Perpendiculariity . * Measurement of
of manuf- " 0-500za: | perpendicularity:
actured within 0.04 Measure by using
datum side + 500-1000mn* ] a sguare ruler
within 0.06 and a block gage.
- More than 1000 —
mo : within 0.1 Square ruler
+ Standard part - Accuracy of - Inspect and set
finished surface by using a manu-
: 0-0.1am factured datum s-
Location of urface(line)
right 0 / * Perforrn the check
hole: *0.05an 01 JHITiTT1 ””"J on standard items
+ location long
( @ hole:general tol-
erance of pitch
Inspection section
of measu- | - Measurement - £03m (parailel (o —
ring part part of surface|difference <0.3) . % - Write the cleava-
shape %’7 ge of shape and
- Mezsurement + £0.3an T general shape
. . L : - plate on the check
section of trim|(parallel difference EZ /;
Line <0.3) %_ //
-~
- Straightness, - Straightness:

) ) +0.30m - Measure the stra-
penperdicularity, ightness and the
and location of| - Penperdicularity: perpendicularity
stopper plate *0.3qn B/EK | with a dialgage.
and bracket(B/K)| location : A

*0.50m
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Table 1{Continued.)

KES R-Poo1a

Type I”SD“E“’“ Standard Sketch Appiym
characteristics
a(Error)
- Hole eccentricity| - Location of dat- _’:‘—' - Eccentricity
um hole | <0.1 f “ 1 =\/a%+b*
Eccentricity - Location of ge- | _{ | Y * Apply tolerance
neral hole : <0.2 /TT) based on drawin-
» (Error} gs for special
Eccentricity part
- Glass inspéction| - External shape : L T * Assure the shape
too! 0~0.3mn Y L from diagonal
+ Plate shape: /?>/ direction
0.0.1on WL - Check the angle
Special - Location of hole: of regular direc-
inspection 0.2 \ tion (TL. WL} in
tools !:_‘ _j point values.

- Combination - External shape: - Apply unilateral
inspection tool +-0.1en tolerance because
- Plate shape: the same toois
0.03m are two sets.
(Contral in the
same direction
~ for record of ac-
tual measurement)
- Mold inspection| - Both faces
tool(Roll mach- + direction : 0
ining product) - direction :
0~0.3mm
- paralle) diflere-
nce within
0.3am

-

3.2 Specilication checking inspection (static inspection)
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