	
	


Statement of work for manufacturing die mold for details 
LJ6B-S278B50-AA/LJ6B-S278B51-AA «Right/left dashboard of rear fender» СХ482.
1. Right/left die mold of dashboards of rear fender (further – the tooling) is produced in accordance with the passed final 3D models for the product after “freezing” of final construction LJ6B-S278B50-A-PIA-01.CATPart и LJ6B-S278B51-A-PIA-01.CATPart. 
Sketches from 3D models:
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2. The tooling supposes manufacturing of one set for one cycle.

3. Tooling service life must provide manufacturing not less than 500 000 (five hundred thousands) sets. Guaranteed life of the tooling is 100 000 (one hundred thousands) of sets.
4. The tooling must provide production capacity of accessories not less 30 (thirty) sets an hour.
5. The tooling must meet the requirements of labour protection, including but not limited to safety ensuring while installing, adjusting, operating and repairing outfitting as well as protection of the operator against exposure to flow of electricity, electromagnetic fields, acoustic noises etc., permissible level of lightning, vibrations and other loads.
6. The tooling must meet requirements to transportability and have the following details: 
- lugs under lower half-form for loader fork clutch while transportation with  axle spacing between lugs for loader fork clutch while transportation – 600 mm, width – 200 mm, beam channel height 70 mm;
- Replaceable spacer plates on pins for former brakeage and chopping off prevention while transportation.
7. Tooling weight with fastening should not exceed 3 000 kg.
8. Outfitting must meet operations and maintenance requirements, requirements for repairing and
       keeping outfitting and/or its components:
-
the tooling must be used in room at temperature +40 / 0 ºС in triple shift mode;

-
pressure in compressed air network is 6-7 kgf/cm², water cooling temperature inlet 8-9 ºС and outlet 14 ºС;
- the tooling should be painted in blue (except former), moving parts - yellow, dangerous parts - red.
9. The tooling should have cooling system from copper (pipe lines, pipe unions). If impossible making of copper, it is permissible manufacturing from stainless steel after agreement. Provide 1 inch taps Valtec with handle “butterfly” for cooling on outlets.
10. Outputs for cooling should be placed from the lateral side of die mold. Intake places are agreed additionally. Outputs assembled with removability details must not overrun of die mold dimensions in order to avoid damages while readjusting with the stevedore.
11. Molding tools dimensions must be maximum close to dimensions of 3 set of items. Minimize wall thickness to the former perimeter, round off it in all surfaces for preventing material retention in process of mould locking. (see photo at the end of statement of work).
12. Former of the tooling should be made of aluminum alloy, from the whole “foundry pig” by way of processing on the machine. If impossible, it is permissible manufacturing by way of casting, but in this case the following things are not permissible: rough and deep shells, height building by way of extension; chips, insert elements. 
13. All angles of the former should be rounded off in order to exclude material tearing while forming, the surface of the former should be polished. Angle between the former and side faces of formers is necessary to round off over the entire circuit. Mill side faces of formers. 
14. Position of the details in form – with deep sides outside (see photo at the end of statement of work).

15. Tooling construction should have areas for mounting of the tooling to the equipment or support plates, thickness 30 mm. 

16. Break line is broken by form of dashboards. 
17. The tooling should have upper movable and lower movable pressure plates for fixing of the piece on side areas. Plates should consist of adjustable sectors and be adjusted by height. The plate should provide material detention till the moment of forming starting (till the moment of the first plug contact with the material and to the complete linkage of the die mold. The pressure on the plate should be regulated in the limit of 0 to 6 bar. After linkage the plate releases the material and goes to the base point (it is taken away).  The frame should look like on the identical die mold (see photo at the end of statement of work). Attaching points of the plate to the die mold should be intensified in order to avoid damage. 

18. In the upper half-mold of the tooling grips of formed semi-finished product should be provided for its detention in the form after opening and relocation onto line conveyor. Grips are produced in form of pneumatic cylinders (31М2А032А050 (f. CAMOZZI) or prototype), at the end of their stocks lifter is adjusted.
19. Electrical plugs of the type Harting (connector f. Harting Han 24-ES-M) should be outputted on the upper and lower half-mold. All pneumatic cylinders should be provided with the detectors of upper and lower location. All detectors should be outputted into connectors.  
20. All control elements with the die mold should be outputted on the external part of the die mold and stay within dimensions. 
21. Die-mold gap is according to the mathematical model in mm. 
22. Die-mold should stand molding force 80-160 t.
23. Forming and heat setting time is 70 sec.
24. Fixed temperature for material heating is 180 - 200 0С.
25. When designing of the tooling it is necessary to take into account material heat setting index (x – 0,7-0,8%; y – 0,7-0,8%; z – 1,0-1,2%).
26. The tooling should be mounted on the equipment of the Customer (automated line R+S 0708.089.001). After contracting it is possible to pass mathematical model of the equipment to the Performer. 
27. The tooling should have thrust columns. The construction is agreed additionally. 

28. The tooling should have identified label with the name of the detail, number of the detail, dimensions and mass of the tooling, month and year of manufacturing of the tooling, number of the tooling according to die mold customer registration number 72.11.1162, property of «Ford Sollers». Lettering size is 10-16 GOST 26.008-85.
29. Tooling manufacturing must be started after construction agreement with the customer. In agreeing on the construction it is possible to change points of this technical specification. 
30. It is necessary to supply coming with outfitting set of construction documentation: 
- tooling mathematical model in electronic format;
- tooling mathematical model in hard copy of size A4 – 2 copies;
- exploded drawings – 2 copies;

- drafts, set of documentation (passport, instruction) for accessories – 2 copies;
- cooling scheme of the tooling – 2 copies;

- test certificate for leak resistance of the cooling system – 2 copies;

- former measurement chart – 2 copies;

- list of pneumatic and hydraulic equipment – 2 copies.
Approximate construction of the identified tooling.
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Bending place of the detail





Bending place of the detail








Clause 11 of this tech.spec.











