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As per 2D 
Drawing

As per Inco 
terms

Op No Process NameSymbolSpecification

Raw Material 
inward 
Inspection

10 AL- 6061 T6

Band Saw 

Cutting
20 150 x 225 x 70

As per Balloon 
Drawing

 VQ240210_0.B

OBC Housing

F

AL- 6061 T6

As per Agreed
Packing method
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2.32D DRAWING
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2.4FINAL INSPECTION REPORT 

Part /item
Number: 

Part Name

Revision 
Number

 VQ240210_0.B

OBC Housing 

F

Company Name

Address

Inspection Date

EMuski

13-02-2025

Page 7



Page 8



Page 9
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Oiling

Invoice 
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Whom & When
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Stretch film cover packing 
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15-Feb
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 ✓

 ✓

 ✓

 ✓
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2.6   PRODUCT IMAGES
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3 KEYLEARNINGS

Key Considerations for Machining Processes - OBC Housing 

Pocket ID Depth Machining:

Machining the pocket ID depth is critical, requiring precise control. Tool selection plays a major 
role in achieving the correct depth while minimizing vibrations that could affect surface quality 
or tool life.
Vibration Issues: Vibrations during machining, especially at deeper depths, can negatively 
impact the precision of the pocket and the finish of the part. Proper tool selection and 
speed/feed adjustments are necessary to minimize this.
Clamping Method: The part must be properly clamped to avoid any movement during 
machining. If not properly clamped, vibrations from the tool can cause the part to shift, leading 
to inaccuracies in the depth and finish.
OD Draft Machining:
OD draft machining needs to be ensured for accuracy, with vibrations again posing a risk to the 
quality of the surface finish. A proper clamping method reduces the risk of displacement during 
the operation, which can help maintain a consistent angle and taper.
Clamping and Vibration: Inadequate clamping or improper vibration damping could lead to 
uneven tapering or tool deflection, affecting the overall geometry of the part.
Floor Radius R1:
Maintaining the floor radius (R1) is critical, as an improper radius can affect part performance. 
Vibrations can cause tool deflection, which will affect the radius and finish.
Tool Failure: Vibration can also accelerate tool wear or lead to tool failure. Effective clamping 
ensures that the part remains in place, reducing tool wear caused by unintended movement.
Process Parameters for Tapping:
Tapping is crucial, and ensuring the correct length of the tap is essential for thread quality and 
part integrity. Vibrations during tapping can lead to broken taps or poor thread formation.
Vibration Control: Proper clamping during tapping is essential, as any part movement or 
vibration can lead to misalignment, resulting in incomplete or damaged threads.
Adjusting Parameters: Speed, feed, and cutting depth need to be adjusted based on both tool 
and part specifications to reduce vibration. This adjustment helps to ensure smooth and accurate 
tapping.
Clamping Method:
Proper Clamping: Proper clamping is fundamental to ensure the part stays in place during 
machining operations. Loose clamping can cause vibrations or even displace the part during the 
process, leading to inaccuracies and defects.
Clamping Considerations: The clamping system should be robust and secure enough to handle 
the forces generated during machining, especially in processes that involve deeper cuts or 
tapping.
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