MILLER CONSTRUCTION, INC.
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TRANSMITTAL
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XX WE ENCLOSE THE FOLLOWING: UNDER SEPARATE COVER WE ARE SENDING THE FOLLOWING
COPIES NUMBER DESCRIPTION CODE
1 Bearing Shop Drawings - Rev 1 H
1 Production Procedure H
CODE:
A FOR INITIAL APPROVAL H FOR APPROVAL

B FOR FINAL APPROVAL

C APPROVED AS NOTED-RESUBMISSION REQUIRED

D APPROVED AS NOTED-RESUBMISSION NOT REQUIRED
E DISAPPROVED-RESUBMIT

F QUOTATION REQUESTED

G APPROVED

| AS REQUESTED OR REQUIRED

JFOR

USE IN ERECTION

K LETTER FOLLOWS

L FOR

FIELD CHECK

M FOR YOUR USE

BY:




L {INO—08811 "ONI NOLLOMWISNOD HIATUW
. aEraIsny

auvo

ax

3tva

NOLdRIISIO

088LL "ON €Or| L#oiNgums

sifafe

o/

s13

3INVHD NIISECQ
ONLLYOJ)|

*3d SINIWAINDIY
% _39vao 13

cL/1/e  3va |_ct/ez/z  suwa
3OS
1S 8 KD | ST 4G NWvIK ANON

GY0d 3001 A00d LOSE

LSL82 SWXEL “SNIHLY
651z X08 '0°d é

SATTIWASSY ONIIVIL ATLVNINVT
“AITIINA FINVNIA

(£2) 1—G10 A¥8—¥3 “ON “rod

v/N WYHGNIM iy

"ON JCHINOD ALNNOD 3wvis

VOIVAYP 40 NMOL
0¢ "ON 39QINg
(VI¥3LMY MONIN) 0f 3i¥ 1A

NOLLYLHOJdSNVYL 40 AONIOV
LINOWYZA 40 31V.S

g3s!

062€—SGY (80S) IINVId 318830 IALVINISINGIY 03INS0D
'SAHONI NI 3dv SNOISNIWIQ TV

'S3Q0YLOITH ANY S3¥NJ3I00Hd G3A0¥ddV INISN SH3ICTIM
Q24NVYND A8 G3NY0JY3d 38 TTWHS 3ISYHd NOILYTIVASNI
3HL ONRING LINN ONI¥V3AE FHL 40 9NIQ1Im @134

"d3N0LSYTT FHL

JOVAVA AV SIHL 3A08Y SIMNIVHIAWIL "4.002 (330X3 LON
S304d ¥IWOISYTd 3HL LV ONMVIE 3HL 40 JYNSNI OL SNYAW
378VLINS Y3HIO d0 N3d XYM ONLLVOION! 3¥NIVY3dNIL 3SN
“JONVI4 ¥3AHID 3HL OL 3Lvid IT0S IHL ONIATIM NIHM

HALIYN NOIEMO04 H3HLO ANV
1410 “¥3LLYdS JTIM WOMd SINGWIASSY INI¥vAE LOFL0Nd

"NOILO3HE ANV 3JOVHOLS ‘INIWGIHS ONINNG
1SNA ANV FUNLSION WOMd d310310¥d 39 OL Sl 9NRvad

FTONY I18YLNS vV 1V JOV3ENS Lvid
"AIND3 3HL 3AVH TIVHS ¥0 sniavy ,91/L v Ol gIaNnoy
38 TIVHS 031v0D 38 Ol S3Lvid 40 S$3903 3384 TV

(9)¥0°LES NOILO3SHNS SNOILYIIIOALS "ALS 1OVIA ¥3d
Q3ZINVATVO NIHL (ONINVITO 1SV1E WIOYINW0D) 9dS—OdSS
Q3NVII0 1SY1d 38 TIVHS S3ALVId ONRY3E 133Ls T

‘NMOHS SV SNOILVLS avaHV
ANV S3L¥1d 3708 Q3713A38 40 3AIS—HOIH @ MuVA OL JOHS

(031¥00 VAS % CIZITIVIIA ONIZ) 9 "9 0LZW OIHSVY :SILvid E_Imé

IYN03 O 9¢ "¥O LLOLY 9V WISY :IYNIAYT 133LS

(031v00 W3S % J3ZTIVIIN ONIZ) 9S M9 OLZN OLHSYY ‘S3LY1d m_._omQ

%SlL —/+ sdoLL 40 SNINAOW HVAHS
YV HLM % 43880y TWENLYN ¥ 89 ¥3LIN0UNA 06 “HAWOLSYTI
TIVIAALYA

'SNOISIAOYd TVI03dS ONV SNOILYOIHI03dS QUVANVYLS LOVIA
LL0Z JHL 40 LeL ANV 92L ‘¥LL ‘LES "90S§ SNOILO3AS 40
SNOILO3ISENS 378V0NddY OL WHOANOD TIVHS SONIMvIE TV

Y

c

L

-S3IO0N dOHS

S4LON V¥3INED




0} L3—-0m8ll “ONI NOLLONAISNOD ¥ITIA
. IENaLens

()

ave

Nottdmoia

A

08811 “"ON HOP[ L= 13 = v
npw_—m\n HB‘U“MB:U" n—\W—Mn M»ncazz«zn NZOZ s
LSLGL SYXAL ‘SNIHLY Qﬂ'/
avod uon_wmw.mﬁvMWm woomn__. Eﬂbm
SATTINASSY ONIIVII AIIVNINYT
CUTIINY IINVNAA
(€Z) L—SLO A48—¥3 “ON "roMd
¥/N WYHONIM A
“ON “I0HINOD ALNNCD 3lvis
VOIVAVr 40 NMOL
0¢ "ON 39a1yg
(VIN3LYY HONIW) O 3L¥ IA RESELC!
NOILYIHOdSNYYL 4O ADNIDV ﬂ
INOWNIA 40 31VLS ®
JhHE=
=
O UD\ 84
T4
ﬂ_m AE]
T
oL
T
1L va3
=
j [
e
T4
1
e
y[
Z ININLNGY
1¥ ONidv3ag

WVSVId NOLO3T

- NOILVLS
av3HvY

— el

L INJWLNaY
1v ONMv3da




"ONI NOUWDMALSNOD ¥3THA |ava |amo | 3o | 2

NOULdIs3a A3

088lLL “ON gor

FONVH) NOIS3Q 3]

Y 2Ty T
30 J33HS
Si/i/c A | si/sz/z_ auva w/afe| ur| e/l st ouﬁ%w_zuuu.m_%Nm M .%Wm._hcuﬂnm Aﬂ L 1ngy v 031vo07 hw
| r—= P 3NON =mwas "321S avd WYY cmm_>uz_ F(ﬂN
IS5 SVGL ‘SNAHIY 0%\/ XTEWISSV SNEVIE OIROLSVIT NOISNVIXT
ovos 300t ioss on. DO WD)
SAITIWASSY ONIIVAL AALVNINYT o
“YAFINA DINVNAT A NOIV, N
£C) |—=Gl0 44g—¥3 “ON rodd =
— (g2) zmcz_; = 00 =1+ L ivi3g 33s oL ol -
ON JOUINGD ALNNOD TS Q orwst =14 - o
; N elx
VOIVAVE 40 NMOL (Sdpi) ] : :
0¢ "ON 39di¥g 00T NOISE0. ANXVH == =
T
(WVIMALMY MONIN) 0f 3LY IA Y _ _
NOLLYLYOJSNV¥L 40 AONIOY i Ria03y woL @) ONRIvV3E
LNOWYIA 4O 3LVLS %Gl —/+ I1Sd 0LL 40 SMINAOW ¥VIHS V HLM ® N
N9 133HS 335 SILON WHIANID ¥O4 d388nd VENLYN v "d9 ¥AJIN0ING 08
O x g1 x gl/] mﬂﬁ SLXZZx e p/e L
avd_GALVNIAY] 3lvid F10S d313A38 g NOILYLS
savd 1sar QV3HV
Q3dIN03Y TVIOL (¥1)
a3yinoay (st) %Gl ~/+ I1Sd OLL 40 SAINAON MV3HS v HLM MA NI
(Q3ZITIVLIA ONIZ) 9 M9 0LZW OLHSWY ¥388NY TVANLYN ¥ '¥49 ¥3ALINCUNA 08
VI WHS LLL x E1 x %/T WOl x 91 x g0/l ¢ |
I RS avd qanine W i
|
<
EN -
s 3 —— b - .
&) = | | ]
C — . ANNO¥Y TV [ | Q =
vid P g |2 w00 L8/t _ _ gl o=
L 3|3 Q3¥INd3Y W10l (£) I | 2 5
Blz =4 SWIHS T331S TyNS3INT (ZFZ0°) BbFL | | N
~N5 (o) ™
e K I [ ©
m Z 1
215 I |
5 p—— | _
T - + =
8% 1 s _ I oo
I @ 8 [ I [aw Q
I|lo v w | | ma
i 0z 5
=N @ 4 I I _ © = v
\ ! | - _ ! T I =
— 7 rzr = _ _ _ qu m -
- - ! _ B
2 S~ | | | 2
ﬂ o v e Caro s o o —
@ Alyid 310S 7, -
=S 0313A38 01 GIAZINVOTNA \\\\ 21V14 3708
N Q Sl Q¥d QALYNIAYT |
! ONIYv3IE B
AVid P avd "Wl | avd "Wyl
uS e
WIHS NIHS 31v1d 310S 31v1d 3108
W.2/1 8 W2/l s

«L WL




PRODUCTION PROCEDURES

1. SCOPE AND PURPOSE

1.1 The putpose of these procedutes is to establish standard methods of fabrication to insure the
ptoduction of consistently high quality product.

2. GENERAL REQUIREMENTS

2.1 The Plant Manager shall be tesponsible for insuting that all operational procedures and work
practices ate petformed as required.

3. WORK ORDERS

3.1 Wotk Otders for each pad are to be made by the Engineetring Department and must follow all the
applicable requirements as set down in the Engineering & Drafting Procedures of the Quality
Assurance Manual (see pages 35 through 44), except as follows:

3.2 The Wotk Otder (WO) is to include:

32.1
322
32.3
3.2.4

325
3.2.6

Rubber Type and Dutometer required.

Number, thickness and size of shims, as well as any holes or slots required.

Thickness of top, bottom and internal layers.

Weight of rubber requited for each of the layers in 3.2.3 above — based on the latest unit
weights of the rubbet from our Custom Mixers.

Any Special Notes as to matking and testing of the finished pads.

Include a sketch accurately depicting the pad and any plates or like to be vulcanized to it.
Show any bevels as well as holes or slots tequired in the pads or plates as well.

3.3 Standard Work Order sheets have been created that are to be used. The sheets have been automated
to calculate rubber weights, etc.

3.4 Standard Work Order sheets will be updated by the Engineeting & Drafting Department as required
to reflect changing requirements, specifications and practices.

3.5 The completed and checked Work Ozdets ate to be Distributed by the Engineeting & Drafting
Department as follows:

3.5.1
3.5.2
353
3.54

Copy to Rubber Shop

Copy to Q.C.

Copy to VP of Engineering
Copy of Transmittal to President
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4, FABRICATION OF INTERNAL SHIMS

4.1 Steel shims used for reinforcement shall be tmade from rolled mild steel conforming to ASTM A
1011 ot equivalent, unless otherwise specified by the Contract Documents.

4.2 The shims shall be of the thickness, width and length and quantity specified by the Contract
Documents and the Work Ordet provided by Engineeting and Drafting,

4.3 All shim edges shall be ground to remove butts.

4.4 Sutface profiles shall be checked and petmanently recorded using the Test-X-Tape method,
teporting on the Shim Sutface form. (Frequency once daily)

5. INTERNAL SHIM PREPARATION

5.1 Sized shims shall be blasted until a sutface profile of .5 to 2.0 mm is obtained.

5.2 Blasted shims shall be cleaned and degteased priot to adhesive application.

5.3 Adhesive viscosities shall be checked by Quality Control Personnel, daily prior to use.

5.4 Cleaned shims shall be painted with a two patt adhesive.

5.5 Shims must be completely painted within an 8 hout period of blast completion.

5.6 Painted shims must be completely dried before use.

5.7 Painted shims must be stored in a clean dry area and must be used within a 24 hour period.

6. EXTERNAL PLATE PREPARATION

6.1 Sized load beating plates shall be blasted until a surface profile of .5 to 2.0 mm is obtained.

6.2 Blasted plates shall be cleaned and degreased ptior to adhesive application.

6.3 Cleaned plates shall have the adhesive mixture applied to the area where the elastomer will be
vulcanized. -

6.4 Plates shall have the adhesive mixtute applied within an 8 hour period of blast completion.

6.5 Painted plates must be completely dry befote use.

6.6 Plates will be stored in a clean dty atea and must be used within a 24 hour period.

7. RUBBER LOAD BUILD

7.1 Monitoring of load build operation shall constitute assurance that load weights are within tolerance
(2%). Placement of layets should be in a uniform manner and so placed as not to trap air or displace
shims itregulatly.

7.2 Fitst piece inspection indicating a light rubber load shall constitute a corrective action to load build
for re-weighing all loads if applicable and correcting them if necessary. Load Building techniques are
the responsibility of Production.
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8. PRESS LINE: VULCANIZING AND CURING

8.1 Press platen temperatutes shall be monitored daily per established guidelines and reported to the
Production Manager and Quality Control Manager.

8.2 All presses operating at inadequate tempetatutes will be adjusted and/ ot repaired for appropriate
temperatutes.

8.3 Cure times and pressures are determined by the Production Manager,

8.4 Beating pads with steel laminates shall be cast as a unit in a mold and shall be bonded and
vulcanized under heat and pressure. The mold finish shall conform to standard shop practice.

8.5 Beating pads that are designed to act as a single unit with a given shape factor must be
manufactured as a single unit.

8.6 Plain pads may be molded, to size or molded in large sheets and cut to size, Cutting shall not heat
the material and shall produce a smooth finish. Adhesive bonding pads of lesser thicknesses
together will not be allowed.

8.7 Flash tolerance, finish and appearance shall meet the requirements of the Contract Documents and
specifications.

9. TRIMMING AND MARKING

9.1 All beating pads shall have their cosmetic “flash” trimmed, in a manner that maintains all specified
dimensions and cosmetic tequitements.

9.2 All parts ready for staging (or shipment) must be grouped by job and identified in indelible ink or
flexible paint marker with the approptiate sales order mumber and part number.

10. TRAINING PROGRAMS

10.1 Dynamic employees endute the same stringent training regimen as Cosmec employees. In
addition to the standard topics listed on page 91, Dynamic employees undergo training specific to
their job functions.

QUALIFICATIONS

102 All personnel performing shim and plate prepatation and adhesive application have been trained
by Dynamic Supetvisors in the patticulars of their job responsibilities.

10.3 Employees in the shim and plate preparation areas have demonstrated their proficiencies in the
applicable methods, standatds and procedures demanded of the individual assignment.

MONITORING PERFORMANCE

104 Employees in the shim and plate preparation and adhesive application areas have their
proficiencies and skill levels monitored on a daily basis by both the Shop Foreman and the
Quality Control Department.

10.4.1 Shim and plate proficiencies must include consistent performance in the following areas:
Removal of mill scale from shims and plates; Rounding of all corners and edges: Proper sutface
profile; and Removal of contaminants and surface debris.

10.4.2 Adhesive application proficiencies must include consistent performance in: Mixing; coating
thickness; Coating quality; and Equipment cleaning.
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