STANDARD OPERATING PROCEDURE

TLPT Hub Loading Procedure

 HUB LOADING PROCEDURE

I. Inventory Flow and Control

Note:  When a crate of hubs is delivered to the building, it must first be taken to the Packaging area where they will ensure that the proper amount of hubs and hub guts have been received.  Packaging will then keep the parts required to assemble the painted hub in their area and send the hubs and all hardware needed to be assembled on it before painting, to the loading area.

1. Shortages

a) If you are short any of the required parts as per the B.O.M. of the hub to complete the set quantity of hubs, and then a speedy memo must be filled out.  The information on the memo must include the part number, quantity required, and the appropriate Batch I.D., (if hubs are not on Kanban).  If there is a reason as to why there is a shortage, this must also be included.

b) The speedy memo must be signed by your supervisor.

c) Parts cannot be taken from the next batch of hubs to fill the shortage.

2. Extras

a) If all the hubs are assembled for a batch and there are extra parts left over then they must be returned to the warehouse along with a properly filled out “Inventory return” sheet.   

b) Extra parts from one batch of hubs cannot be used towards the next batch.  Any extras must be returned for that batch.

3. Rejects

a) As soon as a reject hub is discovered it must be tagged immediately using a manilla tag indicating the problem.  The hub is then set aside until that batch of hubs has been completed, at which time all rejected parts from that batch must be taken back to the warehouse.

b) A properly filled out ‘rejection form’ and, if you require replacement parts, a ‘speedy memo’ must be filled out with the part number, quantity, and batch ID (if hubs are not on Kanban).  If you require replacement parts you must indicate if you need only the hub or “complete hub” which would include grease zerk, wheel bolts etc. One reject form may be used for all hubs if more then one hub is returned.

.

II. Preparing and Loading the #3535 Hub

1. In the Plant the #3535 Hub is used in the following Hub/Spindle assemblies:  DR-615A; NW-614A;  RD-387A and TC-615A.

2. The list below indicates all the crates in TLPT in which the #3535 hub is used in and the quantities required per crate.


DR-615A
NW-614A
RD-387A
TC-615A

DR-200S.8 (4)
NW-203S.5 (8)
RD-252S.3 (2)
RC-114S.2 (2)


DR-206S.4 (4)
TH-210S.3   (4)
RD-268S.1 (4)


DS-151S.2 (4)
TH-373S.1   (4)
RD-277S.1 (4)



DS-240K   (4)

RD-320S.2 (2)


DS-240S.1 (4)

RD-387S    (1)


3. The materials required to prepare a #3535 hub for painting are:  #3535 hub (1);  #1298 grease zerk straight (1);  #1673 wheel bolt (6);  and #1675 Hub dust cap (1).

Preparing the Hub

1.  Place one (1) #3535 hub on the table with the grease zerk hole facing up.

2.  Start a #1298 straight grease zerk in the grease zerk hole of the hub and use the 5/16” nut driver to tighten it.

3.  Flip the hub over and thread in six (6) #1673 wheel bolts.  Thread in the bolts until the bottom of the bolt is flush with the bottom rim of the hub.

4.  Put the assembled #3535 hub on the dedicated NW-614 rack, and thread a small sized metal cap on the spindle.  This cap must be tight and seal the hub so that paint does not enter the inside rim.  If the cap does not screw on all the way then the threads must be re-tapped.

5.  Install one (1) #1675 Dust Cap into one of the holders provided on the rack to match quantity of hubs.  Use the orange rubber mallet to seat the caps, but be careful not to dent them.

6.  Repeat this process until the rack is full or the required quantity is reached.

7.  Record the quantity after the rack is full or after you are finished the required quantity.

III. Preparing and Loading the #4811 Hub

1. In the Plant the #4811 Hub is used in the following hub/spindle assembly:  NW-810A; and RD-338A.

2. The list below indicates all the crates in TLPT in which the #4811 hub is used in and the required quantities per crate.


NW-810A
RD-338A

NW-205S.5 (4)
RD-338S (1)

3. The materials required to prepare a #4811 hub for painting are:  #4811 hub (1);  #1298 straight grease zerk (1);  #1673 wheel bolts (8); and #2136 hub dust cap (1).

Preparing the Hub

1.  Place one (1) #4811 hub on the table with the large flat side down.

2.  Install one (1) #1298 straight grease zerk into the grease zerk hole of the hub using a 5/16” nut driver.

3.  Thread (8) eight #1673 wheel bolts into the hub.  Thread in the bolts until the bottom of the bolt is flush with the underside of the hub rim.

4.  Put the #4811 hub on the dedicated NW-810 rack and thread a large size metal cap on the spindle.  This cap must be tight and seal the hub so that paint, etc. does not enter the inside rim.  If the cap does not screw on all the way, then you must first re-tap the threads.

5.  Install one (1) #2136 Dust cap into one of the holders provided on the rack.  Use the orange rubber mallet to seat the cap, being careful not to dent it.

6.  Repeat this process until the rack is full or the required quantity is reached.

7.  Record the quantity after the rack is full or you finished the required quantity.

IV. Preparing and Loading the #3577 Hub

1. In the Plant the #3577 hub is used to make the GD-161A hub/spindle assembly.

2. The GD-161A hub/spindle assembly is used in the following crates in the (Company) Plant and the required quantities:

DR-201S.3 (2)

NW-222S.5 (2)

RD-303S.1 (2)

DR-202S.3 (2)

RC-136S.2 (2)

3. The materials required to prepare a #3577 hub for painting are:  1 - #3577 hub; 6 - #1663 wheel stud nuts; 1 - GD-161W spindle; and 1 - GD-162-01 spacer tube.

Preparing the Hub

1.  Place one (1) #3577 hub on the table with the wheel studs facing up.

2.  Thread six (6) #1663 wheel stud nuts on to the wheel studs.  The nuts must be installed with the tapered end facing down and threaded on until the nut is flush with the top of the stud.

3.  Put the prepped #3577 hub on to the dedicated GD-161 rack and thread a small sized metal cap on the spindle.  This cap must be tight and seal the hub so that paint does not enter the inside of the rim.  If the cap does not screw on all the way, then you must first re-tap the threads.

4.  Put one (1) GD-161W spindle into the spindle sleeves located on the top of the rack.

5.  Put on (1) GD-162-01 spacer tube on the designated hooks on the rack.

6.  Repeat this process until the rack is full or the required quantity has been reached.

7.  Record the quantity after the rack is full or you have finished the required quantity.
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