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2.1 CARE OF EQUIPMENT AND WROK AREA

(b) The Purchasing Merit procures material, equipment,
subcontract services and vendor technical data to support
Production and inspection shedules.

(c) The Production Control Manager schedules production,
inspection, testong and trials and prepares the work order
packets which contain production instructions.

(d) The Quality Assurance Manager Provides specific in-
spection, testing, and trial data as required.

(a) The Chief Engineer reviews contract data, specifi-
cations, drawings and vendor technical data to determine
Quality requirements, The requirements for the purchase
of materials are provided to the Purchasing Agent on the
List of Material. The requirements for fabrication and
construction are provided to the Production Control Man-
ager on the List of Materials, Special requirements for
inspection  and testing  are  provided to the Quality Assur-



3. General  Procedures:

( a ) The chief Engineer Provides to the Quality Assurancee Manager
t h e  c o n t r a c t  d a t a ,  s p e c i f i c a t i o n s ,  d r a w i n s ,  a n d  o t h e r  t e c h n i c a l
d a t a  r e q u i r e d  t o  c o n d u c t  i n - p r o c e s s  i n s p e c t i o n s  a n d  t e s t s , The
C h i e f  E n g i n e e r  i s  r e s p o n s i b l e  f o r  e r s u r i n g  t h a t  a l l  d a t a  p r o v i d e d
is current, complete and accurate.



(b) The production  Supervisor responsible for a work order is also
responsible for conduct day-to-day inspection of work in pro-
gress, He reports any discrepancies or problems to the appropriate
Production Superintendent. Discrepancies found in drawings are

Request so that the drawing may be
configuration.

5 .

When specific inspections or tests
of a work order, they are noted on

updated to reflect

are requied prior
the work order, before the work.

is moved or the work order signed off, a final inspection is made.

(a) The Quality Assurance Inspector witnesses final inspections
and tests. When a Government Representative, Owner Representative
or Regulators Agent wishes to witness inspection, the Quality
Assurance inspector makes the makes the necessary arrangements.

(b) The Quality Assurance Inspector annotates inspection results
on the work order or Inspection Report, as appropriate, If

discrepencies are found during final inspection, they are recorded
on the Inspection Report and copies of the report are distributed
to responsible and Interested persons fur corrective action, When
discrepencies are corrected, the work is reinspected and results are
recorded on the Inspection Report.

(c) The Quality Assurance Inspector signs the inspection Report
and attaches it to the work order to signify satisfactory
completion.

6. Test Requirements:
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(b) The Quality Assurance Inspector witnesses all tests, when a
Government Representative, Owner Representative, or Regulatory
Agent wishes to witness the test, the Quality Assurance Inspector
makes the necessary arrangements,

7. Non-Conforming Material:

(a) Items having discrepancies in material or workmanship that do
not affect the end use of the item or system are corrected
immediately, prior to further work on the item or system. This
includes such faults as pick-up welding, weld repair resulting from
non-destructive tests, improper fit-up, leaks found during piping
or compartment testing, paint thickness, etc.

(b) items having discrepancies in material or workmanship that can
not be corrected without specific customer approval are rejected.
The Quality Assurance Inspector marks rejected material with a red
tag. A Quality Assuraance Rejection Notice is PrePared and 
distributed. Rejected material is removed from the production area
to a designated holding area, Rejected material shall not be
moved from the holding area until approved disposition has been
approved and authorized. Corrective action, including repair, is
performed only with approval of the Government, Owner, or
Regulatory Agent as appropriate.

(c) Nonconforming incidents of a repetitive nature are
investigated to determine the cause and to initate appropriate
preventative measures.



1. Receiving, storing,  and
cosnizance of the Facilities

handling material
Superintendent,

(a) The Material Requisition identifies the material
by the description and quantity shown on the List
of Materials and  by the contract or Job number.

Material designated for a specific contract can
only be issued for that contract.

A copy of the Requisition is sent to Material
Control to adjust the inventory,  and in some
cases, to establish the Customer billing price.

A cOPY of the Material Requisition is retained
by the appropriate warehouse supervisor.



Employees are expected to provide and maintain specified personal
tools. (Each department has a personal tool list suited for the
employees of that department.) The company furnishes other
necessary tools on a chip-for-tool basis. Company-owned tools are
maintained by tool room personnel.

1. Work instructions are prepared by the production Manger  bssed
on information furnished by the Engineering Department, Purchasing
Department, and Quality Assurance Department. Work instructions are
recorded on a Production Work Order.

2. Work orders are made up for each item of work on the Work Order
List that requires production actions. The work order is issued
approximately two weeks prior to the scheduled start date for
production of each item.

3. Work  orders are issued to the appropriate foreman or supervisor
via his superintendent. The foreman or supervisor is responsible
for reviewing the work order, including the drawings, bill of
material and other production and quality control instructions
provided with the work order. The foreman or supervisor is
responsible for requisitioning necessary material from stock or
storagse.

4. The Production Manager monitors work order progress on a
continuing basis. Periodic meetings are held to resolve trouble
areas. Inspection of work in-process and final inspections are
conducted in accordance with PBI Standard Procedure No. a.

5. Repair or materialWhich has been found to be non-coforming
and which is approved for repair is authorized by Rework and
Repair Order. Copies of all Work Orders and Rework and Repair
Orders are kept in the Production Manager's files.



2,6 TIME AND PRODUCTION REPORTING
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(a) Maintain safe and healthful working conditions.

(b) Ensure consistant adherence to poper operating practices and
procedures designed to prevent injury and illness.

(b) The Leadman supervises the Painters and Sandblasters on the
job, He is responsible for ensuring that the Painters and
Sandblasters have the necessary tools and materials to com-
plete the Job. He is responsible to the foreman for the
production and conduct of the painters and Sandblasters
assigned to him. He answers on the job questions when the
foreman is not present, and performs some on-the-job duties.
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(a)
(b)
(c)
(d)

3. Area

(a)
(b)

4. Craft

(a)
(b)

of Responsibility

Blast Booth
Paint Booth

Worker Classification:

Painter
Blaster



AUXILIARY

MATERIALS









4.1

4.2

4.3

OR COST CENTER LAYOUTS
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The Process times shown are for conventional air
spraying with pressure pot. The results are
from actual field observations made on
various dates and times in the Paint Building
at Peterson Builders, Inc.

371.8
------- = 46.5 square feet/minute average

8



SECTION 5

DERIVATION OF PROCESS TIMES

PAINTING CAPACITY PER SHIFT (Small Parts painting)

observations were taken of the painters using conventional air spray
methods,  from which it was determined that a painter was able to
spray 11,000 square feet per shift covering a flat surface. However
for small parts painting, where the pieces are placed on 4’ x 8’
plywood sheets, only 6,600 square feet could be attained.

The paint used in the painting booth has 45% solids, is an epoxy
type, and is layed down at 1 to 1.5 dry mil thickness which would
cover about 600 square feet per gallon.

The painter can spray 10 gallons of paint per shift. The spray paint
pots hold about 2½ gallons of which about 2 gallons are used per
mix. This will amount to five mixes per shift. It takes about .16
of an hour to fill the pots and mix the paint. At .16 hours per mix
times the five mixes per shift amount to .80 of an hour. Since
there isn’t any way to pick up this time in the set up because of
varying conditions such as number of pieces on the job, size of the
pieces, the number of jobs to be run per shift, the time will be
pro-rated into the piece time, thus allowing it as needed.

THE PAINTING OF SMALL PARTS

The process for painting small parts involves the loading of these
parts on 4’ x  8’ plywood sheets that are supported by wooden horses.
While it is possible for the whole booth area to be tied up with this
type of set up, the basic work pattern the painter goes through is
repeated for each 4’ x 8’ sheet set up. This pattern has been
selected to be the basis of the method used to establish labor
standards. The procedure for loading pieces involves:

a) place piece on sheet
b) paint one side
c) flop piece
d) paint second side
e) remove piece

The labor standard is based on part size and weight. Vertical
heights of pieces over 8" is an add on to the base time. Part size
determines the number of pieces that can be loaded on a 4’ x 8’
sheet which determines the painting pattern for the number of passes
the painter must take to cover all edges and top area.

Large and free standing are handled with a separate standard time.



APPLYING STANDARD TIME TO SMALL JOBS

The painting of very small parts may
time that it may go more than
the decimal point. The labor
figured at 100 pieces instead

involve such a small amount of
four decimal places to the right of
standards on these parts should be
of one. Example: .00024 hrs/piece

would be .024/c (at 100 pieces).
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STANDARD TIME CALCULATION

SET-UP TIME FOR BLASTING

SET-UP AND TEAR DOWN OF OPERATOR ICC. NO. 722
ALLOWANCE 15%

CLEANUP

PARTIAL CLEAN UP

TIME STANDARD

LOC. NO. 725
ALLOWANCE 15%

TIME STANDARD

LOC. NO. 738
ALLOWANCE 15%

HOURS
.0833
.0125

.0958

.6924

.1039

.7963

.0868

.013

TIME STANDARD .0998
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STANDARD. TIME CALCULATION

SET-UP TINE FOR PAINTING

SET-UP AND TEAR DOWN OF OPERATOR LOC. NO. 723
LOC. NO. 736

TRANSPORT PAINT

ALLOWANCE 15%

TIME STANDARD

LOC. NO. 713
ALLOWANCE 15%

TIME STANDARD

SET-UP AND TEAR DOWN PAINT EQUIPMENT LOC. NO. 717
LOC. NO. 718
LOC. NO. 719
LOC. NO. 720
LOC. NO. 727

ALLOWANCE 15%

HOURS
 .0402
.0135
.0537
.008

.0617

.0651

.0098

.0749

.0168

.0427

.0426

.0403

.1882

.3306

.0496

.3802
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(a) Blasters Prepare the surfaces of the ship
and/or pieces to be assembled into the ship for
coating by using a device which propels abrasive
material at a high rate of speed onto the surface
by either compressed air or other mechanical means to
remove dirt, paint, mill scaler, etc. and provide an
anchor pattern prior to surface roating by the
Painters.



to
be

The manual methods were prorated according
the amount of actual blasting time that could
completed in a single 8 hour shift,

PRI based it’s prorating on
blasting time of 5 hours per 8
remaining 3 hours are a direct
time and material handling.

Locator No. 691

693

071

700

728

729

730

731

3
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8.1 SUMMARY

8.2 SYNTHESIS AND ANALYSIS





The Industrial Enginering Department will be 
responsible for the maintenance of all labor standards.

10.2 MAINTENANCE OF THE MANUAL AND TIME STANDARDS

The industrial Engineering Department will be
responsible for the maintenance of the work management
Manual, and all time standards within.

10.3 PROCEDURE FOR MAINTAINING THE MANUAL AND STANDARDS

The Industrial Engineering Department will make all
revisions to the Work Management Manual and time
standards and issue these revisions to the proper
departments arid/or persons to be incorporated into
their Work Management Manuals.



The Industrial
the Work Magement.
persons deemed by

Engineering Department will distribute
Manual to all department and/or
the head of the Industrial

Engineering Division to recieve copies of the Works
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APPENDICES

Abrasion resistance-resistance to mechanical wear,

Abrasive-the agent used for abrasive blast cleaning! for
for example, sand, grit, etc.

Absorption-process of soaking up, or assimilation of one sub-
stance by another.

Accelerator- catalyst; a material which accelerates the har-
dening of certain coatinss.

Acoustic paint-paint which absorbs or deadens sound.

Acrylic resin-a clear resin polymerized from acrylic acid and
methacrylic acid.

Activator-catalyst or curing agent.

Adaptors-cannectors for joining parts of different sizes. 

Adhesion-bondins strength; the attraction of a cuating to the
substrate.

Adsorption-process of attraction to a surface; attachment; the
retention of foreign molecules on the surface of a substance.

Agglomeration-random attachment of single units to form groups;
formation of masses of pigments; not dispersed.

Aging-remaininng undisturbed.

Asitator-stirrer; mixer.

Air adjusting valve-spray gun valve controlling input air.
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APPENDICE

Air bubble-dry bubble in paint film caused by entrapped air.

Air drying-dries by oxidation or evaporative drying by
Simple exposure to air without heat or catalyst.

Air entraining agents-natural wood resins, fats, inorganic materials
sulfonated  compounds,  and oils for air entrapment in concrete UP

to  10%.

Air entrapment-inclusion of air bubbles in paint film.

Air hose-hose of air Spply Quality, uaually red.

Airjet (sandblasting)-a  type of sndblasting gun in wgich the
abrasive is convesed to the gun by partial vacuum.

Air manifold (pig)-common air supply for several limes.

Air transformer-device for controlled reduction in air pressure.

Air valve-control valve in air line system.

Air volume-quantity of air in cubic feet (usually per minute)
at normal (atmospheric) pressure.

Alcohol-a flammable solvent, miscible with water; alcohols commonly
used in painting are ethyl alcohol (ethanol) and methyl alcohol
(methanol, wood alcohol).

Aldehydes-chemical compounds containing R-CHO grouping.

Aliphatic hydrocarbons-’straight chain’ solvents of low solvent
power, derived from petroleum.

Alkali-caustic;inorganic compounds which release hydroxyl
groups in aqueous media.

Alkyd resins-resins prepared by reacting alcohols and acids,

Alligatoring-surface imperfections of paint having the
appearance of alligator hide.
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APPENDICES

Ambient temperatre-roam temperature or temperature of sur-
roundings.

American gallOn-231 cubic inches.

Amine adduct-anine curing agent combined with a portion of the
resin.

Amines-organic substituted ammonia; organic compounds having an
NH2 group.

Amino resins-those Cantsining reactive NH2 groups.

Amgl phenol resins-particular group of organic film formers.+

Anchor pattern-rofile, surface roghness.

Angle blasting-blast cleaning at angles less than 90 degrees.

Angle or degree (airless spray cap)-orifice angle) controls
width of spray pattern angle.

Anhydride-compound not containing water.

Anhydrous-dry; free of water in any form.

Anion-negatively charged ion.

Annular orifice-circular opening.

Anode-the electrode at which corrosion (oxidation) occurs.

Applicator-one who applies; tool for applying.

Arcing-swinging spray gun away from perpendicular.

Argillaceous-clay containing.

Aromatic hydrocarbons-ring compounds; strong solvents.

Asphalt-residue from distilling Petroleum; also a natural complex
hydrocarbon find in Trinidad, USA and elsewhere.
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Asphalt cut back-asphalt Plus thinner; asphalt soluton; asphalt
coatings formed & dissolving aspait.

.Asphalt emulsion-asphalt dispersion; not a solution; a water
emulsion of asphalt.

Asphalt impregnated-containing absorbed asphalt.

Atomize-break stream into

Aurand Scaler-Properietary

small Particles.

cleaning tool using cutter wheel bundles.

B

Baking finish-finish requiring heat cure.

Banding-identifying with strips of tape.

Barrier-shielding or blocking device.

Base-substrats.

Binder-resin; film former; vehicle.

Bitumen-product of asphalt or coal tar origin.

Bituminous coating-coal tar or asphalt based coating,

Blast angle-angle of  nozzle with reference to surface; also angle
of particle Propelled from wheel with reference to surface.

Blast cleaning-cleaning with propelled abrasives.

Bleaching-removing color.

Bleeder gun-a spray gun with no air valve; trigger controls fluid.
flow only.

Bleeding-surface flotation of color from under coats. 

Blistering-bubbling in dry or Partially dry paint film.

Block coat-(barrier coat or transition Primer)-tie coat (adhesive)
between non-compatible paints.

Blooming-whitening; moisture blush; blushing.
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APPENDICES

Clean surface-one free of contamination.

Coal tar-black residue reminigs after cual is distilled.

Coal tar epoxy paint-paint in which binder or vehicle is combina-
tion of coal tar with epoxy resin.

Coal tar urethane Paint-paint in which binder or vehicle is combi-
nation of coal tar with Polyurethane resin.

Coatings-surface coverings; Paints; barriers.

Coat of Paint-one layer of dry paint, resulting from a single wet
application.

Cobwebbing-Premature drying causing a spider web effect.

Cohesion-Property of holding self together.

Cold-checking--checking caused be low temperature.

Cold-crackinq-cracking occuring at low temperature.

Color dynamics-scientific use of action colors.

Color-fast--non-fading.

Color retention-ability to retain original color,

Commercial bast-see NACE no, 3 in this alphabetical listing.

Compatibility-ability to mix with or adhere Properly to other com-
ponents

Composition-analysis; make-up.

Continuity-degree of being intact or pore free,

Contrast ratio- the co-efficient of reflection of the black surface
area divided by the co-efficient of reflection of the white area,

Converter-that which causes change to different state; catalyst;
curing agent; promoter.

Copolymers-large molecules
of different monomers,

resulting by simultaneous polymerization
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Tit lesheet  Organizat ion List
------------------------------------------ -------

689,

714.

686,

687.

719.

691.

692,

742,

745.

761.

710 .

Move
- - - -

(SET-UP) WORK TABLE IN PAINT AREA AT PAINT   SHOP
SETUP TABLE FOR SHALL PARTS

MIX (MAKE READY) EPOXY PAINT IN FAIL
MIX TWO PART PAINT

Operate

(OPEN+CLOSE) PAINT POT FOR FILLING AND CLEANING AT PAINT AREA
AD TO CLEAN OR FILLING FAINT POT SUB-OF

Prepare
- - - - - - -

(MAKE READY) OPERATGR ON GLOVE AT {PAINT-AREA
GLOUES ARE WORN ONLY DURING FAINTING AND CLEANUP  OF PAINTING EQIOPMENT

(SET-UP) OPERATOR FOR PAINTING AT FAINT-AREA
All SUB-OF 343 FROM ELECTRIC SHOP

(MAKE READY) FLIT COVERFALLS ON OPERATGR AT LOCKER-AREA
GET READY FOR BLASTING

(MAKE READY) PLACE EAR PLUGS IN EAR AT LOCKER

(MAKE READY) PLACE LINER ON

SETUP {ATTACHMENT) SPRAYGUN

HEAD AT LOCKER

FOR PAINTING AT PAINT
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(SET-UP) PAINT POT FOR PAINTING AT PAINT AREA 
THIS INCLUDES CLEANING AND FILLING WITH PAINT

Surface Treat
- - - - - - - - - - - - -

713. (TRANSPORT) PAINT ON DOLLY TO PAINT AREA
PAINT STORED OUTSIDE

721, REMOVE TAPE ON SECTION AT PAINT AREA
MULTIPLY BY NO. OF TAPED AREAS

733, (PAINT) (OBJECT) IN PAINT BOOTH AT PAINTING AREA

734. (PAINT) (OBJECT) IN FAINT BOOTH AT FAINTING AREA

739. (CLEAN) OBJECT IN PAINT OR BLAST BOOTH AT PAINT & BLAST BUILDING
BLOW OFF GRIT &  DIRT WITH AIRHOSE

718. (CLEAN) PAINT POT FOR PAINTING AT PAINT AREA

PAGE 81



PAGE 62



tMOST OPERATION TIME CALUCULATION 

DETAIL/UNIT/PART
- - - - - - - - - - - - - - -

xx STANDARD CODE XX
- - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - -

SUPPLY DEPT.  OFFICEPART NAME

SHIP CLASS

COST CLASS/J08 #

GROUP (UNIT/ZONE)

SUB-GROUP

SUB-SUB-GROUP

HULL 50

TRADE PAINTERS

WORK AREA PAINT BOOTH
 - - - - - - - - - - - - - - -

WORKi ZONE PAINT BOOTH
- -  - - - - - - - - - - - - - - -

WORK CENTRE xx
- - - - - - - - - - - - - - - - - -

ASSET/MACHINE xx
- - - - - - - - - - - - - - - - - -

SUB-ITEM xx
- - - - - - - - - - - - - - - - - -

WORK ORDER xx
- - - - - - - - - - - - - - - - - -

SHEET xx
- - - - - - - - - - - - - - - - - -

APPLICATOR DK
- - - - - - - - - - - - - - - - - -

NW

xx

xx

xx
- - - - - - - - - - - -  

xx
- - - - - - - - - - - - - - - - - -

xx
- - - - - - - - - - - - - - - - - -

xx
- - - - - - - - - - - - - - - - - -

GEN, DRAWING xx
- - - - - - - - - - - - - - - - - -

DET, DRAWING xx
- - - - - - - - - - - - - - - - - -

WORK PACKAGE

OPER. DESCRIPTION

xx

PAINT SUPPLY DEPT, OFFICE

- - - - - - - - - - - - - - - - - - - - - - -  - - - - - - - - - - - - - - - - - - - - - -  - - - - -
DATE 12-AUG-83 ISSUE # 1

- - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - -

Step Method Instruct ion Freq
- - - -  - - - - - - - - - - - - - - - - - - - -  - - - - - - - - - - - - - - - - - - - -  - - - - - - - - - - - - - - - - - - - - - -

1 (MAKE READY OPERATOR  FOR PAINTING ( 770)  01
~ USED ONLY FOR PAINTING IN PAINTING BOOTH
* MULTIPLY BY NO, OF OPERATORS

2 (MAKE READY) 0FERAT0R ON GLOVE ( 691) 1.2

3 (SET-UP) OPERATOR FOR PAINTING ( 692) 1.2
4 TAPE (MAKE READY) SECTION FOR PAINTING WITH MAS( 686) .5

KING TAPE



5
6
7

8

9

10

11

12
13

14

16

17

18

19

20

(739)
(MACH)
(713)

( 7 1 4 )

MIX (MAKE READY)  PAINT IN MIX-CAN AND STRAIN IN( 715)
TO PAINTGUN

# 1 MAN OPERATION
(SET-UP) PAINT POT FOR PAINTING
* 1 MAN OPERATION

(OPEN+CLOSE) PAINT POT FOR FILLING
X 1 MAN OPERATION

PAINT
(PAINT) (OBJECT) IN PAINT BOOTH
X MULTIPLY BY NO., OF FREQUENCIES
.X CAN  BE 1 OR 2 MAN OPERATION

(PAINT) (OBJECT) IN PAINT BOOTH
4 MULTIPLY BY NO. OF FREQUENCIES
* CAN BE 1 OR 2 MAN OPERATION

(PAINT) (OBJECT) IN PAINT BOOTH
* MULTIPLY BY NO. OF FREQUENCIES
$ CAN  BE  1 OR 2 MAN OPERATION

REMOVE SPRAYGUN FOR CLEANING
X 1 MAN OPERATION

(CLEAN) SPRAYGUN FOR PAINTING
X 1 MAN OPERATION

(CLEAN) PAINT FOT FOR PAINTING
X 1 MAN OPERATION

REMOVE TAPE ON SECTION
X 1 MAN OPERATION

( 7 2 7 )

AND CLEANING (717)

(MACH)
( 7 3 2 )

( 7 3 3 )    

( 734 )

( 717)

( 72())

( 718)

( 721)

(REMOVE)  COVEALLS ON OPRATOR AND  PLACE ( 736)
* REMOVE COVERALLS AT END OF BLASTING
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Type of Elemental Percent
Work Time Allowance

- - - - - - - - - - - - - - - - -  - - - - - - - - -  - - - - - - - - -

MANUAL 0.497

INTERNAL ( 0 . 0 0 0 )  

PROCESS TIME 0.543

STANDARD(HRS,/CYCLE) 1.145

PIECES PER CYCLE 1

STANDARD HOURS

Time
Standard

Time

0.000

0 . 0 0 0 )  

0.000

0,000

0.497

0 . 0 0 0

0.643

1.145

1.1





* 719
11 (OPEN+CLOSE) PAINT POT FOR FILLING AND CLEANING( 719)

( 733 )

( 717)

( 718)

( 713)

( 721)

( 736)
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8.1 SUMMARY

691.

672 .

TOTAL TMU 1920.

(SET-UP) WORK TABLE IN PAINT AREA AT PAINT SHOP
PER 1 OFG: 1 18-APR-83

SETUP TABLE FOR SMALL PARTS
OF BEGiNS AT

(MAKE READY)
PER 1 OFG:  1

GLOVES ARE
EQUIPMENT

OF BEGINS AT

PAINT-AREA

OPERATOR ON GLOVE AT {PAINT-AREA
13-APR-83
WORN ONLY DURING PAINTING AND CLEANUP OF PAINTiNG

PAINT-AREA

TOTAL TMU

(SET-UP) OPERATOR FOR P’AINTING AT PAINT-AREA
PER 1 OFG: 1 03-MAR-83

AD SUB-OF’ 343 FROM ELECTRIC SHOP
OP BEGINS AT F-CLEANING

.5408

TOTAL TMU - 1310.
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TOTAL TMU

745. (MAKE READY) PLACE EAR PLUGS IN EAR AT LOCKER
PER 1 OFG: 1 11-AUG-83
OP BEGINS AT LOCKER-AREA

TOTAL TMU

761, (MAKE READY) PLACE LINES ON HEAD AT LOCKER
PER ( 1 OFG: 1 11-AUG-E3
OP BEGINS AT LOCKER-AREA

TOTAL TMU 640.

710. SETUP (ATTACHMENT) SPRAYGUN FOR PAINTING AT PAINT AREA
PER 1 OFG: 1 06-JUN-83

SETUP AIR SPRAYGUN FOR PAINTING WITH CUP
OF BEGINS AT PAINT-AREA

X 1 MAN OPERATION

711, SETUP PAINT POT FOR PAINTING AT PAINT AREA
PER 1 OFG: 1 03-JUN-83

SETUP PAINTING POT FOR AIR SPRAYING 
OF BEGINS AT F-CLEANING

X 1 MAN OPERATION

TOTAL TMU
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OP BEGiNS AT P-CLEANING
X 1 MAN OF’ERATION
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