
































 

   

Control form for procedure 
“Receiving inspection” 
Version 1.0 

 

 
Receiving inspection for plastic profiles 
Inspection frequency: upon delivery (spot checks) 

 

        

Supplier Schuco  Performed by Haris Ibrisic 

Order number   Inspection date  

Order date      

Delivery date      

        

Profile 
code 

Ordered 
length  

Delivered 
length 

Fit in the 
profile 

Appearance/colour Damage 
 

Colour  
Rejects (comments) 

       

       

       

       

       

       

       

       

       

       

       

       

       

       

       

       

       

       

       

 



 

   

Control form for the procedure 
“Receiving inspection” 
Version 1.0 

 

 
Receiving inspection steel profiles 
Inspection frequency: upon delivery (spot checks) 

 

        

Supplier   Performed by Nadir Ibrahimovic 

Order number   Inspection date  

Order date      

Delivery date      

        

Profile 
code 

Ordered 
length 

Delivered 
length 

Fit in the 
profile 

Appearance EN 1461  

> 50 μm 

EN 10346 

> 10 μm 

Rejects (comments) 

        

        

        

        

        

        

        

        

        

        

        

        

        

        

        

        

        

        

        

        

 
Note: 
A delivery report from the supplier is sufficient. A layer thickness must also be specified in it. 
  



 

   

Control form for procedure 2.4 
"Production and intermediate inspection" 
Version 1.0 

 

 
Inspection of sawing machine 
Inspection frequency: 1 time per day 

 

        

Machine no. Pertici SC55  Performed by Ezedin Becirovic 

   Inspection date  

      

        

Date Setting  Actual sawed length  Length  Mitre Notes:  

      

      

      

      

      

      

      

      

      

      

      

      

      

      

      

      

      

      

      

      

      

 
Note: 
Measurement tolerance ± 0.5 mm; in the event of a discrepancy, the sawing machine must be 
calibrated.  



 

   

Control form for procedure 2.4 
"Production and intermediate inspection" 
Version 1.0 

 

 
Inspection of welding machine 
Inspection frequency: at least 1 x per day  

 
        
Machine no. Urban 4 kops 1   Performed by Armin Hasanic 

   Inspection date  

      

 
 
Note: 
With a “not sufficient” result, the welding head must be reset immediately and/or the Teflon sheet must 
be replaced. 
  

 Temperature Teflon sheet Note: sufficient / 
not sufficient 

Initials 

Require-
ment  

247 ± 2 °C  
(see system housing info) 

Clean/not damaged 

Welding 
head 

1 2 3 4 5 1 2 3 4 5 

from             

             

             

             

             

             

             



 

   

Control form for procedure 
"Production and intermediate inspection"  
Version 1.0 

 

 
Inspection of the breaking force according to NEN-EN 514  Always the same T-profile, no 
recessed profile 
Inspection frequency: at least 2 x per week 
(Send welded corners, if necessary, or provide it to the inspector SKGIKOB for checking in the 
SKGIKOB  lab, 2 x per year). 

 
        

Machine no. : 
 

Performed by 
: Mensur 
Suljakanovic 

Profile system : Schuco  
 

Inspection date : 

Profile number : 
 

 

Minimum fracture resistance (F-
min) 

:             80 % =  
 

Profile certificate number : 

 

PVC implementation O  white or light coloured 
O  with PMMA layer 
O  dyed throughout 
O  miscellaneous, i.e.  
 

   

      

 

Mach./button 
no. 

Mirror 
temperature 

approx. start 
grinding 

Fracture limit Fracture 
code 

Result (V/O) 

      

      

      

      

      

 
Note: 
The fracture pattern is determined, after the failure load of the welded corners has been reached.  
 
Note: 
With a “not sufficient” result, the welding head must be reset immediately and/or the Teflon sheet must 
be replaced. 
 
Fracture pattern: 
A: The fracture runs almost entirely through the weld 
B: The fracture runs more than 50% through the weld 
C: The fracture runs approx. 50% through the weld / the profile  
D: The fracture runs less than 50% through the weld 
E: The fracture runs almost entirely alongside the weld. 



 

   

Control form for procedure 
“Final inspection” 
Version 1.0 

 

 
Inspection frequency: at least 2 x per week 

 
        
Project   Performed by Alan Alicic 

Order number   Inspection date  

Position      

        
Terrain I / II / III O built area O unbuilt area     
Height  m       

Burglary-resistant Class 2 yes - no      

System Schüco       

      

Aspect   Requirement  Measured Correct/incorrect 
C/I) 

Measuring accuracy Width mm 1 mm/m mm  

 Height  mm 1 mm/m mm  

 Perpendicularity 
Diagonals 

mm < 3 mm mm  

Steel Available As per 
drawing  

Centre-to-
centre 500 
mm 

mm  

  Condition Hinge side / colour profile  

Appearance Drainage 5 x 25 / Ø 
8 mm 

Flawless / 
clean 

  

 Scratches  None   

 Damage  None   

 Dirty     

 Finishing welded 
corner 

≤ 0.5 mm Flawless / 
clean 

  

  flat Flawless / 
clean 

  

Filling Glass 
mm 

Glass bar 
……… 

Groove / fold                mm  

 Panel 
mm 

Glass bar 
……… 

Groove / fold                mm  

 Glass bar 
assembly 

Mitre/blunt < 0.5 mm < 0.5 mm  

 Glazing profile Table 
system  

Rubber no. ……….  

Anchorage Anchor 200 mm L Centre-to-centre distance 600 mm  

 Screws 200 mm L Centre-to-centre distance 600 mm  

Cover measurement Door / window  Indicated 
system  

8 / 10 mm mm  

Hardware Door / window  Operable Locks According to 
hardware 
manufacturer 

 

Complete Delivery  Grille / glass / panels i.a. Available  

Identification  KOMO sticker   Available on 
product  

Available  

 CE sticker   Performance 
feature 
indicated 

Available  

  



 

   

Calibration list for the procedure 
"Monitoring of the inspection and measuring instruments" 
Version 1.0 

 

 
Roller tape measure, reference angle and callipers 
 
        
Owner of the roller tape mes. Ezedin Becirovic / Sadmir Omercic  

        
Calibration method Comparative measurement with reference roller tape 

measure measurement 
 

        
Validity period  6 months   

        
Storage location Office / plant office  

        
Admissible discrepancy  ± 1.0 mm  

        
        

Date Discrepancy  Approved yes/no    

      

      

      

      

      

      

 
 



 

   

Complaint form for the procedure 
"Registration of complaints and corrective measures" 
Version 1.0 

 
    
Principal   : Form no. : 

Project : Guarantee : yes - no 

Product :   

Spoken with : Material : Plastic 

Order no. :   

Telephone 
number 

: Solution before : (Date)  

 
 
Description of the complaint: 

 

 

 

 

 

 

 

 

 
Solution proposal: 

 

 

 

 

 

 

 

 
  
Customer agrees to solution and implementation  : yes – no 

Written confirmation received on : (Date) 

Completed : (Date) 

  
Costs incurred from completion  : €  

  
Initials of the 
 
 Quality Representative 

: 

 
Original in the project folder: 
Copy: Complaints file  
 Complaints analysis folder 
 



 

   

Reject form for the procedure 
"Processing of rejects" 
Version 1.0 

 
Set up by : Mirel Suljic     

Date :     

Project number :    

     
Subject O Aluminium O Steel O Rubber seals  
 O Plastic O Fittings O Miscellaneous   
  
Rejects regarding : 

  

  

  

  

  

  

  

Rejects due to : 

  

  

  

  

  

  

  

Solution proposal : Repair – replacement – sawing – disposal 

  

  

  

  

  

  

  

Corrective measures  : 

  

  

  

  

  

  

  
  
Costs incurred  : € 

  
New inspection by the 
Quality Representative on 

 
: (Date) 

 
Initials 

 
: 

  

 
 
_________________________________________________________________________ 

 
 
 


