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1.2 apvazgInavasamuilsznoums

Fillpart Engineering (1999) Co.,Ltd. is the manufacturer of jig and checking fixture to the
automotive industry and electronics by the experienced team and modern technologies including the
excellence of delivery and after-sales service. These lead to the acceptance from customers with the
policy of executives that hope to produce the quality products and respond to the customer

satisfaction to the maximum and most completely.



The production of Jigs and checking fixtures of Fillpart consists of designing and use of 5-axis
CNC machine in production. The outputs will be produced in only one production process which
can produce materials of steel, aluminium and epoxy resin. Our operation starts from designing to
delivery. Every step of our work will be finished within Fillpart without any subcontracting. The

procedure can be briefed as follows.

1. The Receipt of Work:We have the experienced marketing
in jig and fixtures which especially can give advice in concept

immediately.

2

31 1.4 dodn Fuam

2. Designing: Our team is experienced in the automotive
industry and electronics as well as 3D design which is easy to

monitor the details in virtual reality.

2

31 1.5 {10819 CHECKING FIXTURE

@

‘lJﬁ 1.6 §79819 CHECKING FIXTUREQ34

3. Production: We focus on the modern and precise
machinery by using 5 axis CNC machine in production

4 leading to be precise and time-saving.

317 1.7 1509 CNC DMG 5 AXIS




i —
| 5 w4 Measurement :We use the standard and highly precise
4

7 " measuring instruments such as CMM and measure work with

o AUTO CHECK compared to CAD FILE 3D which can save

Fl time and get the precision

31 1.8QC FuuAI18 FARO ARM

_Y

Brown&Sharpe 2.5 pm /250 mm.

Faro Arm 24 um / 2400 mm.

317 1.9 AJA 118 UKAS Certified

The management system of Fillpart is certified the

international standards of 9001/2000 by AJA Registrars Ltd.

Therefore, we emphasize that "how we should do to make our
jigs and fixtures have the quality and precision which are
demanded by every customer group of automotive industry"
We use the pattern of large organizations in management such
as the kanban production system, the follow-up project. The
operational results will be reported to customers periodically
resulting in the customer's benefit, time and cost reduction in
following up the work of customers. The after-sales service

and warranty must be satisfied to customer.
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2.1CNC Milling Machining Center
15230 CNC Milling Machining Center
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areas. Edit the drive method to specify the cut pattern.

Recommended for finishing specific areas.
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