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Control Plan Category Key Contact Name Date (Orig) Date (Rev) Page 1
JPrototype [x Ipre-Launch | JProduction GARCIA, ABRIL 22-Nov-2014 21-Jun-2021

Control Plan Number: Key Contact Phone Customer Engineering Approval (If Req'd) Date (If Req'd)

[CONN-SEAL-PLR-CABLE.SEAL-CPA-RETAINER-AUTOFLEX 261 +52 844 4115500

Part Number: Ecl Supplier / Plant Approval / Date Customer Quality Approval (If Req'd) Date (If Req'd)

(Delphi:15514473) (Delphi:06) GARCIA, ABRIL 21-Jun-2021

Part Name / Description
(Delphi:ASM CONN 16 F OCS 1.5 BLK SLD )

Other supplier approval by (If Req'd)

[Other Approval (If Req'd)

Date (If Req'd)

[Supplier / Plant
Delphi Packard Plant 98 MEXICO

|Supp|ier Code

Other Approval Date (If Req'd)

Core team Members
GARZA, RAQUELINE V +52 844 4115500 CHAVARRIA, VICTOR +52 844 4115500 ORTIZ, DIEGO ARMANDO +52 844 4115500 RAMIREZ, FABIAN HORACIO +52 844 4115500

Manufacturing plant maintains listing of all Gage Numbers

Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig > o oduct / Process) Evaluation / )
! s § ! ! Char. Reaction PI
Proc # | Operation description Tools For Mfg.  INo Product Process Claasrs Specification / Measurement SaSimZ;;Ie Sggple Control Method eaction Flan
Tolerance Technique a-
(D) -VISUAL
IINSPECTION TO
ERIFY THE
[CONTAINER
ICONDITION
ﬁ\j(:s(;r?eilél':'\‘lgl\\j,\{ORK RED TAG/ SORT/
RECEIVING HANDLING [RETURN MATERIAL TO
10 MATERIAL IN DOCKS NO SUSPECT MATERIAL MATERIALWI MANUALLY EACH CONTAINER EACH CONTAINER MATERIALS SUPPLIER, SCRAP
DEPARTMENT MATERIAL (IF APPLY )
INSPECTS AND
ISEGREGATE DAMAGE
MATERIAL -
INSPECTION BY
INCOMING
INSPECTION
[(P) -CLOSED
(CONTATER AND BOX IReD TAG/ SORT/
NO DAMAGED HANDLING RETURN MATERIAL TO
10.1 [COMPONENT MATERIALWI MANUALLY EACH CONTAINER EACH CONTAINER ERIFY CONTAINER SUPPLIER, SCRAP
OR BOX IN GOOD MATERIAL (IF APPLY )
[CONDITION -VISUAL
JAID DISPLAYED
D) -VISUAL
IINSPECTION TO
ERIFY THE
[CONTAINER
ICONDITION
(N OROING WORK IReD TAG/ SORT/
10.11 NO DAMAGED MATERIAL HANDLING MANUALLY EACH CONTAINER EACH CONTAINER MATERIALS RETURN MATERIAL TO
MATERIALWI DEPARTMENT SUPPLIER, SCRAP
MATERIAL (IF APPLY )
INSPECTS AND
ISEGREGATE DAMAGE
MATERIAL -
INSPECTION BY
INCOMING
INSPECTION
MATERIAL
OIFSL'\';&ITI_:ENRSlKECTION SEGREGATE, NOTIFY
RECEIVED TO VERIEY| (P) VISUAL ITO SUPERVISOR,
PHYSICAL IZERO EACH SHIPPING [INSPECTION AGAINST [GENERATE
20 CONTAINER I'DENTIFIED MATERIAL PROBLEMS / IVISUAL / SCANNER EACH CONTAINER RECEIVED MANIFEST DISCREPANCY AND
CONDITION AND MANIFEST JACCORDING TO ISEND MATERIAL TO
WORK INSTRUCTION [INCOMING
(COMPARE AGAINST
MANIFEST INSPECTION to GIVE
DISPOSITION.
MATERIAL
(P) VISUAL SEGREGATE, NOTIFY
IINSPECTION AGAINST [TO SUPERVISOR,
MANIFEST AND GENERATE
20.1 I'DENTIFIED MATERIAL ?’EggLEMS IVISUAL EACH CONTAINER Eég:l\slgg’PlNG MATERIAL IS DISCREPANCY AND
ISEGREGATED ISEND MATERIAL TO
JACCORDING THE INCOMING
ORK INSTRUCTION [INSPECTION to GIVE
DISPOSITION.
(P) VISUAL NOTIFY TO
MATERAL NOT ZERO EACH SHIPPING INSPECTIONWITH  [SUPERVISOR;
20-11 MISSING. PROBLEMS |VISUAL / SCANNER FACH MANIFEST RECEIVED MANIFEST, GENERATE
DISCREPANCY IS DISCREPANCY.




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process Claasrs Specification / Measurement Szingle Sggple Control Method eaction Flan
Tolerance Technique a-
GENERATED
ACCORDING THE
ORK INSTRUCTION -
ISCANNING
D) VISUAL
|InsPecTION TO
o e SEGREGATE AND
NOT DAMAGE (CONDITION [Ny FD MATERIAL,
CONTAINER (NOT ZERO EACH SHIPPING ACCORDING WORK g joepyiSOR: To SEND
20.12 FLAT, NOT CR S LEMS ISUAL EACH CONTAINER A oy [nsTrRUCTION - R Ay
PERFORATED AND MATERIALS INSPECTS [V/ATER VR
NOT HIT) AND SEGREGATE
INSPECTION to GIVE
DAMAGE MATERIAL - [NSPECTION
INSPECTION BY :
INCOMING
INSPECTION
(D) VISUAL
INSPECTION
L ero [ACCORDING TO MATERIAL
O LEMS / ORK INSTRUCTION |SEGREGATE, NOTIFY
AND MATERIAL IS [TO SUPERVISOR, To
20.13 MATERIAL WITH LIST OF VISUAL / SCANNER EACH CONTAINER EACH SHIPPING SEGREGATED TO BE |SEND MATERIAL TO
QUALITY ALERT MATERIAL FOR RECEIVED
IIEheAARN SORTED OR INCOMING
e RETURNED TO THE  [INSPECTION to GIVE
SUPPLIER QUALITY  |DISPOSITION.
ALERT LIST FOR
SUSPECT MATERIAL
(D) VISUAL
IinsPecTION TO
ERIFY THE
CONTAINER
L ero CONDITION MATERIAL
o LEMS / ACCORDING WORK ~ [SEGREGATE, NOTIFY
PROBLE ACH SHIPPING INSTRUCTION - TO SUPERVISOR, To
0.14 NO DAMAGED MATERIAL VISUAL / SCANNER EACH CONTAINER MATERIALS ISEND MATERIAL TO
MATERIAL FOR RECEIVED
IIEhCAARN DEPARTMENT INCOMING
G INSPECTS AND INSPECTION to GIVE
SEGREGATE DAMAGE |DISPOSITION.
MATERIAL -
INSPECTION BY
INCOMING
INSPECTION
NOTIFY TO
CHECK OF THE CORRECT QUANTITY OF (P) WORK EEEEEEX'TSSR;
AMOUNT OF RAW SAMPLES IN CONTAINERS |NO MISSING ZERO EACH SHIPPING [inTruCTION ,
25 IMATERIAL IN PARTS RECEIVED FOR MATERIAL [VERIFICATION PROBLEMS ISUAL / MANUAL L CONTAINER RECEIVED OPERADOR (D) DISCREPANCY: SEND
UNIQUE BOUGHT OF BUYED PARTS. CERTIFICATE
INCOMING
INSPECTION.
(P) WORK SUPERVISOR;
[nsTRUCTION FOR  [SURERVISOR:
LOAD MATERIAL IN ZERO EACH SHIPPING MATERIALS ,
B0 foVarEm (SAPIOAS) NO MISSING LOAD R LEMS ISUAL / MANUAL 1 CONTAINER EACH ol WATERIALS DISCREPANCY; SEND
MATERIAL TO
ISCANNING OF THE
MATERIAL INCOMING
INSPECTION.
MOVE MATERIAL
SUPERMARKET AREA SUPERVISOR:
OR MATERIAL ZERO EACH SHIPPING (P) -OPERATOR ,
o O T e NO DAMAGED MATERIAL LR NS ISUAL / MANUAL 1 CONTAINER A ot (F).OFE DISCREPANCY; SEND
QUALITY ALERT TO
INCOMING INCOMING
PSS INSPECTION.
NOTIFY TO
] o oreeon [oe
ZER EACH SHIPPIN METHOD - ,
40.1 NO MIXED MATERIAL LR NS ISUAL / MANUAL 1 CONTAINER A ot VETOD e DISCREPANCY; SEND
R MATERIAL TO
INCOMING
INSPECTION.
MOVE MATERIAL (o) WORK NOTIFY TO
SUSPECT OR UNDER SUPERVISOR;
41 [QUALITY ALERT TO NO MIXED MATERIAL ZERO VISUAL / MANUAL 1 CONTAINER FACH SHIPPING [NSTRUCTION FOR - ENERATE
PROBLEMS RECEIVED MATERIALS _
INCOMING A DISCREPANCY; SEND
INSPECTION AREA MATERIAL TO




Characteristics

Methods

Part/ Process Name / Machine, Device, Jig Special Product / Process| Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process Claasrs Specification / Measurement Szingle Sggple Control Method eaction Flan
Tolerance Technique a-
INCOMING
INSPECTION.
NOTIFY TO
[P WORK SUPERVISOR;
GENERATE
ZERO EACH SHIPPING IinsTrRuCTION FOR ,
41.1 NO DAMAGED MATERIAL O LEMS ISUAL / MANUAL 1 CONTAINER A v TEInLS DISCREPANCY; SEND
A MATERIAL TO
INCOMING
INSPECTION.
MATERIAL 1S
MATERIAL ARE ORRECT 7ERO DEFECTS fﬁ)s;;gg#%N By IDENTIFIED TO
o [NsPECTEDIN et VPS / ISUAL. MANUAL ACCORDING ACCORDING Avpstibics DISPOSITION, RETURN
INCOMING R ron PRODUCT : INSTRUCTION INSTRUCTION RO MATERIAL AT
INSPECTION AREA DRAWING. NSoeeN® | REA  |SUPPLIER OR SEND TO
ISUPER MARKET AREA.
(D) VISUAL
INSPECTION TO
ERIFY THE
CONTAINER
(CONDITION MATERIAL IS
7ERO DEFECTS ACCORDING WORK  [IDENTIFIED TO
NO DAMAGED VPS / ACCORDING ACCORDING [nsTrUCTION - DISPOSITION, RETURN
(#2.11 NO DAMAGED MATERIAL  {-onTAINER PRODUCT ISUAL, MANUAL INSTRUCTION INSTRUCTION MATERIALS INSPECTS [MATERIAL AT
DRAWING. AND SEGREGATE _ [SUPPLIER OR SEND TO
DAMAGE MATERIAL - |SUPER MARKET AREA.
ISUAL AID
DISPLAYED -
INSPECTION BY
INCOMING INSPECTIO
MATERIAL 1S
7ERO DEFECTS (D) WORK lioEnTiFiED TO
VPS / ACCORDING ACCORDING InsTRuCTION FOR  [DISPOSITION, RETURN
(#2.13 NO DAMAGED MATERIAL PRODUCT ISUAL, MANUAL INSTRUCTION INSTRUCTION MATERIALS MATERIAL AT
DRAWING. OPERATOR ISUPPLIER OR SEND TO|
ISUPER MARKET AREA.
MATERIAL 1S
QLEE:’Q:}:&EITC\)NNESEN ZERO DEFECTS [ SUAL MANUAL, OPTIC (D) VERIFICATION  [IDENTIFIED TO
214 CATTRIBUTES AND VPS / AL ACCORDING ACCORDING ACCORDING THE DISPOSITION, RETURN
: MENSIONS) WHEN PRODUCT D oR INSTRUCTION INSTRUCTION DRAWING VISUAL  |MATERIAL AT
PP DRAWING. P [nsPeECTION SUPPLIER OR SEND TO|
: ISUPER MARKET AREA.
(P) cLOSED MATERIAL 1S
MATERIAL
s, o
" MOVED RAMPS OR VPS / ACCORDING ACCORDING *
3 NO MIXED MATERIAL ISUAL, MANUAL ERIFY CONTAINER [MATERIAL AT
MNC IS SCRAPED OR PRODUCT INSTRUCTION INSTRUCTION
o 2 G OR BOX INGOOD ~ |SUPPLIER OR SEND TO
A : CONDITION -VISUAL ~ |SUPER MARKET AREA
[AID DISPLAYED (sHoP sTOCK).
MATERIAL 1S
CORRECT LABEL VPS / ACCORDING ACCORDING (P) WORK :
(3.1 (CORRECT MATERIAL - libENTIFICATION PRODUCT ISUAL, MANUAL INSTRUCTION INSTRUCTION IinsTrucTION MATERIAL AT
A SUPPLIER OR SEND TO|
: ISUPER MARKET AREA
(sHOP sTOCK)
ZERO DEFECTS (P) WORK
STORE MATERIAL IN
VPS/ ACCORDING ACCORDING InstrRucTiIONFOR  [RED TAG, SORT,
R oA [CORRECT MATERIAL PRODUCT |VISUAL, MANUAL INSTRUCTION INSTRUCTION MATERIALS ISCRAP (IF APPLY)
DRAWING. OPERATOR
ZERO DEFECTS (P) WORK
VPS / ACCORDING ACCORDING InstrRucTiIONFOR  [RED TAG, SORT,
°0-1 NO DAMAGED MATERIAL PRODUCT ISUAL, MANUAL INSTRUCTION INSTRUCTION MATERIALS ISCRAP (IF APPLY)
DRAWING. OPERATOR
ZERO DEFECTS (P) OPERATOR
CORRECT VPS / ACCORDING ACCORDING METHOD STORE -SAP [RED TAG, SORT,
°0.12 [CORRECT MATERIAL MATERIAL STOCK PRODUCT ISUAL, MANUAL, SAP IiNsTRUCTION INSTRUCTION SYSTEM -MAP OF  [SCRAP (IF APPLY)
DRAWING. LOCATION
E— ZERO DEFECTS (P) OPERATOR
VPS/ ACCORDING ACCORDING METHOD STORE -SAP [RED TAG, SORT,
50.13 [CORRECT MATERIAL Fluirin PRODUCT |VISUAL, MANUAL, SAP [I\iSTRUCTION INSTRUCTION SYSTEM -MAP OF  |[SCRAP (IF APPLY)
DRAWING. LOCATION
PRINT SHIPPING (D) -VISUAL
LABELS AND CORRECT LABEL PACKING INSPECTION BY
60 [PROCESS CARD R OPERATOR  [MANUALLY EACH SET UP EACH SET UP MATERIALS (p) RED TAG/SCRAP
IACCORDING TO THE METHOD OPERATOR -WORK

REQUERIMENTS

INSTRUCTION




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig PP oduct / Procesy) Evaluation / .
; e/ : +Jig] Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
(D) VISUAL
PACKING linsPecTION BY
60.1 MATERIAL SCANNED OPERATOR  [MANUALLY EACH SET UP EACH SET UP T ALS
METHOD OPERATOR
PACKING (D) VISUAL
60.2 MATERIAL SCANNED NO DAMAGED OPERATOR  [MANUALLY EACH SET UP EACH SET UP [NSPECTION BY RED TAG/SCRAP
LABEL AN MATERIALS
OPERATOR
MOVE SHIPPING B ACKING (P) OPERATOR
LABELS TO WORK METHOD -D- VISUAL
10 lRTioN (wien NO MIXED LABELS OPERATOR  [MANUALLY EACH LABEL EACH SET UP [METHOD D VS RED TAG/SCRAP
APPLY) SERVICE OPERATOR
ACKING (P) OPERATOR
NO MISSING METHOD -D- VISUAL
70.1 o oING BEL OPERATOR  [MANUALLY EACH LABEL EACH SET UP [ramao D Vs RED TAG/SCRAP
SERVICE OPERATOR
ACKING (P) OPERATOR
70.11 NO DAMAGED OPERATOR  [MANUALLY EACH LABEL EACH SET UP METHOD -D- VISUAL - loen Tag/scRrAP
LABEL A |insPeCTION OF
SERVICE OPERATOR
BUILD THE KIT () -OPERATOR ADJUST AS
IACCORDING TO THE OPERATOR KIT - INECESSARY/ RED TAG
B0 REoUREMENTS CORRECT TOOL AR MANUALLY EACH SET UP EACH SET UP METHOD ()= |S70p proCESS (F
(WHEN APPLY) APPLY)
ADJUST AS
CORRECT RAW OPERATOR KIT (P) -OPERATOR INECESSARY/ RED TAG
80.1 CORRECT MATERIAL CORRECT OPERATS MANUALLY EACH SET UP EACH SET UP (F) OPES oD PROCESS (IF
APPLY)
S ADJUST AS
OPERATOR KIT (P) -OPERATOR INECESSARY/ RED TAG
80.12 MATERIAL AN MANUALLY EACH SET UP EACH SET UP (F) OPc! TP PROCESS (F
lioEnTIFICATION areLvy
ADJUST AS
OPERATOR KIT (P) -OPERATOR INECESSARY/ RED TAG
80.13 NO MIXING MATERIAL WA MANUALLY EACH SET UP EACH SET UP () O TOP PROCESS (F
APPLY)
S ADJUST AS
OPERATOR KIT (P) -OPERATOR INECESSARY/ RED TAG
80.14 OPERATOR AR MANUALLY EACH SET UP EACH SET UP (F) O STOP PROCESS (IF
METHOD aPoLv)
TO REQUEST ADIUST AS
SHIPPING LABEL
CORRECT LABEL OPERATOR KIT (P) OPERATOR INECESSARY/ RED TAG
65 |[FROMKIT PART [CoRRECT 1 PR AT MANUALLY EACH LABEL EACH SET UP () O S Top PROCESS (F
NUMBER (WHEN aroLy)
APPLY)
MOVE MATERIAL,
AND TOOL FROM
ADJUST AS
KIT'S CENTER TO (P) USE OF CAR FOR
o0 ORK STATION NO DAMAGED MATERIAL o ERAR R KIT IvanuALLY EACH SET UP EACH SET UP TRANSPORTATION - g%FE,SPSR%?géSRSEgFT AG
IACCORDING TO THE OPERATOR METHOD [S1OR ]
REQUIREMENTS
(WHEN APPLY)
MOVE MATERIAL,
PACKING MATERIAL
AND TOOL OF THE ADJUST AS
P) USE OF CAR FOR
100  [P/N CHANGE FROM NOT DAMAGED MATERIAL OPERATOR KIT o\ ANUALLY EACH MATERIAL KIT EACH CHANGE OF SET UP|TRANSPORTATION -  [NECESSARY/ RED TAG
ORK STATION TO METHOD o o [sTOP PROCESS (F
KIT'S CENTER OR APPLY)
PACKING CAR (WHEN
APPLY)
TRANSFER MATERIAL
FROM
SUPERMARKET AND ADJUST AS
HANDLING (P) -OPERATOR
ISHOP STOCK SLOCK ACCORDING INECESSARY/ RED TAG
105 | 300k 1 To WP NO MISSING SCANN MATERIAL UIDE [MANUALLYISCANN EACH CONTAINER/BOX  [RECTROINE o METHOD -SCANNING (S 55220 ¢ (1
ISLOCK (SLOCK 2) IN : APPLY)
SAP/QAS SYSTEM
(SCANNING)
NOT START OR STOP
L ANDLING PRODUCTION RUN;
. ACCORDING (P) -OPERATOR NOTIFY TO
105.1 Correct Material MATERIAL UIDE [MANUALLYISCANNIVISUALIEACH CONTAINERIBOX — [oeo0Rp U v o o SUPERVISOR:
: SEGREGATE AND

IIDENTIFY MATERIAL




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig > o oduct / Process) Evaluation / )
! L ! M Char. Reaction PI
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
P) USE OF CAR FOR
:\:AROS/’\% COMPONENT ITRANSPORTATION -
SUPERMARKET, HANDLING VERIFY CONTANER.  [ADIUST AS
PARTS PURCHASED JACCORDING NECESSARY/ RED TAG
110 SHOP STOCK AND NO DAMAGED MATERIAL MP;TERIAL UIDE [MANUALLY/VISUAL EACH CONTAINER/BOX REQUIREMENTS SSQ“ZES:)NEJ(L%’:‘T STOP PROCESS (IF
MOLDING SHOP : IAPPLY)
lOF STACK MATERIAL
STOCK AREATO
ORK STATION IS INDICATED TO
ISERVICE
HANDLING DIUST AS
JACCORDING (P) -SERVICE NECESSARY/ RED TAG
110.1 NO MIXED MATERIAL MAITERlAL UIDE [MANUALLY/VISUAL EACH CONTAINER/BOX REQUIREMENTS (OPERATOR METHOD [STOP PROCESS (IF
) IAPPLY)
HANDLING DJUST AS
JACCORDING (P) -SERVICE NECESSARY/ RED TAG
110.11 [CORRECT MATERIAL MAlTERlAL UIDE [MANUALLY/VISUAL EACH CONTAINER/BOX REQUIREMENTS (OPERATOR METHOD |STOP PROCESS (IF
: IAPPLY)
NO DAMAGED [OPERATOR KIT [TRANSPORTATION IN [NECESSARY/ RED TAG
140 gSL\IgQ:\L\IESSEI‘:I—RAC')?MEA CONTAINER METHOD MANUALLY/VISUAL EACH CONTAINER/BOX EACH CONTAINER/BOX CARS -OPERATOR STOP PROCESS (IF
METHOD IAPPLY)
ITO WORK STATION
(P) CONTAINER MUST
l\BllEA'f':ELFEI/;,;‘_ §Y NOT START OR STOP
140.1 NOT DIRTY OPERATOR KIT MANUALLY/VISUAL EACH CONTAINER/BOX EACH CONTAINER/BOX [OPERATOR BEFORE PRODUCTION RUN;
ICONTAINER METHOD NOTIFY TO
BE USED ACCORDING SUPERVISOR
ITO THE OPERATOR
METHOD
(P) CONTAINER MUST
BE CLEAN BY
ICORRECT [OPERATOR KIT MATERIAL S /I:EJCLIJESSE'/:IEY/ RED TAG
140.11 MANUALLY/VISUAL EACH CONTAINER/BOX EACH CONTAINER/BOX [OPERATOR BEFORE
ICONTAINER METHOD STOP PROCESS (IF
BE USED ACCORDING IAPPLY)
ITO THE OPERATOR
METHOD
MOVE FINISHED
GOOD FROM IADJUST AS
IINCOMPLETE [OPERATOR KIT NECESSARY/ RED TAG
145 CONTAINER AREA TO [CORRECT QUANTITY METHOD MANUALLY/VISUAL EACH CONTAINER/BOX EACH CONTAINER/BOX -OPERATOR METHOD STOP PROCESS (IF
ORK STATION IAPPLY)
(WHEN APPLY)
NOT START OR STOP
PRODUCTION RUN;
INOTIFY TO
ERIFICATION OF
IZERO (D) VERIFICATION OF [SUPERVISOR;
150 f/lliTN-LLj'I:ABC‘frURING NONE ICORRECT SET UP PROBLEMS ISUAL JACCORDING TO ROUTINE JACCORDING TO ROUTINE SET-UP ROUTINE SEGREGATE AND
IIDENTIFY MATERIAL
INOT CONFORMANCE
(OR SUSPECT.
NOT START OR STOP
7ERO DEFECTS ER‘?:?:‘\J(CTT'ON RUN;
PRODUCT (P) -MANUFACTURING SSPERVISOOR
INO MISSING - H
150.1 METHOD DRAWING / VPS [VISUAL JACCORDING TO ROUTINE JACCORDING TO ROUTINE linsPECTION SEGREGATE AND
OPERATOR
METHOD IDENTIFY MATERIAL
INOT CONFORMANCE
OR SUSPECT.
NOT START OR STOP
IZERO PRODUCTION RUN;
PROBLEMS / NOTIFY TO
ICORRECT STATUS (OPERATOR (P) -MANUFACTURING |[SUPERVISOR;
150.2 OF METHOD METHOD / IVISUAL JACCORDING TO ROUTINE JACCORDING TO ROUTINE liNnsPeCTION SEGREGATE AND
PROCESS IDENTIFY MATERIAL
LETTER. NOT CONFORMANCE
OR SUSPECT.
NOT START OR STOP
PRODUCTION RUN;
IZERO INOTIFY TO
PROBLEMS/ (P) -MANUFACTURING |SUPERVISOR;
150.3 METHOD RELEASED, OPERATOR IVISUAL JACCORDING TO ROUTINE JACCORDING TO ROUTINE linsPECTION SEGREGATE AND
METHOD. IDENTIFY MATERIAL
NOT CONFORMANCE
(OR SUSPECT.
MATERIAL BETWEEN ZERO [(P) OPERATOR NOT START OR STOP
150.4 SPECIFICATIONS PROBLEMS / IVISUAL JACCORDING TO ROUTINE JACCORDING TO ROUTINE METHOD PRODUCTION RUN:




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
(ATTRIBUTES AND OPERATOR NOTIFY TO
DIMENSIONS) (WHEN METHOD. SUPERVISOR;
APPLY) SEGREGATE AND
IDENTIFY MATERIAL
INOT CONFORMANCE
OR SUSPECT.
NOT START OR STOP
PRODUCTION RUN;
7ERO DEFECTS FRopUcT
PRODUCT (P) OPERATOR SUPERVISOR;
150.5 CORRECT MATERIAL NO TOOL DAMAGED DRAWING / ISUAL ACCORDING TO ROUTINE [ACCORDING TO ROUTINE [(F) OPER SR SOR o
OPERATOR
WA IDENTIFY MATERIAL
INOT CONFORMANCE
OR SUSPECT.
NOT START OR STOP
PRODUCTION RUN;
[ERODEFECTS (P) OPERATOR NOTIFY TO
NO EQUIPMENT METHOD SUPERVISOR;
150,51 A vavi DRAWING | ISUAL ACCORDING TO ROUTINE |ACCORDING TO ROUTINE [VETHOD - [SURERVISOR: o
A SET-UP ROUTINE IDENTIFY MATERIAL
INOT CONFORMANCE
OR SUSPECT.
NOT START OR STOP
L £ro DEFECTS PRODUCTION RUN;
PRODUCT (P) OPERATOR SUPERVISOR
CORRECT :
150.6 CORRECT MATERIAL  [CORRECT DRAWING | ISUAL ACCORDING TO ROUTINE |ACCORDING TO ROUTINE [() OPER R, D
WA IDENTIFY MATERIAL
INOT CONFORMANCE
OR SUSPECT.
ZERO DEFECTS
PLACE SHIPPING PRODUCT
160  |LABEL ON NO MISS ID CORRECT LABEL ID DRAWING/  [VISUAL/MANUALLY EACH CONTAINER EACH MOV. MATERIAL f\';%f: CRATOR e ;Qﬁ'FSA%';E)
CONTAINER/BOX OPERATOR
METHOD
ZERO DEFECTS (0) MANUFACTIRING
PRODUCT |insPecTION - Q.C
160.11 Mo MAGED DRAWING/  [VISUAL/MANUALLY EACH CONTAINER EACH MOV. MATERIAL  [FINAL VERIFY -VPS IN |32 ;Qﬁ'FSA%';E)
OPERATOR SHIPPING LABEL
METHOD PRINTING
ZERO DEFECTS
PRODUCT (D) 0.C FINAL
160.12 S OF LABEL DRAWING/  [VISUAL/MANUALLY EACH CONTAINER EACH MOV. MATERIAL  |INSPECTION e ;Q&i%ﬁk)
OPERATOR OPERATOR METHOD
METHOD
cArD TO0L \owroncwore  |oorrect e s e
162  [MACH.COMPONENTS|BAR READ VISUAL/BAR READ ACCORDING OF METHOD JACCORDING OF METHOD SUPERVISOR,
METHOD SHIPPING LABEL OPERATOR ITH ELECTRONIC
lio opERATOR AND CORRECT FAILURE
e METHOD DETECTION
ZERO
Froacns roreion oo
162.1 lioEnTiFICATION OF VISUAL/BAR READ ACCORDING OF METHOD JACCORDING OF METHOD SUPERVISOR,
NEST/TOOL METHOD / WITH ELECTRONIC |- 0pRECT FAILURE
PRODUCT DETECTION
DRAWING
K OnPoNE ZERO I\PA_E?EEO%A-TS%iNlNG NOTIFY TO
162.2 COMPONENT RO s [VisuaLBAR READ ACCORDING OF METHOD |ACCORDING OF METHOD [iETHOP SCANING  IsupervisOR,
lioEnTIFICATION CORRECT FAILURE
DETECTION
(P) D) L.
L ero M’Q'TNHng';NCE PROCESS ADJUST/
. QUALITY
PLACE RAW PROBLEMS / EACH BEGINNING AND  |INSPECTION 3 RED TAG/SORT/
170 [MATERIALS INTO THE NO DAMAGE CONNECTOR VISUAL/BAR READ TWICE FOR SHIFT : ISCRAP (IF
OPERATOR AFTER LUNCH MANUFACTURING
HOPPER IAPPLY)INOTIFY TO
METHOD. INSPECTION ARSI
4 CONVEYOR BELT
DESIGN
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & EESCT'?SG%%L%’/ST’
PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN . (D)
170.1 NOT DAMAGED PLR ronets ! isuaUMANUALLY TWICE FOR SHIFT e oG PASSWORD (b)) [SCRAP (IF
METHOD TOOLING SCAN - (D) [APPLY)/NOTIFY TO
: SUPERVISOR

INCOMING MATERIAL
INSPECTION AREA




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
(P) . OPERATOR
b ero METHOD 2. QUALITY |PROCESS ADJUST/
INSPECTION 3. RED TAG/SORT/
170.11 o ECTOR MISSING gﬁggkﬁgg’ ISUAL/MANUALLY TWICE PER SHIFT [ACHSFOIMMNG AND incoming ISCRAP (IF
AN INSPECTION 4. RAW  JAPPLY)/NOTIFY TO
: MATERIAL IS SUPERVISOR
ISCANNED
(P) (P) L. OPERATOR
METHOD 2. QUALITY
CORRECT COMPONENT ZERO oo ;Egﬁiﬁ%ﬁ#sw
170.2 [INTO THE INCORRECT PROBLEMS/ /151 )AL IMANUALLY TWICE PER SHIFT EACH BEGINNING AND  [\\SpECTION 4. RAW  [SCRAP (IF
HOPPER (RAW MATERIAL OPERATOR AFTER LUNCH |
MIXED) AR MATERIAL IS IAPPLY)/INOTIFY TO
: SCANNED 5. ROBOT ~ [SUPERVISOR
ISION SYSTEM 6.
TOOLING DESING
(F) (P) OPERATOR
METHOD- RELEASE
(CHECKLIST BY
NOT CONTAMINATED ZERO MANUFACTURING- EESCT%%%%]TU/ST/
COMPONENTS ,FOREIGN PROBLEMS / EACH BEGINNING AND  |PREVENTIVE
1703 MATERIAL (FOOD, OIL, OPERATOR ISUALIMANUALLY [TWICE PER SHIFT [AFTER LUNCH IMAINTENANCE PLAN, igsx) /(lilFOTIFY 0
DUST, ETC) METHOD. FINISHED GooDs  [APPLYINOT
CONTAINERS IN
ENCLOSED AREA
DURING PROCESSING
[ ero PROCESS ADJUST/
(D) (D) ANDON RED TAG/SORT/
170.4 [CORRECT QUANTITY OF PROBLEMS/ /15 AL/MANUALLY TWICE PER SHIFT EACH BEGINNING AND oy srEMm - PRESENCE [SCRAP (IF
RAW MATERIAL OPERATOR AFTER LUNCH
OPERATS SENSOR IAPPLY)/INOTIFY TO
: SUPERVISOR
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & R ST
PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN . (D)
170.5 NOT DAMAGE SEAL PRoBLENS ISUAL/MANUALLY TWICE PER SHIFT A B G PASSWORD (0] i(P:ELA;/(’LFO I
METHOD. TOOLING SCAN - (D)~ [aF PEMOTHE
[ncomiNG MaTERIAL
INSPECTION AREA
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & i vetaceadl
PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN . (D)
170.6 NOT DAMAGE CABLE SEAL] o omnoe! [ViIsuALMANUALLY TWICE PER SHIFT R oG PASSWORD (M) igsfgl(’% evro
METHOD. TOOLING SCAN - (0)  [oEPEDOTE
[ncominG waTERIAL
INSPECTION AREA
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & ;Egﬁiﬁ%ﬁ%’fﬂ
PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN . (D)
170.7 NOT DAMAGE CPA ronete VisuaUMANUALLY TWICE PER SHIFT R LG PASSWORD (0] igsfgl(’% evro
METHOD. TOOLING SCAN - (0)  [oEPED o7
[ncoMING MATERIAL
INSPECTION AREA
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & ;ESCT';SG?S%[E%ST/
PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN . (D)
170.8 NOT DAMAGE RETAINER PRoBES ! [visuaumanuaLLY TWICE PER SHIFT A B G PASSWORD (b) igFFfLAg/(’LFO o
METHOD. TOOLING SCAN - (0)  [aFPED T
[ncoMING MATERIAL
INSPECTION AREA
(D) (D) 1.
COMPONENTS MAINTENANCE PROCESS ADJUST/
ZERO METHOD 2. QUALITY
[TRANSPORTATION PROBLEMS / EACH BEGINNING AND  |INSPECTION 3 RED TAG/SORT/
175  |FROM FEEDER NO DAMAGE CONNECTOR ISUAL/BAR READ TWICE PER SHIFT : ISCRAP (IF
OPERATOR AFTER LUNCH MANUFACTURING
ISYSTEM TO FIELD OF IAPPLY)/INOTIFY TO
5 ETHOD. INSPECTION O PERVISOR
4 CONVEYOR BELT
DESIGN
(P) (P) CONVEYOR
ZERO GUIDES DESIGN (P) ;Egﬁiﬁ%ﬁjﬁsw
DAMAGE CONNECTOR PROBLEMS / EACH BEGINNING AND  |MAINTENANCE
175.001] (DIFFERENT SIDES) OPERATOR ~ [V/SUAL/BAR READ TWICE PER SHIFT AFTER LUNCH METHOD ON iggﬁf’) S TEY o
METHOD. CONFIGURATION ARSI

BRUSHES (D)QUALITY




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig, > o oduct / Process) Evaluation / :
Proc # | Operation description Tools For Mfg.  |No| Product Process g:;asrs Specification / Measurement Szingle Sggple Control Method Reaction Plan
Tolerance Technique a-
INSPECTION (D)
MANUFACTURING
INSPECTION
(P)CONVEYOR BELT
DESIGN
(P) (P) L. OPERATOR
METHOD 2. QUALITY o0 6cESS ADIUST/
ZERO INSPECTION 3. PRy
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.01 NOT WRONG CONNECTOR PRopLENS ISUAL/BAR READ TWICE PER SHIFT R o 4 Raw  [SCRAP (F
IAPPLY)/INOTIFY TO
METHOD. MATERIAL IS A
[SACANNED 5. ROBOT
ISION SYSTEM
[ero (P) HOPPER PROCESS ADJUST/
PRESENCE SENSORS. |RED TAG/SORT/
175.02 A gﬁggkﬁgg’ ISUAL/BAR READ TWICE PER SHIFT A BECIANNG AND JANDON SYSTEM - [SCRAP (F
WA ROBOT VISION IAPPLY)/INOTIFY TO
: SYSTEM SUPERVISOR
(0) O) L.
MAINTENANCE
ZERO METHOD 2. QUALITY EES%?SG?S%%’#ST/
PROBLEMS / EACH BEGINNING AND  |INSPECTION 3.
175.03 NOT DAMAGE PLR PRoBLES ISUAL/BAR READ TWICE PER SHIFT FACH BEGINN A eiNG  lscrap aF
IAPPLY)INOTIFY TO
METHOD. INSPECTION Aty
4 CONVEYOR BELT
DESIGN
(P) (P) L. OPERATOR
METHOD 2. QUALITY  |op e ADJUST/
ZERO INSPECTION 3. R
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.04 NOT WRONG PLR PROBLEMS! [visuaLBaR READ TWICE PER SHIFT R NSPEeToN 4. RAw  [SCRAP (F
IAPPLY)INOTIFY TO
METHOD. MATERIAL IS Arfiatovely
ISACANNED 5. ROBOT
ISION SYSTEM
P o PROCESS ADJUST/
(D) (D) HOPPER RED TAG/SORT/
175.05 NOT MISSING PLR g’;‘égﬁgg’ \VISUAL/BAR READ TWICE PER SHIFT ié“T:E'RBELﬁ\'g’;‘"NG AND  I5RESENCE SENSORS. [SCRAP (IF
WA [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
(P) (P) L. OPERATOR
METHOD 2. QUALITY - lop6cESS ADIUST/
ZERO INSPECTION 3. R )
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.06 NOT WRONG SEAL Roncts ! JisuaLBAR READ TWICE PER SHIFT e o 4 RAw  [SCRAP (F
IAPPLY)/INOTIFY TO
METHOD. MATERIAL IS Al
[SACANNED 5. ROBOT
ISION SYSTEM
. PROCESS ADJUST/
(D) (D) HOPPER RED TAG/SORT/
175.07 NOT MISSING SEAL Ropcts ! JisuaLBAR READ TWICE PER SHIFT o B NG AND |pRESENCE SENSORS. [SCRAP (IF
A [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
. PROCESS ADJUST/
(D) (D) HOPPER RED TAG/SORT/
175.071) NOT MISSING CABLE SEAL Ropcts ! isuaLBAR READ TWICE PER SHIFT o B NG AND |pRESENCE SENSORS. [SCRAP (IF
A [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
(P) (P) L. OPERATOR
METHOD 2. QUALITY  lop 6 cEss ADJUST/
ZERO INSPECTION 3. At
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.072 NOT WRONG CABLE SEAL R on ISUAL/BAR READ TWICE PER SHIFT e Er Lo oo 4 RAW  [SCRAP (F
IAPPLY)/INOTIFY TO
METHOD. MATERIAL IS A Sl
[SACANNED 5. ROBOT
ISION SYSTEM
Lo PROCESS ADJUST/
D) (D) HOPPER RED TAG/SORT/
175.073 NOT MISSING CPA PROBLEVS  isuaLBAR READ TWICE PER SHIFT FACH BECINNING AND |pRESENCE SENSORS. [SCRAP (IF
A [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
L cro (,\;’%QOBCZ’PERATOR PROCESS ADJUST/
- QUALITY o b TAGISORT/
175.074) NOT WRONG CPA PROBLEMS/ o0l /BAR READ TWICE PER SHIFT FACH BEGINNING AND  JINSPECTION 3. ISCRAP (IF
OPERATOR AFTER LUNCH INCOMING RoPVYNOTIEY TO
METHOD. INSPECTION 4. Raw  [APELOMNOTE

MATERIAL IS




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
. e/ : , Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
[SACANNED 5. ROBOT
ISION SYSTEM
Lo PROCESS ADJUST/
(P) (D) HOPPER RED TAG/SORT/
175.075 NOT MISSING RETAINER gﬁggkﬁgg’ ISUAL/BAR READ TWICE PER SHIFT [ACH SFONNING AND - IoRESENCE SENSORS. [SCRAP (IF
WA [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
(P) (P) L. OPERATOR
METHOD 2. QUALITY |50 eSS ADJUST/
ZERO INSPECTION 3. ANy
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.076) NOT WRONG RETAINER PROBLEMS ISUAL/BAR READ TWICE PER SHIFT FACH BECINN NComING 4 raw  [SCRAP (F
IAPPLY)/INOTIFY TO
METHOD. MATERIAL IS Aty
ISACANNED 5. ROBOT
ISION SYSTEM
(P) -STOP GUIDE
Iinsipe BELT TO
AVOID CONNECTOR
L ero STUCK (P) -VIBRATION|PROCESS ADJUST
NOT CONTAMINATED ON BLACK BOX (P) -(D)|RED TAG/SORT/
175.00 CONNECTOR BY RUBBER Zﬁggkﬁgg’ ISUAL/BAR READ TWICE PER SHIFT [LACH BECINNING AND linspECTION BY ISCRAP (IF
(OF TRANSPORT BELT OPERATS MANUFACTURING (30 JAPPLY)/NOTIFY TO
: PARTS PER BOX) (D) |SUPERVISOR
INSPECTION BY MFG
ON QUALITY WALL
100%
(P) (P) L. OPERATOR
PICK AND PLACE THE METHOD 2. QUALITY  |op e ADJUST/
CONNECTOR ON THE CROBLEMS | EACH BEGINNING AND  JNGomNG RED TAG/SORT/
180 ALKING BEAM NO WRONG CONNECTOR VISUAL/BAR READ TWICE PER SHIFT ISCRAP (IF
OPERATOR AFTER LUNCH INSPECTION 4. RAW
AUTOMATICALLY IN IAPPLY)INOTIFY TO
MODULE METHOD. MATERIAL IS SUPERVISOR
ISCANNED 5. ROBOT
ISION SYSTEM
(D) (P) OPERATOR
METHOD- RELEASE
(CHECKLIST BY
NOT CONTAMINATED ZERO MANUFACTURING-  [PROCESS ADIUST/
CONNECTOR ,FOREIGN PROBLEMS / EACH BEGINNING AND  |PREVENTIVE
180.01 MATERIAL (FOOD, OIL, OPERATOR  [|VISUAL/BAR READ TWICE PER SHIFT [AFTER LUNCH MAINTENANCE PLAN. iggﬁ%&%wy 10
DUST, ETC) METHOD. FINISHED GooDs  [APELO/NOT
CONTAINERS IN
ENCLOSED AREA
DURING PROCESSING
(P) (P) PARAMETER
ION X AXIS ON ROBOT
OF 3MM OF
SEPARATION
L ero BETWEEN PROCESS ADJUST/
CONNECTORS (D) |RED TAG/SORT/
180.02 N R CORRECT PROBLEWS T visuaLBAR READ TWICE PER SHIFT Ao EMNG AND - [END OF ARM TOOLINGISCRAP (IF
WA (P) SETUP METHOD |APPLY)/NOTIFY TO
: ROBOT (D) SUPERVISOR
PROGRAM/PROCESS
CAPABILITY (P)
PREVENTIVE
MAINTENANCE PLAN
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & () [PROCESS ADIUST/
NOT DAMAGE PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN .
180.03 AL PROBLEMS! [suaLBar READ TWICE PER SHIFT R e o ISCRAP (IF
IAPPLY)/INOTIFY TO
METHOD. TOOLING SCAN - ARSI
ROBOT VISION
SYSTEM
(P) (D) END OF ARM
TOOLING (P) SETUP
b ero METHOD (D) PLC&  |PROCESS ADJUST/
ROBOT PROGRAM (P) |RED TAG/SORT/
180.04 O e THAN L PROBLEVS  isuaLBAR READ TWICE PER SHIFT FACHBECINNING AND JorevENTIVE ISCRAP (IF
A MAINTENANCE PLAN [APPLY)/NOTIFY TO
: (D) ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN
AUTOMATIC o7 DAVAGE [ o (P) (P) PREVENTIVE _ |PROCESS ADJUST/
183 [TRANSPORTATION Ao RO Ems/  [VisuaLBAR READ ONCE PER SHIFT DURING THE SHIFT AND PREDICTIVE RED TAG/SORT/

lOF THE CONNECTOR

MAINTENANCE PLAN-

SCRAP (IF




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig, °F =~ “Product / Process| Evaluation / .
Proc # | Operation description Tools For Mfg.  INo| Product Process Char. Specification / Measurement Sample Sample Control Method Reaction Plan
Class T - Size Freq.
olerance Technique
TO THE NEXT OPERATOR TOOLING SCAN- (D) JAPPLY)/NOTIFY TO
MODULE METHOD. PLC PROGRAM (D)~ |SUPERVISOR
BREAK AWAY COMB
FEATURE DURING
HIGH FORCE
lcoLLisIoN
(P) (P) PREVENTIVE
AND PREDICTIVE
ZERO OOLING SCaN - () JRED TAGSORT)
183.01 e R CORRECT gﬁggﬁgg’ ISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT PLC PROGRAM (D) |SCRAP (IF
WA BREAK AWAY COMB [APPLY)/NOTIFY TO
: FEATURE DURING  |SUPERVISOR
HIGH FORCE
lcoLLisIoN
(P) (D) SET-UP
ZERO PROGRAMING & |RED TAGISORT!
183.02 ARSI gﬁggﬁgg’ ISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT TOOLING DESIGN . [SCRAP (IF
A PLC PASSWORD - |APPLY)/NOTIFY TO
: ISION SYSTEM (P)  |SUPERVISOR
TOOLING SCAN
(P) (P) L. OPERATOR
PICK AND PLACE THE o e pon 2 QUALITY. lprocESS ADIUST)
ISEAL ON THE R EMs/  [VIsioN o ON 3 RED TAG/SORT/
185 ALKING BEAM CORRECT SEAL SYSTEMVISUAL/BAR ONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
AUTOMATICALLY IN OPERATOR  |oraD INSPECTION 4. RAW 55| vNOTIFY TO
v METHOD. MATERIAL IS Aty
[SCANNED 5. ROBOT
ISION SYSTEM
(D) (D) END OF ARM
TOOLING - PLC &
OT CONTAMINATED L ero ROBOT PROGRAM-  |[PROCESS ADJUST/
O e aNATED R NS/ END OF ARM TOOLING|RED TAG/SORT/
185.01 ’ ISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT DESIGN-ROBUST ISCRAP (IF
MATERIAL (FOOD, OIL, OPERATOR
BUST 1) WA KNOCKDOWN BRUSH [APPLY)/NOTIFY TO
DESIGN (P) SETUP  |[SUPERVISOR
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM- _[op0cESS ADIUST/
ZERO END OF ARM TOOLING
PROBLEMS /| [ivrON DESIGN-ROBUST RED TAG/SORT/
185.02 NOT LESS THAN 1 SEAL Ronnems! |sysTEMvisuALBAR ONCE PER SHIFT DURING THE SHIFT b ot s [sCraP (F
READ IAPPLY)/INOTIFY TO
METHOD. DESIGN - VISION Aty
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
ZERO END OF ARM TOOLING|ZROCESS ADJUST/
PROBLEMS / DESIGN-ROBUST RED TAG/SORT/
185.03 NOT MORE THAN 1 SEAL S oRaron ISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT O CRbO BRusH fscraP (F
IAPPLY)/INOTIFY TO
METHOD. DESIGN - VISION Attty
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D)END OF ARM
TOOLING-VISION
ZERO PROGRAMPROCESS [RED TAG/SORT! |
185.04 o CORRECT PROBLEWS T isuaL/BAR READ ONCE PER SHIFT DURING THE SHIFT CAPABILITY (P) SETUP|SCRAP (IF
A METHOD PREVENTIVE [APPLY)INOTIFY TO
: MAINTENANCE PLAN - [SUPERVISOR
ROBOT VISION
SYSTEM
(P) (P) SET-UP
METHOD
b ero PROGRAMING- PROCESS ADJUST/
o LEMS / TOOLING SCAN - RED TAG/SORT/
185.05 NOT DAMAGE SEAL PRoBLEMS ISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT INCOMING MATERIAL [SCRAP (IF
WA INSPECTION AREA-  [JAPPLY)INOTIFY TO
: QUALITY FINAL SUPERVISOR

INSPECTION (AUDIT)
(D)TOOLING DESIGN .




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig, °F =~ “Product / Process| Evaluation / .
Proc # | Operation description Tools For Mfg.  INo| Product Process Char. Specification / Measurement Sample Sample Control Method Reaction Plan
Class T - Size Freq.
olerance Technique
PLC PASSWORD
(D)END OF ARM
ITOOLING
[(P) (D) END OF ARM
ITOOLING (P) SETUP
METHOD ROBOT
IZERO PROGRAM/PROCESS PROCESS ADJUST/
PROBLEMS / ISION ICAPABILITY RED TAG/SORT/
185.06 ISEAL FULLY SEATED ISYSTEM/VISUAL/BAR IONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
(OPERATOR READ PREVENTIVE IAPPLY)INOTIFY TO
METHOD. MAINTENANCE PLAN SUPERVISOR
[TOOLING SCAN -
ROBOT VISION
ISYSTEM
(P) (D) END OF ARM
TOOLING (P) SETUP
METHOD ROBOT
IZERO PROGRAM/PROCESS PROCESS ADJUST/
PROBLEMS/  [V/SION CAPABILITY RED TAG/SORT/
185.07 NOT TWISTED SEAL ISYSTEM/VISUAL/BAR IONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
OPERATOR  oEap PREVENTIVE APPLY)/NOTIFY TO
METHOD. MAINTENANCE PLAN SUPERVISOR
[TOOLING SCAN -
ROBOT VISION
ISYSTEM
(P) (P) SET-UP
METHOD
PROGRAMING-
[TOOLING SCAN-AREA-
7 ERO (QUALITY FINAL PROCESS ADJUST/
PROBLEMS / INSPECTION (AUDIT) [RED TAG/SORT/
185.08 NOT BRUISE SEAL OPERATOR ISUAL/BAR READ [ONCE PER SHIFT DURING THE SHIFT (D)TOOLING DESIGN . [SCRAP (IF
METHOD PLC PASS-(D) IAPPLY)/NOTIFY TO
: INSPECTION BY MFG  [SUPERVISOR
(30 PARTS PER BOX) -
(D) INSPECTION BY
MFG ON QUALITY
ALL 100%
(P) (P) PREVENTIVE
JAND PREDICTIVE
?glggﬁgg‘}AﬂON LV ERO MAINTENANCE PLAN- [PROCESS ADJUST/
OF THE NOT DAMAGE PROBLEMS / ITOOLING SCAN - (D) [RED TAG/SORT/
188 CONNECTOR-SEAL ICONNECTOR-SEAL OPERATOR IVISUAL/BAR READ [ONCE PER SHIFT DURING THE SHIFT PLC PROGRAM 2. ISCRAP (IF
SUBASSEMBLY TO [SUBASSEMBLY METHOD BREAK AWAY COMB  JAPPLY)/NOTIFY TO
ISION SYSTEM : FEATURE DURING SUPERVISOR
HIGH FORCE
ICOLLISION
[(P) (P) PREVENTIVE
IAND PREDICTIVE
L ERO MAINTENANCE PLAN- [PROCESS ADJUST/
ICONNECTOR-SEAL PROBLEMS / [TOOLING SCAN - (D) [RED TAG/SORT/
188.01 ISUBASSEMBLY CORRECT OPERATOR ISUAL/BAR READ [ONCE PER SHIFT DURING THE SHIFT PLC PROGRAM 2. SCRAP (IF
IORIENTED METHOD BREAK AWAY COMB  JAPPLY)/NOTIFY TO
: FEATURE DURING [SUPERVISOR
HIGH FORCE
ICOLLISION
(P) (P) 1. OPERATOR
METHOD 2. QUALITY o 0cESS ADIUST/
|||\:2|F(’)E’\é:$|YOsl:lng\lg ICORRECT INDEX OF ZERO DEFECTS EACH BEGINNING OF THE |:H(S:POE/|C|:;IGON > RED TAG/SORT/
190 [CONNECTOR-SEAL ICONNECTOR M?EE’TE%?DTOR ISUAL / VISION SYSTEM [FIRST SAMPLE ISHIFT INSPECTION 4. (P) igsff)/(lll':C)TlFY T0
[SUBASSEMBLY RAW MATERIAL IS SUPERVISOR
ISCANNED 5. ROBOT
ISION SYSTEM
(P) (P) 1. OPERATOR
oo HTY lprOCESS ADIUST
CORRECT COLOR OF IZERO DEFECTS INCOMING RED TAG/SORT/
190.01 SEAL OPERATOR ISUAL / VISION SYSTEM |30 PARTS OF THE BOX ITWICE PER SHIFT INSPECTION 4. (P) SCRAP (IF
METHOD RAW MATERIA‘L 1S IAPPLY)/NOTIFY TO
[SUPERVISOR
ISCANNED 5. ROBOT
ISION SYSTEM
(P) (P) 1. OPERATOR o0 6ceSS ADIUST/
METHOD 2. QUALITY RED TAG/SORT/
INSPECTION 3.
190.02 ICORRECT SEAL |ZERO DEFECTS|[VISUAL / VISION SYSTEM |30 PARTS OF THE BOX ITWICE PER SHIFT INCOMING ISCRAP (IF
INSPECTION 4. (P) IAPPLY)/NOTIFY TO
’ SUPERVISOR

RAW MATERIAL IS




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R oduct / Process) Evaluation / .
. e/ : , Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
ISCANNED 5. ROBOT
ISION SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
END OF ARM TOOLING|o0 0 cpss ADIUST/
DESIGN ROBUST RED TAG/SORT/
190.03 NOT LESS THAN 1 SEAL 7ERO DEFECTS [VISUAL / VISION SYSTEM/ I 0ot savpLE FACH BEGINNING OF THE [KNOCKDOWN BRUSH |s-pap 1
MASTER PIECES SHIFT DESIGN (P) SETUP
IAPPLY)/INOTIFY TO
METHOD PREVENTIVE [2PPEDOTE
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM - MASTER
PIECES
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
END OF ARM TOOLING|Lc. 0 ~£.os ADIUST/
DESIGN ROBUST RED TAG/SORT/
190.04 NOT MORE THAN 1 SEAL 7ERO DEFECTS[VISUAL / VISION SYSTEM/ I o o1 sampLE FACH BEGINNING OF THE [KNOCKDOWN BRUSH |sepap
MASTER PIECES SHIFT DESIGN (P) SETUP
IAPPLY)/NOTIFY TO
METHOD PREVENTIVE 2P LT
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM - MASTER
PIECES
(P) (D) END OF ARM
TOOLING (P) SETUP  [PROCESS ADJUST/
METHOD ROBOT RED TAG/SORT/
190.05 CONNECTOR CORRECT ZERO DEFECTS[VISUAL / VISION SYSTEM |FIRST SAMPLE EACH BEGINNING OF THE |oroGRAMIPROCESS [SCRAP (IF
CAPABILITY IAPPLY)/INOTIFY TO
PREVENTIVE SUPERVISOR
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
END OF ARM TOOLING|PROCESS ADJUST/
DESIGN ROBUST RED TAG/SORT/
190.06 NOT TWISTED SEAL ZERO DEFECTS VI SUALTVISION SYSTEM/ E'IE(S:ESS)AMPLE (MASTER JEACH BEGINNING OF THE lNOCKDOWN BRUSH [SCRAP (IF
DESIGN (P) SETUP  |APPLY)/NOTIFY TO
METHOD PREVENTIVE [SUPERVISOR
MAINTENANCE PLAN-
POKA YOKE -MASTER
PIECES
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM- _ lop6cESS ADIUST/
END OF ARM TOOLING|ERO G725 A0
190.07 NOJROLLING SEAL OVER 7ERO DEFECTS [VISUAL 30 PARTS FROM THE BEGINNING OF THE SHIFT [PESIGN ROBUST ISCRAP (IF
SELF FIRST BOX KNOCKDOWN BRUSH
IAPPLY)/INOTIFY TO
DESIGN (P) SETUP  [APPLTIOTE
METHOD PREVENTIVE
MAINTENANCE PLAN-
POKA YOKE
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM- |50 0cESS ADIUST/
END OF ARM TOOLINGIEROCESS A07Y
NOT DAMAGE 30 PARTS FROM THE DESIGN ROBUST
190.08 Ao ZERO DEFECTSVISUAL / VISION SySTEM [X PARTS E BEGINNING OF THE SHIFT [PESION ROBUST . IsCRaP (F
APPLY)/INOTIFY TO
DESIGN (P) SETUP  [APPLOMNOT
METHOD PREVENTIVE
MAINTENANCE PLAN-
POKA YOKE
AUTOMATIC (P) (P) SET-UP
TRANSPORTATION METHOD-TOOLING ~ [PROCESS ADJUST/
A NOT DAMAGE ScAN () RED TAG/SORT/
103 CONNECTOR-SEAL ZERO DEFECTS [MANUALLYVISUAL ONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
(CONNECTOR-SEAL SUBASSEMBLY PROGRAMING & IAPPLY)/INOTIFY TO
SUBASSEMBLY TO TOOLING DESIGN . [APPLOMNOTE
THE NEXT MODULE PLC PASSWORD
(P) (P) PREVENTIVE
AND PREDICTIVE PROCESS ADJUST/
CONNECTOR-SEAL MAINTENANCE PLAN- [RED TAG/SORT/
193.02 SUBASSEMBLY CORRECT ZERO DEFECTS [MANUALLYVISUAL ONCE PER SHIFT DURING THE SHIFT TOOLING SCAN- (D)  [SCRAP (IF
ORIENTED PLC PROGRAM BREAK|APPLY)/NOTIFY TO
[AWAY COMB SUPERVISOR

FEATURE DURING




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R oduct / Process) Evaluation / .
: e’ ' 9, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
HIGH FORCE
coLLisioN
[(P) (P) SET-UP
METHOD-TOOLING  [PROCESS ADJUST/
NOT MORE THAN ONE SCAN (D) RED TAG/SORT/
193.04 CONNECTOR-SEAL ZERO DEFECTS [VISUAL / VISION SYSTEM |ONCE PER SHIFT DURING THE SHIFT PROGRAMING & ISCRAP (IF
SUBASSEMBLY [TOOLING DESIGN . [APPLY)/NOTIFY TO
PLC PASSWORD- SUPERVISOR
ISION SYSTEM
(P) (P) 1. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY  lop eSS ADJUST/
PICK AND PLACE PLR INSPECTION 3.
[inTo THE PRODUCT 30 PARTS FROM THE INCOMING RED TAG/SORT/
195 CORRECT PLR DRAWING / ISUAL / VISION SYSTEM BEGINNING OF THE SHIFT ISCRAP (IF
CONNECTOR-SEAL FIRST BOX INSPECTION 4. RAW
(OPERATOR IAPPLY)/NOTIFY TO
SUBASSEMBLY METHOD MATERIAL IS SUPERVISOR
: SCANNED 5. ROBOT
ISION SYSTEM
(D) (P) OPERATOR
METHOD- RELEASE
7ERO DEFECTS (CHECKLIST BY PROCESS ADJUST/
NOT PLR MANUFACTURING-
CONTAMINATED ,FOREIGN| PRODUCT PREVENTIVE RED TAG/SORT/
195.01 ' DRAWING / ISUAL (ONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
MATERIAL (FOOD, OIL, MAINTENANCE PLAN.
(OPERATOR IAPPLY)/NOTIFY TO
DUST, ETC) METHOD FINISHED GOODS SUPERVISOR
: CONTAINERS IN
ENCLOSED AREA
DURING PROCESSING
[(P) (P) END OF ARM
[TOOLING SETUP
METHOD PLC &
ZERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
195.02 NOT LESS THAN 1 PLR DRAWING / VISUAL (ONCE PER SHIFT DURING THE SHIFT MAINTENANCE PLAN [SCRAP (IF
OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD. DESIGN-VISION SUPERVISOR
SYSTEM ROBUST
KNOCKDOWN BRUSH
DESIGN
(P) END OF ARM
7ERO DEFECTS TOOLING SETUP PROCESS ADJUST/
METHOD ROBOT
PRODUCT PROGRAM/PROCESS |RED TAGISORT/
195.03 PLR CORRECT ORIENTED DRAWING / \VISUAL / VISION SYSTEM |FIRST SAMPLE BEGINNING OF THE SHIFT SCRAP (IF
CAPABILITY
OPERATOR IAPPLY)/NOTIFY TO
METHOD. PREVENTIVE SUPERVISOR
MAINTENANCE PLAN-
ISION SYSTEM
[(P) SET-UP METHOD
PROGRAMING &
ZERO DEFECTS ITOOLING DESIGN . [PROCESS ADJUST/
PRODUCT PLC PASSWORD RED TAG/SORT/
195.04 NOT DAMAGE PLR DRAWING / ISUAL i?RPS‘}R;gXFROM THE 253'2&’;‘; SE,\‘TSE SHIFT L 00LING SCAN - SCRAP (IF
(OPERATOR INCOMING MATERIAL |APPLY)/NOTIFY TO
METHOD. INSPECTION AREA -  [SUPERVISOR
QUALITY FINAL
INSPECTION (AUDIT)
7ERO DEFECTS (P) SET-UP METHOD |05 cESs ADIUST/
PRODUCT PLC PRESS PROGRAMIo e T2GISORT/
30 PARTS FROM THE BEGINNING OF THE SHIFT [MECHANICAL HARD
195.05 PLR IN PRE STAGE DRAWING / ISUAL ISCRAP (IF
FIRST BOX IAND AFTER LUNCH STOP DESIGN END OF
(OPERATOR TROKE SENSOR IAPPLY)/NOTIFY TO
METHOD [STROKE SENSOR - SUPERVISOR
: [TOOLING DESING
(P) 1. PREVENTIVE
IAND PREDICTIVE
?gmgﬁg; ATION ZERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
OF SUBASSEMBLY NOT DAMAGE PRODUCT [TOOLING SCAN - PLC |RED TAG/SORT/
198 |10 AUTOMATIC SUBASSEMBLY DRAWING / ISUAL ONCE PER SHIFT DURING THE SHIFT PROGRAM 2. BREAK  [SCRAP (IF
BRESS FOR THE PLR OPERATOR IAWAY COMB IAPPLY)/NOTIFY TO
A SSEMBLY METHOD. FEATURE DURING SUPERVISOR
HIGH FORCE
coLLIsioN
7ERO DEFECTS (P) SET-UP METHOD 505 cEss ADIUST/
PRODUCT PROGRAMING & RED TAG/SORT/
198.01 [CORRECT QUANTITY OF DRAWING / ISUAL / VISION SYSTEM |ONCE PER SHIFT DURING THE SHIFT [TOOLING DESIGN . lsrpap (i
SUBASSEMBLY PLC PASSWORD
(OPERATOR  OOLING SCAN IAPPLY)/NOTIFY TO
METHOD OOLING SCAN - SUPERVISOR
: ISION SYSTEM




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R oduct / Process) Evaluation / )
! L ! M Char. Reaction PI
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
(P) 3END OF ARM
ITOOLING SETUP
METHOD PLC &
IZERO DEFECTS ROBOT PROGRAM PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
198.02 NOT LESS THAN 1 PLR DRAWING / ISUAL / VISION SYSTEM JONCE PER SHIFT DURING THE SHIFT MAINTENANCE PLAN [[SCRAP (IF
(OPERATOR END OF ARM TOOLINGJAPPLY)/NOTIFY TO
METHOD. DESIGN ROBUST ISUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
ISYSTEM
IZERO DEFECTS (P) SET-UP METHOD [PROCESS ADJUST/
PRODUCT PLC PRESS PROGRAM|RED TAG/SORT/
200 ﬁaig’\l\lﬂlil'_l'TCPIP;gEVégH PLR IN PRE STAGE DRAWING / ISUAL/MANUALLY g?RPSAI_RggXFROM THE 25(;"’:?.:_’\;; E)l'J:[\-Irgl-IIE SHIFT MECHANICAL HARD ISCRAP (IF
OPERATOR [STOP DESIGN END OF |APPLY)/NOTIFY TO
METHOD. ISTROKE SENSOR SUPERVISOR
IZERO DEFECTS (P) SET-UP METHOD PROCESS ADJUST/
PRODUCT PLC PRESS PROGRAM RED TAG/SORT/
00.01 NOT PLR ENGAGE IN PRE- DRAWING / ISUAL/VISION SYSTEM 30 PARTS FROM THE BEGINNING OF THE SHIFT (MECHANICAL HARD ISCRAP (IF
: ISTAGE POSITION FIRST BOX JAND AFTER LUNCH ISTOP DESIGN END OF
(OPERATOR IAPPLY)/NOTIFY TO
METHOD [STROKE SENSOR - ISUPERVISOR
. ISION SYSTEM
IZERO DEFECTS (P?CSEQ-EUSPSI\QERB-‘GORDAM PROCESS ADJUST/
PRODUCT 30 PARTS FROM THE BEGINNING OF THE SHIFT (MECHANICAL HARD RED TAG/SORT/
200.02 NOT TILTED PLR DRAWING / IVISUAL/VISION SYSTEM S ISCRAP (IF
FIRST BOX JAND AFTER LUNCH ISTOP DESIGN END OF
IOPERATOR IAPPLY)/NOTIFY TO
METHOD [STROKE SENSOR - ISUPERVISOR
| ISION SYSTEM
(P) SET-UP METHOD
PLC PRESS PROGRAM
IZERO DEFECTS MECHANICAL HARD PROCESS ADJUST/
PRODUCT STOP DESIGN END OF RED TAG/SORT/
200.03 NOT DAMAGE PLR DRAWING/  [VISUALNVISION SYSTEM [0 PARTS FROM THE BEGINNING OF THE SHIFT [STROKE SENSOR _ Hscpap (1
FIRST BOX JAND AFTER LUNCH INCOMPING MATERIAL|
(OPERATOR IAPPLY)/NOTIFY TO
METHOD INSPECTION-QUALITY ISUPERVISOR
: FINAL INSPECTION
(AUDIT) -VISION
ISYSTEM
(P) SET-UP METHOD
PLC PRESS PROGRAM
IZERO DEFECTS MECHANICAL HARD PROCESS ADJUST/
PRODUCT ISTOP DESIGN END OF |RED TAG/SORT/
200.04 PLR CORRECT ORIENTED DRAWING / ISUAL/VISION SYSTEM FIRST SAMPLE gﬁﬁ:_:.BEGlNNING OF THE ISTROKE SENSOR SCRAP (IF
(OPERATOR I|NCOMF’|NG MATERIALAPPLY)/NOTIFY TO
METHOD. INSPECTION -VISION [SUPERVISOR
ISYSTEM -DESING OF
[COMPONENTS
(P) SET-UP METHOD
7ERO DEFECTS PLC PRESS PROGRAMIbp 0 cESS ADIUST/
PRODUCT EACH BEGINNING OF THE gl'll'EgPHg’\E“é:léll—\ll_éAl\l%DOF RED TAG/SORT/
200.05 ICORRECT COLOR OF PLR DRAWING / IVISUAL/VISION SYSTEM FIRST SAMPLE ISCRAP (IF
ISHIFT ISTROKE SENSOR
(OPERATOR IAPPLY)/NOTIFY TO
METHOD I|NCOMF’|NG MATERIAL SUPERVISOR
' INSPECTION - VISION
ISYSTEM
[(P) (P) SET-UP
METHOD (P) PLC
IZERO DEFECTS PRESS PROGRAM (P) [PROCESS ADJUST/
PRODUCT MECHANICAL HARD RED TAG/SORT/
200.06 ICORRECT PLR DRAWING / ISUAL/VISION SYSTEM FIRST SAMPLE Eﬁﬁ;:.BEGlNNING OF THE [STOP DESIGN (P) END [SCRAP (IF
(OPERATOR lOF STROKE SENSOR JAPPLY)/NOTIFY TO
METHOD. (D) INCOMING [SUPERVISOR
MATERIALINSPECTION
(D) VISION SYSTEM
(P) 1. PREVENTIVE
JAND PREDICTIVE
?glggF’AC-)I—:QCTATION IZERO DEFECTS MAINTENANCE PLAN- |[PROCESS ADJUST/
OF THE NOT DAMAGE PRODUCT ITOOLING SCAN - PLC [RED TAG/SORT/
203 CONNECTOR-SEAL- SUBASSEMBLY DRAWING / ISUAL/MANUALLY [ONCE PER SHIFT DURING THE SHIFT PROGRAM 2. BREAK [SCRAP (IF
PLR SUBASSEMBLY (OPERATOR JAWAY COMB IAPPLY)/NOTIFY TO
'O VISION SYSTEM METHOD. FEATURE DURING [SUPERVISOR
HIGH FORCE
ICOLLISION
ICORRECT QUANTITY OF ZERO DEFECTS E’PR)’C?(E;-AUI\Z:\\IAELHOD PROCESS ADJUST/
203.01 SUBASSEMBLY PRODUCT ISUAL/VISION SYSTEM [ONCE PER SHIFT DURING THE SHIFT OOLING DESIGN RED TAG/SORT/
DRAWING / ) SCRAP (IF

PLC PASSWORD




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
OPERATOR TOOLING SCAN - IAPPLY)INOTIFY TO
METHOD. ISION SYSTEM SUPERVISOR
(P) END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
203.02 NOT LESS THAN 1 PLR DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT MAINTENANCE PLAN [SCRAP (IF
OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD. DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) END OF ARM
TOOLING SETUP
7ERO DEFECTS oo & [PROCESS ADJuST/
PRODUCT R X RED TAG/SORT/
203.03 NOT LESS THAN 1 SEAL DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
MAINTENANCE PLAN
OPERATOR IAPPLY)/INOTIFY TO
METHOD END OF ARM TOOLINGg) jpERyiSOR
: DESIGN - VISION
SYSTEM -MASTER
PIECES ROTUINE
(P) (P) L. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY o2 6cESS ADIUST/
ISION SYSTEM INSPECTION 3.
[insPeCTION OF PRODUCT EACH BEGINNING OF THE [INcoMmING RED TAG/SORT/
205 CORRECT COLOR OF PLR DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE ISCRAP (IF
CONNECTOR-SEAL- SHIFT INSPECTION 4. (P)
OPERATOR IAPPLY)/INOTIFY TO
PLR SUBASSEMBLY A RAW MATERIAL IS  [APPLOMNOTE
: [SCANNED 5. ROBOT
ISION SYSTEM
(P) (P) L. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY  lop eSS ADJUST/
PRODUCT INSPECTION 3. RED TAG/SORT/
205.01 CORRECT PLR DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE FACH BEGINNING OF THE [INCOMING ISCRAP (IF
SHIFT INSPECTION 4. (P)
OPERATOR APPLY)INOTIFY TO
METHOD RAW MATERIALIS g jpERyiSOR
: [SCANNED 5. ROBOT
ISION SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|o0 55 ADIUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
05,02 OT LESS THAN 1 PLR G [VisuaL visioN sysTEM | oo o EACH BEGINNING OF THE [KNOCKDOWN BRUSH £E0 T
MASTER PIECES SHIFT DESIGN (P) SETUP
OPERATOR IAPPLY)/INOTIFY TO
METHOD METHOD PREVENTIVE [ ;pr pyisoR
: MAINTENANCE PLAN -
ROBOT VISION
SYSTEM -MASTER
PIECES
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|PROCESS ADJUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
205.03 NOT MORE THAN 1 PLR DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE Aot BEGINNING OF THE JNOCKDOWN BRUSH [SCRAP (IF
OPERATOR DESIGN (P) SETUP  |APPLY)/NOTIFY TO
METHOD. METHOD PREVENTIVE [SUPERVISOR
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM
PROCESS ADJUST/
(P) SET-UP METHOD  |RED TAG/SORT/
7ERO DEFECTS PLC PRESS PROGRAM|SCRAP (IF
PRODUCT MECHANICAL HARD  JAPPLY)/NOTIFY TO
205.04 R e e N R DRAWING / ,\,:fngLéVF',ISE'gESSYSTEM "lrirsT sampLE i BEGINNING OF THE J70p DESIGN END OF [SUPERVISORPROCESS
OPERATOR STROKE SENSOR - |ADJUST/ RED
METHOD.TS ISION SYSTEM - TAG/SORT/ SCRAP (IF
MASTER PIECES APPLY)/INOTIFY TO
SUPERVISOR
7ERO DEFECTS (O S METHOD \i[PROCESS ADJUST/
PRODUCT EACH BEGINNING OF THE [MECHANIGAL HARD. - [RED TAG/SORT/
205.05 NOT TILTED PLR DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE CH BEGINNING O CHANIC ISCRAP (IF
SHIFT STOP DESIGN END OF
OPERATOR T oL END OF appLY)NOTIFY TO
METHOD. SUPERVISOR

ISION SYSTEM




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : +Jig] Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD _ |50 eSS ADJusT/
STOP DESIGN END OF
PRODUCT EACH BEGINNING OF THE |STROKE SENSOR  |[RED TAG/SORT/
205.06 NOT DAMAGE PLR DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE i o R ALISCRAP (F
OPERATOR l IAPPLY)/INOTIFY TO
METHOD INSPECTION-QUALITY [ o pvisoR
: FINAL INSPECTION
(AUDIT) -VISION
SYSTEM
(P) SET-UP METHOD
7ERO DEFECTS PLC PRESS PROGRAMIoE g5 ADJUST/
PRODUCT MECHANICAL HARD _|oeh 12 G/SORT/
205.07 NOT PLR MISS-ORIENTED DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE o BEGINNING OF THE 37 08 o e OF [scrap (F
OPERATOR oo ne e riaLRPPLYNOTIFY TO
METHOD. [ SUPERVISOR
INSPECTION -VISION
SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|PROCESS ADJUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
205.08 NOT MORE THAN 1 SEAL DRAWING / ISUALIVISION SYSTEM  [30 PARTS FROMTHE G OF e [KNOCKDOWN BRUSH [SCRAP (IF
OPERATOR DESIGN (P) SETUP  |APPLY)/NOTIFY TO
METHOD. METHOD PREVENTIVE [SUPERVISOR
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|o0 eSS ADIUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
05,00 OT PLR FULL G [MISUALVISION SYSTEM/ | e cavipLe EACH BEGINNING OF THE [KNOCKDOWN BRUSH [RE0 T
MASTER PIECES SHIFT DESIGN (P) SETUP
OPERATOR IAPPLY)/INOTIFY TO
AN METHOD PREVENTIVE 2P PLOMNOT
: MAINTENANCE PLAN -
ROBOT VISION
SYSTEM -MASTER
PIECES
(P) L. PREVENTIVE
AUTOMATIC AND PREDICTIVE
TRANSPORTATION 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
OF THE OT DAMAGE PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
208  |CONNECTOR-SEAL- Ny DRAWING / ISUAL/MANUALLY ONCE PER SHIFT DURING THE SHIFT PROGRAM 2. BREAK |SCRAP (IF
PLR SUBASSEMBLY OPERATOR [AWAY COMB IAPPLY)/INOTIFY TO
TO THE NEXT METHOD. FEATURE DURING  [SUPERVISOR
MODULE HIGH FORCE
coLLIsION
7ERO DEFECTS (P) SET-UP METHOD 500 cESS ADIUST/
PRODUCT PROGRAMING & RED TAG/SORT/
008.1 [CORRECT QUANTITY OF DRAWING/  [VISUAL/VISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT [TOOLING DESIGN . gop ap (iF
SUBASSEMBLY PLC PASSWORD
OPERATOR it IAPPLY)/INOTIFY TO
METHOD. OOLING SCAN - SUPERVISOR
ISION SYSTEM
UTOMATIC (P) L. PREVENTIVE
TRANSPORTATION AND PREDICTIVE
LRANSE 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
b1 [S e o Iniciotavs DRAWING/  [VISUAL ONCE PER SHIFT DURING THE SHIFT PROGRAM 2. BREAK |SCRAP (IF
PER SUBASSE OPERATOR [AWAY COMB APPLY)/INOTIFY TO
METHOD FEATURE DURING  [SUPERVISOR
MODULE WITH FLIP
ODUL HIGH FORCE
lcoLLisION
7ERO DEFECTS (P) SET-UP METHOD o 6cess ADJUST/
CORRECT QUANTITY OF PRODUCT ?ggﬁﬁéMtl)ggléN RED TAG/SORT/
210.01 DRAWING/  [VISUAL/VISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT - lscrap (F
SUBASSEMBLY PLC PASSWORD
OPERATOR IAPPLY)INOTIFY TO
METHOD [TOOLING SCAN - SUPERVISOR
ISION SYSTEM
7ERO DEFECTS () BEND QF ARM PROCESS ADJUST/
OOLING SETUP
PRODUCT rasapiveibe RED TAG/SORT/
210.02 NOT LESS THAN 1 PLR DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
ROBOT PROGRAM
OPERATOR RO X IAPPLY)INOTIFY TO
METHOD SUPERVISOR

MAINTENANCE PLAN




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
. e/ : +Jig] Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
END OF ARM TOOLING
DESIGN ROBUST
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) (P) L. OPERATOR
PICK AND PLACE 7ERO DEFECTS oD 2 OUALITY IprocEss ADausT/
CABLE.SEAL INTO PRODUCT : RED TAG/SORT/
213 [THE CONNECTOR- CORRECT CABLE.SEAL DRAWING / ISUALIVISION SYSTEM  [30 PARTS FROM THE N O e INGortNS 4 A [SCRAP (F
SEAL-PLR OPERATOR o IAPPLY)/INOTIFY TO
SUBASSEMBLY METHOD e & rosor  [SUPERVISOR
ISION SYSTEM
(D) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM-  [PROCESS ADJUST/
NOT CONTAMINATED
COMPONENTS,FOREIGN PRODUCT EACH BEGINNING OF THE [END OF ARM TOOLINGIRED TAG/SORT/
213.01 RTERIAL (FOOD, Ol DRAWING / ISUAL ONCE PER SHIFT e OF o, [PESiGN-rRoBUST ISCRAP (IF
PUST. B1C) +OlL, OPERATOR KNOCKDOWN BRUSH [APPLY)/NOTIFY TO
: METHOD DESIGN (P) SETUP  |SUPERVISOR
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM- _ lop6cESS ADIUST/
PRODUCT END OF ARM TOOLINGIoER TAG/SORT/
1300 NOT LESS THAN 1 NG ISUALVISION SySTEM [P0 PARTS FROM THE EACH BEGINNING OF THE |DESIGN-ROBUST SR (F
: CABLE.SEAL FIRST CONTAINER ISHIFT AND AFTER LUNCH |KNOCKDOWN BRUSH
OPERATOR IAPPLY)/INOTIFY TO
METHOD PESIGN - VISION SUPERVISOR
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM- o0 6cESS ADIUST/
PRODUCT END OF ARM TOOLINGIo e T AG/SORT/
1303 NOT MORE THAN 1 o) MsuaL 30 PARTS FROM THE EACH BEGINNING OF THE |DESIGN-ROBUST RCRAP
. CABLE.SEAL FIRST CONTAINER SHIFT AND AFTER LUNCH |[KNOCKDOWN BRUSH
OPERATOR IAPPLY)/INOTIFY TO
METHOD PESIGN - VISION SUPERVISOR
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D)END OF ARM
TOOLING-VISION
7ERO DEFECTS SYSTEM-ROBOT PROCESS ADJUST/
(CABLE.SEAL CORRECT PRODUCT 30 PARTS FROM THE EACH BEGINNING OF THE |[PROGRAWPROCESS |RED TAG/SORT/
213.04 A DRAWING / ISUALIVISION SysTEm [0 PARTS FRON T e e e OF o, [cAPABILITY (P) SETUPfSCRAP (F
OPERATOR METHOD PREVENTIVE [APPLY)/NOTIFY TO
METHOD MAINTENANCE PLAN - [SUPERVISOR
ROBOT VISION
SYSTEM
(P) (P) SET-UP
METHOD
7ERO DEFECTS PROGRAMING- PROCESS ADJUST/
PROBUCT 30 PARTS FROM THE EACH BEGINNING OF THE JNCOMING MATERIAL [RED TAG/SORT/
213.05 NOT DAMAGE CABLE.SEAL] PRAWING /- VISUAL FIRST CONTAINER ISHIFT AND AFTER LUNCH |INSPECTION AREA-  [SCRAP (IF
OPERATOR IAPPLY)/NOTIFY TO
METHOD [QUALITY FINAL SUPERVISOR
INSPECTION (AUDIT)
(D)TOOLING DESIGN .
PLC PASSWORD
(P) (D) END OF ARM
TOOLING (P) SETUP
7ERO DEFECTS METHOD ROBOT PROCESS ADJUST/
CABLE.SEAL FULLY PRODUCT 30 PARTS FROM THE EACH BEGINNING OF THE |[PROGRAM/PROCESS [RED TAG/SORT/
213.06 cpBLES DRAWING /  [VISUALIVISION sysTEm  [30 PARTS EROM T o B e OF o [caPaBILITY ISCRAP (IF
OPERATOR PREVENTIVE APPLY)INOTIFY TO
METHOD MAINTENANCE PLAN [SUPERVISOR
TOOLING SCAN -
ISION SYSTEM
AUTOMATIC (P) L. PREVENTIVE
TRANSPORTATION 7ERO DEFECTS AND PREDICTIVE PROCESS ADJUST/
OF THE PRODUCT MAINTENANCE PLAN- [RED TAG/SORT/
215  [CONNECTOR-SEAL- O o DRAWING / ISUAL ONCE PER SHIFT EACH BEGINNING OF THE Jro0LING SCAN - PLC [SCRAP (IF
PLR-CABLE.SEAL OPERATOR PROGRAM 2. BREAK |APPLY)/NOTIFY TO
SUBASSEMBLY TO METHOD [AWAY COMB SUPERVISOR

[THE NEXT MODULE

FEATURE DURING




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R oduct / Process) Evaluation / .
' e/ ' V19, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
HIGH FORCE
coLLisioN
[(P) SET-UP METHOD
CORRECT QUANTITY OF ZESSE)DUEgTECTS EACH BEGINNING OF THE ?ggﬁﬁéMSEggN ;ESCTI’E@?SAO%]TU/ST/
215.01 DRAWING / ISUAL/VISION SYSTEM  |ONCE PER SHIFT * |scrap (IF
SUBASSEMBLY OPERATOR SHIFT PLC PASSWORD APPLY)INOTIFY TO
METHOD [TOOLING SCAN - SUPERVISOR
ISION SYSTEM
[(P) 3END OF ARM
[TOOLING SETUP
METHOD PLC &
ZERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
NOT LESS THAN 1 PRODUCT PREVENTIVE RED TAG/SORT/
215.02 CABLE SEAL DRAWING / ISUAL/VISION SYSTEM  [100% DURIN THE SHIFT MAINTENANCE PLAN [SCRAP (IF
: OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) END OF ARM
[TOOLING SETUP
METHOD PLC &
ZERO DEFECTS ROBOT PROGRAM |50 eSS ADIUST/
NOT MORE THAN 1 PROBUCT I\P/ITIEI\\I/'I[EI;\II\-ITIGZE PLAN [RED TAG/SORT/
215.03 CABLE SEAL DRAWING / VISUAL/MANUALLY 100% DURIN THE SHIFT END OF ARM TOOLINGISCRAP (F
: OPERATOR ClAPPLY)NOTIFY TO
METHOD PESIGN - VISION SUPERVISOR
SYSTEM -MASTER
PIECES ROTUINE -
SCRAP CONTAINERS
LOCKED
(P) (P) . OPERATOR
PICK AND PLACE CPA 7ERO DEFECTS e pon 2 QUALITY. lprocESS ADIUST)
[inTo THE PRODUCT EACH BEGINNING OF THE INCOMING RED TAG/SORT/
218  [CONNECTOR-SEAL- CORRECT CPA DRAWING / ISUAL/VISION SYSTEM ~ |ONCE PER SHIFT SHiET INSPECTION 4. Raw |SCRAP (F
PLR-CABLE.SEAL (OPERATOR MATERIALIS IAPPLY)/NOTIFY TO
SUBASSEMBLY METHOD SCANNED & ROBOT |SUPERVISOR
ISION SYSTEM
P) (D) END OF ARM
[TOOLING - PLC &
ZERO DEFECTS ROBOT PROGRAM-  [PROCESS ADJUST/
NOT CONTAMINATED
PRODUCT END OF ARM TOOLING|RED TAG/SORT/
218.01 [COMPONENTS,FOREIGN DRAWING / ISUAL (ONCE PER SHIFT FACH BEGINNING OF THE [ne o\ RoBUST ISCRAP (IF
gﬁgERgfr'&gFOOD* olL, OPERATOR SHIFT KNOCKDOWN BRUSH |APPLY)/NOTIFY TO
’ METHOD DESIGN (P) SETUP  [SUPERVISOR
METHOD PREVENTIVE
MAINTENANCE PLAN
[(P) (D) END OF ARM
ITOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM-  _ |op6cESS ADIUST/
PRODUCT END OF ARM TOOLINGIo e TAG/SORT/
- EACH BEGINNING OF THE |DESIGN-ROBUST
8.02 NOT LESS THAN 1 CPA DRAWING / ISUAL/VISION SYSTEM ~ |ONCE PER SHIFT ISCRAP (IF
OPERATOR SHIFT KNOCKDOWN BRUSH o) vyNOTIFY TO
METHOD PESIGN - VISION SUPERVISOR
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
[(P) (D) END OF ARM
ITOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLINGo 00 cess ADIUST/
PRODUCT EACH BEGINNING OF THE EE?)E}?B%%BNUSEUSH RED TAG/SORT/
218.03 NOT MORE THAN 1 CPA DRAWING / \VISUAL/VISION SYSTEM  |ONCE PER SHIFT HIET DESIGN - VISION ISCRAP (IF
(OPERATOR S SIGN - VISIO IAPPLY)/NOTIFY TO
METHOD SYSTEM (P) SETUP o\ bERviSOR
METHOD PREVENTIVE
MAINTENANCE PLAN -
DESING OF
COMPONENT
[(P) (D)END OF ARM _ |PROCESS ADJUST/
ZERO DEFECTS ITOOLING-VISION RED TAG/SORT/
PRODUCT SYSTEM-ROBOT ISCRAP (IF
218.04 CPA CORRECT ORIENTED DRAWING / ISUAL/VISION SYSTEM  |ONCE PER SHIFT EQT:F#BEG'NN'NG OF THE |0 R OGRAMIPROCESS JAPPLY)INOTIFY TO
(OPERATOR CAPABILITY (P) SETUP|SUPERVISORPROCESS
METHOD METHOD PREVENTIVE JADJUST/ RED

MAINTENANCE PLAN

[TAG/SORT/ SCRAP (IF




Characteristics Methods

Part/ Process Name / Machine, Device, Jig Special Product / Process| Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
IAPPLY)INOTIFY TO
SUPERVISOR
(P) (P) SET-UP
METHOD
7ERO DEFECTS PROGRAMING- PROCESS ADJUST/
PROBUCT 30 PARTS FROM THE EACH BEGINNING OF THE |NCOMING MATERIAL [RED TAG/SORT/
218.05 NOT DAMAGE CPA DRAWING / ISUALIVISION SYSTEM [0 P2RTSF e O P e = [scraP (F
OPERATOR IAPPLY)/INOTIFY TO
METHOD QUALITY FINAL SUPERVISOR
INSPECTION (AUDIT)
(D)TOOLING DESIGN .
PLC PASSWORD
(P) (D) END OF ARM
TOOLING (P) SETUP
7ERO DEFECTS METHOD ROBOT PROCESS ADJUST/
PRODUCT PROGRAMIPROCESS  |oe TaG/SORT/
218.06 (CPA IN PRE STAGE DRAWING / ISUALVISION SYSTEM |20 PARTS FROM THE FACH BEGINNING OF THE JCAPABILITY ISCRAP (IF
FIRST BOX ISHIFT AND AFTER LUNCH |PREVENTIVE
OPERATOR APPLY)/INOTIFY TO
METHOD MAINTENANCE PLAN - ) jpERVISOR
TOOLING SCAN -
ROBOT VISION
SYSTEM
(P) L. PREVENTIVE
AUTOMATIC AND PREDICTIVE
TRANSPORTATION 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
OF THE PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
220 [CONNECTOR-SEAL- ggg ADsAs’\é/:A%EY DRAWING/  [VISUAL ONCE PER SHIFT I ii%'ﬁE'TNE%(EENTE'E PROGRAM 2. BREAK [[SCRAP (IF
PLR-CABLE.SEAL- OPERATOR [AWAY COMB IAPPLY)/INOTIFY TO
(CPA SUBASSEMBLY METHOD FEATURE DURING  |SUPERVISOR
TO VISION SYSTEM HIGH FORCE
lcoLLISION
7ERO DEFECTS (P) SET-UP METHOD o0 5 cEss ADIUST/
CORRECT QUANTITY OF PROBUCT EACH BEGINNING OF THE JrOOLING DEsian . [RED TAGISORT/
220.01 b DRAWING/  [VISUAL/VISION SYSTEM  JONCE PER SHIFT AL R PN LS i ISCRAP (IF
OPERATOR IAPPLY)INOTIFY TO
METHOD [TOOLING SCAN - SUPERVISOR
ISION SYSTEM
(P) 3END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  |PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
220.02 NOT LESS THAN 1 CPA DRAWING / ISUALVISION SYSTEM  |100% DURING THE SHIFT MAINTENANCE PLAN [SCRAP (IF
OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS R O RAM IPROCESS ADJUST/
PRODUCT R AMeE PLAN IRED TAG/SORT/
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7ERO DEFECTS METHOD 2. QUALITY  fop eSS ADIUST/
ISION SYSTEM INSPECTION 3.
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OPERATOR IAPPLY)/INOTIFY TO
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ISION SYSTEM
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Tolerance Technique a-
(P) (P) SET-UP
METHOD
PROGRAMING-
7ERO DEFECTS TOOLING SCAN - PROCESS ADJUST/
PRODUCT INCOMING MATERIAL |RED TAG/SORT/
223011 NOT DAMAGE CABLE.SEAL] DRAWING / ISUALIVISION SYSTEM  [30 PARTS FROM THE Aot BEGINNING OF THE InspECTION AREA-  [SCRAP (IF
OPERATOR QUALITY FINAL IAPPLY)/INOTIFY TO
METHOD INSPECTION (AUDIT) [SUPERVISOR
(D)TOOLING DESIGN .
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ISION SYSTEM
(P)3END OF ARM
TOOLING SETUP
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PROGRAM
7ERO DEFECTS T ANGE PLAN [PROCESS ADJUST/
PRODUCT RED TAG/SORT/
NOT TWISTED 30 PARTS FROM THE EACH BEGINNING OF THE |END OF ARM TOOLING
223.012 CABLE.SEAL DRAWING / ISUALIVISION SYSTEM | oot CONTAINER SHIFT DESIGN ROBUST SCRAP (IF
: OPERATOR oD BRusH IrPPLYINOTIFY TO
METHOD SUPERVISOR
DESIGN-VISION
SYSTEM(P) EOAT
SETUP
METHOD(D)PLC
PROGRAM-POKAYOKE
(P) (P) L. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY  lop 5 cESs ADJUST/
PRODUCT 30 PARTS FROM THE EACH BEGINNING OF THE JNGOMNG RED TAG/SORT/
223.02 CORRECT COLOR OF CPA DRAWING / ISUALIVISION SYSTEM ISCRAP (IF
FIRST CONTAINER SHIFT INSPECTION 4. (P)
OPERATOR e oN AL [apPLY)NOTIFY TO
METHOD e et her [suPERVISOR
ISION SYSTEM
(P) (P) L. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY |50 e ADJUST/
PRODUCT INSPECTION 3. RED TAG/SORT/
CORRECT COLOR OF 30 PARTS FROM THE EACH BEGINNING OF THE |INCOMING
223.03 CABLE.SEAL DRAWING/ [VISUALIVISION SYSTEM | oot CONTAINER SHIFT INSPECTION 4. (P)  [SCRAP (IF
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METHOD D e [suPERVISOR
ISION SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS S’;glgs QFS“QJSTOL'NG PROCESS ADJUST/
PROBUCT |/ 1515aL/ VISION SYSTEM / EACH BEGINNING OF THE JkNockpown BRusH [RED TAG/SORT/
223.04 NOT LESS THAN 1 CPA DRAWING / FIRST SAMPLE ISCRAP (IF
MASTER PIECES SHIFT DESIGN (P) SETUP
OPERATOR D e e IPPLYINOTIFY TO
METHOD A CE Lan E [suPERVISOR
ROBOT VISION
SYSTEM -MASTER
PIECES
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS ggglgﬁ ’Qg"éJgTOL'NG PROCESS ADJUST/
- NOT LESS THAN 1 PRODUCT ISUAL/ VISION SYSTEM/ EACH BEGINNING OF THE [kNockpown BrusH [RED TAG/SORT/
3.05 DRAWING / FIRST SAMPLE ISCRAP (IF
CABLE.SEAL MASTER PIECES SHIFT DESIGN (P) SETUP
OPERATOR DS o v lPPLYINOTIFY TO
METHOD o Iy T VE [supeRVISOR
ROBOT VISION
SYSTEM -MASTER
PIECES
(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS RO nG[PROCESS ADJUST/
NOT MORE THAN 1 PARTS FROM THE EACH BEGINNING OF THE |DESIGN ROBUST
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Tolerance Technique a-
DRAWING / METHOD ROBOT ISCRAP (IF
OPERATOR PROGRAM/IPROCESS [APPLY)/NOTIFY TO
METHOD CAPABILITY SUPERVISOR
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MAINTENANCE PLAN -
ISION SYSTEM
(P) (D) END OF ARM
TOOLING (P) SETUP
7ERO DEFECTS METHOD ROBOT PROCESS ADJUST/
(CABLE.SEAL CORRECT PRODUCT ISUAL/ VISION SYSTEM/ EACH BEGINNING OF THE |[PROGRAM/PROCESS [RED TAG/SORT/
223.08 A DRAWING /| [VISUALIVISION S FIRST SAMPLE i CAPABILITY ISCRAP (IF
OPERATOR PREVENTIVE IAPPLY)/INOTIFY TO
METHOD MAINTENANCE PLAN - [SUPERVISOR
ISION SYSTEM -
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(P) (P) SET-UP
METHOD
PROGRAMING-
7ERO DEFECTS TOOLING SCAN - PROCESS ADJUST/
PRODUCT INCOMING MATERIAL |RED TAG/SORT/
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METHOD INSPECTION (AUDIT) [SUPERVISOR
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METHOD
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7ERO DEFECTS e SN AL [PROCESS ADIUST/
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METHOD [TOOLING SCAN - SUPERVISOR
ISION SYSTEM
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TOOLING SETUP
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7ERO DEFECTS ROBOT PROGRAM  |PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
225.02 O oS THAN DRAWING / ISUALMVISION SYSTEM  [FIRST SAMPLE EACH BEGINNING OF THE JiANTENANCE PLAN |SCRAP (IF
' OPERATOR END OF ARM TOOLING|APPLY)NOTIFY TO
METHOD DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) END OF ARM
TOOLING SETUP
7ERO DEFECTS METHOD PLC & PROCESS ADJUST/
PRODUCT EACH BEGINNING OF THE JoREventve + [RED TAGISORT/
225.03 NOT LESS THAN 1 CPA DRAWING/  [VISUALAVISION SYSTEM  |FIRST SAMPLE ISCRAP (IF
SHIFT MAINTENANCE PLAN
OPERATOR IAPPLY)INOTIFY TO
METHOD END OF ARM TOOLINGg jpERyiSOR
DESIGN - VISION
SYSTEM -MASTER
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ZERO DEFECTS (P) END OF ARM PROCESS ADJUST/
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METHOD PREVENTIVE SUPERVISOR
MAINTENANCE PLAN
END OF ARM TOOLING
DESIGN - VISION
SYSTEM -MASTER
PIECES ROTUINE -
ISCRAP CONTAINERS
LOCKED
(F) (P) L. OPERATOR
PICK AND PLACE 7ERO DEFECTS oD 2 OUALITY IprocEss ADausT/
RETAINER INTO THE PRODUCT EACH BEGINNING OF THE INaPECTION 3. RED TAG/SORT/
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METHOD - SUPERVISOR
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(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM-  [PROCESS ADJUST/
NOT CONTAMINATED
PRODUCT END OF ARM TOOLING|RED TAG/SORT/
228.02 fﬂ(z#"ggxf’gggg%f'f“ DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE oy BECINNING OF THE |negi6N-RoBUST ISCRAP (IF
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: METHOD DESIGN (P) SETUP  |SUPERVISOR
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MAINTENANCE PLAN
(P) (D) END OF ARM
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7ERO DEFECTS ROBOT PROGRAM- |50 eSS ADJUST/
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ROBOT PROGRAM-
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PRODUCT SYSTEM-ROBOT RED TAG/SORT/
RETAINER CORRECT 30 PARTS FROM THE EACH BEGINNING OF THE [PROGRAMIPROCESS
228.05 DRAWING / ISUALIVISION SYSTEM ISCRAP (IF
ORIENTED FIRST CONTAINER SHIFT (CAPABILITY (P) SETUP
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MAINTENANCE PLAN -
ISION SYSTEM
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7ERO DEFECTS (P) SET-UP METHOD o0 5 e ADJUST!
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ISION SYSTEM
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TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
OT LESS THAN 1 PRODUCT PREVENTIVE RED TAG/SORT/
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SYSTEM
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ISION SYSTEM
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PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD _op0cE5s ADJUST/
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233.02 NOT DAMAGE RETAINER DRAWING/  [VISUAL/VISION SYSTEM ISCRAP (IF
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OPERATOR IAPPLY)INOTIFY TO
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233.03 DRAWING/  [VISUAL/VISION SYSTEM ISCRAP (IF
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OPERATOR IAPPLY)INOTIFY TO
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INSPECTION -VISION
SYSTEM
7ERO DEFECTS (P) SET-UP METHOD |50 5SS ADIUST/
PRODUCT PLC PRESS PROGRAMIo e 12 GISORT/
CORRECT COLOR OF 30 PARTS FROM THE EACH BEGINNING OF THE [MECHANICAL HARD
233.04 DRAWING / ISUALIVISION SYSTEM ISCRAP (IF
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(D) VISION SYSTEM
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AND PREDICTIVE
ENISH GOOD 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
pas o A TioN N S FINISH GOOD DRAWING / ISUAL/MANUALLY ONCE PER SHIFT Aot BEGINNING OF THE JopoGRAM 2. BREAK  [SCRAP (IF
il OPERATOR [AWAY COMB IAPPLY)/INOTIFY TO
METHOD FEATURE DURING  [SUPERVISOR
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(P) VISION SYSTEM
ENISH GOOD 7ERO DEFECTS PASSWORD - VISION [PROCESS ADJUST/
PSS FINISH GOOD ASSEMBLY PRODUCT CACH BEGINNING OF THE [SYSTEM RED TAG/SORT/
p3s S wiTH (CALLED FINISH GOOD DRAWING/  [VISUAL/VISION SYSTEM  JONCE PER SHIFT i AUTOVERIFICATION- [SCRAP (IF
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METHOD QUALITY FINAL SUPERVISOR
JinsPECTION (AUDIT)
(P) VISION SYSTEM
7ERO DEFECTS PASSWORD - VISION [PROCESS ADJUST/
FINISH BAD ASSEMBLY PRODUCT SYSTEM RED TAG/SORT/
238.01 [CALLED FINISH BAD DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT EACH BEGINNING OF THE L yTOVERIFICATION-  [SCRAP (IF
ASSEMBLY OPERATOR MASTER PIECES-  |APPLY)/NOTIFY TO
METHOD QUALITY FINAL SUPERVISOR
IinsPECTION (AUDIT)
(P) VISION SYSTEM
7ERO DEFECTS PASSWORD - VISION [PROCESS ADJUST/
PRODUCT SYSTEM RED TAG/SORT/
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(P) VISION SYSTEM
7ERO DEFECTS PASSWORD - VISION |PROCESS ADJUST/
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(P) SET-UP METHOD
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PRODUCT MECHANICAL HARD _ |oe D TAG/SORT/
238.05 NOT RETAINER BAD DRAWING / ISUAL/VISION SYSTEM  [FIRST SAMPLE FACH BEGINNING OF THE [STOP DESIGN END OF lo-p np 1
ASSEMBLY SHIFT STROKE SENSOR-
OPERATOR N IAPPLY)/INOTIFY TO
METHOD QU SUPERVISOR
|nsPECTION (AUDIT) -
ISION SYSTEM
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD ~ |[PROCESS ADJUST/
PRODUCT STOP DESIGN END OF |RED TAG/SORT/
238.06 ng'gIE[f‘E’;ENGAGE ININ DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE gﬁ&#BEG'NN'NG OF THE loTROKE SENSOR-  [SCRAP (IF
OPERATOR QUALITY FINAL IAPPLY)/INOTIFY TO
METHOD |nsPECTION (AUDIT) - [SUPERVISOR
ISION SYSTEM -
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(P) SET-UP METHOD
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(OPERATOR ISTROKE SENSOR- IAPPLY)/NOTIFY TO
METHOD (QUALITY FINAL [SUPERVISOR
JINSPECTION (AUDIT).
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PLC PRESS PROGRAM
IZERO DEFECTS MECHANICAL HARD PROCESS ADJUST/
PRODUCT ISTOP DESIGN END OF [RED TAG/SORT/
238.08 NOT WRONG RETAINER DRAWING / ISUAL/VISION SYSTEM FIRST SAMPLE gﬁﬁ:f:erEcﬂNNlNG OF THE ISTROKE SENSOR- ISCRAP (IF
(OPERATOR (QUALITY FINAL IAPPLY)/NOTIFY TO
METHOD [INSPECTION (AUDIT).- [SUPERVISOR
ISION SYSTEM -
MASTER PIECES
(P) SET-UP METHOD
PLC PRESS PROGRAM
IZERO DEFECTS MECHANICAL HARD PROCESS ADJUST/
PRODUCT ISTOP DESIGN END OF [RED TAG/SORT/
238.09 SETSUEI{E’; CORRECT DRAWING / ISUAL/VISION SYSTEM FIRST SAMPLE gﬁﬁ:f:erEcﬂNNlNG OF THE ISTROKE SENSOR- ISCRAP (IF
(OPERATOR (QUALITY FINAL IAPPLY)/NOTIFY TO
METHOD [INSPECTION (AUDIT).- [SUPERVISOR
ISION SYSTEM -
MASTER PIECES
(P) SET-UP METHOD
PLC PRESS PROGRAM
ZERO DEFECTS MECHANICAL HARD ~ [PROCESS ADJUST/
PRODUCT STOP DESIGN END OF [RED TAG/SORT/
238.09]] NOT DAMAGE RETAINER DRAWING / \h;lASgﬁééV;ISéggssYSTEM/ FIRST SAMPLE gﬁﬁ:'::. i‘f\l%”:’l\:"lrl\llf%OLEJgE ISTROKE SENSOR- ISCRAP (IF
(OPERATOR (QUALITY FINAL IAPPLY)/NOTIFY TO
METHOD [INSPECTION (AUDIT).- [SUPE
ISION SYSTEM -
MASTER PIECES
(P) SET-UP METHOD
PLC PRESS PROGRAM
ZERO DEFECTS MECHANICAL HARD ~ [PROCESS ADJUST/
PRODUCT STOP DESIGN END OF [RED TAG/SORT/
238.092] EEIALIEEE THAN1 DRAWING / \h;lASgﬁééV;ISéggssYSTEM/ FIRST SAMPLE gﬁﬁ;‘rBEGlNNlNG OF THE ISTROKE SENSOR- ISCRAP (IF
(OPERATOR (QUALITY FINAL IAPPLY)/NOTIFY TO
METHOD [INSPECTION (AUDIT).- [SUPE
ISION SYSTEM -
MASTER PIECES
FINISH GOOD ZERO DEFECTS [(P) PREVENTIVE AND |PROCESS ADJUST/
IAUTOMATIC NOT DAMAGE FINISH PRODUCT JACCORDING WORK JACCORDING WORK PREDICTIVE RED TAG/SORT/
240 ITRANSPORTATION GOOD ASSEMBLY DRAWING / MANUALLY/VISUAL INSTRUCTIONACCORDINGJINSTRUCTIONACCORDINGIMAINTENANCE PLAN- [SCRAP (IF
FROM VISION (OPERATOR ORK INSTRUCTION ORK INSTRUCTION [ITOOLING SCAN - PLC JAPPLY)/NOTIFY TO
SYSTEM TO PACKING METHOD PROGRAM SUPERVISOR
(D) -(D) INSPECTION
BY MANUFACTURING
7ERO DEFECTS Eg()) P PR BO%)” [ProcESs ADJuST
INOT BROKEN PRODUCT JACCORDING WORK JACCORDING WORK MFG ON QUALITY RED TAG/SORT/
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(OPERATOR ORK INSTRUCTION ORK INSTRUCTION y ° IAPPLY)/NOTIFY TO
METHOD URETHANE PLASTIC [SUPERVISOR
ISHEET ON FACE
ICOVER (FINISHED
GOOD PARTS CHUTE)
(D) CHUTE DESIGN
7ERO DEFECTS i REA PROCESS ADJUST/
PRODUCT JACCORDING WORK JACCORDING WORK RED TAG/SORT/
243 E!L\‘CI?(T'NGGOOD PART ggLSERg'I"(OE}g‘ DRAWING / ISUAL INSTRUCTIONACCORDING]JINSTRUCTIONACCORDING ggg:ngQEL'J\‘;LSITY SCRAP (IF
(OPERATOR ORK INSTRUCTION ORK INSTRUCTION INSPECTION IAPPLY)/NOTIFY TO
METHOD SPECTIO [SUPERVISOR
IOPERATOR
INSPECTION
(D) CHUTE DESIGN
7ERO DEFECTS P CRAE AREA PROCESS ADJUST/
PRODUCT JACCORDING WORK JACCORDING WORK RED TAG/SORT/
043,01 o O T WITH DRAWING/  [VISUAL INSTRUCTIONACCORDING|INSTRUCTIONACCORDING ggg’:ga’\'&';‘;l_sm ISCRAP (IF
(OPERATOR ORK INSTRUCTION ORK INSTRUCTION IAPPLY)/NOTIFY TO
METHOD INSPECTION SUPERVISOR
IOPERATOR
INSPECTION
IZERO DEFECTS (P) FG AREA PROCESS ADJUST/
PRODUCT JACCORDING WORK JACCORDING WORK DJUSTABLE TO RED TAG/SORT/
243.02 [COMPLETE STD PACK DRAWING / MANUALLY/VISUAL INSTRUCTIONACCORDING|INSTRUCTIONACCORDING|DIFFERENT SIZES OF [[SCRAP (IF
(OPERATOR ORK INSTRUCTION ORK INSTRUCTION ICONTAINERS QUALITYJAPPLY)/NOTIFY TO
METHOD INSPECTION SUPERVISOR




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
1. PREVENTIVE AND
PREDICTIVE
7ERO DEFECTS MAINTENANCE PLAN -
PRODUCT UNLOAD SENSOR TO [NOTIFY TO
245  [SCRAP DISPOSAL AT DRAWING / ISUAL ACCORDING DURING THE SHIFT DETECT GOOD PART [SUPERVISOR,
OPERATOR ON TRACK FLAPPER |CORRECT FAILURE
METHOD SENSORS, END OF
(CHUTE SENSOR, PLC
PROGRAM
(P) OPERATOR
lioenTiFy anD
FIRST SAMPLE METHOD(D) FIRST
RELEASED BY Q.C. ASSEMBLY BETWEEN OF ZERO DEFECTS ACCORDING ACCORDING SAMPLE RELEASE ~ |[SLCRECATE
290 NONE [SPECIFICATION DRAWING ISUAL/MANUAL MATERIAL, NOTIFY TO
PROCESS AUDIT BY INSTRUCCTION INSTRUCCTION AND IMPROSES
(ATRIBUTTES) PRODUCT / VPS SUPERVISOR AND
.C. [nsPECTION cHECK  [SUPERVISOR A1
LIST, INSPECTION :
) OPERATOR IDENTIFY AND
SEGREGATE
METHOD(D) FIRST |y, TERIAL; NOTIFY TO
00,02 P/N RELEASED TO ZERO SUAL ACCORDING ACCORDING SAMPLE RELEASE  [W/TERAL HOTIFY ]
- RUN PROBLEMS INSTRUCTION INSTRUCTION AND IMPROSES .
PRODUCTION AND
|insPECTION CHECK
LIST, INSPECTION  [CORRECT THE
. FAILURE DETECTED.
(P) OPERATOR [DENTIFY AND
L ero METHOD(D) FIRST ~ |SEGREGATE
CORRECT SET UP PROBLEMS / ACCORDING THE ACCORDING THE SAMPLE RELEASE  IMATERIAL; NOTIFY TO
290.03 RELEASE oPERATOR  [VISUAL INSTRUCTION INSTRUCTION AND IMPROSES SUPERVISOR, STOP
AR |nsPeCTION cHECK  [PRODUCTION AND
: LIST, INSPECTION,  [CORRECT THE
FINAL INSPECTION  [FAILURE DETECTED.
FINISH ASSEMBLY IS OPERATOR (SDE)TMSQ(L;EEELUL'T'S’\{G PROCESS ADJUST/
310  |PACKAGED BAG IS NO DAMAGED MATERIAL ISUAL EACH CONTAINER EACH CONTAINER + [rep TAGISORT/
CLOSED METHOD INSPECTION - Q.C. 5 Ap (1F APPLY)
FINAL AUDIT
(P) PACKING
PROCESS ADJUST/
310.1 COMPLETE STDPACK ~ |CORRECT STD OPERATOR  lvisuAL EACH CONTAINER EACH CONTAINER INFORMATION RED TAG/SORT/
PACK METHOD ELECTRICAL Count [R50 FACSORTY
IN WORK STATION
(D) SCANING WiTH
PROCESS ADJUST/
CORRECT OPERATOR ELECTRONIC
310.111] o LABEL AN VISUAL EACH CONTAINER EACH CONTAINER i RED ;S(GIIQSSFszTIfY)
OPERATOR METHOD
O M TN brocess e
510.13 CONTAINER OR ISUAL EACH CONTAINER EACH CONTAINER + [rRep TAGISORT/
co METHOD [nspecTion - RERIACSAR
FINAL AUDIT
D) MANUFACTURIN
OPERATOR e Chieck ey [PROCESS ADIUSTI
310.15 CORRECT PACKING ISUAL EACH CONTAINER EACH CONTAINER + [rep TAGISORT/
METHOD [nspecTion-Q.c. " SER AR GEABPLY)
FINAL AUDIT
(D) SCANING WITH
ELECTRONIC PROCESS ADJUST/
310.16 ggf;?,ﬁ\fg LABEL %EEQEOR VISUAL EACH CONTAINER EACH CONTAINER DETECTION - RED TAG/SORT/
(0)OPERATOR ISCRAP (IF APPLY)
METHOD
(D) SCANING WITH
PLACE SHIPPING OPERATOR ELECTRONIC PROCESS ADJUST/
311 |LABEL ON MATERIAL CORRECT AN VISUAL EACH CONTAINER EACH CONTAINER DETECTION - RED TAG/SORT/
CONTAINER/BOX (0)OPERATOR ISCRAP (IF APPLY)
METHOD
MOVE FINISH GOOD
CONTAINER FROM
PROCESS ADJUST/
k16 ORK STATION TO CORRECT STD PACK OPERATOR ISUAL EACH CONTAINER EACH CONTAINER (P) OPERATOR RED TAG/SORT/
[incompLETE METHOD METHOD A arip il
CONTAINER AREA
(WHEN APPLY)
ZERO
ELABELING WHEN CORRECT IDENTIFIED OF PROBLEMS / (P) OPERATOR e RVISOR
18 CONTAINER ( SHIPPING OPERATOR  [VISUAL / SCANNER EACH CONTAINER DURING THE SHIFT TRAINING VISUAL :
APPLY SEGREGATE THE
LABEL METHOD/ [insPeCTION ESRECH
ISUAL AID
ZERO
NOTIFY TO
PROBLEMS / (P) OPERATOR
318.1 SHIPPING LABEL NOT OPERATOR  [VISUAL / MANUAL / EACH CONTAINER DURING THE SHIFT TRAINING ViSUAL  [SUPERVISOR,
DAMAGED SEGREGATE THE
METHOD/ INSPECTION CESRECA
ISUAL AID




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : +Jig] Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
ZERO
PROBLEMS/ fy/1s1)aL / MANUAL / (P) OPERATOR gLCJ)l;’rlliFRYVTgOR
318.2 ACTIVE SHIPPING LABEL OPERATOR  [SHALT EACH CONTAINER DURING THE SHIFT TRAINING VISUAL  [SUPERVISOR,
METHOD/ |insPeECTION SEoREOA
ISUAL AID
FINISHED GOOD
320 NOVED O NO DAMAGED MATERIAL ISUAL AID/ ISUAL/ MANUAL EACH CONTAINER PURING SPECIAL [Rirecrion %%RING R oRT/acRAP (F
MANUFACTURING PART DRAWING CONTAINMENT :
iearativiivict FINAL AUDIT APPLY)
HEN APPLY
RED TAG/
NO DAMAGED ISUAL AID/ DURING SPECIAL (P) OPERATOR
320.1 SHIPPING LABEL PART DRAWING[Y'SUAL MANUAL FACH CONTAINER CONTAINMENT METHOD igggﬁcmp (F
320.11 NO MISSING ISUAL AID/ ISUAL/ MANUAL EACH CONTAINER PURING SPECIAL (P) OPERATOR R oRT/acRAP (F
: SHIPPING LABEL PART DRAWING CONTAINMENT METHOD aopLY)
320.13 NO DAMAGED ISUAL AID/ ISUAL/ MANUAL EACH CONTAINER PURING SPECIAL (P) OPERATOR zggTT/gg:aAP (F
: CONTAINER PART DRAWING CONTAINMENT METHOD ropL1)
ERIFICATION OF (D) VERIFICATION OF |NOT START OR STOP
SET-UP IN CORRECT SET UP ZERO ROUTINE OF SET UP |INSPECTION; NOTIFY
825 IvANUFACTURING  [NONE RELEASE BY MFG PROBLEMS  [VISUAL ACCORDING TO ROUTINE JACCORDING TO ROUTINE |\ '\IANUFACTURING  [TO SUPERVISOR OR
[insPECTION AREA INSPECTION AREA  JAUDITOR OF Q.C.
e JRING 7ERO DEFECTS () -OPERATOR SEGREGATE AND
330 |(CONTAINMENT IS FIRST SAMPLE PRESENT PRODUCT ISUAL ACCORDING METHOD  IDURING SPECIAL METHOD -VISUAL IDENTIFY MATERIAL,
o N DRAWING / OPERATOR CONTAINMENT P eracon NOTIFY TO
APbLY) VISUAL AID SUPERVISOR.
ZERO DEFECTS SEGREGATE AND
(ASSEMBLY BETWEEN OF PRODUCT ACCORDING METHOD  |DURING SPECIAL (P) -OPERATOR IDENTIFY MATERIAL,
330.1 [SPECIFICATION ISUAL METHOD (D) -VISUAL
O BUTES DRAWING / OPERATOR CONTAINMENT [VEMHD ©) NOTIFY TO
ISUAL AID SUPERVISOR.
3011 CORRECT [ PRobueT ISUAL CACH CONTAINER DURING SPECIAL ﬁ%;ﬂg%ﬁﬂg&l_ |S|3EE?\1RTI|E€YA|\T/|E\¢QF§AL,
: CONTAINER DRAWING / CONTAINMENT P eracon NOTIFY TO
ISUAL AID SUPERVISOR.
ZERO DEFECTS (P) OPERATOR SEGREGATE AND
NO DAMAGED PRODUCT DURING SPECIAL METHOD -D- VISUAL [IDENTIFY MATERIAL,
33013 SHIPPING LABEL DRAWING/  [VISUAL FACH CONTAINER CONTAINMENT |inspecTION OF NOTIFY TO
VISUAL AID SERVICE OPERATOR |SUPERVISOR.
ZERO DEFECTS (P) OPERATOR SEGREGATE AND
NO MISSING PRODUCT DURING SPECIAL METHOD -D- VISUAL |IDENTIFY MATERIAL,
330.14 SHIPPING LABEL DRAWING/  [V'SUAL FACH CONTAINER CONTAINMENT IinsPeCTION OF NOTIFY TO
VISUAL AID SERVICE OPERATOR |SUPERVISOR.
ZERO DEFECTS SEGREGATE AND
P) -OPERATOR
CORRECT PRODUCT DURING SPECIAL ( liENTIEY MATERIAL,
330.16 SHIPPING LABEL DRAWING / ISUAL EACH CONTAINER CONTAINMENT [VETHOD MSUAL - InoTiFy To
ISUAL AID SUPERVISOR.
EONTAINER T0 B FERO DEFECTS FBenTiFY MATERIAL
CONTAINER TO Q.C. PRODUCT ACCORDING :
320 [CORTANER TO 2 NO DAMAGED MATERIAL o) [suaL EACH CONTAINER AT (D) 0.C. FINAL AUDIT  NOTIFY TO
HEN APPLY VISUAL AID SUPERVISOR, SCRAP
(F APPLY)
ZERO DEFECTS FBenTiFY MATERIAL
NO DAMAGED PRODUCT [ACCORDING (P) OPERATOR '
3401 CONTAINER DRAWING/  [VISUAL FACH CONTAINER CONTAINMENT METHOD NOTIFY TO
VA SUPERVISOR, SCRAP
(F APPLY)
7ERO DEFECTS (P) OPERATOR [ CREGA T AN L
NO DAMAGED PRODUCT ACCORDING METHOD -D- VISUAL :
34011 SHIPPING LABEL DRAWING/  [VISUAL FACH CONTAINER CONTAINMENT linspecTION OF OISR SCRAP
VISUAL AID SERVICE OPERATOR [0XFERD
7ERO DEFECTS (P) OPERATOR [ CREGA T AN L
PRODUCT ACCORDING METHOD -D- VISUAL :
340.12 NO MISSING LABEL oG] [suaL EACH CONTAINER R T [MEAD D S NoTEYTO
VISUAL AID SERVICE OPERATOR [02FE8\S
ZERO
PROBLEMS / (P'?éffgh\'l’\(‘fw’*g& lioenTiFy, secrecaTE
b, [AUDIT PRODUCTS OFf () CORRECT IDENTIFICATED PRODUCT L SUAL ACCORDING ACCORDING [ NG N ORE . IMATERIAL, NOTIFY TO
FINAL ASSEMBLY ASSEMBLY DRAWING / INSTRUCTION INSTRUCTION . VISUAL AID OF  [SUPERVISOR, APPLY
OPERATOR : RED TAG.

METHOD

ITHE COMPONENT




CENTER

Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
(P) OPERATOR IDENTIFY, SEGREGATE,
7ERO DEFECTS
ACCORDING ACCORDING METHOD -D- VISUAL  [MATERIAL, NOTIFY TO
851.1 NO MISSING LABEL ot ISUAL INSTRUCTION INSTRUCTION |insPeCTION OF SUPERVISOR, APPLY
: SERVICE OPERATOR |RED TAG.
[DENTIFY, SEGREGATE
ATTRIBUTES OF |ZERO DEFECTS ACCORDING ACCORDING (P) OPERATOR MATERIAL, NOTIFY TO
351.11 IASSEMBLY BETWEEN PRODUCT ISUAL ORI ORI METHOD -D-VISUAL  [UATERVAL NOTEY T
SPECIFICATION DRAWING. [insPecTION :
RED TAG.
SEGREGATE
o1 s CORRECT ZERO SUAL ACCORDING ACCORDING (P) -OPERATOR MATERIAL, NOTIFY TO
. SHIPPING LABEL PROBLEMS INSTRUCTION INSTRUCTION METHOD SUPERVISOR, APPLY
RED TAG.
SEGREGATE
14 NOT DAMAGE ZERO SUAL ACCORDING ACCORDING (P) -OPERATOR MATERIAL, NOTIFY TO
: CONTAINER PROBLEMS INSTRUCTION INSTRUCTION METHOD SUPERVISOR, APPLY
RED TAG.
ZERO SEGREGATE
s1s CORRECT TYPE PROBLEMS / | \cn ACCORDING ACCORDING ﬁé%ﬂ%%R.’?SﬁTsu AL [VATERIAL NOTIFY TO
: CONTAINER OPERATOR INSTRUCTION INSTRUCTION [METHoD O SUPERVISOR, APPLY
METHOD RED TAG.
o S EEN ISUAL/MANUAL/CALIPER SEGREGATE
o, [INSPECTION LAY oUT| (o e A TIoN ZERO ELECTRODIGITALMETER || ¢, A NNUAL (P) INSPECTION BY  |MATERIAL, NOTIFY TO
ANNUAL DEFECTS. OF HEIGHTS, OPTIC 0.C., SYSTEMPPAP  [SUPERVISOR, APPLY
(INSPECTION LAY OUT COMPARATOR RED TAG
ANNUAL). (WHEN APPLY) : :
[CLOSE CLOSE CONTAINERS,
a0 [CONTANERIS CONTAINERS PACKING MANUALLY EACH CONTAINER EACH CONTAINER (B) YEORK METHOD TOIRED TAG, SORT,
CORRECTLY SCRAP (IF APPLY)
MOVE FINISH GOOD METHOD OF
380  |CONTAINERS TO NO DAMAGED MATERIAL CONTAINER  [MANUALLY EACH CONTAINER EACH CONTAINER (P) OFERATION RED ,Iﬁ(?#i%[ﬁ()
SHIPPING AREA. RECOLECTION
FINISH GOOD
PACK LIST AND RED TAG, SORT,
koo  [CONTAINERS ARE [CORRECTQUANTITY] MANIFIEST  [MANUALLY EACH CONTAINER EACH CONTAINER (P) OPERATOR RETURN, SCRAP (IF
SEGREGATED BY OF CONTAINERS alvi=cli METHOD S
DESTINATION )
MANIFEST (PUSH O MISSING PUSHT PACK LIST AND RED TAG, SORT,
400  |DELIVERY) IS N MANIFIEST  [MANUALLY EACH CONTAINER EACH CONTAINER (P) WORK METHOD ~ |[RETURN, SCRAP (IF
ELABORATED PROCEDURE APPLY)
MOVE FINISH GOOD
CONTAINERS FROM PACK LIST AND L ED TAG. SORT
410 [SHIPPING AREA TO NO DAMAGED MATERIAL MANIFIEST  [MANUALLY EACH CONTAINER EACH CONTAINER (Pywork MeTHOD  JRED TAC. SORT
DISTRIBUTION PROCEDURE
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Characteristics pecial Methods
Part/ Process Name / Machine, Device, Jig, >hec Product / Process| Evaluation / .
! L Char. Reaction PI
Proc # | Operation description Tools For Mfg.  [INo Product Process Claasrs Specification / Measurement SaSrir;;()ele Sgrrgple Control Method eaction Flan
Tolerance Technique a-
(D) -VISUAL
IINSPECTION TO
ERIFY THE
[CONTAINER
ICONDITION
(S ORDING WORK  Irep TAG/ SORT/
RECEIVING HANDLING RETURN MATERIAL TO
10 MATERIAL IN DOCKS NO SUSPECT MATERIAL MATERIALWI MANUALLY EACH CONTAINER EACH CONTAINER MATERIALS SUPPLIER, SCRAP
DEPARTMENT MATERIAL (IF APPLY )
INSPECTS AND
[SEGREGATE DAMAGE
MATERIAL -
INSPECTION BY
INCOMING
INSPECTION
(P) -CLOSED
NO DAMAGED HANDLING [RETURN MATERIAL TO
10.1 COMPONENT MATERIALWI MANUALLY EACH CONTAINER EACH CONTAINER ERIFY CONTAINER SUPPLIER, SCRAP
QR BOXIN GOOD  l\ATERIAL (IF APPLY )
[CONDITION -VISUAL
JAID DISPLAYED
D) -VISUAL
IINSPECTION TO
ERIFY THE
[CONTAINER
ICONDITION
oo NG WORK.  [ReD TAGY SORT/
10.11 NO DAMAGED MATERIAL ;ﬁﬁg;llle\lvl MANUALLY EACH CONTAINER EACH CONTAINER MATERIALS RETURN MATERIAL TO
ISUPPLIER, SCRAP
DEPARTMENT MATERIAL (IF APPLY )
INSPECTS AND
[SEGREGATE DAMAGE
MATERIAL -
INSPECTION BY
INCOMING
INSPECTION
MATERIAL
OIFSl’\J/IAAEI_:ENRSI:ECTION SEGREGATE, NOTIFY
RECEIVED TO VERIFY| (P) VISUAL ITO SUPERVISOR,
PHYSICAL IZERO EACH SHIPPING IINSPECTION AGAINST |GENERATE
20 CONTAINER I'DENTIFIED MATERIAL PROBLEMS / ISUAL / SCANNER EACH CONTAINER RECEIVED MANIFEST DISCREPANCY AND
MANIFEST JACCORDING TO ISEND MATERIAL TO
(CONDITION AND
ORK INSTRUCTION [INCOMING
[COMPARE AGAINST
MANIEEST INSPECTION to GIVE
DISPOSITION.
MATERIAL
(P) VISUAL SEGREGATE, NOTIFY
[INSPECTION AGAINST [[TO SUPERVISOR,
MANIFEST AND GENERATE
20.1 I'IDENTIFIED MATERIAL gg%‘;LEMS ISUAL EACH CONTAINER Eég:l\slgg’PING MATERIAL IS DISCREPANCY AND
[SEGREGATED ISEND MATERIAL TO
JACCORDING THE INCOMING
WORK INSTRUCTION INSPECTION to GIVE
DISPOSITION.
P) VISUAL
MATERAL NOT IZERO EACH SHIPPING ( INOTIFY TO
20.11 MISSING. PROBLEMS IVISUAL / SCANNER EACH MANIFEST RECEIVED :\l/\IIAS’\F"”E:E;I_?N WITH SUPERVISOR:




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R oduct / Process) Evaluation / )
! L ! M Char. Reaction PI
Proc # | Operation description Tools For Mfg.  INo| Product Process Claasrs Specification / Measurement Szingle Sggple Control Method eaction Flan
Tolerance Technique a-
DISCREPANCY IS GENERATE
IGENERATED DISCREPANCY.
JACCORDING THE
WORK INSTRUCTION -
[SCANNING
D) -VISUAL
IINSPECTION TO
CI(E)T\II"FZH‘\II'EFE SEGREGATE AND
NOT DAMAGE (CONDITION BNy o MATERIAL,
[CONTAINER (NOT ZERO EACH SHIPPING ACCORDING WORK g oepviSOR: To SEND
20.12 FLAT, NOT PROBLEMS ISUAL EACH CONTAINER RECEIVED IINSTRUCTION - MATERIAL TO
PERFORATED AND MATERIALS INSPECTS INCOMING
INOT HIT) JAND SEGREGATE
INSPECTION to GIVE
DAMAGE MATERIAL - DISPOSITION
INSPECTION BY )
INCOMING
INSPECTION
|(D) VISUAL
INSPECTION
VERO JACCORDING TO MATERIAL
PROBLEMS / ORK INSTRUCTION [SEGREGATE, NOTIFY
JAND MATERIAL IS ITO SUPERVISOR, To
20.13 MATERIAL WITH LIST OF ISUAL / SCANNER EACH CONTAINER EACH SHIPPING ISEGREGATED TO BE |[SEND MATERIAL TO
[QUALITY ALERT MATERIAL FOR RECEIVED
INSPECTION IN ISORTED OR INCOMING
PLANT RETURNED TO THE INSPECTION to GIVE
ISUPPLIER QUALITY DISPOSITION.
JALERT LIST FOR
[SUSPECT MATERIAL
(D) VISUAL
[INSPECTION TO
ERIFY THE
ICONTAINER
LV ERO ICONDITION MATERIAL
PROBLEMS / JACCORDING WORK SEGREGATE, NOTIFY
LIST OF EACH SHIPPING INSTRUCTION - ITO SUPERVISOR, To
20.14 NO DAMAGED MATERIAL ISUAL / SCANNER EACH CONTAINER MATERIALS ISEND MATERIAL TO
MATERIAL FOR RECEIVED
INSPECTION IN DEPARTMENT INCOMING
PLANT INSPECTS AND INSPECTION to GIVE
ISEGREGATE DAMAGE [DISPOSITION.
MATERIAL -
INSPECTION BY
INCOMING
INSPECTION
NOTIFY TO
CHECK OF THE CORRECT QUANTITY OF (P) WORK gLéZEEEX'TSSR
IAMOUNT OF RAW ISAMPLES IN CONTAINERS |NO MISSING IZERO EACH SHIPPING IINTRUCTION .
25 MATERIAL IN PARTS RECEIVED FOR MATERIAL [VERIFICATION PROBLEMS |VISUAL / MANUAL 1 CONTAINER RECEIVED (OPERADOR (D) 3[&51(':ERRE|26"\|{8YY SEND
UNIQUE BOUGHT IOF BUYED PARTS. ICERTIFICATE N
COMING
INSPECTION.
(P) WORK SUPERVISOR:
IINSTRUCTION FOR GENERATE !
LOAD MATERIAL IN IZERO EACH SHIPPING MATERIALS X
130 SYSTEM (SAP/QAS) INO MISSING LOAD PROBLEMS ISUAL / MANUAL 1 CONTAINER RECEIVED OPERATOR - DISCREPANCY; SEND
MATERIAL TO
ISCANNING OF THE
MATERIAL INCOMING
INSPECTION.
MOVE MATERIAL
[SUPERMARKET AREA GENERATE !
OR MATERIAL IZERO EACH SHIPPING (P) -OPERATOR X
40 SUSPECT/ UNDER NO DAMAGED MATERIAL PROBLEMS ISUAL / MANUAL 1 CONTAINER RECEIVED METHOD 3[AS$§RE£CI‘\II'%Y, SEND
QUALITY ALERT TO
INCOMING INCOMING
INSPECTION INSPECTION.
NOTIFY TO
(P) -OPERATOR o R = OR:
IZERO EACH SHIPPING METHOD - .
40.1 NO MIXED MATERIAL PROBLEMS IVISUAL / MANUAL 1 CONTAINER RECEIVED CERTIFICATED DISCREPANCY; SEND
OPERATOR MATERIAL TO
INCOMING
INSPECTION.
P) WORK NOTIFY TO
MOVE MATERIAL (
IZERO EACH SHIPPING INSTRUCTION FOR SUPERVISOR;
41 Sﬂiﬁﬁ—%TAOLERUTNPOER INO MIXED MATERIAL PROBLEMS ISUAL / MANUAL 1 CONTAINER RECEIVED MATERIALS GENERATE
[OPERATOR [DISCREPANCY; SEND




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process Claasrs Specification / Measurement Szingle Sggple Control Method eaction Flan
Tolerance Technique a-
INCOMING MATERIAL TO
INSPECTION AREA INCOMING
INSPECTION.
NOTIFY TO
[P) WORK SUPERVISOR;
GENERATE
ZERO EACH SHIPPING IinsTruCTION FOR _
41.1 NO DAMAGED MATERIAL CR S LEMS ISUAL / MANUAL 1 CONTAINER O o iyl dia DISCREPANCY; SEND
VALERIALS MATERIAL TO
INCOMING
INSPECTION.
MATERIAL 1S
MATERIAL ARE oRRECT 7ERO DEFECTS fﬁ)s;DvEIngJ%N By IDENTIFIED TO
> [INSPECTEDIN R VPS / ISUAL. MANUAL ACCORDING ACCORDING Aol DISPOSITION, RETURN
INCOMING e o PRODUCT : INSTRUCTION INSTRUCTION RO MATERIAL AT
INSPECTION AREA DRAWING. NSoEeT N AREA  |SUPPLIER OR SEND TO
SUPER MARKET AREA.
(D) VISUAL
INSPECTION TO
ERIFY THE
CONTAINER
CONDITION MATERIAL IS
7ERO DEFECTS ACCORDING WORK ~ [IDENTIFIED TO
NO DAMAGED VPS / ACCORDING ACCORDING [nsTrRUCTION - DISPOSITION, RETURN
(#2.11 NO DAMAGED MATERIAL  {conTAINER PRODUCT ISUAL, MANUAL INSTRUCTION INSTRUCTION MATERIALS INSPECTS [MATERIAL AT
DRAWING. [AND SEGREGATE _ [SUPPLIER OR SEND TO
DAMAGE MATERIAL - |SUPER MARKET AREA.
ISUAL AID
DISPLAYED -
INSPECTION BY
INCOMING INSPECTIO
MATERIAL 1S
7ERO DEFECTS (D) WORK lioenTiFiED TO
VPS / ACCORDING ACCORDING IInsTRucTION FOR  [DISPOSITION, RETURN
(12.13 NO DAMAGED MATERIAL PRODUCT [VISUAL, MANUAL INSTRUCTION INSTRUCTION MATERIALS MATERIAL AT
DRAWING. OPERATOR ISUPPLIER OR SEND TO|
ISUPER MARKET AREA.
MATERIAL 1S
Al ZERO DEFECTS [/ SUAL MANUAL OPTIC (D) VERIFICATION  [IDENTIFIED TO
214 ATTRIBUTES AND VPS / AL ACCORDING ACCORDING ACCORDING THE DISPOSITION, RETURN
: EMENSIONS) GWHEN PRODUCT s MIeATOR INSTRUCTION INSTRUCTION DRAWING VISUAL  |MATERIAL AT
aPPLY) DRAWING. S [insPeCTION SUPPLIER OR SEND TO|
: ISUPER MARKET AREA.
(P) cLOSED MATERIAL 1S
MATERIAL
et
MOVED RAMPS OR VPS / ACCORDING ACCORDING *
43 NO MIXED MATERIAL VISUAL, MANUAL ERIFY CONTAINER  [MATERIAL AT
MNC IS SCRAPED OR PRODUCT INSTRUCTION INSTRUCTION
R oNeAbED O A OR BOX INGOOD ~ |SUPPLIER OR SEND TO
e : CONDITION -VISUAL ~ |SUPER MARKET AREA
[AID DISPLAYED (SHOP STOCK).
MATERIAL 1S
CORRECT LABEL Vs e ACCORDING ACCORDING (P) WORK IQEEBSF'ITE'%'I?RETURN
(3.1 (CORRECT MATERIAL - ibENTIFICATION PRODUCT ISUAL, MANUAL INSTRUCTION INSTRUCTION IinsTrucTION MATERIAL AT
A SUPPLIER OR SEND TO|
: ISUPER MARKET AREA
(SHOP sTOCK)
ZERO DEFECTS (P) WORK
STORE MATERIAL IN
VPS / ACCORDING ACCORDING InstrRucTiIONFOR  [RED TAG, SORT,
P gﬁgERSMFg%T(EXR(EA [CORRECT MATERIAL PRODUCT [VISUAL, MANUAL INSTRUCTION INSTRUCTION MATERIALS ISCRAP (IF APPLY)
DRAWING. OPERATOR
ZERO DEFECTS (P) WORK
VPS / ACCORDING ACCORDING InstrRucTIONFOR  [RED TAG, SORT,
°0-1 NO DAMAGED MATERIAL PRODUCT [VISUAL, MANUAL INSTRUCTION INSTRUCTION MATERIALS ISCRAP (IF APPLY)
DRAWING. OPERATOR
ZERO DEFECTS (P) OPERATOR
CORRECT VPS / ACCORDING ACCORDING METHOD STORE -SAP [RED TAG, SORT,
50.12 [CORRECT MATERIAL MATERIAL STOCK PRODUCT ISUAL, MANUAL, SAP [|\STRUCTION INSTRUCTION SYSTEM -MAP OF  [SCRAP (IF APPLY)
DRAWING. LOCATION
E— ZERO DEFECTS (P) OPERATOR
VPS / ACCORDING ACCORDING METHOD STORE -SAP [RED TAG, SORT,
50.13 [CORRECT MATERIAL e oN PRODUCT ISUAL, MANUAL, SAP IiNsTRUCTION INSTRUCTION SYSTEM -MAP OF  [SCRAP (IF APPLY)
DRAWING. LOCATION
PRINT SHIPPING ES—— PACKING (D) -VISUAL
60 [LABELS AND R OPERATOR  [MANUALLY EACH SET UP EACH SET UP INSPECTION BY RED TAG/SCRAP
PROCESS CARD | METHOD MATERIALS (p)




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R oduct / Process) Evaluation / )
! L ! M Char. Reaction PI
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
IACCORDING TO THE [OPERATOR -WORK
REQUERIMENTS JINSTRUCTION
(D) VISUAL
PACKING INSPECTION BY
60.1 MATERIAL SCANNED OPERATOR MANUALLY EACH SET UP EACH SET UP MATERIALS
METHOD OPERATOR
PACKING (D) VISUAL
60.2 MATERIAL SCANNED NO DAMAGED OPERATOR  [MANUALLY EACH SET UP EACH SET UP |INSPECTION BY RED TAG/SCRAP
LABEL METHOD MATERIALS
(OPERATOR
MOVE SHIPPING ACKING (P) OPERATOR
LABELS TO WORK METHOD -D- VISUAL
70 STATION (WHEN NO MIXED LABELS :\JAE_EI_EQBOR MANUALLY EACH LABEL EACH SET UP linsPECTION OF RED TAG/SCRAP
IAPPLY) ISERVICE OPERATOR
PACKING (P) OPERATOR
NO MISSING METHOD -D- VISUAL
70.1 SHIPPING LABEL aE_ErEgTDOR MANUALLY EACH LABEL EACH SET UP linsPECTION OF RED TAG/SCRAP
ISERVICE OPERATOR
PACKING (P) OPERATOR
70.11 NO DAMAGED IOPERATOR MANUALLY EACH LABEL EACH SET UP METHOD -D- VISUAL RED TAG/SCRAP
LABEL METHOD IINSPECTION OF
ISERVICE OPERATOR
BUILD THE KIT (F) -OPERATOR IADJUST AS
IACCORDING TO THE (OPERATOR KIT NECESSARY/ RED TAG
80 REQUIREMENTS ICORRECT TOOL METHOD MANUALLY EACH SET UP EACH SET UP gg;gg?o(g)’\;IETHOD STOP PROCESS (IF
(WHEN APPLY) IAPPLY)
IADJUST AS
ICORRECT RAW (OPERATOR KIT (P) -OPERATOR NECESSARY/ RED TAG
80.1 [CORRECT MATERIAL MATERIAL METHOD MANUALLY EACH SET UP EACH SET UP METHOD STOP PROCESS (IF
APPLY)
ICORRECT IADJUST AS
(OPERATOR KIT (P) -OPERATOR NECESSARY/ RED TAG
80.12 MATERIAL METHOD MANUALLY EACH SET UP EACH SET UP METHOD STOP PROCESS (IF
['DENTIFICATION APPLY)
IADJUST AS
[OPERATOR KIT (P) -OPERATOR NECESSARY/ RED TAG
80.13 INO MIXING MATERIAL METHOD MANUALLY EACH SET UP EACH SET UP METHOD STOP PROCESS (IF
IAPPLY)
CORRECT IADJUST AS
[OPERATOR KIT (P) -OPERATOR NECESSARY/ RED TAG
80.14 IOPERATOR METHOD MANUALLY EACH SET UP EACH SET UP METHOD STOP PROCESS (IF
METHOD [APPLY)
ITO REQUEST IADJUST AS
SHIPPING LABEL
ICORRECT LABEL [OPERATOR KIT (P) OPERATOR NECESSARY/ RED TAG
85 FROM KIT PART linEORMATION METHOD MANUALLY EACH LABEL EACH SET UP METHOD STOP PROCESS (IF
NUMBER (WHEN APPLY)
APPLY)
MOVE MATERIAL,
IAND TOOL FROM
IADJUST AS
KIT'S CENTER TO (P) USE OF CAR FOR
90 ORK STATION NO DAMAGED MATERIAL 3E.ErﬁgEOR KIT MANUALLY EACH SET UP EACH SET UP [TRANSPORTATION - g'E(O:ESP?QAORCYéggl(DIJAG
IACCORDING TO THE [OPERATOR METHOD APPLY)
REQUIREMENTS
(WHEN APPLY)
MOVE MATERIAL,
PACKING MATERIAL
IAND TOOL OF THE IADJUST AS
P) USE OF CAR FOR
100 P/N CHANGE FROM NOT DAMAGED MATERIAL OPERATOR KIT MANUALLY EACH MATERIAL KIT EACH CHANGE OF SET UPJTRANSPORTATION - NECESSARY/ RED TAG
ORK STATION TO METHOD OPERATOR METHOD STOP PROCESS (IF
KIT'S CENTER OR IAPPLY)
PACKING CAR (WHEN
APPLY)
TRANSFER MATERIAL
FROM
SUPERMARKET AND IADJUST AS
HANDLING (P) -OPERATOR
[SHOP STOCK SLOCK JACCORDING NECESSARY/ RED TAG
105 (sLock 1) TOWIP INO MISSING SCANN MAITERIAL UIDE [MANUALLY/SCANN EACH CONTAINER/BOX REQUIREMENTS g’l-ﬁl—-ﬂgﬁ -SCANNING STOP PROCESS (IF
SLOCK (SLOCK 2) IN : IAPPLY)
SAP/QAS SYSTEM
(SCANNING)
HANDLING NOT START OR STOP
105.1 ICorrect Material MATERIAL UIDE IMANUALLY/SCANN/VISUALJEACH CONTAINER/BOX ACCORDING (P) -OPERATOR PRODUCTION RUN;

REQUIREMENTS

METHOD

INOTIFY TO
SUPERVISOR;




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig [PPEC Product / Process| Evaluation / i
! L ! M Char. Reaction PI
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
SEGREGATE AND
JIDENTIFY MATERIAL
P) USE OF CAR FOR
'r\zll'__?c\)/'a COMPONENT [TRANSPORTATION -
SUPERMARKET, HANDLING SEE:{:'\C(:%(?E‘.?E&L%R IADJUST AS
PARTS PURCHASED JACCORDING INECESSARY/ RED TAG
110 SHOP STOCK AND NO DAMAGED MATERIAL MP;TERIAL UIDE [MANUALLY/VISUAL EACH CONTAINER/BOX REQUIREMENTS SSQ“ZES:)NEJQ)%’:‘T STOP PROCESS (IF
MOLDING SHOP : IAPPLY)
lOF STACK MATERIAL
STOCK AREA TO
ORK STATION IS INDICATED TO
ISERVICE
HANDLING IADJUST AS
JACCORDING (P) -SERVICE NECESSARY/ RED TAG
110.1 NO MIXED MATERIAL MP;TERIAL UIDE [MANUALLY/VISUAL EACH CONTAINER/BOX REQUIREMENTS (OPERATOR METHOD [STOP PROCESS (IF
. IAPPLY)
HANDLING IADJUST AS
JACCORDING (P) -SERVICE NECESSARY/ RED TAG
110.11 [CORRECT MATERIAL MAlTERlAL UIDE [MANUALLY/VISUAL EACH CONTAINER/BOX REQUIREMENTS (OPERATOR METHOD |STOP PROCESS (IF
: IAPPLY)
NO DAMAGED (OPERATOR KIT [TRANSPORTATION IN NECESSARY/ RED TAG
140 gS;lgémfgsEﬁ_R&MEA CONTAINER METHOD MANUALLY/VISUAL EACH CONTAINER/BOX EACH CONTAINER/BOX CARS -OPERATOR STOP PROCESS (IF
METHOD IAPPLY)
ITO WORK STATION
(P) CONTAINER MUST
BE CLEAN BY NOT START OR STOP
140.1 NOT DIRTY OPERATOR KIT MANUALLY/VISUAL EACH CONTAINER/BOX EACH CONTAINER/BOX IOPERATOR BEFORE PRODUCTION RUN;
ICONTAINER METHOD INOTIFY TO
BE USED ACCORDING SUPERVISOR
ITO THE OPERATOR
METHOD
(P) CONTAINER MUST
e SEe boere
140.11 [CORRECT OPERATOR KIT f\ ) ANUALLYVISUAL EACH CONTAINER/BOX ~ |EACH CONTAINER/BOX ~ JOPERATOR BEFORE  [NECESSARY/ RED TAG
ICONTAINER METHOD STOP PROCESS (IF
BE USED ACCORDING IAPPLY)
[TO THE OPERATOR
METHOD
MOVE FINISHED
(GOOD FROM IADJUST AS
IINCOMPLETE [OPERATOR KIT NECESSARY/ RED TAG
145 CONTAINER AREA TO [CORRECT QUANTITY METHOD MANUALLY/VISUAL EACH CONTAINER/BOX EACH CONTAINER/BOX -FOPERATOR METHOD STOP PROCESS (IF
ORK STATION IAPPLY)
(WHEN APPLY)
NOT START OR STOP
PRODUCTION RUN;
INOTIFY TO
ERIFICATION OF
IZERO (D) VERIFICATION OF [SUPERVISOR;
150 f/li'lr'\l-bJ'I:ABC‘frURING NONE ICORRECT SET UP PROBLEMS ISUAL JACCORDING TO ROUTINE JACCORDING TO ROUTINE SET-UP ROUTINE SEGREGATE AND
IDENTIFY MATERIAL
INOT CONFORMANCE
lOR SUSPECT.
NOT START OR STOP
IZERO DEFECTS ER?E};CTTION RUN;
PRODUCT (P) -MANUFACTURING SSF’ERVBOOR
INO MISSING -| H
150.1 METHOD DRAWING / VPS [VISUAL JACCORDING TO ROUTINE JACCORDING TO ROUTINE linsPECTION SEGREGATE AND
OPERATOR
METHOD IDENTIFY MATERIAL
INOT CONFORMANCE
(OR SUSPECT.
NOT START OR STOP
IZERO PRODUCTION RUN;
PROBLEMS / INOTIFY TO
ICORRECT STATUS (OPERATOR (P) -MANUFACTURING |[SUPERVISOR;
150.2 OF METHOD METHOD / IVISUAL JACCORDING TO ROUTINE JACCORDING TO ROUTINE linsPECTION SEGREGATE AND
PROCESS IDENTIFY MATERIAL
LETTER. INOT CONFORMANCE
OR SUSPECT.
NOT START OR STOP
PRODUCTION RUN;
IZERO INOTIFY TO
PROBLEMS/ (P) -MANUFACTURING [[SUPERVISOR;
150.3 METHOD RELEASED OPERATOR IVISUAL JACCORDING TO ROUTINE JACCORDING TO ROUTINE liNnsPeCTION SEGREGATE AND
METHOD. IDENTIFY MATERIAL

NOT CONFORMANCE
OR SUSPECT.




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig PP oduct / Procesy) Evaluation / .
; e/ : +Jig] Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process Claasrs Specification / Measurement SaSimZ;;Ie Sggple Control Method eaction Flan
Tolerance Technique a-
NOT START OR STOP
MATERIAL BETWEEN PRODUCTION RUN;
SPECIFICATIONS ZERO NOTIFY TO
150.4 (ATTRIBUTES AND PROBLEVS T visuaL ACCORDING TO ROUTINE |ACCORDING TO ROUTINE [ OPERATOR e ISOR o
EL"QEL%S'ONS) (WHEN METHOD. IDENTIFY MATERIAL
INOT CONFORMANCE
OR SUSPECT.
NOT START OR STOP
7ERO DEFECTS R OPCTION RUN;
PRODUCT (P) OPERATOR SUPERVISOR;
150.5 CORRECT MATERIAL NO TOOL DAMAGED DRAWING / ISUAL ACCORDING TO ROUTINE JACCORDING TO ROUTINE
RS METHOD SEGREGATE AND
AN IDENTIFY MATERIAL
INOT CONFORMANCE
OR SUSPECT.
NOT START OR STOP
PRODUCTION RUN;
ERoDErECTS (P) OPERATOR NOTIFY TO
NO EQUIPMENT METHOD SUPERVISOR;
150,51 Apva DRAWING / ISUAL ACCORDING TO ROUTINE [ACCORDING TO ROUTINE [VETHOD - [SUPERVISOR:
AR SET-UP ROUTINE IDENTIFY MATERIAL
INOT CONFORMANCE
OR SUSPECT.
NOT START OR STOP
7ERO DEFECTS ZFS(?PFL\J(CTT&ON RUN;
PRODUCT
CORRECT (P) OPERATOR SUPERVISOR;
150.6 CORRECT MATERIAL ~ |[CORRECT DRAWING/  [VISUAL ACCORDING TO ROUTINE [ACCORDING TO ROUTINE [(7) OFER o e D
OPERATS liENTIFY MATERIAL
INOT CONFORMANCE
OR SUSPECT.
ZERO DEFECTS
PLACE SHIPPING PRODUCT
160  |LABEL ON NO MISS ID CORRECT LABEL ID DRAWING/  [VISUAL/MANUALLY EACH CONTAINER EACH MOV. MATERIAL  [(P) OPERATOR RED ,Iﬁ(?#i?:ﬁ[&)
CONTAINER/BOX OPERATOR
METHOD
ZERO DEFECTS (0) MANUFACTIRING
PRODUCT [nsPecTION -D- Q.C
160.11 NO PAMAGED DRAWING/  [VISUAL/MANUALLY EACH CONTAINER EACH MOV. MATERIAL  [FINAL VERIFY -vPS IN [RED ,I;ﬁ#i?:ﬁ[ﬂf)
OPERATOR SHIPPING LABEL
METHOD PRINTING
ZERO DEFECTS
PRODUCT (D) 0.C FINAL
160.12 R oF LABEL DRAWING/  [VISUAL/MANUALLY EACH CONTAINER EACH MOV. MATERIAL  |INSPECTION R ;ﬁﬁﬁ%’;{%
OPERATOR OPERATOR METHOD
METHOD
SCANING, PROCESS
CARD, TOOL NO WRONG WORK CORRECT EROBLEMS | g%?lfggé(g?gcmme NOTIFY TO
162  [MACH.COMPONENTS|BAR READ VA o LABEL ronets VisuaLBAR READ ACCORDING OF METHOD |ACCORDING OF METHOD [ETHOP -(DISCARING |sypervISOR,
lio opERATOR AND CORRECT FAILURE
TR METHOD DETECTION
ZERO
ORRECT PROBLEMS / P- OPERATOR NOTIEY TO
162.1 lioenTiFicATION OF AT ISUAL/BAR READ ACCORDING OF METHOD |ACCORDING OF METHOD [/iETHOD SCANING  lsypeErvisOr,
NEST/TOOL ooy lagsersd CORRECT FAILURE
DRAWING
CORRECT L ero METHOD SCANING  [NOTIEY TO
162.2 COMPONENT LR NS ISUAL/BAR READ ACCORDING OF METHOD [ACCORDING OF METHOD [VETHOD SCANINS  IsupervISOR,
lioEnTIFICATION CORRECT FAILURE
DETECTION
(P) (D) L.
MAINTENANCE PROCESS ADJUST/
ZERO METHOD 2. QUALITY
PLACE RAW PROBLEMS / EACH BEGINNING AND  |INSPECTION 3 RED TAG/SORT/
170 [MATERIALS INTO THE NO DAMAGE CONNECTOR VISUAL/BAR READ TWICE FOR SHIFT : ISCRAP (IF
OPERATOR AFTER LUNCH MANUFACTURING
HOPPER APPLY)INOTIFY TO
METHOD. INSPECTION arfid Sl
4 CONVEYOR BELT
DESIGN
b ero (,\;’%QOSDET'UP PROCESS ADJUST/
RED TAG/SORT/
PROBLEMS / EACH BEGINNING AND  |PROGRAMING &
170.1 NOT DAMAGED PLR PROBLEVS ISUAL/MANUALLY TWICE FOR SHIFT FACH BEGINN oL DESION . () igsf\f)/(rirmmv o
METHOD. PLC PASSWORD (P)  [AP LV T

[TOOLING SCAN - (D)




Characteristics

Methods

Part/ Process Name / Machine, Device, Jig Special Product / Process| Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
INCOMING MATERIAL
INSPECTION AREA
(P) . OPERATOR
. METHOD 2. QUALITY [PROCESS ADJUST/
INSPECTION 3. RED TAG/SORT/
170.11 ol T CTOR MISSING gﬁggﬁgg’ ISUAL/MANUALLY TWICE PER SHIFT o LG AND - lincoming ISCRAP (IF
A INSPECTION 4. RAW  JAPPLY)/NOTIFY TO
: MATERIAL IS SUPERVISOR
SCANNED
(P) (P) L. OPERATOR
METHOD 2. QUALITY
CORRECT COMPONENT ZERO oo ;Eg?ﬁiﬁngﬁsw
170.2 [NTO THE INCORRECT PROBLEMS/ /151 )ALIMANUALLY TWICE PER SHIFT FACH BEGINNING AND  |,\spECTION 4. RAW  [SCRAP (IF
HOPPER (RAW MATERIAL OPERATOR AFTER LUNCH |
MIXED) WA MATERIAL IS IAPPLY)/INOTIFY TO
: [SCANNED 5. ROBOT ~ [SUPERVISOR
ISION SYSTEM 6.
TOOLING DESING
(F) (F) OPERATOR
METHOD- RELEASE
(CHECKLIST BY
NOT CONTAMINATED ZERO MANUFACTURING-  [PROCESS ADIUST/
COMPONENTS ,FOREIGN PROBLEMS / EACH BEGINNING AND  |PREVENTIVE
1703 MATERIAL (FOOD, OIL, OPERATOR ISUALIMANUALLY [TWICE PER SHIFT [AFTER LUNCH MAINTENANCE PLAN. igELA\l(:)/(lll'z)TlFY 0
DUST, ETC) METHOD. FINISHED GooDs  [APPLOMNOT
CONTAINERS IN
ENCLOSED AREA
DURING PROCESSING
[0 PROCESS ADJUST/
(D) (D) ANDON RED TAG/SORT/
170.4 ORRE T QUANTITY OF PROBLEMS! [visuaumaNuALLY TWICE PER SHIFT FACHBFCINNING AND [SvSTEM - PRESENCE [SCRAP (IF
UNCH
AR SENSOR IAPPLY)/INOTIFY TO
: SUPERVISOR
(F) (P) SET-UP
METHOD
ZERO PROGRAMING & i tacadl
PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN . (D)
170.5 NOT DAMAGE SEAL PRoBLENS ISUAL/MANUALLY TWICE PER SHIFT A B G PASSWORD (0] igELA\l(:)/(lll'z) o
METHOD. TOOLING SCAN - (D) [abPer T
INCOMING MATERIAL
INSPECTION AREA
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & R ST
PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN . (D)
170.6 NOT DAMAGE CABLE SEAL] PRoBLEVS ISUAL/MANUALLY TWICE PER SHIFT FACH BEGINN G PASSWORD (b) igsLA%/(’LFO vt
METHOD. TOOLING SCAN - (D) ~ [ATPLNOTE
INCOMING MATERIAL
INSPECTION AREA
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & i vtaceadl
PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN . (D)
170.7 NOT DAMAGE CPA o omnee! [VisuALMANUALLY TWICE PER SHIFT R oG PASSWORD (M) igsfgl(’% evro
METHOD. TOOLING SCAN - (0)  [oEPED o7
INCOMING MATERIAL
INSPECTION AREA
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & ;Egﬁiﬁ%ﬁ?ﬁsw
PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN . (D)
170.8 NOT DAMAGE RETAINER ronete ! VisuaUMANUALLY TWICE PER SHIFT B oG PASSWORD (b)) [SCRAP (IF
APPLY)/INOTIFY TO
METHOD. TOOLING SCAN - (D)~ [aFPEDMOTHE
INCOMING MATERIAL
INSPECTION AREA
(D) (D) 1.
COMPONENTS MAINTENANCE PROCESS ADJUST/
ZERO METHOD 2. QUALITY
[TRANSPORTATION PROBLEMS / EACH BEGINNING AND  |INSPECTION 3 RED TAG/SORT/
175  |FROM FEEDER NO DAMAGE CONNECTOR ISUAL/BAR READ TWICE PER SHIFT : ISCRAP (IF
OPERATOR AFTER LUNCH MANUFACTURING
ISYSTEM TO FIELD OF IAPPLY)/INOTIFY TO
5 ETHOD. INSPECTION O PERVISOR
4 CONVEYOR BELT
DESIGN
(P) (P) CONVEYOR __ |PROCESS ADJUST/
DAMAGE CONNECTOR ZERO EACH BEGINNING AND
175.001] O EERENT SIDES) CERO ems/  [VisuALBAR READ TWICE PER SHIFT FACH BEGINN GUIDES DESIGN (P)  |RED TAG/SORT/

MAINTENANCE

SCRAP (IF




Characteristics

Methods

Part/ Process Name / Machine, Device, Jig Special Product / Process| Evaluation / .
. e/ : , Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
OPERATOR METHOD ON IAPPLY)INOTIFY TO
METHOD. CONFIGURATION SUPERVISOR
BRUSHES (D)QUALITY
INSPECTION (D)
MANUFACTURING
INSPECTION
(P)CONVEYOR BELT
DESIGN
(F) (P) L. OPERATOR
METHOD 2. QUALITY  lop eSS ADJUST/
ZERO INSPECTION 3. it
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.01 NOT WRONG CONNECTOR PRoBLENS ISUAL/BAR READ TWICE PER SHIFT CACH BECIN oo 4 AW [SCRAP (F
IAPPLY)/INOTIFY TO
METHOD. MATERIAL IS Aty
[SACANNED 5. ROBOT
ISION SYSTEM
[ ero (P) HOPPER PROCESS ADJUST/
PRESENCE SENSORS. |RED TAG/SORT/
175.02 N ONNECTOR gﬁggkﬁgg’ ISUAL/BAR READ TWICE PER SHIFT e Loy NG AND - faNDON SYSTEM - [SCRAP (F
WA ROBOT VISION IAPPLY)/NOTIFY TO
: SYSTEM SUPERVISOR
(0) O L.
MAINTENANCE PROCESS ADJUST/
ZERO METHOD 2. QUALITY [PROCESS ADIY
PROBLEMS / EACH BEGINNING AND  JINSPECTION 3.
175.03 NOT DAMAGE PLR PROBLEMS! [visuaLBaR READ TWICE PER SHIFT R OACIUSING  [SCRAP (F
IAPPLY)/NOTIFY TO
METHOD. INSPECTION Afiatovely
4 CONVEYOR BELT
DESIGN
(P) (P) L. OPERATOR
METHOD 2. QUALITY  lop6cESS ADIUST/
ZERO INSPECTION 3. R
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.04 NOT WRONG PLR PROBLEMS! [visuaLBaR READ TWICE PER SHIFT e o a4 Raw  [SCRAP (F
IAPPLY)/INOTIFY TO
METHOD. MATERIAL IS Aoy
ISACANNED 5. ROBOT
ISION SYSTEM
[0 PROCESS ADJUST/
(D) (D) HOPPER RED TAG/SORT/
175.05 NOT MISSING PLR Roncts ! [isuaLBAR READ TWICE PER SHIFT o B NG AND |pRESENCE SENSORS. [SCRAP (IF
Al [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
(P) (P) L. OPERATOR
METHOD 2. QUALITY  lop eSS ADJUST/
ZERO INSPECTION 3. RS A aonT)
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.06 NOT WRONG SEAL IO ISUAL/BAR READ TWICE PER SHIFT e oy NSoeen e raw  [SCRAP (F
IAPPLY)/INOTIFY TO
METHOD. MATERIAL IS Attty
[SACANNED 5. ROBOT
ISION SYSTEM
P o PROCESS ADJUST/
(D) (D) HOPPER RED TAG/SORT/
175.07 NOT MISSING SEAL PROBLEVS  visuaLBAR READ TWICE PER SHIFT CACH BECINNING AND |pRESENCE SENSORS. [SCRAP (IF
A [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
Lo PROCESS ADJUST/
(D) (D) HOPPER RED TAG/SORT/
175.071 NOT MISSING CABLE SEAL PROBLEVS  visuaLBAR READ TWICE PER SHIFT FACH BECINNING AND |pRESENCE SENSORS. [SCRAP (IF
A [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
(P) (P) L. OPERATOR
METHOD 2. QUALITY  lop eSS ADJUST/
ZERO INSPECTION 3. ANy
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.072 NOT WRONG CABLE SEAL R omes ISUAL/BAR READ TWICE PER SHIFT RS NSoeene i raw  [SCRAP (F
oPER IAPPLY)/INOTIFY TO
0oD. MATERIAL IS Aty
ISACANNED 5. ROBOT
ISION SYSTEM
Lo PROCESS ADJUST/
D) (D) HOPPER RED TAG/SORT/
175.073) NOT MISSING CPA PROBLEWS  visuaL/BAR READ TWICE PER SHIFT [ACH BEOINNING AND IoRESENCE SENSORS. [SCRAP (IF
WA [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
(P) (P) L. OPERATOR _|PROCESS ADJUST/
ZERO EACH BEGINNING AND
175.074) NOT WRONG CPA R EMs/  [VisuALBAR READ TWICE PER SHIFT e METHOD 2. QUALITY |RED TAGISORT/

JINSPECTION 3.

SCRAP (IF




Characteristics

Methods

Part/ Process Name / Machine, Device, Jig Special Product / Process| Evaluation / .
; e/ : +Jig] Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
OPERATOR INCOMING IAPPLY)INOTIFY TO
METHOD. INSPECTION 4. RAW [SUPERVISOR
MATERIAL IS
ISACANNED 5. ROBOT
ISION SYSTEM
. PROCESS ADJUST/
(P) (D) HOPPER RED TAG/SORT/
175.075) NOT MISSING RETAINER PROBLEWS ! visuaL/BAR READ TWICE PER SHIFT [FACHBFCINNING AND [oReESENCE SENSORS. [SCRAP (IF
AR [ANDON SYSTEM IAPPLY)/INOTIFY TO
: SUPERVISOR
(F) (P) L. OPERATOR
METHOD 2. QUALITY o0 6cESS ADIUST/
ZERO INSPECTION 3. PRy
PROBLEMS / EACH BEGINNING AND  |INCOMING
175.076) NOT WRONG RETAINER PRopLENS ISUAL/BAR READ TWICE PER SHIFT R o 4 Raw  ISCRAP (F
IAPPLY)/INOTIFY TO
METHOD. MATERIAL IS A
[SACANNED 5. ROBOT
ISION SYSTEM
(P) -STOP GUIDE
INsipE BELT TO
AVOID CONNECTOR
o STUCK (P) -VIBRATION|PROCESS ADIUST/
NOT CONTAMINATED ON BLACK BOX (P) -(D)|RED TAG/SORT/
175.00 CONNECTOR BY RUBBER Zﬁggk‘;gg’ \VISUAL/BAR READ TWICE PER SHIFT e LM NG AND - IinspECTION BY ISCRAP (IF
(OF TRANSPORT BELT A MANUFACTURING (30 JAPPLY)/NOTIFY TO
: PARTS PER BOX) -(D) |SUPERVISOR
INSPECTION BY MFG
ON QUALITY WALL
100%
(P) (P) L. OPERATOR
PICK AND PLACE THE METHOD 2. QUALITY |50 eSS ADJUST/
CONNECTOR ON THE éE%gLEMS/ EACH BEGINNING AND :HEZEA?I-\JF?N * RED TAG/SORT/
180 ALKING BEAM NO WRONG CONNECTOR PROBLEMS! [visuaLBaR READ TWICE PER SHIFT FACH B ISCRAP (IF
UNCH INSPECTION 4. RAW
AUTOMATICALLY IN AR o O IAPPLY)/INOTIFY TO
MODULE : SUPERVISOR
ISCANNED 5. ROBOT
ISION SYSTEM
(D) (P) OPERATOR
METHOD- RELEASE
(CHECKLIST BY
NOT CONTAMINATED ZERO MANUFACTURING- EESCT'/?SG?S%[E%ST’
CONNECTOR ,FOREIGN PROBLEMS / EACH BEGINNING AND  |PREVENTIVE
180.01 MATERIAL (FOOD, OIL, OPERATOR ~ [V/SUAL/BAR READ TWICE PER SHIFT AFTER LUNCH MAINTENANCE PLAN. igsm ey To
DUST, ETC) METHOD. FINISHED Goops  [EPPED T
CONTAINERS IN
ENCLOSED AREA
DURING PROCESSING
(P) (P) PARAMETER
ION X AXIS ON ROBOT
OF 3MM OF
SEPARATION
ero BETWEEN PROCESS ADJUST/
CONNECTORS (D) |RED TAGISORT/
180.02 e CORRECT gﬁggﬁgg’ VISUAL/BAR READ TWICE PER SHIFT o PR G ANP |END OF ARM TOOLINGSCRAP (IF
PR AT (P) SETUP METHOD  JAPPLY)INOTIFY TO
: ROBOT (D) SUPERVISOR
PROGRAM/PROCESS
CAPABILITY (P)
PREVENTIVE
MAINTENANCE PLAN
(P) (P) SET-UP
METHOD
ZERO PROGRAMING & (D) ;ESCT%%%LE%ST/
NOT DAMAGE PROBLEMS / EACH BEGINNING AND  [TOOLING DESIGN .
180.03 Ao roncts isuaLBAR READ TWICE PER SHIFT B o ons ISCRAP (IF
IAPPLY)/INOTIFY TO
METHOD. TOOLING SCAN - arfid Sl
ROBOT VISION
SYSTEM
(P) (D) END OF ARM
TOOLING (P) SETUP
b ero METHOD (D) PLC&  |PROCESS ADJUST/
ROBOT PROGRAM (P) |RED TAGISORT/
180.04 o e AN L PROBLEWS/ isuaL/BAR READ TWICE PER SHIFT FACHBECINNING AND JorEvENTIVE ISCRAP (IF
A MAINTENANCE PLAN [APPLY)NOTIFY TO
: (D) ROBUST SUPERVISOR

KNOCKDOWN BRUSH
DESIGN




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig, °F =~ “Product / Process| Evaluation / .
Proc # | Operation description Tools For Mfg.  INo| Product Process Char. Specification / Measurement Sample Sample Control Method Reaction Plan
Class T - Size Freq.
olerance Technique
(P) (P) PREVENTIVE
AND PREDICTIVE
AUTOMATIC . MAINTENANCE PLAN- [PROCESS ADJUST/
TRANSPORTATION OT DAMAGE R EMS TOOLING SCAN - (D) [RED TAG/SORT/
183 |oF THE CONNECTOR G PRoBLENS ISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT PLC PROGRAM (D) |SCRAP (IF
TO THE NEXT A BREAK AWAY COMB [APPLY)/NOTIFY TO
MODULE : FEATURE DURING  |SUPERVISOR
HIGH FORCE
lcoLLisIoN
(P) (P) PREVENTIVE
AND PREDICTIVE
ZERO OOLING SCaN - () JRED TAGSORT)
183.01 N TOR CORRECT PROBLEWS  isuaLBAR READ ONCE PER SHIFT DURING THE SHIFT PLC PROGRAM (D) |SCRAP (IF
A BREAK AWAY COMB [APPLY)/NOTIFY TO
: FEATURE DURING  |SUPERVISOR
HIGH FORCE
lcoLLisIoN
(P) (D) SET-UP
ZERO PROGRAMING & |RED TAGISORT!
183.02 o e THAN L g’;‘égﬁgg’ \VISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT TOOLING DESIGN . [SCRAP (IF
PR AT PLC PASSWORD - |APPLY)NOTIFY TO
: ISION SYSTEM (P)  |SUPERVISOR
TOOLING SCAN
(P) (P) L. OPERATOR
PICK AND PLACE THE L ero e paon 2 QUALITY - lprocESS ADIUST)
ISEAL ON THE R Ems/  [VisioN o ON 3 RED TAG/SORT/
185 ALKING BEAM CORRECT SEAL o onnras! [sysTEMVISUALBAR ONCE PER SHIFT DURING THE SHIFT NSoeen o 4 raw  ISCRAP (F
AUTOMATICALLY IN READ : IAPPLY)INOTIFY TO
MODULE METHOD. MATERIAL IS SUPERVISOR
[SCANNED 5. ROBOT
ISION SYSTEM
(D) (D) END OF ARM
TOOLING - PLC &
OT CONTAMINATED o ROBOT PROGRAM-  [PROCESS ADJUST/
o ANATED N CoR NS/ END OF ARM TOOLING|RED TAG/SORT/
185.01 ’ ISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT DESIGN-ROBUST ISCRAP (IF
MATERIAL (FOOD, OIL, OPERATOR KNOCKDOWN BRUSH [APPLY)INOTIFY TO
DUST, ETC) METHOD.
DESIGN (P) SETUP  |[SUPERVISOR
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
ero END OF ARM TOOLING|PROCESS ADIUST)
PROBLEMS/  [VISION DESIGN-ROBUST RED TAG/SORT/
185.02 NOT LESS THAN 1 SEAL Romeems! |sysTEmvisuaLBAR ONCE PER SHIFT DURING THE SHIFT b ot s IscraP (F
READ IAPPLY)/NOTIFY TO
METHOD. DESIGN - VISION Aty
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
ZERO END OF ARM TOOLING|ZROCESS ADJUST/
PROBLEMS / DESIGN-ROBUST RED TAG/SORT/
185.03 NOT MORE THAN 1 SEAL IS ISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT o ST s lscrap (F
IAPPLY)/INOTIFY TO
METHOD. DESIGN - VISION Attty
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D)END OF ARM
TOOLING-VISION
ZErO EROORAMPROCESS [RED TAGISORT! |
185.04 o CORRECT PROBLEWS T visuaL/BAR READ ONCE PER SHIFT DURING THE SHIFT (CAPABILITY (P) SETUP|SCRAP (IF
A METHOD PREVENTIVE JAPPLY)/NOTIFY TO
: MAINTENANCE PLAN - [SUPERVISOR
ROBOT VISION
SYSTEM
(P) (P) SET-UP PROCESS ADJUST/
ZERO METHOD
PROBLEMS / PROGRAMING- RED TAG/SORT/
185.05 NOT DAMAGE SEAL PRoBLEMS ISUAL/BAR READ ONCE PER SHIFT DURING THE SHIFT R AN ISCRAP (IF
IAPPLY)/INOTIFY TO
METHOD. INCOMING MATERIAL [APPLYOTE

INSPECTION AREA-




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig, °F =~ “Product / Process| Evaluation / .
Proc # | Operation description Tools For Mfg.  INo| Product Process Char. Specification / Measurement Sample Sample Control Method Reaction Plan
Class T - Size Freq.
olerance Technique
(QUALITY FINAL
[INSPECTION (AUDIT)
(D)TOOLING DESIGN .
PLC PASSWORD
(D)END OF ARM
ITOOLING
[(P) (D) END OF ARM
[TOOLING (P) SETUP
METHOD ROBOT
ZERO PROGRAM/PROCESS [ROCESS ADJUST/
PROBLEMS / ISION ICAPABILITY RED TAG/SORT/
185.06 SEAL FULLY SEATED SYSTEM/VISUAL/BAR [ONCE PER SHIFT DURING THE SHIFT SCRAP (IF
OPERATOR READ PREVENTIVE IAPPLY)/NOTIFY TO
METHOD. MAINTENANCE PLAN SUPERVISOR
[TOOLING SCAN -
ROBOT VISION
ISYSTEM
(P) (D) END OF ARM
TOOLING (P) SETUP
METHOD ROBOT
IZERO PROGRAM/PROCESS PROCESS ADJUST/
PROBLEMS / ISION ICAPABILITY RED TAG/SORT/
185.07 INOT TWISTED SEAL SYSTEM/VISUAL/BAR [ONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
OPERATOR READ PREVENTIVE IAPPLY)/NOTIFY TO
METHOD. MAINTENANCE PLAN SUPERVISOR
[TOOLING SCAN -
ROBOT VISION
ISYSTEM
(P) (P) SET-UP
METHOD
PROGRAMING-
[TOOLING SCAN-AREA-
> ERO (QUALITY FINAL PROCESS ADJUST/
PROBLEMS / INSPECTION (AUDIT) JRED TAG/SORT/
185.08 NOT BRUISE SEAL OPERATOR ISUAL/BAR READ [ONCE PER SHIFT DURING THE SHIFT (D)TOOLING DESIGN . [SCRAP (IF
METHOD PLC PASS-(D) IAPPLY)/NOTIFY TO
: INSPECTION BY MFG [SUPERVISOR
(30 PARTS PER BOX) -
(D) INSPECTION BY
MFG ON QUALITY
ALL 100%
(P) (P) PREVENTIVE
IAND PREDICTIVE
s TiON L ero MAINTENANCE PLAN- [PROCESS ADJUST/
OF THE NOT DAMAGE PROBLEMS / ITOOLING SCAN - (D) |RED TAG/SORT/
188 CONNECTOR-SEAL ICONNECTOR-SEAL OPERATOR IVISUAL/BAR READ [ONCE PER SHIFT DURING THE SHIFT PLC PROGRAM 2. ISCRAP (IF
SUBASSEMBLY TO [SUBASSEMBLY METHOD BREAK AWAY COMB  [[APPLY)/NOTIFY TO
ISION SYSTEM : FEATURE DURING SUPERVISOR
HIGH FORCE
ICOLLISION
(P) (P) PREVENTIVE
IAND PREDICTIVE
L ero MAINTENANCE PLAN- [PROCESS ADJUST/
ICONNECTOR-SEAL PROBLEMS / [TOOLING SCAN - (D) [RED TAG/SORT/
188.01 ISUBASSEMBLY CORRECT OPERATOR IVISUAL/BAR READ [ONCE PER SHIFT DURING THE SHIFT PLC PROGRAM 2. ISCRAP (IF
IORIENTED METHOD BREAK AWAY COMB  JAPPLY)/NOTIFY TO
: FEATURE DURING SUPERVISOR
HIGH FORCE
ICOLLISION
(P) (P) 1. OPERATOR
METHOD 2. QUALITY  lop0cESS ADIUST/
||l\zzl}:?E’\lci;E)sl:lrE)’\lﬂ ICORRECT INDEX OF ZERG DEFECTS EACH BEGINNING OF THE :NEBECIEIGON s RED TAG/SORT/
190 [CONNECTOR-SEAL ICONNECTOR M?;.E%ADTOR ISUAL / VISION SYSTEM [FIRST SAMPLE ISHIFT INSPECTION 4. (P) igsl_Af)/(lllFOTlFY TO
[SUBASSEMBLY RAW MATERIAL IS SUPERVISOR
ISCANNED 5. ROBOT
ISION SYSTEM
(P) (P) L. OPERATOR
mESLIé%ET)IéNQ;ALITY PROCESS ADJUST/
[CORRECT COLOR OF IZERO DEFECTS INCOMING RED TAG/SORT/
190.01 SEAL OPERATOR IVISUAL / VISION SYSTEM |30 PARTS OF THE BOX ITWICE PER SHIFT INSPECTION 4. (P) ISCRAP (IF
METHOD ' IAPPLY)/NOTIFY TO
RAW MATERIAL IS SUPERVISOR
ISCANNED 5. ROBOT
ISION SYSTEM
5249553?5521ﬁ5 PROCESS ADJUST/
190.02 ICORRECT SEAL IZERO DEFECTS[VISUAL / VISION SYSTEM 30 PARTS OF THE BOX ITWICE PER SHIFT RED TAG/SORT/

INSPECTION 3.
INCOMING

SCRAP (IF




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
[NsPECTION 4. (P)  |APPLY)NOTIFY TO
RAW MATERIAL IS [SUPERVISOR
ISCANNED 5. ROBOT
ISION SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
END OF ARM TOOLING|o e 0 cgss ADIUST/
DESIGN ROBUST RED TAG/SORT/
190.03 NOT LESS THAN 1 SEAL 7ERO DEFECTS[VISUAL / VISION SYSTEM/ I o o1 sampLE FACH BEGINNING OF THE [KNOCKDOWN BRUSH |sepap 1
MASTER PIECES SHIFT DESIGN (P) SETUP
IAPPLY)/INOTIFY TO
METHOD PREVENTIVE [APPLYMOTE
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM - MASTER
PIECES
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
END OF ARM TOOLINGlL. oo
DESIGN ROBUST RED TAG/SORT/
0004 OT MORE THAN 1 SEAL L £ro DEFECTS ISUAL 1 VISION SYSTEM /| o EACH BEGINNING OF THE [KNOCKDOWN BRUSH [RE0 T
MASTER PIECES SHIFT DESIGN (P) SETUP
IAPPLY)/INOTIFY TO
METHOD PREVENTIVE (2P PLOMNOT
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM - MASTER
PIECES
(P) (D) END OF ARM
TOOLING (P) SETUP  [PROCESS ADJUST/
METHOD ROBOT RED TAG/SORT/
190.05 oo T CORRECT ZERO DEFECTS[VISUAL / VISION SYSTEM |FIRST SAMPLE oy BECINNING OF THE orocRAMIPROCESS [SCRAP (IF
CAPABILITY IAPPLY)INOTIFY TO
PREVENTIVE SUPERVISOR
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
END OF ARM TOOLING|PROCESS ADJUST/
DESIGN ROBUST RED TAG/SORT/
190.06 NOT TWISTED SEAL ZERO DEFECTS IoUAL T VISION SYSTEM/ E'IE(S:ESS)AMPLE (MASTER  |EACH BEGINNING OF THE | NoCKDOWN BRUSH [SCRAP (IF
DESIGN (P) SETUP  |APPLY)/NOTIFY TO
METHOD PREVENTIVE [SUPERVISOR
MAINTENANCE PLAN-
POKA YOKE -MASTER
PIECES
(P) (D) END OF ARM
TOOLING - PLC &
R R nG[PROCESS ADJUST/
OF ARM TOOLINGPROGESS ADIY
190.07 NOT ROLLING SEAL OVER 7ERO DEFECTS [VISUAL 30 PARTS FROM THE BEGINNING OF THE SHIFT [PESIGN ROBUST ISCRAP (IF
IT SELF FIRST BOX KNOCKDOWN BRUSH
IAPPLY)INOTIFY TO
DESIGN (P) SETUP  [APELOMNOTE
METHOD PREVENTIVE
MAINTENANCE PLAN-
POKA YOKE
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM- _ lop6cESS ADIUST/
END OF ARM TOOLING|PROGEo5 A0%Y
NOT DAMAGE 30 PARTS FROM THE DESIGN ROBUST
190.08 A ZERO DEFECTSVISUAL / VISION sysTEM [29PARTS BEGINNING OF THE SHIFT [DESION ROBUST Iscrap (F
IAPPLY)INOTIFY TO
DESIGN (P) SETUP  [APPLYINOT !
METHOD PREVENTIVE
MAINTENANCE PLAN-
POKA YOKE
AUTOMATIC (P) (P) SET-UP
PROCESS ADJUST/
A SPORTATION NOT DAMAGE g"gmc()g)'mo""\'e RED TAG/SORT/
103 CONNECTOR-SEAL 7ERO DEFECTS [MANUALLYVISUAL ONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
(CONNECTOR-SEAL SUBASSEMBLY PROGRAMING & IAPPLY)INOTIFY TO
SUBASSEMBLY TO TOOLING DESIGN . [oEPED T
THE NEXT MODULE PLC PASSWORD
(P) (P) PREVENTIVE _ |PROCESS ADJUST/
CONNECTOR-SEAL AND PREDICTIVE RED TAG/SORT/
193.02 SUBASSEMBLY CORRECT 7ERO DEFECTS [MANUALLYVISUAL ONCE PER SHIFT DURING THE SHIFT MAINTENANCE PLAN- [SCRAP (IF
ORIENTED TOOLING SCAN - (D) JAPPLY)/NOTIFY TO
PLC PROGRAM BREAK|SUPERVISOR




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
. e/ : , Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
[AWAY COMB
FEATURE DURING
HIGH FORCE
lcoLLISION
(F) (P) SET.UP
METHOD-TOOLING  |PROCESS ADJUST/
NOT MORE THAN ONE SCAN (D) RED TAG/SORT/
193.04 CONNECTOR-SEAL 7ERO DEFECTS [VISUAL / VISION SYSTEM |ONCE PER SHIFT DURING THE SHIFT PROGRAMING & ISCRAP (IF
SUBASSEMBLY TOOLING DESIGN . [JAPPLY)/NOTIFY TO
PLC PASSWORD- SUPERVISOR
ISION SYSTEM
(P) (P) L. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY  |op eSS ADJUST/
PICK AND PLACE PLR INSPECTION 3.
[nTo THE PRODUCT 30 PARTS FROM THE INCOMING RED TAG/SORT/
o5 [ T EAL CORRECT PLR DRAWING / ISUAL / VISION SYSTEM [0 PARTSE BEGINNING OF THE SHIFT[NCOMING  |scrap (F
OPERATOR : IAPPLY)/INOTIFY TO
SUBASSEMBLY WA MATERIAL IS Aoy
: ISCANNED 5. ROBOT
ISION SYSTEM
(D) (P) OPERATOR
METHOD- RELEASE
7ERO DEFECTS [CHECKLIST BY PROCESS ADJUST/
NOT PLR MANUFACTURING-
(CONTAMINATED ,FOREIGN| PRODUCT PREVENTIVE RED TAG/SORT/
195.01 ’ DRAWING/  [VISUAL ONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
MATERIAL (FOOD, OIL, MAINTENANCE PLAN.
OPERATOR IAPPLY)/INOTIFY TO
DUST, ETC) OPERATS FINISHED GooDs  [APPLYIMOTE
: CONTAINERS IN
ENCLOSED AREA
DURING PROCESSING
(P) (P) END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
195.02 NOT LESS THAN 1 PLR DRAWING / ISUAL ONCE PER SHIFT DURING THE SHIFT MAINTENANCE PLAN [SCRAP (IF
OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD. DESIGN-VISION SUPERVISOR
SYSTEM ROBUST
KNOCKDOWN BRUSH
DESIGN
(P) END OF ARM
7ERO DEFECTS TOOLING SETUP PROCESS ADJUST/
METHOD ROBOT
PRODUCT oo e cs [RED TAG/SORT/
195.03 PLR CORRECT ORIENTED DRAWING / ISUAL / VISION SYSTEM [FIRST SAMPLE BEGINNING OF THE SHIFT ISCRAP (IF
CAPABILITY
OPERATOR IAPPLY)/INOTIFY TO
METHOD PREVENTIVE SUPERVISOR
: MAINTENANCE PLAN-
ISION SYSTEM
(P) SET-UP METHOD
PROGRAMING &
7ERO DEFECTS TOOLING DESIGN . [PROCESS ADJUST/
PRODUCT PLC PASSWORD RED TAG/SORT/
195.04 NOT DAMAGE PLR DRAWING/  [VISUAL I?;?RPS@nggXFROM THE PEOINNIG ‘ES,\‘TCH& SHIFT L 00LING SCAN - ISCRAP (IF
OPERATOR INCOMING MATERIAL [APPLY)/NOTIFY TO
METHOD. INSPECTION AREA - [SUPERVISOR
QUALITY FINAL
INSPECTION (AUDIT)
7ERO DEFECTS (P) SET-UP METHOD |00 cESS ADIUST/
PRODUCT PLC PRESS PROGRAMIC ey TaG/SORT/
o5 05 LR IN PRE STAGE o) hsuaL 30 PARTS FROM THE BEGINNING OF THE SHIFT [MECHANICAL HARD _[RED TAG!
FIRST BOX [AND AFTER LUNCH STOP DESIGN END OF
OPERATOR APPLY)/INOTIFY TO
METHOD STROKE SENSOR - g ;0ERyiSOR
: TOOLING DESING
(P) L. PREVENTIVE
AND PREDICTIVE
e TION 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
I T DAMAGE PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
hog |08 SLBASSEME Inciesas DRAWING/  [VISUAL ONCE PER SHIFT DURING THE SHIFT PROGRAM 2. BREAK  |SCRAP (IF
e T LR OPERATOR [AWAY COMB IAPPLY)/INOTIFY TO
PN METHOD. FEATURE DURING  |SUPERVISOR
HIGH FORCE
lcoLLisION
S — proouct ) SET A NEToP Jreb acisomTr
198.01 DRAWING / ISUAL / VISION SYSTEM |JONCE PER SHIFT DURING THE SHIFT ISCRAP (IF
SUBASSEMBLY TOOLING DESIGN .
OPERATOR vy IAPPLY)/INOTIFY TO
METHOD. SUPERVISOR




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
. e/ : +Jig] Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
TOOLING SCAN -
ISION SYSTEM
(P) 3END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
198.02 NOT LESS THAN 1 PLR DRAWING / ISUAL / VISION SYSTEM |ONCE PER SHIFT DURING THE SHIFT MAINTENANCE PLAN [SCRAP (IF
OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD. DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
ZERO DEFECTS (P) SET-UP METHOD _ |PROCESS ADJUST/
PRODUCT PLC PRESS PROGRAM|RED TAG/SORT/
poo  [RSSEMBLY PLR I PLR IN PRE STAGE DRAWING / ISUAL/MANUALLY ot ROMTHE e A Oy S MFTIMECHANICAL HARD |SCRAP (F
OPERATOR STOP DESIGN END OF JAPPLY)INOTIFY TO
METHOD. STROKE SENSOR _ |SUPERVISOR
7ERO DEFECTS (P) SET-UP METHOD |0 eSS ADIUST/
PRODUCT PLC PRESS PROGRAMIoER T2G/SORT/
0001 NOT PLR ENGAGE IN PRE- oG] hsuaLvision system PO PARTS FROM THE BEGINNING OF THE SHIFT [MECHANICAL HARD _ IR0 TAC
: STAGE POSITION FIRST BOX AND AFTER LUNCH STOP DESIGN END OF
OPERATOR T S END OF appLY)NOTIFY TO
METHOD. SUPERVISOR
ISION SYSTEM
7ERO DEFECTS (P) SET-UP METHOD o0 5 cess ADJUST!
PRODUCT PLC PRESS PROGRAMIo e T2G/SORT/
200.02 NOT TILTED PLR DRAWING / ISUALVISION SYSTEM |20 PARTS FROM THE BEGINNING OF THE SHIFT MECHANICAL HARD _ |srpap
FIRST BOX AND AFTER LUNCH STOP DESIGN END OF
OPERATOR T o e LENP OF appLY)NOTIFY TO
METHOD. T oENSO SUPERVISOR
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS e D [PROCESS ADIUSTY
PROBUCT 30 PARTS FROM THE BEGINNING OF THE SHIFT |STROKE SENSOR  [RED TAG/SORT/
200.03 NOT DAMAGE PLR DRAWING/  [VISUAL/VISION SYSTEM ISCRAP (IF
FIRST BOX AND AFTER LUNCH INCOMPING MATERIAL
OPERATOR IAPPLY)INOTIFY TO
METHOD INSPECTION-QUALITY [ joE pvisoR
: FINAL INSPECTION
(AUDIT) -VISION
SYSTEM
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD  |PROCESS ADJUST/
PRODUCT STOP DESIGN END OF |RED TAG/SORT/
200.04 PLR CORRECT ORIENTED DRAWING / ISUAL/VISION SYSTEM  |FIRST SAMPLE Aot BEGINNING OF THE JsTROKE SENSOR  [SCRAP (F
OPERATOR [comPiNG MATERIALPPLYINOTIEY TO
METHOD. INSPECTION -VISION |SUPERVISOR
SYSTEM -DESING OF
COMPONENTS
(P) SET-UP METHOD
7ERO DEFECTS PLC PRESS PROGRAMIop eSS ADIUST/
PRODUCT MECHANICAL HARD _|oeh T AG/ISORT/
200.05 CORRECT COLOR OF PLR DRAWING/  [VISUALAVISION SYSTEM  |FIRST SAMPLE FACH BEGINNING OF THE [STOP DESIGN END OF {s-pap 1
SHIFT STROKE SENSOR
OPERATOR IAPPLY)/NOTIFY TO
Al [ncompinG maTeRIAEEE QOG0
: INSPECTION - VISION
SYSTEM
(P) (P) SET-UP
METHOD (P) PLC
7ERO DEFECTS PRESS PROGRAM (P) [PROCESS ADJUST/
PRODUCT MECHANICAL HARD  |RED TAG/SORT/
200.06 CORRECT PLR DRAWING / ISUAL/VISION SYSTEM  |FIRST SAMPLE EACH BEGINNING OF THE Is10p DESIGN (P) END [SCRAP (IF
OPERATOR IOF STROKE SENSOR  JAPPLY)INOTIFY TO
METHOD. (D) INCOMING SUPERVISOR
MATERIALINSPECTION
(D) VISION SYSTEM
(P) L. PREVENTIVE
AND PREDICTIVE
O ATION 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
LAt OT DAMAGE PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
203 | N CTOR.SEAL. ANy DRAWING / ISUAL/MANUALLY ONCE PER SHIFT DURING THE SHIFT PROGRAM 2. BREAK  |SCRAP (IF
O o OPERATOR [AWAY COMB IAPPLY)/INOTIFY TO
D S e METHOD. FEATURE DURING  |SUPERVISOR
HIGH FORCE

[COLLISION




Characteristics

Methods

Part/ Process Name / Machine, Device, Jig Special Product / Process| Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
7ERO DEFECTS (P) SET-UP METHOD  |o0 0 cess ADIUST/
PRODUCT PROGRAMING & RED TAG/SORT/
203.01 [CORRECT QUANTITY OF DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT [TOOLING DESIGN. - lsp ap (7
SUBASSEMBLY PLC PASSWORD
OPERATOR APPLY)/INOTIFY TO
METHOD [TOOLING SCAN - SUPERVISOR
: ISION SYSTEM
(P) END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
203.02 NOT LESS THAN 1 PLR DRAWING / ISUALIVISION SYSTEM ~ JONCE PER SHIFT DURING THE SHIFT MAINTENANCE PLAN  [SCRAP (IF
OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD. DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) END OF ARM
TOOLING SETUP
7ERO DEFECTS ot phoGeaw  [PROCESS ADIUST/
PRODUCT ISR RED TAG/SORT/
203.03 NOT LESS THAN 1 SEAL DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT N e pLAN |SCRAP (F
OPERATOR e A GIAPPLY)NOTIFY TO
METHOD SUPERVISOR
: DESIGN - VISION
SYSTEM -MASTER
PIECES ROTUINE
(P) (P) L. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY 52 6cESS ADIUST/
ISION SYSTEM INSPECTION 3.
[inspPECTION OF PRODUCT EACH BEGINNING OF THE [INcominG RED TAG/SORT/
205 CORRECT COLOR OF PLR DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE ISCRAP (IF
CONNECTOR-SEAL- SHIFT INSPECTION 4. (P)
o OPERATOR IAPPLY)/INOTIFY TO
SUBASSEMBLY AN RAW MATERIAL IS [APPLOMNOTE
: ISCANNED 5. ROBOT
ISION SYSTEM
(P) (P) L. OPERATOR
7ERO DEFECTS M=o 2 QUALITY IprocEss ADJUST/
PRODUCT EACH BEGINNING OF THE JNGOMNG RED TAG/SORT/
205.01 CORRECT PLR DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE ISCRAP (IF
SHIFT INSPECTION 4. (P)
OPERATOR AL IAPPLY)INOTIFY TO
METHOD S _ [supeERVISOR
: [SCANNED 5. ROBOT
ISION SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|o0 eSS ADIUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
05,00 NOT LESS THAN 1 PLR o) [isuau vision sysTEM fo oo o EACH BEGINNING OF THE [KNOCKDOWN BRUSH [SE0 T/
MASTER PIECES SHIFT DESIGN (P) SETUP
OPERATOR IAPPLY)/INOTIFY TO
METHOD. METHOD PREVENTIVE [ o pvi50R
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM -MASTER
PIECES
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|PROCESS ADJUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
205.03 NOT MORE THAN 1 PLR DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE g‘H\FgBEG'NN'NG OF THE [ NOCKDOWN BRUSH [SCRAP (IF
OPERATOR DESIGN (P) SETUP  |APPLY)/NOTIFY TO
METHOD. METHOD PREVENTIVE [SUPERVISOR
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM
PROCESS ADJUST/
(P) SET-UP METHOD  |RED TAG/SORT/
7ERO DEFECTS PLC PRESS PROGRAM|SCRAP (IF
PRODUCT MECHANICAL HARD  |APPLY)/NOTIFY TO
205.04 R A N oo DRAWING /| [VISUALIVISION SYSTEM |eipst sampLe -t BEGINNING OF THE |5 70p DESIGN END OF [SUPERVISORPROCESS
OPERATOR STROKE SENSOR - |ADJUST/ RED
METHOD.TS ISION SYSTEM - TAG/SORT/ SCRAP (IF
MASTER PIECES APPLY)/INOTIFY TO
SUPERVISOR
om0 o7 TILTED PLR ZERC DEFECTS| o orem |moT SAVPLE EACH BEGINNING OF THE |(P) SET-UP METHOD _|PROCESS ADJUST/

PRODUCT

SHIFT

PLC PRESS PROGRAM|RED TAG/SORT/




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
DRAWING / MECHANICAL HARD _ |SCRAP (IF
OPERATOR STOP DESIGN END OF JAPPLY)INOTIFY TO
METHOD. STROKE SENSOR - |SUPERVISOR
ISION SYSTEM
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD _ |op5cESS ADJUST/
STOP DESIGN END OF
PRODUCT EACH BEGINNING OF THE |[STROKE SENSOR  [[RED TAG/SORT/
205.06 NOT DAMAGE PLR DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE ISCRAP (IF
SHIFT INCOMPING MATERIAL
OPERATOR IAPPLY)/INOTIFY TO
METHOD INSPECTION-QUALITY ) )pEpy/iSOR
: FINAL INSPECTION
(AUDIT) -VISION
SYSTEM
(P) SET-UP METHOD
7ERO DEFECTS PLC PRESS PROGRAMIo 6 eSS ADIUST/
PRODUCT MECHANICAL HARD _ |oehy 1 AG/SORT/
205.07 NOT PLR MISS-ORIENTED DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE FACH BEGINNING OF THE [STOP DESIGN END OF {s-pnp 1
SHIFT STROKE SENSOR
OPERATOR IAPPLY)/INOTIFY TO
A INCOMPING MATERIAL[APPLOMNOT
: INSPECTION -VISION
SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|PROCESS ADJUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
205.08 NOT MORE THAN 1 SEAL DRAWING/  [VISUALIVISION SYSTEM [0 PARTS FROMITHE i e e O e, [knockpownN BRUSH fscrap (F
OPERATOR DESIGN (P) SETUP  |APPLY)/NOTIFY TO
METHOD. METHOD PREVENTIVE [SUPERVISOR
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|o0 655 ADIUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
05,00 OT PLR FULL e ISUALIVISION SYSTEM/ |&06 s avpLE EACH BEGINNING OF THE [KNOCKDOWN BRUSH [RED TACE
MASTER PIECES SHIFT DESIGN (P) SETUP
OPERATOR IAPPLY)INOTIFY TO
METHOD METHOD PREVENTIVE [ jpE pyisoR
: MAINTENANCE PLAN -
ROBOT VISION
SYSTEM -MASTER
PIECES
(P) L. PREVENTIVE
AUTOMATIC AND PREDICTIVE
TRANSPORTATION 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
OF THE T DAMAGE PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
208  |CONNECTOR-SEAL- O G DRAWING / ISUAL/MANUALLY ONCE PER SHIFT DURING THE SHIFT PROGRAM 2. BREAK  |SCRAP (IF
PLR SUBASSEMBLY OPERATOR [AWAY COMB IAPPLY)INOTIFY TO
TO THE NEXT METHOD. FEATURE DURING  [SUPERVISOR
MODULE HIGH FORCE
lcoLLISION
7ERO DEFECTS (P) SET-UP METHOD 50555 ADIUST/
PRODUCT PROGRAMING & RED TAG/SORT/
208.1 [CORRECT QUANTITY OF DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT [TOOLING DESIGN. - lsp ap (7
SUBASSEMBLY PLC PASSWORD
OPERATOR PSS wOR! IAPPLY)INOTIFY TO
METHOD OOLING SCAN - SUPERVISOR
: ISION SYSTEM
roTOMATIC (P) L. PREVENTIVE
TRANSPORTATION AND PREDICTIVE
OF THE 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
pi0  [SONNECTORSEAL O o DRAWING / ISUAL ONCE PER SHIFT DURING THE SHIFT PROGRAM 2. BREAK  |SCRAP (IF
PR S OPERATOR [AWAY COMB IAPPLY)/INOTIFY TO
. METHOD FEATURE DURING  |SUPERVISOR
ODULE WITH FLIP
Ny HIGH FORCE
lcoLLISION
7ERO DEFECTS (P) SET-UP METHOD 505 cEss ADIUST/
PRODUCT PROGRAMING & RED TAG/SORT/
210.01 [CORRECT QUANTITY OF DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT [TOOLING DESIGN . lsrpap (i
SUBASSEMBLY PLC PASSWORD
OPERATOR ity IAPPLY)/INOTIFY TO
METHOD OOLING SCAN - SUPERVISOR
ISION SYSTEM
210.02 NOT LESS THAN 1 PLR |ZERO DEFECTS | ol \ISION SYSTEM  JONCE PER SHIFT DURING THE SHIFT (P) SEND OF ARM PROCESS ADJUST/

PRODUCT

[TOOLING SETUP

RED TAG/SORT/




Characteristics

Methods

Part / Process Name / Machine, Device, Jig, [Pl uct / Process Evaluation / .
Proc # | Operation description Tools For Mfg.  INo| Product Process Char. Specification / Measurement Sample Sample Control Method Reaction Plan
Class T - Size Freq.
olerance Technique
DRAWING / METHOD PLC & ISCRAP (IF
OPERATOR ROBOT PROGRAM  |APPLY)/NOTIFY TO
METHOD PREVENTIVE SUPERVISOR
MAINTENANCE PLAN
END OF ARM TOOLING
DESIGN ROBUST
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) (P) L. OPERATOR
PICK AND PLACE 7ERO DEFECTS oD 2 QUALITY PROCESS ADJU/ST/
CABLE.SEAL INTO PRODUCT : RED TAG/SORT
213 [THE CONNECTOR- CORRECT CABLE.SEAL DRAWING / ISUALIVISION SYSTEM  [30 PARTS FROM THE N O s INGorNS o A [SCRAP (F
SEAL-PLR OPERATOR P o IAPPLY)/INOTIFY TO
SUBASSEMBLY METHOD D & rosoT  [SUPERVISOR
ISION SYSTEM
(D) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM-  [PROCESS ADJUST/
NOT CONTAMINATED
COMPONENTS,FOREIGN PRODUCT EACH BEGINNING OF THE [END OF ARM TOOLINGIRED TAG/SORT/
213.01 R TERIAL (FOOD, Ol DRAWING/  [VISUAL ONCE PER SHIFT e e e O e [pEsiGn-RoBUST ISCRAP (IF
DUST ETC) +OlL, OPERATOR KNOCKDOWN BRUSH [APPLY)/NOTIFY TO
: METHOD DESIGN (P) SETUP  |SUPERVISOR
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM- _ lop6cESS ADIUST/
PRODUCT END OF ARM TOOLING|o ey T AG/SORT/
1300 NOT LESS THAN 1 NG ISUALVISION SySTEM [P0 PARTS FROM THE EACH BEGINNING OF THE |DESIGN-ROBUST SRR (F
CABLE.SEAL AT o FIRST CONTAINER SHIFT AND AFTER LUNCH [KNOCKDOWN BRUSH [RCEA (i ey o
METHOD PESIGN - VISION SUPERVISOR
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM- o0 6cESS ADIUST/
PRODUCT END OF ARM TOOLINGo ey 1aG/SORT/
1303 NOT MORE THAN 1 o) MsuaL 30 PARTS FROM THE EACH BEGINNING OF THE |DESIGN-ROBUST RCRAP (I
: CABLE.SEAL FIRST CONTAINER ISHIFT AND AFTER LUNCH JKNOCKDOWN BRUSH
OPERATOR IAPPLY)/INOTIFY TO
METHOD PESIGN - VISION SUPERVISOR
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D)END OF ARM
TOOLING-VISION
7ERO DEFECTS SYSTEM-ROBOT PROCESS ADJUST/
(CABLE.SEAL CORRECT PRODUCT 30 PARTS FROM THE EACH BEGINNING OF THE |[PROGRAM/PROCESS [RED TAG/SORT/
213.04 A DRAWING / ISUALIVISION SysTEm [0 FARTS FRON T e e e OF o, [cAPaBILITY (P) SETUPfSCRAP (F
OPERATOR METHOD PREVENTIVE JAPPLY)/NOTIFY TO
METHOD MAINTENANCE PLAN - [SUPERVISOR
ROBOT VISION
SYSTEM
(P) (P) SET-UP
METHOD
7ERO DEFECTS PROGRAMING- PROCESS ADJUST/
PROBUCT 30 PARTS FROM THE EACH BEGINNING OF THE JNCOMING MATERIAL [RED TAG/SORT/
213.05 NOT DAMAGE CABLE.SEAL] PRAWING /- [VISUAL FIRST CONTAINER ISHIFT AND AFTER LUNCH |INSPECTION AREA-  [SCRAP (IF
OPERATOR IAPPLY)/INOTIFY TO
METHOD [QUALITY FINAL SUPERVISOR
INSPECTION (AUDIT)
(D)TOOLING DESIGN .
PLC PASSWORD
(P) (D) END OF ARM
TOOLING (P) SETUP
7ERO DEFECTS METHOD ROBOT PROCESS ADJUST/
CABLE.SEAL FULLY PRODUCT 30 PARTS FROM THE EACH BEGINNING OF THE |[PROGRAM/PROCESS [RED TAG/SORT/
213.06 cpBLES DRAWING /  [VISUALIVISION SysTEm  [30 PARTS EROM T o B OF o [capaBILITY ISCRAP (IF
OPERATOR PREVENTIVE APPLY)INOTIFY TO
METHOD MAINTENANCE PLAN [SUPERVISOR
TOOLING SCAN -
ISION SYSTEM
AUTOMATIC ZERO DEFECTS (P) L. PREVENTIVE __ |PROCESS ADJUST/
215  [TRANSPORTATION Inciesas PRODUCT  [VISUAL ONCE PER SHIFT At BEGINNING OF THE Janp preDICTIVE RED TAG/SORT/
OF THE DRAWING / MAINTENANCE PLAN- [SCRAP (IF




Characteristics

Methods

Part / Process Name / Machine, Device, Jig Special Product / Process| Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
CONNECTOR-SEAL- OPERATOR TOOLING SCAN - PLC JAPPLY)/NOTIFY TO
PLR-CABLE.SEAL METHOD PROGRAM 2. BREAK |[SUPERVISOR
SUBASSEMBLY TO [AWAY COMB
THE NEXT MODULE FEATURE DURING
HIGH FORCE
lcoLLisIoN
7ERO DEFECTS (F,P&gg;}k’“';lxgz*or’ PROCESS ADJUST/
PRODUCT RED TAG/SORT/
215.01 [CORRECT QUANTITY OF DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT FACH BEGINNING OF THE [TOOLING DESIGN . srpap
SUBASSEMBLY SHIFT PLC PASSWORD
OPERATOR it IAPPLY)/INOTIFY TO
METHOD e SUPERVISOR
(P) 3END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
T LESS THAN 1 PRODUCT PREVENTIVE RED TAG/SORT/
215.02 A DRAWING / ISUALIVISION SYSTEM  |100% DURIN THE SHIFT MAINTENANCE PLAN [SCRAP (IF
: OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS OB T FROGRAM. IPROCESS ADJUST)
NOT MORE THAN 1 PRODUCT MAINTENANCE PLAN |RED TAG/SORT/
215.03 oy MORE T DRAWING/  [VISUAL/MANUALLY 100% DURIN THE SHIFT e A ISCRAP (F
. G
OPERATOR IAPPLY)/INOTIFY TO
METHOD PESIGN - VISION SUPERVISOR
SYSTEM -MASTER
PIECES ROTUINE -
SCRAP CONTAINERS
LOCKED
(P) (P) L. OPERATOR
PICK AND PLACE CPA 7ERO DEFECTS mESLHE%%gNQ;JAL'TY PROCESS ADJUST/
[nTo THE PRODUCT EACH BEGINNING OF THE INeowie RED TAG/SORT/
218  |CONNECTOR-SEAL- CORRECT CPA DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT Ench NG 4 RAW  [SCRAP (F
PLR-CABLE.SEAL OPERATOR s IAPPLY)INOTIFY TO
SUBASSEMBLY METHOD s & osoT  [SUPERVISOR
ISION SYSTEM
B) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM-  |[PROCESS ADJUST/
NOT CONTAMINATED
PRODUCT END OF ARM TOOLING|RED TAG/SORT/
218.01 ﬁgﬁggﬂf?‘gggg%ﬁf” DRAWING / ISUAL ONCE PER SHIFT AoH BEGINNING OF THE JoesiGN-ROBUST ISCRAP (IF
posT ey oo OPERATOR KNOCKDOWN BRUSH [APPLY)/NOTIFY TO
: METHOD DESIGN (P) SETUP  |SUPERVISOR
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ESS%TF%?AGTRS&ING PROCESS ADJUST/
PROBUCT EACH BEGINNING OF THE |DESIGN-ROBUST RED TAG/SORT/
218.02 NOT LESS THAN 1 CPA DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT ISCRAP (IF
SHIFT KNOCKDOWN BRUSH
OPERATOR AN IAPPLY)INOTIFY TO
METHOD vaTEN () STUp  [SUPERVISOR
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS ggglgs_’;%“éJgTo"'NG PROCESS ADJUST/
PRODUCT RED TAG/SORT/
218.03 NOT MORE THAN 1 CPA DRAWING/  [VISUAL/VISION SYSTEM  JONCE PER SHIFT FACH BEGINNING OF THE [KNOCKDOWN BRUSH |sepap 1
SHIFT DESIGN - VISION
OPERATOR APPLY)INOTIFY TO
METHOD SYSTEM (P) SETUP o\ bERviSOR
METHOD PREVENTIVE
MAINTENANCE PLAN -
DESING OF
COMPONENT
ZERO DEFECTS (P) (D)END OF ARM __|PROCESS ADJUST/
218.04 (CPA CORRECT ORIENTED PRODUCT  [VISUAL/VISION SYSTEM  JONCE PER SHIFT g‘H\FFF}BEG'NN'NG OF THE H30LING-VISION RED TAG/SORT/
DRAWING / SYSTEM-ROBOT ISCRAP (IF




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
OPERATOR PROGRAM/PROCESS [|APPLY)/NOTIFY TO
METHOD (CAPABILITY (P) SETUP|SUPERVISORPROCESS
METHOD PREVENTIVE JADJUST/ RED
MAINTENANCE PLAN _[TAG/SORT/ SCRAP (IF
IAPPLY)/INOTIFY TO
SUPERVISOR
(P) (P) SET-UP
METHOD
7ERO DEFECTS PROGRAMING- PROCESS ADJUST/
PROBUCT 30 PARTS FROM THE EACH BEGINNING OF THE |NCOMING MATERIAL [RED TAG/SORT/
218.05 NOT DAMAGE CPA DRAWING / ISUAL/VISION SYSTEM ISCRAP (IF
FIRST BOX ISHIFT AND AFTER LUNCH |INSPECTION AREA-
OPERATOR IAPPLY)INOTIFY TO
METHOD QUALITY FINAL SUPERVISOR
INSPECTION (AUDIT)
(D)TOOLING DESIGN .
PLC PASSWORD
(P) (D) END OF ARM
TOOLING (P) SETUP
7ERO DEFECTS METHOD ROBOT PROCESS ADJUST/
PRODUCT PROGRAMIPROCESS  |oe TaG/SORT/
218.06 (CPA IN PRE STAGE DRAWING / ISUALVISION SYSTEM |20 PARTS FROM THE FACH BEGINNING OF THE JCAPABILITY ISCRAP (IF
FIRST BOX ISHIFT AND AFTER LUNCH |PREVENTIVE
OPERATOR IAPPLY)INOTIFY TO
METHOD MAINTENANCE PLAN ) jpERvISOR
TOOLING SCAN -
ROBOT VISION
SYSTEM
(P) L. PREVENTIVE
AUTOMATIC AND PREDICTIVE
TRANSPORTATION 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
OF THE PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
220 [CONNECTOR-SEAL- ggg ADsAs’\é/:A%EY DRAWING/  [VISUAL ONCE PER SHIFT I ii%'ﬁE'TNE%(EENTE'E PROGRAM 2. BREAK [SCRAP (IF
PLR-CABLE.SEAL- OPERATOR [AWAY COMB IAPPLY)/INOTIFY TO
(CPA SUBASSEMBLY METHOD FEATURE DURING  |SUPERVISOR
TO VISION SYSTEM HIGH FORCE
lcoLLISION
7ERO DEFECTS (P) SET-UP METHOD - |o0 5 cEss ADIUST/
CORRECT QUANTITY OF PROBUCT EACH BEGINNING OF THE JrOOLING DESian . [RED TAGISORT/
220.01 v DRAWING/  [VISUAL/VISION SYSTEM  JONCE PER SHIFT AL R PN LSl i ISCRAP (IF
OPERATOR IAPPLY)INOTIFY TO
METHOD [TOOLING SCAN - SUPERVISOR
ISION SYSTEM
(P) 3END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  |PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
220.02 NOT LESS THAN 1 CPA DRAWING / ISUALVISION SYSTEM  |100% DURING THE SHIFT MAINTENANCE PLAN [SCRAP (IF
OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS R O RAM - IPROCESS ADJUST/
PRODUCT R AMeE PLAN IRED TAG/SORT/
220.03 NOT MORE THAN 1 CPA DRAWING / ISUAL 100% DURING THE SHIFT ISCRAP (IF
END OF ARM TOOLING
OPERATOR e IAPPLY)/INOTIFY TO
METHOD SIGN - VISION SUPERVISOR
SYSTEM -MASTER
PIECES ROTUINE -
SCRAP CONTAINERS
LOCKED
(P) (P) L. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY fop0 eSS ADIUST/
ISION SYSTEM INSPECTION 3.
[insPecTiON OF PRODUCT EACH BEGINNING OF THE |INCOMING RED TAG/SORT/
223 CORRECT CABLE SEAL DRAWING/  [VISUALAVISION SYSTEM  |FIRST SAMPLE ISCRAP (IF
CONNECTOR- SHIFT INSPECTION 4. (P)
OPERATOR APPLY)INOTIFY TO
CABLE.SEAL-CPA A RAW MATERIAL IS [APPLOMNOTE
ISCANNED 5. ROBOT
ISION SYSTEM
ZERO DEFECTS (P) (P) L. OPERATOR _|PROCESS ADJUST/
PRODUCT METHOD 2. QUALITY |RED TAG/SORT/
223.01 CORRECT CPA DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE gﬁ&#BEG'NN'NG OF THE [ \SPECTION 3. ISCRAP (IF
OPERATOR INCOMING APPLY)INOTIFY TO
METHOD INSPECTION 4. () |SUPERVISOR




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
RAW MATERIAL IS
ISCANNED 5. ROBOT
ISION SYSTEM
(P) (P) SET-UP
METHOD
PROGRAMING-
7ERO DEFECTS TOOLING SCAN - PROCESS ADJUST/
PRODUCT INCOMING MATERIAL |RED TAG/SORT/
223.014] NOT DAMAGE CABLE.SEAL DRAWING / ISUALIVISION SysTEm [0 PARTS FROM THE 1 BEGINNING OF THE LvspeCTION AREA-  [SCRAP (IF
OPERATOR QUALITY FINAL IAPPLY)/INOTIFY TO
METHOD INSPECTION (AUDIT) |SUPERVISOR
(D)TOOLING DESIGN .
PLC PASSWORD -
ISION SYSTEM
(P)3END OF ARM
TOOLING SETUP
METHOD PLC&ROBOT
PROGRAM
7ERO DEFECTS PREVENTIVE PROCESS ADJUST/
PRODUCT MAINTENANCE PLAN _|oeh T2 G/SORT/
NOT TWISTED 30 PARTS FROM THE EACH BEGINNING OF THE |END OF ARM TOOLING
223,019 DRAWING / ISUALIVISION SYSTEM ISCRAP (IF
CABLE.SEAL FIRST CONTAINER SHIFT DESIGN ROBUST
OPERATOR IAPPLY)INOTIFY TO
METHOD KNOCKDOWN BRUSH g jpERyisoR
DESIGN-VISION
SYSTEM(P) EOAT
SETUP
METHOD(D)PLC
PROGRAM-POKAYOKE
(P) (P) L. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY |50 eSS ADJUST/
PRODUCT INSPECTION 3. RED TAG/SORT/
223.02 CORRECT COLOR OF CPA DRAWING/  [VISUAL/VISION SysTEM [0 PARTS FROM THE EACH BEGINNING OF THE [INCOMING ISCRAP (IF
FIRST CONTAINER SHIFT INSPECTION 4. (P)
OPERATOR IAPPLY)/INOTIFY TO
METHOD RAW MATERIALIS g )pERyiSOR
ISCANNED 5. ROBOT
ISION SYSTEM
(P) (P) L. OPERATOR
7ERO DEFECTS METHOD 2. QUALITY  lop eSS ADJUST/
PRODUCT INSPECTION 3. RED TAG/SORT/
CORRECT COLOR OF 30 PARTS FROM THE EACH BEGINNING OF THE |INCOMING
223.03 DRAWING / ISUALIVISION SYSTEM ISCRAP (IF
CABLE.SEAL FIRST CONTAINER SHIFT INSPECTION 4. (P)
OPERATOR IAPPLY)/INOTIFY TO
METHOD RAW MATERIALIS ) jpERVISOR
ISCANNED 5. ROBOT
ISION SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|op 6 eSS ADIUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
o304 OT LESS THAN 1 CPA DRAWING)  [VISUAL/VISION SYSTEM/ | 61 s yp e EACH BEGINNING OF THE [KNOCKDOWN BRUSH [RED TAC!
STER PIECES SHIFT DESIGN (P) SETUP
OPERATOR IAPPLY)/INOTIFY TO
METHOD METHOD PREVENTIVE [ jor pvi50R
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM -MASTER
PIECES
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|o 55 ADIUST/
PRODUCT DESIGN ROBUST RED TAG/SORT/
NOT LESS THAN 1 VISUAL/ VISION SYSTEM / EACH BEGINNING OF THE JKNOCKDOWN BRUSH
223.05 DRAWING / FIRST SAMPLE ISCRAP (IF
CABLE.SEAL MASTER PIECES SHIFT DESIGN (P) SETUP
OPERATOR D S e IRPPLY)INOTIFY TO
METHOD o SUPERVISOR
MAINTENANCE PLAN -
ROBOT VISION
SYSTEM -MASTER
PIECES
(P) (D) END OF ARM
7ERO DEFECTS [TOOLING - PLC & PROCESS ADJUST/
PRODUCT ROBOT PROGRAM- = |oep TAG/SORT/
NOT MORE THAN 1 30 PARTS FROM THE EACH BEGINNING OF THE |END OF ARM TOOLING
223.06 DRAWING/  [VISUAL/MANUALLY ISCRAP (IF
CABLE.SEAL FIRST CONTAINER SHIFT DESIGN ROBUST
OPERATOR APPLY)INOTIFY TO
METHOD KNOCKDOWN BRUSH [ jpepvisoR
DESIGN (P) SETUP
METHOD PREVENTIVE




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
. e/ : +Jig] Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
MAINTENANCE PLAN -
COMPONENT DESING
(P) (D) END OF ARM
7ERO DEFECTS [TOOLING (P) SETUP o0 cESS ADIUST/
PRODUCT METHOD ROBOT RED TAG/SORT/
223.07 (CPA CORRECT ORIENTED DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE EACH BEGINNING OF THE gigls;m@aocess ISCRAP (IF
OPERATOR IAPPLY)/INOTIFY TO
METHOD PREVENTIVE SUPERVISOR
MAINTENANCE PLAN -
ISION SYSTEM
(P) (D) END OF ARM
TOOLING (P) SETUP
7ERO DEFECTS METHOD ROBOT PROCESS ADJUST/
(CABLE.SEAL CORRECT PROBUCT ISUAL/ VISION SYSTEM/ EACH BEGINNING OF THE |[PROGRAM/PROCESS [RED TAG/SORT/
223.08 A DRAWING /  [VISOALIMISION S FIRST SAMPLE i CAPABILITY ISCRAP (IF
OPERATOR PREVENTIVE IAPPLY)/INOTIFY TO
METHOD MAINTENANCE PLAN - [SUPERVISOR
ISION SYSTEM -
MASTER PIECES
(F) (P) SET-UP
METHOD
PROGRAMING-
7ERO DEFECTS TOOLING SCAN - PROCESS ADJUST/
PRODUCT INCOMING MATERIAL |RED TAG/SORT/
223.00 NOT DAMAGE CPA DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE SACH BEGINNING OF THE InspECTION AREA-  [SCRAP (IF
OPERATOR QUALITY FINAL IAPPLY)INOTIFY TO
METHOD INSPECTION (AUDIT) |SUPERVISOR
(D)TOOLING DESIGN .
PLC PASSWORD -
ISION SYSTEM
(P) (P) SET-UP
METHOD
PROGRAMING-
7ERO DEFECTS [TOOLING SCAN - PROCESS ADJUST/
PRODUCT INCOMING MATERIAL |oeh 1 AG/SORT/
223,001 NOT BAD ASSEMBLY OF DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE FACH BEGINNING OF THE [INSPECTION AREA- - |srpap (1
(CPA (LACK ASSEMBLY) SHIFT QUALITY FINAL
OPERATOR IAPPLY)/INOTIFY TO
METHOD INSPECTION (AUDIT) ) \pEpviSOR
(D)TOOLING DESIGN .
PLC PASSWORD -
ISION SYSTEM -
MASTER PIECES
OTOMATIC (P) L. PREVENTIVE
TRANSPORTATION AND PREDICTIVE
OF THE ZERO DEFECTS MAINTENANCE PLAN- |PROCESS ADJUST/
PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
pos  [SONNECTOR-SEAL: DAMAGE SUBASSEMBLY DRAWING / ISUAL FIRST SAMPLE EACH BEGINNING OF THE JoroGRAM 2. BREAK  [SCRAP (IF
o St PASSEMELY OPERATOR [AWAY cOMB IAPPLY)/INOTIFY TO
METHOD FEATURE DURING  [SUPERVISOR
TO THE NEXT
o e HIGH FORCE
lcoLLISION
7ERO DEFECTS (P) SET-UP METHOD 505 cEss ADIUST/
PRODUCT PROGRAMING & RED TAG/SORT/
225.01 [CORRECT QUANTITY OF DRAWING / ISUAL/VISION SYSTEM ~ JONCE PER SHIFT DURING THE SHIFT [TOOLING DESIGN . lsep ap (i
SUBASSEMBLY PLC PASSWORD
OPERATOR ity IAPPLY)/INOTIFY TO
METHOD OOLING SCAN - SUPERVISOR
ISION SYSTEM
(P) 3END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
PRODUCT PREVENTIVE RED TAG/SORT/
225,02 AR DRAWING/  [VISUALAVISION SYSTEM  |FIRST SAMPLE i BEGINNING OF THE JyainTENANCE PLAN |SCRAP (IF
' OPERATOR END OF ARM TOOLING|APPLY)INOTIFY TO
METHOD DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
(P) END OF ARM
7ERO DEFECTS TOOLING SETUP PROCESS ADJUST/
PRODUCT METHOD PLC & RED TAG/SORT/
225.03 NOT LESS THAN 1 CPA DRAWING / ISUAL/VISION SYSTEM  [FIRST SAMPLE FACH BEGINNING OF THE [ROBOT PROGRAM  |s-pap (1
SHIFT PREVENTIVE
OPERATOR o TENANGE PLAN [APPLYINOTIFY TO
METHOD SUPERVISOR

END OF ARM TOOLING

DESIGN - VISION




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
SYSTEM -MASTER
PIECES ROTUINE
(P) END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  IPROCESS ADJUST/
PRODUCT RED TAG/SORT/
225.04 NOT MORE THAN 1 DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE FACH BEGINNING OF THE MAINTENANCE PLAN _ |srpap 1
CABLE.SEAL RS SHIFT END OF ARM TOOLING{SCE" P (o
METHOD PESIGN - VISION SUPERVISOR
SYSTEM -MASTER
PIECES ROTUINE -
SCRAP CONTAINERS
LOCKED
(F) (P) L. OPERATOR
PICK AND PLACE 7ERO DEFECTS oD 2 OUALITY IprocEss ADausT/
RETAINER INTO THE PRODUCT EACH BEGINNING OF THE INaPECTION 3. RED TAG/SORT/
228 [CONNECTOR-SEAL- CORRECT RETAINER DRAWING / ISUALIVISION SYSTEM  [FIRST SAMPLE i o 4 AW [SCRAP (F
PLR-CABLE.SEAL- OPERATOR P o IAPPLY)/INOTIFY TO
(CPA SUBASSEMBLY METHOD D & rosoT  [SUPERVISOR
ISION SYSTEM
(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM- _ lop6cESS ADIUST/
PRODUCT END OF ARM TOOLINGIo ey T AG/SORT/
o801 CORRECT RETAINER NG ISUALVISION SysTEM  [FIRST SAMPLE (MASTER - [EACH BEGINNING OF THE [DESIGN-ROBUST SR (F
: (CAVITY CONFIGURATED) A o PIECE) SHIFT KNOCKDOWN BRUSH [SeB* (F o
METHOD PESIGN - VISION SUPERVISOR
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM-  [PROCESS ADJUST/
NOT CONTAMINATED
PRODUCT END OF ARM TOOLING|RED TAG/SORT/
228.02 [COMPONENTS,FOREIGN DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE FACH BEGINNING OF THE [ o)\ ROBUST ISCRAP (IF
gﬁgERéﬁchFOOD' oiL, OPERATOR SHIFT KNOCKDOWN BRUSH [APPLY)/NOTIFY TO
: METHOD DESIGN (P) SETUP  |SUPERVISOR
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
7ERO DEFECTS ROBOT PROGRAM-  _ lopocESS ADIUST/
PRODUCT END OF ARM TOOLINGIo ey 1 AG/SORT/
NOT LESS THAN 1 30 PARTS FROM THE EACH BEGINNING OF THE |DESIGN-ROBUST
228.03 NOT LSS DRAWING/  [VISUALAVISION sysTeEm  [BOPARTS FROM T acH B ROB ST s ISCRAP (F
OPERATOR STCO S OCKDO USH APPLY)INOTIFY TO
METHOD PESIGN - VISION SUPERVISOR
SYSTEM (P) SETUP
METHOD PREVENTIVE
MAINTENANCE PLAN
(P) (D) END OF ARM
TOOLING - PLC &
ROBOT PROGRAM-
7ERO DEFECTS END OF ARM TOOLING|PROCESS ADJUST/
PRODUCT DESIGN-ROBUST RED TAG/SORT/
228.04 NOT WORE THAN 1 DRAWING/  [VISUAL/VISION SYSTEM i(l)RF?I'Rggl\'IZ‘IBACI)I\’\fELHE gﬁ&#BEG'NN'NG OF THE [ NOCKDOWN BRUSH [SCRAP (IF
OPERATOR DESIGN - VISION IAPPLY)/INOTIFY TO
METHOD SYSTEM (P) SETUP  [SUPERVISOR
METHOD PREVENTIVE
MAINTENANCE PLAN -
COMPONENT DESING
(P) (D)END OF ARM
7ERO DEFECTS oo VSN PROCESS ADJUST/
PRODUCT SYSTEM-ROBO RED TAG/SORT/
RETAINER CORRECT 30 PARTS FROM THE EACH BEGINNING OF THE [PROGRAM/IPROCESS
228.05 ORIENTED DRAWING / ISUALIVISION SYSTEM | ot CONTAINER SHIFT CAPABILITY (P) SETUP[SCRAP (IF
OPERATOR ) IAPPLY)INOTIFY TO
METHOD METHOD PREVENTIVE [ o pvisoR
MAINTENANCE PLAN -
ISION SYSTEM
(P) SET-UP METHOD
RETAINER ENGAGE 30 PARTS FROM THE EACH BEGINNING OF THE [MECHANICAL HARD
228.06 A DRAWING/  [VISUAL/VISION SYSTEM ISCRAP (IF
OSITION DRANe ! FIRST CONTAINER SHIFT STOP DESIGN END OF [SERA (-
METHOD STROKE SENSOR - |o pe v i50R

ISION SYSTEM




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
(P) (P) SET-UP
METHOD
PROGRAMING-
7ERO DEFECTS TOOLING SCAN - PROCESS ADJUST/
PRODUCT INCOMING MATERIAL |RED TAG/SORT/
228.07 NOT RETAINER DAMAGED DRAWING / ISUALIVISION SYSTEM  [30 PARTS FROM THE Aot BEGINNING OF THE InspECTION AREA-  [SCRAP (IF
OPERATOR QUALITY FINAL IAPPLY)/INOTIFY TO
METHOD INSPECTION (AUDIT) [SUPERVISOR
(D)TOOLING DESIGN .
PLC PASSWORD -
ISION SYSTEM
(P) (D) END OF ARM
TOOLING (P) SETUP
7ERO DEFECTS METHOD ROBOT PROCESS ADJUST/
PRODUCT PROGRAM/PROCESS |RED TAG/SORT/
228.08 RETAINER IN FULL STAGE DRAWING / ISUALIVISION SYsTEM  [29 PARTS FROM THE EACH BEGINNING OF THE |capaBILITY ISCRAP (IF
OPERATOR PREVENTIVE IAPPLY)/INOTIFY TO
METHOD MAINTENANCE PLAN [SUPERVISOR
TOOLING SCAN -
ISION SYSTEM
(P) 1. PREVENTIVE
AUTOMATIC AND PREDICTIVE
TRANSPORTATION 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
OF SUBASSEMBLY PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
230  [TO AUTOMATIC gS;ADSAéNEI?/IGBEY DRAWING/  [VISION/MANUALLY ONCE PER SHIFT EACH BEGINNING OF THE |oroGRAM 2. BREAK  [SCRAP (IF
PRESS FOR THE OPERATOR [AWAY COMB IAPPLY)/INOTIFY TO
RETAINER METHOD FEATURE DURING  |SUPERVISOR
ASSEMBLY HIGH FORCE
lcoLLISION
7ERO DEFECTS (P) SET-UP METHOD  |o0 5 cEss ADIUST/
PRODUCT PROGRAMING & RED TAG/SORT/
230.01 [CORRECT QUANTITY OF DRAWING/  [VISUAL/VISION SYSTEM  JONCE PER SHIFT EACH BEGINNING OF  |LOOLING DESIGN . fepap (1F
SUBASSEMBLY PLC PASSWORD
OPERATOR IAPPLY)/INOTIFY TO
METHOD [TOOLING SCAN - SUPERVISOR
ISION SYSTEM
(P) 3END OF ARM
TOOLING SETUP
METHOD PLC &
7ERO DEFECTS ROBOT PROGRAM  [PROCESS ADJUST/
NOT LESS THAN 1 PRODUCT PREVENTIVE RED TAG/SORT/
230.02 NOTLESS DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT EACH BEGINNING OF  |MAINTENANCE PLAN  [SCRAP (IF
OPERATOR END OF ARM TOOLING|APPLY)/NOTIFY TO
METHOD DESIGN ROBUST SUPERVISOR
KNOCKDOWN BRUSH
DESIGN - VISION
SYSTEM
7ERO DEFECTS (P) SET-UP METHOD |0 eSS ADIUST/
ASSEMBLY PRODUCT PLC PRESS PROGRAMIL ey TaG/SORT/
233 [RETAINER WITH RETAINER IN FULL STAGE DRAWING /  [VISUALIVISION sysTEM  [30 PARTS FROM THE e BN G O T e o [SCRAP (F
IAUTOMATIC PRESS OPERATOR IAPPLY)/INOTIFY TO
METHOD STROKE SENSOR - |o \be v iSoR
ISION SYSTEM
7ERO DEFECTS (P) SET-UP METHOD |00 cESS ADIUST/
PROBUCT 30 PARTS FROM THE EACH BEGINNING OF THE JWMECHANIGAL tARD - [RED TAG/SORT/
233.01 NOT TILTED RETAINER DRAWING/  [VISUAL/VISION SYSTEM ISCRAP (IF
FIRST CONTAINER SHIFT STOP DESIGN END OF
OPERATOR IAPPLY)INOTIFY TO
METHOD STROKE SENSOR - |o \pepviSoR
ISION SYSTEM
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD _ lop6cESS ADJUST/
PRODUCT STOP DESIGN END OF |oe 1y 12 G/SORT/
233.02 NOT DAMAGE RETAINER DRAWING/  [VISUALVISION sysTEm [0 PARTS FROM THE FACH BEGINNING OF THE [STROKE SENSOR _ |sepap (1
ST CONTAINER SHIFT INCOMPING MATERIAL
OPERATOR [ APPLY)/INOTIFY TO
METHOD INSPECTION-QUALITY [ ;o pviSOR
FINAL INSPECTION
(AUDIT) -VISION
SYSTEM
(P) SET-UP METHOD
7ERO DEFECTS PLC PRESS PROGRAMIoR 6 eSS ADIUST/
PRODUCT MECHANICAL HARD _ |oe 72 G1SORT/
RETAINER CORRECT 30 PARTS FROM THE EACH BEGINNING OF THE |STOP DESIGN END OF
233.03 DRAWING/  [VISUAL/VISION SYSTEM ISCRAP (IF
ORIENTED FIRST CONTAINER SHIFT STROKE SENSOR
OPERATOR o oo aLlAPPLYINOTIFY TO
METHOD SUPERVISOR

INSPECTION -VISION
SYSTEM




Characteristics

Methods

Part/ Process Name / Machine, Device, Jig Special Product / Process| Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
(P) SET-UP METHOD
7ERO DEFECTS PLC PRESS PROGRAMIop eSS ADIUST
PRODUCT MECHANICAL HARD _|oe 1A GISORT/
CORRECT COLOR OF 30 PARTS FROM THE EACH BEGINNING OF THE |STOP DESIGN END OF
233.04 DRAWING / ISUALIVISION SYSTEM ISCRAP (IF
RETAINER FIRST CONTAINER SHIFT STROKE SENSOR
OPERATOR o e R ALRPPLY)NOTIFY TO
METHOD SUPERVISOR
INSPECTION - VISION
SYSTEM
(F) (P) SET.UP
METHOD (P) PLC
7ERO DEFECTS PRESS PROGRAM (P) [PROCESS ADJUST/
PRODUCT MECHANICAL HARD ~ |RED TAG/SORT/
233.05 NOT WRONG RETAINER DRAWING / ISUALIVISION SysTEm [0 PARTS FROM THE 1 BEGINNING OF THE |5 70p DESIGN (P) END [SCRAP (IF
OPERATOR IOF STROKE SENSOR  JAPPLY)INOTIFY TO
METHOD (D) INCOMING SUPERVISOR
MATERIALINSPECTION
(D) VISION SYSTEM
(P) 1. PREVENTIVE
AND PREDICTIVE
CINISH GOOD 7ERO DEFECTS MAINTENANCE PLAN- [PROCESS ADJUST/
PRODUCT TOOLING SCAN - PLC [RED TAG/SORT/
p3s [ O oN QSOSDE’:A“Q?E FINISH GOOD DRAWING/  [VISUAL/IMANUALLY ONCE PER SHIFT o1 BEGINNING OF THE orocRAM 2. BREAK  [SCRAP (IF
Hirsollii OPERATOR [AWAY COMB IAPPLY)/INOTIFY TO
METHOD FEATURE DURING  [SUPERVISOR
HIGH FORCE
lcoLLIsION
(P) VISION SYSTEM
CINISH GOOD 7ERO DEFECTS PASSWORD - VISION [PROCESS ADJUST/
PSS FINISH GOOD ASSEMBLY PRODUCT CACH BEGINNING OF THE [SYSTEM RED TAG/SORT/
p3s  [NSSEMBLY i ICALLED FINISH GOOD DRAWING/  [VISUAL/VISION SYSTEM  JONCE PER SHIFT EAcH [AUTOVERIFICATION- [SCRAP (IF
o Syt ASSEMBLY OPERATOR MASTER PIECES-  |APPLY)/NOTIFY TO
METHOD QUALITY FINAL SUPERVISOR
IinspeCTION (AUDIT)
(P) VISION SYSTEM
7ERO DEFECTS PASSWORD - VISION [PROCESS ADJUST/
FINISH BAD ASSEMBLY PRODUCT SYSTEM RED TAG/SORT/
238.01 [CALLED FINISH BAD DRAWING / ISUALIVISION SYSTEM  JONCE PER SHIFT EACH BEGINNING OF THE | UToVERIFICATION-  [SCRAP (IF
ASSEMBLY OPERATOR MASTER PIECES-  |APPLY)/NOTIFY TO
METHOD QUALITY FINAL SUPERVISOR
JinsPECTION (AUDIT)
(P) VISION SYSTEM
7ERO DEFECTS PASSWORD - VISION [PROCESS ADJUST/
PRODUCT SYSTEM RED TAG/SORT/
238.02 CORRECT COLOR OF DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE gﬁ&#BEG'NN'NG OF THE | JTOVERIFICATION- [SCRAP (IF
OPERATOR MASTER PIECES-  |APPLY)/NOTIFY TO
METHOD QUALITY FINAL SUPERVISOR
IinspECTION (AUDIT)
(P) VISION SYSTEM
7ERO DEFECTS PASSWORD - VISION [PROCESS ADJUST/
PRODUCT SYSTEM RED TAG/SORT/
238.03 CORREC T ORIENTATION DRAWING / ISUALMVISION SYSTEM  [FIRST SAMPLE EACH BEGINNING OF THE lautovERIFICATION-  [SCRAP (IF
OPERATOR MASTER PIECES-  |APPLY)NOTIFY TO
METHOD QUALITY FINAL SUPERVISOR
linspeECTION (AUDIT)
(P) VISION SYSTEM
7ERO DEFECTS PASSWORD - VISION [PROCESS ADJUST/
PRODUCT SYSTEM RED TAG/SORT/
238.04 R ey, CAVITIES OF DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE E‘H\ICFF}BEG'NN'NG OF THE | UTOVERIFICATION- [SCRAP (IF
OPERATOR MASTER PIECES-  |APPLY)/NOTIFY TO
METHOD QUALITY FINAL SUPERVISOR
IinspeECTION (AUDIT)
(P) SET-UP METHOD
7ERO DEFECTS PLC PRESS PROGRAMIbp 0 cEsS ADIUST/
NOT RETAINER BAD PRODUCT EACH BEGINNING OF THE |80 DESIGN ENb OF [RED TAG/SORT/
238.05 DRAWING/  [VISUALAVISION SYSTEM  |FIRST SAMPLE ISCRAP (IF
ASSEMBLY SHIFT STROKE SENSOR-
OPERATOR IAPPLY)INOTIFY TO
METHOD [QUALITY FINAL SUPERVISOR
linsPeCTION (AUDIT) -
ISION SYSTEM
(P) SET-UP METHOD
7ERO DEFECTS PLC PRESS PROGRAM|PROCESS ADJUST/
PRODUCT MECHANICAL HARD  |RED TAG/SORT/
238.06 R T R NENGAGEININ DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE -1 BEGINNING OF THE |5 70p DESIGN END OF [SCRAP (IF
OPERATOR STROKE SENSOR-  JAPPLY)INOTIFY TO
METHOD QUALITY FINAL SUPERVISOR

JINSPECTION (AUDIT) -




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
ISION SYSTEM -
MASTER PIECES
(P) SET-UP METHOD
7ERO DEFECTS PLC PRESS PROGRAM|PROCESS ADJUST/
PRODUCT MECHANICAL HARD  |RED TAG/SORT/
238.07 NOT TILTED RETAINER DRAWING / ISUAL/MANUALLY M THE iy DECINNING OF THE |5 70p DESIGN END OF [SCRAP (IF
OPERATOR STROKE SENSOR-  JAPPLY)INOTIFY TO
METHOD QUALITY FINAL SUPERVISOR
[insPECTION (AUDIT).
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD ~ |[PROCESS ADJUST/
PRODUCT STOP DESIGN END OF |RED TAG/SORT/
238.08 NOT WRONG RETAINER DRAWING / ISUAL/VISION SYSTEM  [FIRST SAMPLE 1 BEGINNING OF THE |5 TRoKE SENSOR-  [SCRAP (IF
OPERATOR QUALITY FINAL IAPPLY)/INOTIFY TO
METHOD [InsPeECTION (AUDIT).- [SUPERVISOR
ISION SYSTEM -
MASTER PIECES
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD ~ |[PROCESS ADJUST/
PRODUCT STOP DESIGN END OF |RED TAG/SORT/
238.09 R o CORRECT DRAWING/  [VISUAL/VISION SYSTEM  |FIRST SAMPLE o1 BEGINNING OF THE |5 TRoKE SENSOR-  [SCRAP (IF
OPERATOR QUALITY FINAL IAPPLY)/INOTIFY TO
METHOD [InsPeECTION (AUDIT).- [SUPERVISOR
ISION SYSTEM -
MASTER PIECES
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD |[PROCESS ADJUST/
PRODUCT STOP DESIGN END OF |RED TAG/SORT/
238.001] NOT DAMAGE RETAINER DRAWING / M'igﬁELQQISE'g’E'SSYSTEM’ FIRST SAMPLE I ii%'ﬁE'TNE%(EENTE'E STROKE SENSOR-  |[SCRAP (IF
OPERATOR QUALITY FINAL IAPPLY)/INOTIFY TO
METHOD [InsPeCTION (AUDIT).- [SUPE
ISION SYSTEM -
MASTER PIECES
(P) SET-UP METHOD
PLC PRESS PROGRAM
7ERO DEFECTS MECHANICAL HARD  |[PROCESS ADJUST/
PRODUCT STOP DESIGN END OF |RED TAG/SORT/
238.007 ROl Leas THANL DRAWING / M'fgﬁELQQISE'gESSYSTEM’ FIRST SAMPLE i BECINNING OF THE JsTRoKE SENSOR-  [SCRAP (IF
OPERATOR QUALITY FINAL IAPPLY)/INOTIFY TO
METHOD [InsPeCTION (AUDIT).- [SUPE
ISION SYSTEM -
MASTER PIECES
FINISH GOOD ZERO DEFECTS (P) PREVENTIVE AND |PROCESS ADJUST/
AUTOMATIC OT DAMAGE FINISH PRODUCT ACCORDING WORK ACCORDING WORK PREDICTIVE RED TAG/SORT/
240 [TRANSPORTATION Ao Hveohiv DRAWING/  [MANUALLYVISUAL INSTRUCTIONACCORDING|INSTRUCTIONACCORDING|MAINTENANCE PLAN- [SCRAP (IF
FROM VISION OPERATOR ORK INSTRUCTION ORK INSTRUCTION  |TOOLING SCAN - PLC [APPLY)NOTIFY TO
SYSTEM TO PACKING METHOD PROGRAM SUPERVISOR
(D) (D) INSPECTION
BY MANUFACTURING
7ERO DEFECTS Eg‘; I'T\‘ASRPTEscﬁ:EgNB;X)' PROCESS ADJUST/
T BROKEN PRODUCT ACCORDING WORK ACCORDING WORK e o oUALTY | [RED TAGISORT/
240.01 ONNECTOR (TAB SIDE) DRAWING/  [MANUALLYVISUAL INSTRUCTIONACCORDING|INSTRUCTIONACCORDINGAS, 003 ) ISCRAP (IF
OPERATOR ORK INSTRUCTION ORK INSTRUCTION ! IAPPLY)/INOTIFY TO
METHOD URETHANE PLASTIC 5 jpERVISOR
SHEET ON FACE
COVER (FINISHED
GOOD PARTS CHUTE)
(D) CHUTE DESIGN
7ERO DEFECTS T AREA PROCESS ADJUST/
PRODUCT ACCORDING WORK ACCORDING WORK RED TAG/SORT/
paz  [CNISH SOOD PART AN DRAWING / ISUAL INSTRUCTIONACCORDING|INSTRUCTIONACCORDING ggg:gﬁ“&ﬂ“gjw ISCRAP (IF
OPERATOR ORK INSTRUCTION ORK INSTRUCTION Rty IAPPLY)/INOTIFY TO
METHOD SPECTIO SUPERVISOR
OPERATOR
INSPECTION
(D) CHUTE DESIGN
7ERO DEFECTS B’ég:éA,fE AREA PROCESS ADJUST/
PRODUCT ACCORDING WORK ACCORDING WORK RED TAG/SORT/
243,01 FISH OO0 PART WITH DRAWING / ISUAL INSTRUCTIONACCORDING|INSTRUCTIONACCORDING ggggﬁ’g}‘/fm ISCRAP (IF
OPERATOR ORK INSTRUCTION ORK INSTRUCTION DESISN U/ IAPPLY)INOTIFY TO
METHOD SPECTIO SUPERVISOR
OPERATOR

INSPECTION




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
ZERO DEFECTS (P) FG AREA PROCESS ADJUST/
PRODUCT ACCORDING WORK ACCORDING WORK ADJUSTABLE TO RED TAG/SORT/
243.02 COMPLETE STD PACK DRAWING/  [MANUALLY/VISUAL INSTRUCTIONACCORDING|INSTRUCTIONACCORDING|DIFFERENT SIZES OF |SCRAP (IF
OPERATOR ORK INSTRUCTION ORK INSTRUCTION CONTAINERS QUALITYJAPPLY)INOTIFY TO
METHOD JinspecTION SUPERVISOR
1. PREVENTIVE AND
PREDICTIVE
7ERO DEFECTS MAINTENANCE PLAN -
PRODUCT UNLOAD SENSOR TO [NOTIFY TO
245  [SCRAP DISPOSAL AT DRAWING / ISUAL ACCORDING DURING THE SHIFT DETECT GOOD PART [SUPERVISOR,
OPERATOR ON TRACK FLAPPER |CORRECT FAILURE
METHOD SENSORS, END OF
(CHUTE SENSOR, PLC
PROGRAM
(P) OPERATOR
lioenTiFy anD
FIRST SAMPLE METHOD(D) FIRST
RELEASED BY Q.C. ASSEMBLY BETWEEN OF ZERO DEFECTS ACCORDING ACCORDING SAMPLE RELEASE ~ |[SLCRECATE
290 NONE [SPECIFICATION DRAWING ISUAL/MANUAL MATERIAL, NOTIFY TO
PROCESS AUDIT BY INSTRUCCTION INSTRUCCTION AND IMPROSES
(ATRIBUTTES) PRODUCT / VPS SUPERVISOR AND
.C. [nsPECTION cHECK  [SUPERVISOR A1
LIST, INSPECTION :
) OPERATOR [DENTIFY AND
SEGREGATE
METHOD(D) FIRST |y, rERiAL; NOTIFY TO
00,02 P/N RELEASED TO ZERO ISUAL ACCORDING ACCORDING SAMPLE RELEASE  [W/ TERAL NOTIFY ]
: RUN PROBLEMS INSTRUCTION INSTRUCTION AND IMPROSES .
PRODUCTION AND
|insPeECTION CHECK
LIST, INSPECTION  [CORRECT THE
. FAILURE DETECTED.
(P) OPERATOR [DENTIFY AND
b ero METHOD(D) FIRST ~ |SEGREGATE
CORRECT SET UP PROBLEMS / ACCORDING THE ACCORDING THE SAMPLE RELEASE  IMATERIAL; NOTIFY TO
290.03 RELEASE oPERATOR  [VISUAL INSTRUCTION INSTRUCTION AND IMPROSES SUPERVISOR, STOP
AR |nsPeCTION cHECK  [PRODUCTION AND
: LIST, INSPECTION,  [CORRECT THE
FINAL INSPECTION  [FAILURE DETECTED.
FINISH ASSEMBLY IS OPERATOR (SDE)TMSQ(L;EEELUL'T'S’\{G PROCESS ADJUST/
310  |PACKAGED BAG IS NO DAMAGED MATERIAL ISUAL EACH CONTAINER EACH CONTAINER + [rep TAGISORT/
CLOSED METHOD INSPECTION - Q.C. 5 Ap (1F APPLY)
FINAL AUDIT
(P) PACKING
PROCESS ADJUST/
310.1 COMPLETE STD PACK ~ |CORRECT STD OPERATOR v 1suAL EACH CONTAINER EACH CONTAINER INFORMATION RED TAG/SORT/
PACK METHOD ELECTRICAL count [R50 TARSTRT
IN WORK STATION
(D) SCANING WITH
PROCESS ADJUST/
CORRECT OPERATOR ELECTRONIC
310.111] o LABEL AN VISUAL EACH CONTAINER EACH CONTAINER i RED /IS?IFSEF?FTL/Y)
OPERATOR METHOD
0 M TN brocess e
310.13 CONTAINER OR VISUAL EACH CONTAINER EACH CONTAINER + [rep TAGISORT
o METHOD [nspecTion - RER NG
FINAL AUDIT
D) MANUFACTURIN
OPERATOR e itk ey [PROCESS ADIUST/
310.15 CORRECT PACKING ISUAL EACH CONTAINER EACH CONTAINER + [rRep TAGISORT/
METHOD [nspecTion-Q.c. " SER AR GEABPLY)
FINAL AUDIT
(D) SCANING WITH
ELECTRONIC PROCESS ADJUST/
310.16 ggf;?,ﬁ\fg LABEL %EEQEOR VISUAL EACH CONTAINER EACH CONTAINER DETECTION - RED TAG/SORT/
(0)OPERATOR ISCRAP (IF APPLY)
METHOD
(D) SCANING WITH
PLACE SHIPPING OPERATOR ELECTRONIC PROCESS ADJUST/
311 |LABEL ON MATERIAL CORRECT Al VISUAL EACH CONTAINER EACH CONTAINER DETECTION - RED TAG/SORT/
CONTAINER/BOX (0)OPERATOR ISCRAP (IF APPLY)
METHOD
MOVE FINISH GOOD
CONTAINER FROM
PROCESS ADJUST/
k16 ORK STATION TO CORRECT STD PACK OPERATOR ISUAL EACH CONTAINER EACH CONTAINER (P) OPERATOR RED TAG/SORT/
[incompLETE METHOD METHOD CCRAP (IF APPLY)
CONTAINER AREA
(WHEN APPLY)
ZERO
ELABELING WHEN CORRECT IDENTIFIED OF PROBLEMS / (P) OPERATOR O EAVISOR
18 CONTAINER ( SHIPPING OPERATOR  [VISUAL / SCANNER EACH CONTAINER DURING THE SHIFT TRAINING VISUAL :
APPLY SEGREGATE THE
LABEL METHOD/ INSPECTION CESRECA
ISUAL AID




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : . Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process Claasrs Specification / Measurement Szingle Sggple Control Method eaction Flan
Tolerance Technique a-
ZERO
NOTIFY TO
PROBLEMS / (P) OPERATOR
18.1 oL LABEL NOT OPERATOR ISUAL / MANUAL / EACH CONTAINER DURING THE SHIFT TRAINING VISUAL  [SUPERVISOR,
METHOD/ |insPeECTION SEoREOA
ISUAL AID
ZERO
PROBLEMS/ fy/1s1)AL / MANUAL / (P) OPERATOR gLCJ)glliFFZVTSOR
318.2 ACTIVE SHIPPING LABEL OPERATOR  [ISUALT EACH CONTAINER DURING THE SHIFT TRAINING VISUAL ~ [SUPERVISOR,
METHOD/ |insPeECTION SEoREOA
ISUAL AID
FINISHED GOOD
320 NOVED O NO DAMAGED MATERIAL ISUAL AID/ ISUAL/ MANUAL EACH CONTAINER PURING SPECIAL [Rirecrion %%RING R oRT/acRAP (F
MANUFACTURING PART DRAWING CONTAINMENT o 2 aopLY)
[insPECTION AREA
HEN APPLY
320.1 NO DAMAGED ISUAL AID/ ISUAL/ MANUAL EACH CONTAINER PURING SPECIAL (P) OPERATOR zggTT/gg:aAP (F
: SHIPPING LABEL PART DRAWING CONTAINMENT METHOD ropL 1)
320.11 NO MISSING ISUAL AID/ ISUAL/ MANUAL EACH CONTAINER PURING SPECIAL (P) OPERATOR §5§J,’§‘é’RAp (F
: SHIPPING LABEL PART DRAWING CONTAINMENT METHOD ropLY)
NO DAMAGED VISUAL AID/ DURING SPECIAL (P) OPERATOR RED TAG/
320.13 o DAMACE A NG VISUAL MANUAL EACH CONTAINER RN STEC (F) OPER i(’:)s;/(?CRAP (F
ERIFICATION OF (D) VERIFICATION OF |NOT START OR STOP
SET-UP IN CORRECT SET UP ZERO ROUTINE OF SET UP |INSPECTION; NOTIFY
825 IvANUFACTURING  [NONE RELEASE BY MFG PROBLEMS  [VISUAL ACCORDING TO ROUTINE JACCORDING TO ROUTINE |\ '\IANUFACTURING  [TO SUPERVISOR OR
[insPECTION AREA INSPECTION AREA  JAUDITOR OF Q.C.
MANUFACTURING
INSPECTION [ ProbueT ACCORDING METHOD ~ |DURING SPECIAL (P) -OPERATOR DENTINY MATERIAL
330  |(CONTAINMENT IS FIRST SAMPLE PRESENT ISUAL METHOD -VISUAL :
o N DRAWING / OPERATOR CONTAINMENT P eracon NOTIFY TO
VISUAL AID SUPERVISOR.
APPLY)
ZERO DEFECTS SEGREGATE AND
(ASSEMBLY BETWEEN OF PRODUCT [ACCORDING METHOD  |DURING SPECIAL (P) -OPERATOR IDENTIFY MATERIAL,
330.1 [SPECIFICATION ISUAL METHOD (D) -VISUAL
O BUTES DRAWING / OPERATOR CONTAINMENT [VEMHD ©) NOTIFY TO
ISUAL AID SUPERVISOR.
ZERO DEFECTS SEGREGATE AND
(P) -OPERATOR
330.11 R L n Mol ISUAL EACH CONTAINER N PECIAL METHOD -ViSUAL ~ [OENTIEY MATERIAL,
ISUAL AID |NSPECTION SUPERVISOR.
ZERO DEFECTS (P) OPERATOR SEGREGATE AND
NO DAMAGED PRODUCT DURING SPECIAL METHOD -D- VISUAL |IDENTIFY MATERIAL,
33013 SHIPPING LABEL DRAWING/  [VISUAL FACH CONTAINER CONTAINMENT |inspecTION OF NOTIFY TO
VISUAL AID SERVICE OPERATOR |SUPERVISOR.
ZERO DEFECTS (P) OPERATOR SEGREGATE AND
NO MISSING PRODUCT DURING SPECIAL METHOD -D- VISUAL  |IDENTIFY MATERIAL,
330.14 SHIPPING LABEL DRAWING/  [V'SUAL FACH CONTAINER CONTAINMENT IinsPeCTION OF NOTIFY TO
VISUAL AID SERVICE OPERATOR |SUPERVISOR.
ZERO DEFECTS SEGREGATE AND
P) -OPERATOR
CORRECT PRODUCT DURING SPECIAL ( liENTIEY MATERIAL,
330.16 SHIPPING LABEL DRAWING/  [V'SUAL FACH CONTAINER CONTAINMENT [REMOD MSUAL - noTiFy To
ISUAL AID SUPERVISOR.
EONTAINER T0 B FERO DEFECTS FBenTiFY MATERIAL
CONTAINER TO Q.C. PRODUCT ACCORDING '
3a0  [CONTAINER 7O O NO DAMAGED MATERIAL o) [suaL EACH CONTAINER AR () QC. FNAL AUDIT fNOTIFYTO
HEN APPLY VISUAL AID e
SEGREGATE AND
01 NO DAMAGED ProbueT L ISUAL EACH CONTAINER ACCORDING (P) OPERATOR [OENTIY MATERIAL,
: CONTAINER DRAWING / CONTAINMENT METHOD OISR SCRAP
VISUAL AID e
7ERO DEFECTS (P) OPERATOR [ CREGA T AN L
NO DAMAGED PRODUCT ACCORDING METHOD -D- VISUAL :
34011 SHIPPING LABEL DRAWING/  [VISUAL FACH CONTAINER CONTAINMENT |inspecTION OF OISR SCRAP
VISUAL AID SERVICE OPERATOR [02FERV\SOR
7ERO DEFECTS (P) OPERATOR [ CREGA T AN L
PRODUCT ACCORDING METHOD -D- VISUAL :
340.12 NO MISSING LABEL oG] [suaL EACH CONTAINER R T oD DS NoTEYTO
VISUAL AID ISERVICE OPERATOR :

(IF APPLY)




Characteristics pecial Methods
Part / Process Name / Machine, Device, Jig >R eI duct / Process) Evaluation / .
; e/ : » Jig, Char. Reaction Pl
Proc # | Operation description Tools For Mfg.  INo| Product Process 3" | Specification / Measurement Sample Sample Control Method eaction Flan
Class - Size Freq.
Tolerance Technique
ZERO
PROBLEMS / (P'?é}ffgh\"’\(‘;GWAg‘gK IDENTIFY, SEGREGATE
s, [AuDITPRODUCTS OFf (o CORRECT IDENTIFICATED PRODUCT SUAL ACCORDING ACCORDING [ oINS NORK . IMATERIAL, NOTIFY TO
FINAL ASSEMBLY ASSEMBLY DRAWING / INSTRUCTION INSTRUCTION . VISUAL AID OF  [SUPERVISOR, APPLY
OPERATOR 2 A OF - [ReD TAG.
METHOD
[ ero DEFECTS (P) OPERATOR IDENTIFY, SEGREGATE,
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