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Section 5 
 

Process Flow Diagram 
 

The Process Flow Diagram, if included, is a confidential document 
belonging to TE Connectivity.  As such, it may not be further 

distributed and is subject to the conditions of the nondisclosure 
agreement. 
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Process Flow Diagram

Program:
PRJ-11-000004529
Part number/Latest Change Level:
2208018-1/-2/-3/-4
Part Description:
Gen Y 2x11 Male Assembly

Revision Level:
B
Revised by:
Baeke, Hendrik, PSE, Manufacturing Engineer

Created:
12.06.2012
Modified:
28.06.2012
Page:

Symbol Reference Symbol Reference Symbol Reference Part/
Pro-
cess
Num-
ber

Process Name/
Operation Des-
cription

No. Product Charac-
teristic

Clas
s.

No. Process Charac-
teristic

Clas
s.

1/1

1.4.1
Incoming In-
spection of
PA granulate

1.5.1
Incoming In-
spection of
PBT granulate

1.4.1 1.4.1  Incom-
ing Inspection 
of PA granulate

1.5.1 1.5.1  Incom-
ing Inspection 
of PBT granulate

1.4.2
Drying of PA
granulate

1.5.2
Drying of
PBT granulate

1.4.2 1.4.2  Drying 
of PA granulate

1.5.2 1.5.2  Drying 
of PBT granulate

1.6.1
Family mol-
ding of sepa-
rate housing
and spacer
parts

1.6.1 1.6.1  Family 
molding of sepa-
rate housing 
and spacer parts

1.6.2
Loading grip-
per

1.6.2 1.6.2  Load-
ing gripper

1.6.3
Inspection
Station

1.6.3 1.6.3  Inspec-
tion Station

1.6.4
Assembly
Housing-
Spacer

1.6.4 1.6.4  Assem-
bly Housing-
Spacer

1.6.5
Assembly Inli-
ne Control

1.6.5 1.6.5  Assem-
bly Inline Control

1.6.6
Packaging in-
to tray

1.6.6 1.6.6  Packag-
ing into tray

1.6.7
Storage

1.6.7 1.6.7  Storage
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Section 7 
 

Control Plan 
 

The Control Plan, if included, is a confidential document belonging 
to TE Connectivity.  As such, it may not be further distributed and 

is subject to the conditions of the nondisclosure agreement. 



Assembly

KEY CONTACT / PHONE DATE (orig)  REVISION 

CTRLplannr : 6/05/2013 (Original) Rev R12

PART NR + LATEST CHANGE LEVEL CORE TEAM

PARTNAME/DESCRIPTION SUPPLIER/PLANT  APPROVAL / DATE

SUPPLIER/PLANT SUPPLIER CODE OTHER APPROVAL / DATE (if req'd)

Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Customer Part number  Revision
Part n° housing(2)

int. Molded
Packaging Instruction (4) QIP (5)

Ford EU5T-14489-AB B 1-2208022-1 (Black) 107-90512 129-90948

Ford EU5T-14489-BB B 1-2208022-2 (Nature) 107-90512 129-90948

Ford EU5T-14489-CB B 1-2208022-3 (Grey) 107-90512 129-90948

Ford EU5T-14489-DB B 1-2208022-4 (Green) 107-90512 129-90948

Ford EU5T-14A459-AB B 1-2208019-1 (Black) 107-90512 129-90948

Ford EU5T-14A459-BB B 1-2208019-2 (Nature) 107-90512 129-90948

Ford EU5T-14A459-CB B 1-2208019-3 (Grey) 107-90512 129-90948

Ford EU5T-14A459-DB B 1-2208019-4 (Green) 107-90512 129-90948

revision ctlplan Date

Changed by

Rev00 5/6/2013 Yves Vantoortelboom

Rev00 8/2/2013 Yves Vantoortelboom

Rev01 2/18/2015 Yves Vantoortelboom

Rev02 2/25/2015 Yves Vantoortelboom

Rev03 6/4/2015 J. Duthieuw / B. Van Loocke

Rev04 10/10/2016 JF Van den Brande

Rev R11 3/28/2018 Francis Devos

Rev R12 3/28/2018 Francis Devos

1-2208020-1

1-2208020-1

1-2208020-1

Overview Part numbers

Part / 

Process 

Number

0-2208023-1

0-2208023-11-2208021-4 (Cod D - Female)

Overview Changes

General review of the gauges

Change

Original

Revised for new part revision of 22 Pos. 0.64 Rec GenY Hsg Assy

Dummy run interval added to TPM chart

See Overview partnumbers

TE Assy Part number (1)

0-2208023-1

Part n° spacer(3)

int. Molded

Process name / 

Operation 

Description

 

METHODCHARACTERISTICS

CUST QUALITY APPROVAL / DATE (if req'd)

Y. Vantoortelboom - B. Van Loocke - H. Baeke - T. Ryckx - R. 

CONTROL PLAN 

Spec 

Char. 

Class

 

OTHER APPROVAL / DATE (if req'd)

 

CUST ENG APPROVAL / DATE (if req'd)

 

Yves Vantoortelboom

22 Pos. 0.64 Male GenY Pin Hsg Assy

22 Pos. 0.64 Female GenY Rec Hsg Assy 

0-2208023-11-2208021-3 (Cod C - Female)

1-2208021-1 (Cod A - Female)

1-2208021-2 (Cod B - Female)

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

TE Oostkamp

Revised with changed frequency for dummy run

Adjustment of gauge number 21-1775883-99010 into 21-1775883-99020

Revised numbering of male dummy parts for in-line control testequipment

Revised for new part revision of 22 Pos. 0.64 Male GenY Pin Hsg Assy

1-2208020-11-2208018-4 (Cod D - Male)

1-2208018-1 (Cod A - Male)

1-2208018-2 (Cod B - Male)

1-2208018-3 (Cod C - Male)

Prototype Pre-Launch Production

CP_2x11 GenY Hsg Assy_2015-06-04 rev4.xls UNCONTROLLED COPY IF PRINTED Page 4/13 

SR032837 - 2
018-11-21T14:44:04Z



Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Overview Part numbers

Part / 

Process 

Number

Process name / 

Operation 

Description

METHODCHARACTERISTICS
Spec 

Char. 

Class

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

1.3.1 / 

Female 

GenY Rec 

Hsg

&

Spacer

1.1.1 & 1.2.1

Molded parts

/01-02

Reception of

raw material

in warehouse

Purchased 

material

Identification - PartNumber (PN)

Product reference

Visual 1 Each 

delivery

Compare delivery note 

and CMR

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90842:

Handling of supplier complaints

Damages - Damages Visual All Each 

delivery

Check status of the 

packaging

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Molded parts

/04

Incoming inspection

(Granulate)

Acc.Procedure

102-90834

Purchased 

material

Material

specifications 

- TE specifications

and/or

Supplier specifications

Visual 1 Each 

delivery

Check results in

Material Certificate

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90842:

Handling of supplier complaints

Material

specifications

or

Properties of polymers 

acc. QIP (e.g. 

viscosity, ash content, 

MFI, etc.)

- TE specifications

and/or

Supplier specifications

Viscosity:

F49-F6947

Ash Content:

F49-F6933

MFI:

109-90803

Acc. SAP

Skip lot

Acc. SAP

Skip lot

Verify material certificate

by means of lab analysis 

equipment

and available 

specifications

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90842:

Handling of supplier complaints

1.1.2 & 1.2.2

Molded parts 

/05

Reception

of raw material at 

drying equipment

Correct material - PartNumber (PN)

Product reference

Visual 1 Each 

supply

at dryer

Information on

the drying equipment

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Replace by correct material

Take the correct material 

Drying of Granulate

Acc. Inspection Spec.

129-90005

Centralised 

drying 

equipment 

(fixed)

- Temperature

&

Time

TE specifications

and/or

Supplier specifications

Visual - Each 

supply at 

dryer

Compare machine 

settings

to set-up instructions

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Adjust machine settings

- Humidity

(RV%)

TE specifications

and/or

Supplier specifications

Working Instruction 

407-91001

1 1 molding 

area per 

week

Check Acc. Procedure 407-90013-01:

Handling of product non-conformities

Adjust machine settings

Separate 

Drying 

Equipment 

(mobile)

- Temperature

&

Time

TE specifications

and/or

Supplier specifications

Visual - Each 

supply at 

dryer

Comparing machine 

settings

to set-up instructions

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Adjust machine settings

Humidity

(RV%)

TE specifications

and/or

Supplier specifications

Working Instruction 

407-91001

1 1 molding 

area per 

week

Check Acc. Procedure 407-90013-01:

Handling of product non-conformities

Adjust machine settings

Reception & Entrance Control Materials 

Female Housing & Female Spacer

Drying of granulate

Female Housing & Female Spacer

Set-Up of molding machine

Female Housing & Female Spacer

Internal Molded Female Housing: Based on Generic Control Plan Molded Part acc table column (2)

Internal Molded Female Spacer: Based on Generic Control Plan Molded Part acc table column (3)

Family Moulding
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Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Overview Part numbers

Part / 

Process 

Number

Process name / 

Operation 

Description

METHODCHARACTERISTICS
Spec 

Char. 

Class

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

Molded parts 

/06

Dried granulate

at machine

Correct material - Factory order sheet, 

with BOM

Visual 1 Each 

Set-Up

Set-Up Sheet

Process Start Sheet

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Replace by correct material

Take the correct material 

Molding

(Set-Up)

Molding 

machine 

Arburg (M701)

& Mold

21-1775881

- Correct devices 

and set-up 

parameters

Set-up instructions

and set-up parameters

on disk

Visual - Each 

Set-Up

Compare machine 

settings to set-up 

instructions

Adjust machine settings

Identification - Coding / Colour * Poka Yoke mould 

changeover kit

* Mould and coding 

detection connector

-

100%

Each 

Set-Up

In-line 

integrated

Correct Changeover

In-line Detection

Acc. Procedure 407-900013-01: 

Handling of product non-conformities

Adjust the machine setting

- Coding / Colour Functional 1 part/cav Each 

set-up

Functional check with 

according counterpart

Acc. Procedure 407-90013-01: 

Handling of product non-conformities

Adjust the machine setting

- Markings:

PN, Cavity, Revision,

Terminal Position, 

Logo,

Material ID, Date clock

Visual 1 part/cav Each 

Set-Up

Verify if markings on part 

are correct

Acc. Procedure 407-90013-01: 

Handling of product non-conformities

Adjust the machine setting

Visual inspection            

Acc. QIP 129-90948

- General Inspection (no 

burrs, gatemark sunk, 

completely filled,….)

Visual 1 part/cav Each 

Set-Up

Accept / Reject Acc. Procedure 407-900013-01: 

Handling of product non-conformities

Adjust the machine setting

- General Inspection (no 

damage due to core 

breakage)

Visual

Gauge nr.:

51-1775883-99040

1 part/cav Each 

Set-Up

Accept / Reject Acc. Procedure 407-900013-01: 

Handling of product non-conformities

Adjust the machine setting

Dimensional 

Inspection  

- (1) h 

(2) f

(3) f

(1) f

(2) f

(3) h

Housing Female:

(1) Depth snap: 12,1 

(2) Length: 31,1

(3) Width: 14,375

Spacer Female:

(1) Depth snap: 6,075

(2) Height snap: 0,575 

(3) Length: 29,43 

* CMM / Meas. Lab

* CMM / Meas. Lab

                

1 part/cav Each 

Set-Up

Accept / Reject Acc. Procedure 407-90013-01: 

Handling of product non-conformities

Adjust the machine setting

Production Molding

Female Housing & Female Spacer
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Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Overview Part numbers

Part / 

Process 

Number

Process name / 

Operation 

Description

METHODCHARACTERISTICS
Spec 

Char. 

Class

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

Molded parts 

/06

Molding

(Serial Production)

Molding 

machine 

Arburg (M701)

& Mold

21-1775881

- Molding 

parameters

Tolerance frame on 

parameters

Software controlled

Password protected

100% In-line 

integrated

Sorting automatically Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Visual inspection            

acc. QIP / 129-90948

- General Inspection (no 

burrs, gatemark sunk, 

completely filled,….)

Visual 1 part/cav Each      

2 hours

Accept / Reject Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

- General Inspection (no 

damage due to core 

breakage)

Visual

Gauge nr.:

51-1775883-99040

1 part/cav Each      

2 hours

Accept / Reject Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Physical properties 

(PBT or PET only) 

(Spacer Only)

- Material Specifications

(e.g. viscosity, % 

GF,…)

Compare inspection 

report supplier by 

means of lab analysis 

equipment

1 1 molding 

area per 

week

Review Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Molded parts

/07

Molding

(Serial Production)

Line inspector 

verification, depending 

on Q-status operator

Molding 

machine 

Arburg (M701)

& Mold

21-1775881

All operator 

inspections

- See operator 

inspection

See operator 

inspection

- Dependin

g on Q-

status 

operator

Accept / Reject Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.3.2 / 

Female 

GenY Rec 

Hsg

&

Spacer1.3.2 Loading Parts in 

Gripper

(Transport from mold 

towards Assy Line)

Gripper & Assy 

Line

51-1775883

- Pressence of 

parts

All positions of gripper 

loaded with parts:

  - in end position

  - in straight position

Part detection in robot 

gripper

100% In-line 

integrated

Alarm / Line Stop

in case of failure

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Loading Parts in 

Gripper

(Transport from Assy 

Line back to mold)

Gripper & Assy 

Line

51-1775883

- Absence of 

parts

All positions of gripper 

must be empty

Part detection in robot 

gripper

100% In-line 

integrated

Alarm / Line Stop

in case of failure

Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.3.3 / 

Female 

GenY Rec 

Hsg

&

Spacer1.3.3 Laying-Off Parts in 

Inspection Station for 

QIP checks (see 1.3.1 

Family Molding)

Gripper & Assy 

Line

51-1775883

- Request QIP 

parts by button 

push

QIP parts must be 

requested acc. 

frequency mentioned 

in QIP 

Time control 100% In-line 

integrated

* Alarm if late request

* Machine stop if no 

request

Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Loading Parts in Gripper

Female Housing & Female Spacer

Laying-Off Parts in Inspection Station

Female Housing & Female Spacer
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Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Overview Part numbers

Part / 

Process 

Number

Process name / 

Operation 

Description

METHODCHARACTERISTICS
Spec 

Char. 

Class

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

1.3.4 / 

Female 

GenY Rec 

Hsg

&

Spacer

1.3.4 22 Pos. 0.64 GenY 

Receptable Housing 

Assy

(Assembly)

Assy Line

51-1775883

Visual inspection            

acc. QIP / 129-90948

- Parts not damaged Visual 7 Parts Each Box Accept / Reject Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.3.5 / 

Female 

GenY Rec 

Hsg

&

Spacer

1.3.5 22 Pos. 0.64 GenY 

Receptable Housing 

Assy

(In-Line Control)

Assy Line

51-1775883

- Check 

teststation

Teststation functions 

OK

Dummy parts

*D1: too deep (2x)

*D2: too deep (1x)

*D3: not deep enough 

(2x)

*D4: not deep enough 

(1x)

*D5: OK part - Prelock

All dummy 

parts 

defined

Acc. TPM 

schedule

Accept / Reject Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Dimensional 

Inspection  

-

f

Housing Assy Female:

Spacer in Prelock Pos.

3,9 

In-line test-equipment: 

24V DC

100% In-line 

integrated

Sorting automatically Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.3.6 / 

Female 

GenY Rec 

Hsg

&

Spacer

1.3.6 22 Pos. 0.64 GenY 

Receptable Housing 

Assy

(Packaging)

Assy Line

51-1775883

Correct Packaging 

Materials

- Packaging Instruction 

107-90512

Visual 1 Each Box Check Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Correct Label

(Corresponds to 

contents of box)

- Packaging Instruction 

107-90512

Label scan

(Corresponds to PN 

produced)

1 Each Box Machine stop if scanned 

label does not 

correspond with PN 

produced

Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

- Number of 

blisters

Packaging Instruction 

107-90512

Counters in packaging 

unit

100% In-line 

integrated

Alarm if not operative Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Packaging 

Female Housing Assembly

Assembly

Female Housing Assembly

In-Line Control

Female Housing Assembly
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Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Overview Part numbers

Part / 

Process 

Number

Process name / 

Operation 

Description

METHODCHARACTERISTICS
Spec 

Char. 

Class

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

- Number of parts Packaging Instruction 

107-90512

Counters in packaging 

unit

100% In-line 

integrated

Alarm if not operative Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.3.7 / 

Female 

GenY Rec 

Hsg

&

Spacer

1.3.7 22 Pos. 0.64 GenY 

Receptable Housing 

Assy

(Storage)

General instructions 

for internal 

warehousing & 

distribution

Acc. Procedure 102-90843: 

Handling of internal complaints

1.6.1 / Male 

GenY Pin 

Hsg

&

Spacer

1.4.1 & 1.5.1

Molded parts

/01-02

Reception of

raw material

in warehouse

Purchased 

material

Identification - PartNumber (PN)

Product reference

Visual 1 Each 

delivery

Compare delivery note 

and CMR

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90842:

Handling of supplier complaints

Damages - Damages Visual All Each 

delivery

Check status of the 

packaging

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Molded parts

/04

Incoming inspection

(Granulate)

Acc.Procedure

102-90834

Purchased 

material

Material

specifications 

- TE specifications

and/or

Supplier specifications

Visual 1 Each 

delivery

Check results in

Material Certificate

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90842:

Handling of supplier complaints

Material

specifications

or

Properties of polymers 

acc. QIP (e.g. 

viscosity, ash content, 

MFI, etc.)

- TE specifications

and/or

Supplier specifications

Viscosity:

F49-F6947

Ash Content:

F49-F6933

MFI: 

109-90803

Acc. SAP

Skip lot

Acc. SAP

Skip lot

Verify material certificate

by means of lab analysis 

equipment

and available 

specifications

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90842:

Handling of supplier complaints

1.4.2 & 1.5.2

Molded parts 

/05

Reception

of raw material at 

drying equipment

Correct material - PartNumber (PN)

Product reference

Visual 1 Each 

supply

at dryer

Information on

the drying equipment

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Replace by correct material

Take the correct material 

Drying of Granulate

Acc. Inspection Spec.

129-90005

Centralised 

drying 

equipment 

(fixed)

- Temperature

&

Time

TE specifications

and/or

Supplier specifications

Visual - Each 

supply at 

dryer

Comparing machine 

settings

to set-up instructions

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Adjust machine settings

Storage

Female Housing Assembly

Internal Molded Male Housing: Based on Generic Control Plan Molded Part acc table column (2)

Internal Molded Male Spacer: Based on Generic Control Plan Molded Part acc table column (3)

Family Moulding

Reception & Entrance Control Materials 

Male Housing & Male Spacer

Drying of granulate

Female Housing & Female Spacer
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Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Overview Part numbers

Part / 

Process 

Number

Process name / 

Operation 

Description

METHODCHARACTERISTICS
Spec 

Char. 

Class

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

- Humidity

(RV%)

TE specifications

and/or

Supplier specifications

Working Instruction 

407-91001

1 1 molding 

area per 

week

Check Acc. Procedure 407-90013-01:

Handling of product non-conformities

Adjust machine settings

Separate 

Drying 

Equipment 

(mobile)

- Temperature

&

Time

TE specifications

and/or

Supplier specifications

Visual - Each 

supply at 

dryer

Comparing machine 

settings

to set-up instructions

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Adjust machine settings

Humidity

(RV%)

TE specifications

and/or

Supplier specifications

Working Instruction 

407-91001

1 1 molding 

area per 

week

Check Acc. Procedure 407-90013-01:

Handling of product non-conformities

Adjust machine settings

Molded parts 

/06

Dried granulate

at machine

Correct material - Factory order sheet, 

with BOM

Visual 1 Each 

Set-Up

Set-Up Sheet

Process Start Sheet

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Replace by correct material

Take the correct material 

Molding

(Set-Up)

Molding 

machine 

Arburg (M701)

& Mold

21-1775880

- Correct devices 

and set-up 

parameters

Set-up instructions

and set-up parameters 

on disk

Visual - Each 

Set-Up

Compare machine 

settings to set-up 

instructions

Adjust machine settings

Identification - Coding / Colour * Poka Yoke mould 

changeover kit

* Mould and coding 

detection connector

-

100%

Each 

Set-Up

In-line 

integrated

Correct Changeover

In-line Detection

Acc. Procedure 407-90013-01: 

Handling of product non-conformities

Adjust the machine setting

- Coding / Colour Functional 1 part/cav Each 

set-up

Functional check with 

according counterpart

Acc. Procedure 407-90013-01: 

Handling of product non-conformities

Adjust the machine setting

- Markings:

PN, Cavity, Revision,

Terminal Position, 

Logo,

Material ID, Date clock

Visual 1 part/cav Each 

Set-Up

Verify if markings on part 

are correct

Acc. Procedure 407-90013-01: 

Handling of product non-conformities

Adjust the machine setting

Visual inspection            

Acc. QIP 129-90948

- General Inspection (no 

burrs, gatemark sunk, 

completely filled,….)

Visual 1 part/cav Each 

Set-Up

Accept / Reject Acc. Procedure 407-90013-01: 

Handling of product non-conformities

Adjust the machine setting

- General Inspection (no 

damage due to core 

breakage)

Visual

Gauge nr.:

51-1775883-99020

1 part/cav Each 

Set-Up

Accept / Reject Acc. Procedure 407-90013-01: 

Handling of product non-conformities

Adjust the machine setting

Set-Up of molding machine

Female Housing & Female Spacer
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Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Overview Part numbers

Part / 

Process 

Number

Process name / 

Operation 

Description

METHODCHARACTERISTICS
Spec 

Char. 

Class

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

Dimensional 

Inspection  

- (1) h 

(2) f

(3) f

(1) h

Housing Male:

(1) Depth snap: 12,6 

(2) Length: 31,3

(3) Width: 14,575

Spacer Male:

(1) Length: 28,94 

* CMM / Meas. Lab

* CMM / Meas. Lab

                

1 part/cav Each 

Set-Up

Accept / Reject Acc. Procedure 407-90013-01: 

Handling of product non-conformities

Adjust the machine setting

Molded parts 

/06

Molding

(Serial Production)

Molding 

machine 

Arburg (M701)

& Mold

21-1775880

- Molding 

parameters

Tolerance frame on 

parameters

Software controlled

Password protected

100% In-line 

integrated

Sorting automatically Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Visual inspection            

acc. QIP / 129-90948

- General Inspection (no 

burrs, gatemark sunk, 

completely filled,….)

Visual 1 part/cav Each      

2 hours

Accept / Reject Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

- General Inspection (no 

damage due to core 

breakage)

Visual

Gauge nr.:

51-1775883-99020

1 part /cav Each      

2 hours

Accept / Reject Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Dimensional 

Inspection  

- (1) h 

(2) f

(3) f

(1) h

Housing Male:

(1) Depth snap: 12,6 

(2) Length: 31,3

(3) Width: 14,575

Spacer Male:

(1) Length: 28,94 

* CMM / Meas. Lab

* CMM / Meas. Lab

                

1 part/cav Each      

2 hours

Accept / Reject Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Physical properties 

(PBT or PET only) 

(Spacer Only)

- Material Specifications

(e.g. viscosity, % 

GF,…)

Compare inspection 

report supplier by 

means of lab analysis 

equipment

1 1 molding 

area per 

week

Review Acc. Procedure P407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Molded parts

/07

Molding

(Serial Production)

Line inspector 

verification, depending 

on Q-status operator

Molding 

machine 

Arburg (M701)

& Mold

21-1775880

All operator 

inspections

- See operator 

inspection

See operator 

inspection

- Dependin

g on Q-

status 

operator

Accept / Reject Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.6.2 / Male 

GenY Pin 

Hsg

&

Spacer

Loading Parts in Gripper

Male Housing & Male Spacer

Production Molding

Male Housing & Male Spacer
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Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Overview Part numbers

Part / 

Process 

Number

Process name / 

Operation 

Description

METHODCHARACTERISTICS
Spec 

Char. 

Class

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

1.6.2 Loading Parts in 

Gripper

(Transport from mold 

towards Assy Line)

Gripper & Assy 

Line

51-1775883

- Pressence of 

parts

All positions of gripper 

loaded with parts:

  - in end position

  - in straight position

Part detection in robot 

gripper

100% In-line 

integrated

Alarm / Line Stop

in case of failure

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Loading Parts in 

Gripper

(Transport from Assy 

Line back to mold)

Gripper & Assy 

Line

51-1775883

- Absence of 

parts

All positions of gripper 

must be empty

Part detection in robot 

gripper

100% In-line 

integrated

Alarm / Line Stop

in case of failure

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.6.3 / Male 

GenY Pin 

Hsg

&

Spacer

1.6.3 Laying-Off Parts in 

Inspection Station for 

QIP checks (see 1.6.1 

Family Molding)

Gripper & Assy 

Line

51-1775883

- Request QIP 

parts by button 

push

QIP parts must be 

requested acc. 

frequency mentioned 

in QIP 

Time control 100% In-line 

integrated

* Alarm if late request

* Machine stop if no 

request

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.6.4 / Male 

GenY Pin 

Hsg

&

Spacer

1.6.4 22 Pos. 0.64 Male 

GenY Pin Housing 

Assy

(Assembly)

Assy Line

51-1775883

Visual inspection            

acc. QIP / 129-90948

- Parts not damaged Visual 7 Parts Each Box See QIP / 129-90948 Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.6.5 / Male 

GenY Pin 

Hsg

&

Spacer

1.6.5 22 Pos. 0.64 Male 

GenY Pin Housing 

Assy

(In-Line Control)

Assy Line

51-1775883

- Check 

teststation

Teststation functions 

OK

Dummy parts

*D1: too deep (2x)

*D2: too deep (1x)

*D3: not deep enough 

(2x)

*D4: not deep enough 

(1x)

*D5: OK part - Prelock

All dummy 

parts 

defined

Following 

TPM 

program

Accept / Reject Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Dimensional 

Inspection  

-

f

Housing Assy Male:

Spacer in Prelock Pos.

12,6 

In-line test-equipment: 

24V DC

100% In-line 

integrated

Sorting automatically Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.6.6 / Male 

GenY Pin 

Hsg

&

Spacer

Packaging 

Male Housing Assembly

Laying-Off Parts in Inspection Station

Male Housing & Male Spacer

Assembly

Male Housing Assembly

In-Line Control

Male Housing Assembly
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Action(s) when non conform

Nr Product Process

Product / Process 

Specifications & 

Tolerance

Evaluation 

Measurement 

Technique

Size Frequency Control Method Reaction Plan

Overview Part numbers

Part / 

Process 

Number

Process name / 

Operation 

Description

METHODCHARACTERISTICS
Spec 

Char. 

Class

Machine, 

Device, Jig, 

Tools For 

Manufacturin

g

1.6.6 22 Pos. 0.64 Male 

GenY Pin Housing 

Assy

(Packaging)

Assy Line

51-1775883

Correct Packaging 

Materials

- Packaging Instruction 

107-90512

Visual 1 Each Box Check Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

Correct Label

(Corresponds to 

contents of box)

- Packaging Instruction 

107-90512

Label scan

(Corresponds to PN 

produced)

1 Each Box Machine stop if scanned 

label does not 

correspond with PN 

produced

Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

- Number of parts Packaging Instruction 

107-90512

Counters in packaging 

unit

100% In-line 

integrated

Alarm if not operative Acc. Procedure 407-90013-01:

Handling of product non-conformities

Acc. Procedure 102-90843: 

Handling of internal complaints

1.6.7 / Male 

GenY Pin 

Hsg

&

Spacer

1.6.7 22 Pos. 0.64 Male 

GenY Pin Housing 

Assy

(Storage)

General instructions 

for internal 

warehousing & 

distribution

Acc. Procedure 102-90843: 

Handling of internal complaints

Storage

Male Housing Assembly
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Section 9 
 

Dimensional Results 
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Section 10 
 

Material, Performance Test Results 



Page 1 of 1 Pages

ORGANIZATION: Tyco Electronics Belgium EC bvba    PART NUMBER:

PART NAME:

DESIGN RECORD CHANGE LEVEL:

QS ENGINEERING CHANGE DOCUMENTS:

Color: Red
PBT-GF30 see certificate 702350-4_MT x

2 Spacer   

Color:black
PA66- GF35 see certificate702661-1_MT x

1 Housing   
  

Material

ORGANIZATION MEASUREMENT
 RESULTS (DATA) OK

NOT
OKITEM DIMENSION/SPECIFICATION

SPECIFICATION/
LIMITS

TEST
DATE

QTY
TESTED

Production Part Approval -
Material Test Results Tyco tracking nr: 

1-2208018-1
SUPPLIER/VENDOR CODE: 22 POS 0.64 Male Gen Y PIN HSG Assy

INSPECTION FACILITY: 

based on CFG-1004
march 2006 Signature                      Title



Material test results

Certificate Housing
702661-1_MT



Certificate of Analysis

BASF SE

--------------------------------------------------------------------------------
Characteristic
  Method
                           Specification       Result           Unit
--------------------------------------------------------------------------------
Viscosity number
  acc.to ISO 307 (Sulfuric acid)
                               130 - 160             145          ml/g
Moisture content
  acc. to ISO 15512
                                max.0,15            0,06             %
Reinforcing filler (glass / mineral)
  according to ISO 3451
                             33,0 - 37,0            35,0             %
The above results are means of individual test values determined on
samples taken during production of the lot.
Dr.Axel Ebenau, inspection representative
If you have any further questions please send an E-mail to:
EPME-Certificates@basf.com

Please note that the certificates of analysis are also conveniently available online and around the clock at www.worldaccount.basf.com

TYCO ELECTRONICS BELGIUM EC BVBA

SIEMENSLAAN 14

8020  OOSTKAMP

België

Inspection Certificate 3.1 according to EN 10204

ULTRAMID® A3EG7 BLACK 00564
POLYAMIDE
25KG PE-BAG
Purchase Order/Customer Product#
2550096588
702661-1

Fax No 003250832450

2018-08-24

RBU Performance Materials Europe

Certificate No 1718
Page 1 of 2

Material
Order
Delivery
Lot
Lot/Qty
Total
Transport

50036781
3014650615
3190699314
19190467J0

4000.000
12000.000

000010
000010

KG
KG

DJE 99K8//

The aforementioned data shall constitute the agreed contractual quality of the product at the time of passing of risk. The data are controlled at regular intervals as part
of our quality assurance program.   Neither these data nor the properties of product  specimens shall imply any legally binding  guarantee of certain properties or of fit-
ness for a specific purpose. No liability of ours can be derived therefrom.
 

This is a computer-generated document. No signature is required.



Certificate of Analysis

BASF SE

--------------------------------------------------------------------------------
Characteristic
  Method
                           Specification       Result           Unit
--------------------------------------------------------------------------------
Viscosity number
  acc.to ISO 307 (Sulfuric acid)
                               130 - 160             145          ml/g
Moisture content
  acc. to ISO 15512
                                max.0,15            0,06             %
Reinforcing filler (glass / mineral)
  according to ISO 3451
                             33,0 - 37,0            35,0             %
The above results are means of individual test values determined on
samples taken during production of the lot.
Dr.Axel Ebenau, inspection representative
If you have any further questions please send an E-mail to:
EPME-Certificates@basf.com

Please note that the certificates of analysis are also conveniently available online and around the clock at www.worldaccount.basf.com

TYCO ELECTRONICS BELGIUM EC BVBA

SIEMENSLAAN 14

8020  OOSTKAMP

België

Inspection Certificate 3.1 according to EN 10204

ULTRAMID® A3EG7 BLACK 00564
POLYAMIDE
25KG PE-BAG
Purchase Order/Customer Product#
2550096588
702661-1

Fax No 003250832450

2018-08-24

RBU Performance Materials Europe

Certificate No 1718
Page 2 of 2

Material
Order
Delivery
Lot
Lot/Qty
Total
Transport

50036781
3014650615
3190699314
24420367J0

8000.000
12000.000

000010
000010

KG
KG

DJE 99K8//

The aforementioned data shall constitute the agreed contractual quality of the product at the time of passing of risk. The data are controlled at regular intervals as part
of our quality assurance program.   Neither these data nor the properties of product  specimens shall imply any legally binding  guarantee of certain properties or of fit-
ness for a specific purpose. No liability of ours can be derived therefrom.
 

This is a computer-generated document. No signature is required.



Material test results

Certificate Spacer
702350-4_MT



________________________________________________________________________________________

________________________________

koen.vandemeulebroeke@te.com DINA4
michael.weber@lanxess.com Pagina: 1 tot 2
2703565718 //702350-4

Inspectie Certificaat (EN 10204-3.1)

Tyco Electronics Belgium EC BVBA Bedrijf
Koen Vandemeulebroeke LANXESS Deutschland GmbH
Siemenslaan 14 Kennedyplatz 1
B-8020 OOSTKAMP 50569 KÖLN

E-mail: koen.vandemeulebroeke@te.com

Datum: 26.06.2018

_____________________________________________________________________________________________________________________________
Artikelomschrijving Artikel
POCAN B 3235 56430486
300350
P.1000 OCTA M.BE HP W

_____________________________________________________________________________________________________________________________
Klant order data
Uw order van: Goederenontvanger Uw produktnr.
2703565718 //702350-4 3000014105 LXS c/o DSV Solutions N.V. 702350-4

_____________________________________________________________________________________________________________________________
Leveringsgegevens
Leveringsnr. Gelev. hoev Geplande Leveringsdatum Ordernr.

_3015660381 / 000010 8.000,000 KG 22.06.2018 3032032719 / 000010____________________________________

Charge Gelev. hoev
_0000791007 8.000,000 KG___________________________________________________________________________________________

De toetsingen werden specifiek voor het geleverde materiaal uitgevoerd.
_____________________________________________________________________________________________________________________________
Inspectiemethode/ Resultaat Specificatie Eenheid
Karakteristiek

_____________________________________________________________________________________________________________________________
1) ISO 180/1U

aIU ( 23 °C) 58,0 >= 35,0 kJ/m²

2) DIN 6174 color difference CIELAB
Delta L -0,45
Delta a 0,54
Delta b 0,77
Delta E 1,05

3) Calc. from ash (sim. to ISO 3451-1/A)
Glass fibre content 30,4 27,0 - 33,0 %

4) Sim. to DIN EN ISO 1133-1
MVR 260°C; 2,16kg 14,4 10,0 - 21,0 cm³/10

_____________________________________________________________________________________________________________________________



Pagina: 2 tot 2

Inspectie Certificaat (EN 10204-3.1)

Contact for inqiries regarding this Certificate of Analysis:

Mr. Michael Weber Mail: michael.weber@lanxess.com

The data presented above relate to characteristics.
They do not represent any assurance or warranty.
This information does not release the customer from the obligation to carry out incoming inspections of goods,
either as agreed or as required under the regulations.
This information has been issued by computer and is valid without signature.
Authorized inspection representative: Dr. Dietmar Klein
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Qualified Laboratory Documentation 









 
 

 
 
 
  
 
 
 

 
 

Section 18 
 

Part Submission Warrant 
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