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Sumitomo Electric Wiring Systems,INC..Components Division
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CPER #

CPERATION DESCRIPTION

PROCESS FLOW

KEY CHARACTERISTICS

0120

0130

o140

0150

Finishad Goods
Storage

Finish Goods inventory
Aagessment

Finighed Goods Dock Audit
(weelly} Random

Finighed Goods Shipping

Finishad goods may ba in-housa or an off zile

Quantity dentification

Shipping Label

Injuctin Mold POF dut:
Patoon Pt 47394




Sumitomo Electric Wiring Systems,ING.-Components Division

D20z~ O0—Q=]< — [O=D~ [ |~= | ® —
OFER® OPERATION DESCRIPTION PROCESS FLOW KEY CHARACTERISTICS
Automatic Bulk / Mo Sulk 3
0080 Packaging and ing Par Packaging Slyla and Shop Order
Per Packaging Style and Shop Ovder
Package
. and Lebeling
0100 v.n.i‘ﬁha Labaling at at Maching Par Packeging Style and Shop Drder
Matarisl Siaging for Bulk _m_e - "
Packaging / Labeling ging
10 Tranafar Packaged Parta to
Slorage

injaction Wold PO doc
v Carie: 45414

of?

RCR



Sumitomo Electric Wiring Systems,INC.-Components Division
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OPER# |OPERATION DESCRIPTION PROCESS FLOW KEY CHARACTERISTICS
0080 Cualfty Q4 # Pari Dimension / Function { Visual
Nolify Manufacturing Leader /QA Eng.
Reject Tag Procedura
No
Reject for non-conformance
Good? Reject
Yes
1s100% Yos
No Tranefer t5 100%
Inspaction Area if
inspection net done
Matarial Slaging for at Molding Machine
Intpaction
100% Inapaction \.So_s Visual Ingpection
{when applicabla) Inspaction

Injarsion ow POF woc
RavisienDeke: 47374



Sumitomo Electric Wiring Systems,INC.-Components Division
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3~ D~
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OPER®  |OPERATION DESCRIPTION

PROCESS FLOW

Injuctien) Mok POF 965
Rarftisn Orw: s

KEY CHARACTERISTICS
L
Mazss Production _v_R_“ME.
0070 Infection Molding
Per Shop Order
Par Applicable Slandard
Oparator
Inspection
In Line
Inspaction
Adjust !
Reconfim

RCR



Sumitomo Electric Wiring Systems,INC.-Components Division
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ORER # OPERATION DESCRIPTION

o= [-=]® —

KEY CHARACTERISTICS

0060 Setuzp

Sat-Up
Injmetion Molding Machina /

Raw Materisl
Mald Numbers Satety
Process Paramaters Chacks e A
Regrind Ratio Far Appficable Standard
Raw Maiefial Dryers
Corract
Meid
Automatic
Reject
Setup
Inspection
Submi
Samples

o QA Adjust “
Rueconfirm #®  Part Dimaension ! Funetion
Good? H u Make Adjuriments, Reverity Pans, Mold Sont 1o Maintonance
Reject
No

of Stop Production il applicable

Rélect for non-eonformanca

—_—
&
2

Inction Mckd PO ey
i
Fovision Dute: 43714




Sumitomo Electric Wiring Systems, INC.-Components Division
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OPER# | CPERATION DESCRIFTION PROCESS FLOW KEY CHARACTERISTICS

|

Watorial Stoging vt
Staging Area

/..

7

MATERIAL
0050 Raw Material Loading LOADING Injaction Motding Machine

irjacien Wskd BOF dos
Buvision Dute: 42018 207



Sumitomo Electric Wiring Systemms,INC_-Components Division

PROCESS FLOW DIAGRAM
KEY CONTACT/DEFT. LOC. Debble Gillanwater {-IA Dapt.
PRODUCT : Malded Camponent Parts ) SUPPLIER ALS:
L Roth
L Roih
J Fraim
D Karieskint
J Fraim , J Saviers
J Fraim L Roth, J Renfrow, D Gillsmwater
PROCESS: Injaction Molding Group 1 DG y G Senith, J Plant b
0e. SEWS: [T. Gravil, R D.L3 Cuality Manager
Mfg. Sup:  Alan Bomar T.Gravi Other, ikl o
Proparod By:  John Fraim T Day _ CUSTOMER APPROVALS:(IF REQUIRED)
T.Gravil, 0. T. Nal Canirell
(CORE / DEVELOPMENT TEAM
O =20 = Q=< — T O~~~ [ -= ] ® —
OPER # OPERATION DESCRIFTION PROCESS FLOW KEY CHARACTERISTICS
ity Visval Comparison Agains! Packing List
5 N Material isval Comparizon ]
019 Recaive Raw Material ‘Shipping-Recoiving
AN e
Good? etify Quali rance
Roject for non-conformarnce Red Taq Procedurs & Return 1o Vendor
Yes
0020 Quality Assurance
Receiving Inspection
‘Visus! Inspaction, # Far QA Insp
Charactaristics.
Rajact for non-confarmance Red Tag FrocedurefRetum 1o Vandor
[eaid]
Rew Malerial Siorage
Raw Material Inventory
Asseasment

Fjaction Mok ROF doc
Frvtvion Dot 43714




SUMITOMO ELECTRIC WIRING SYSTEMS, INC. PROCESS F.M.E.A SUPPLIER APPROVALS;

PROCESS RESPONSIBILITY: Genoral Plant Manager : Til#14

7.18.14 an L Roth, J. Fraim, D,

5.6.14 Add material dryer alarm, add Central L Rath, ©, Threlkel, P, Kolth
Foed intadeck, review section 0050

ITEM: INJECTED MOLDING COMPONENTS i (elete unnarng n 0080 e
MODEL / VEHICLE: Alf 1M.34.43 review pracess, Updata detection ratings ) Fraim, L Rath, D Gillanwater
EMEA.# SVs &1 BT Update for Setup L Roth
PREPARED BY: LEROY ROTH e intE for S ]

&1AZ010 Updata to Indlude moid gates and mald D Gillerwater, J. Fraim, L Roth, D. Dunean,
balance as cause of fallure, end lance/dllp [A Davidaon, &. Tauteu!, J. Saylars
breakage as falure mude. Added rabot
settings for damage, added damageto

DATE

ISSUE/REVISION HISTORY POINTS CROSS FUNCTIONAL TEAM

ST re—— -
¢ o [ -
£ o POTENTIAL CAUSI < £ _. LY 8 o o m
w POTENTIALFALUREWODE | POTENTIAL EFFEcT(s oF FALURE| € | A& e € | cummmNT process coNTroLs | T | 7| REcomMennen acTans) REDEONSIHILITY ETARAET ACTIONS TAKEN Ejc|Elr
s R g| N 4| I
Raw Material 1. Incormect Raw Material |Raw Material shoftage causing El Incorrect quantty shipped by | 2 |P-Gupplier confinme matarial 8 | 48 [NONE
Rocaiving Quantity Received [nterruption to In. Malding Supplisr [quantity or welght, and creates
wcheduled production, |eading to: packing Fst.
“Parts shortage D - Recalving Associate
*Custoner part defvery confirms BOL agalnst Packing
performance degraded. List {confirms each unit).
Material Is barcode scanned into
system against opan Purchasa
Order
Ll
2. Incomest Raw Matsrial Part |Raw Matarial shortape causing 4 Incomect material part number | 2 |P-Supplier confirms material 6 | 47 |NONE
[Numirer Reteived Interruption to Inj. Molding shipped by Supplier duantity or welght, and creates
scheduled production, laading to: packing list.
“Parla ahortage D - Receiving Associate
"Customer part dellvary confimnez BOL agalnst Packing
perfofmance degraded, List (confirme aach unit).
Matarial fs barcods scanned into
isystem against cpan Purchase
Order
2 Damaged Contginers Materlal rejected, Insufficiant 4 Imprepar Handling at point of | 2 |P- Packagring is designed to 6 | 48 |NONE
imatarial for production. origin and / or transportation. prevent damage.
D -Receiving associate visually
Component produced from Improper Packaging confirms contalner for damage.
contaminated meterial,
"~ Quelity problem
* Customsr complaint
0620 (Quallly Assurance | 1. Raw Material Out of * Delay Scheduled Production 7| B2 |Insufficient Suppfier Process 2 |P-Suppfer tests each lot of § | 70 |RawMaterial is corfimmed (o
] * Britthe Parts Coritrols material for proper mechanlcal meet spac by mataral
Inspection * Customer part defivery and chemical propertios. suppher and Melt Flow
performance degraded. D-*S0A Rucalving associate teating. QA Recalving
* Customer compllant varifies Mataria! cert to atandard, Inspection. Mokding Machine
and test Mek Flow each PET lat, manitors will detect material
ac) vartations, and QA tests the
* Mokding machine monitors function of sach pan to
detect process variation confirm it meets the
*QA Lab verifies preduct spaclfication. No other
funetion each run. comection action needed.
2. Incomrect Raw Material Golor |* Delay Scheduled Production 3 |Mislebeled Raw Matar(al 2 |P-Supplier confirms and 7 | 42 |NONE
* Customer part dellvery IContainer imatches calor per their in
perforrnance dagraded. process tantrals,
* Customer compllant D- QA Rscelving assoclate
wiaually confimms per shipment /
lot referencing master samples,
0020 [Matarial Storage 1. Impropar stonage "Difficully in locating raw matedal | 2 “Incorrect storage location 2 | Scenning system assign each | 5 [ 20 |NONE
“Raw material degradation “Improper storage method part number to a specific
warehouss location, contraling
invenioly and FIFO

Orighnal Deta: SH05G
Last Ravisiaa ; 20601 1as 1814 GG FHEA Rivt o



PROCESS FUNCTION

POTENTIAL FAILURE MODE

POTENTIAL EFFECTS} OF FAILURE

<m o

wopro

WECHANISM{S) OF FAILURE

CONTROLS

® | recoumenpeD acTionts)
8 ;

RESPONBIBILITY ATARGET
‘GOMPLETION DATE o

ACTIONS TAKEN

=mw
ono
-mo

.

0050 |Raw Materal
Loading

Material Drying (F
required}

0060 |Set-up
Injectian Molding
Machine

Injmst

1. Incorrect Raw Material

Material not dried comectly

1. Incomect Raw Matarial

2. Incorect Mold placad in
tMachfna

3. Improper Machine Procese.
Parameters

‘Originat Cate: 11096

Last Reralan ; 24024

* Dizcoloration of Parts

* Britte Parts

* Impailred funclion of Pett
* Customer Complalnt

* Bum mark, or weld ina
* Brittle Parte-Part breakage
“ Parts out of fimension

* Parls out-of-specificatien
* Dlscoloration of Parts

* Brittle Parts

* Impaired function of Part
* Customer Complaint

Incemrect Part Manifactured

Parts out-of-specification
(Dim, & appearance)
Short Shot

Discaloration of Parts
Brittle Parts

Impalred function of Part
‘Customer Complalnt

Matarial handler sslacted
incotract raw material
Mistabeled material
Mixed materai

Set-up oparator fajled ta set
COMTect precess parammeters *
Oven Tamp.

Molsture Content

Drylng ime

| Set-up Assoclate used
incorrect raw material.

Setup Operator selected

{Incarrect central feed systemn

raw materia),

Sat-up Assotlats falled to ise
corract Mok

Set-up Assotiata failed to sat
corract process Parameters

NEOROQ

~N

X

w

[P- Ehop order spaclfies required
raw material. Barcode system
eonfirm rew material part
mumber when assigned to
machine, Material received
COA Is confimed to material
spac.

D- * Barcoda system

* Visual confirmation of Raw
Materlal ID agalnst shop srder
each Set-up and Each shift.

P- 1. Machine I interlocked not
to operata If dryer |s off,

P -2, Cenitral Faed Diyer will
alarm it powar goes off.

P - 3. Sat-up operator verifles
and visually conffrms. correct
process parameters,

D - 1. Paramsters ars
maconfirmed by
coordinatarfleadet and oparator,

P- 1. Barcoda system confime
raw material metches ahop
order. Any mismatch pravants
printing of labels,

D -1, Barzade system will detect
jwrong material .

2, Verify againet Mold Book
Condition Sheet & record on
Conditish Sheet Form and P
chart. Confirmed with Material
color codes & barrel colors.

P - 1: Central Feed Systemn
Interlocks pravent incorrect
material feed

D -1: Barcode scan

P-1. Barcode scan mold book to
‘machine, any mismatch
prevents printing of labels.

12 Set-up Asseclata Instructions
(shop ordar} & visual
confirmation.

D - Varlfy agalnst Mold Book
Condiion Sheet & record on
Candilion Sheat Form, Mokd set
up book and Critical check sheat

P-1. Enginesring established
parameters selectad by setup
and autometically uploadad to
machine.

2 Set-up Associate instructions
(shop order) & visual
sonfirmnation,

D » 1, Setup verify agalnst Mold
Book Condition Shest & record
on Caonditfon Shast Form

2. Leader/coordinator reverifies
machine screen condiions.
melch et up conditions.

Nlom=-mQ

28 |Barcode systam 1004
confirms that the correct
material is londed at the
machine and visual matarial
10 checks are conductad
each set-up and shift etart.
Mo other action Is neaded,

34 |NDNE

5 [NONE

S0 [NONE

20 [NONE

&0 |NONE

T,18,14 0343 PMEA niion




Original Dute: %1086

ListRavtion : 2061

of Combination of abova.
Flowvariation due to change of|
injection function compaonente
(barrel,screw, nozzie type,sic)

slze, locatien, wear

D- 1.Verify against Mold Book
Conditlon Sheet & record on
{Condition Sheet Form,

2..QA Visual Inspection per GPC
and QA IIS at SOP per GALI3 &
It pection Standand.
3.Englnesring valldation of
injection function changes per
Intemal robust test procedure.

Qo8

: c a (]
E s L G el . g |o|»n
w FAILURE MODE | POTENTIAL EFFECT(S) OF FAILURE u n e e ieT e oot n CONTROLE M * | REcOMMENDED AcTioN(s) | ESEONSIBILITY RTARGET ACTIONS TAKEN m M .w
= R cl N 3
4. Parts out-ol-specification Inj. Molding scheduled production | 3 Machine Paramsters (Over I[P 1.Monthly PM by machine 5| 45 [SEWS atrictly contrals
{Sel-Up appearance checka): |Interruptad. adjustment & under malntenancs. procetsing parameters and
Broken pins, Damaged mokd  |Impalred function of Part adjustment, limited range) [2,Confirmatian system for tolerance levalz and tool
pins, Flash, Voids, Sinks, Customar Material Instablity malding set-up parametsrs, condition.
Short Shot, Holes, Weld Lines, | Compliant/Dissatisfaction Age of Mok 3.$et-up Operatot instructions
Robot Damage and other Incomect Mold Design (shop order} & visual
visual defects. Gata slzs, localion, worr |confimnation per CPC.
{affects meterial flowh 4.Confirmation of correct gate
Confinnation of parts for or Combination of above. size, locetion, wear
comtamination/graasetoll Flow varlatlen due to changas of| D- 1.V aiify ageinat Mald Book
Injection funcion components. Contition Shest & record on
(bamel seraw, hozde typs, etc) Condition Sheet Form.
12 Engineering valldation of
injection function changes per
intaral robust test procedura.
3 Improper Robot sellings 3 |P-1. Setup confirms robot setting| 5 | 43 INONE
per condition sheet.
2.LHillze sait drop conveyars.
3.Confimation of Set-up of
lawliary squipment,
4.PM for tobot clamp.
5.Utilization of pick and placa
fobots whera spplicabls.
D-1. Set-up operator visual
cenfinms first 10 shots.
[2.Molding operator checks last
shot each basket and QA chack
at aach SOP per GAD03 &
Ingpaction Standard.
3.Leader’ coordinator
revericatfon of robot settings.
3 Machine Wear 2 |D- Set-up oparator verifles & 8| 38 |NONE
impropar cleaning at visually confirms machine clean
changeover of machitia PM. each Mol change/Sat-up par
work instructions,
Malntenance PM Mold Schedule
5 [Damaged o broken pins due | 2 |P- Malntenanes PM Mald, QA 5 | 50 |SEWS malntains mokis and
to Aga/condition af Mold Confirmation functian SOP/EOP, followe strict PM schadula.
QOperator aach lot visual cheek, Parts are also confirmed
Mald condition setfings. functionally ta detest for aut
of spec parts dus to braken
makds.
5. Parts out-of-specification Inj. bMokding 3|t |w F {Over 2 |P- 1.Monthly PM by machina 5 | 45 |SEWS strictly controls
(@A appearance chacks) {internupted. SWS |adjustment & under maintenance, precessing parameters and
Broken pins, Flash, Voids, Impalred funclion of Part M |adjustmant, Emlted range) 2.Confirmation system for tolerance levels and toal
Sinks, Short Shot, Holes, Weld |Custorner Material Instability imokling set-up parameters, condifon. QA alsa verifies
Lines and other visual dafests |CompliantDissatisfaction Age of Mald 3.Set-up Operator instructions. part dimension and funclion
Incarvect Mokd Design {shop ordar) & visual at the start and end of
Gate slze, lacation, wear confirmation per CPGC. Iproduction. Mo other action
(affects material flow} 4.Canfirmation of comect gate needed.

7,18,14 MO FMEA Ruiakn




(] o P L
m 2 L I £ w RESPONSIBILTY STARGET o o P
m PGTENTIAL FAJLURE MODE | POTENTIAL EFFECT(S) OF FAILURE M " MECHANISM{S) OF FAILURE W PROC 5 M = ACTION{S} COMPLETION CATE ACTIONS TAKEN ” M M
s [ c| ™
~[6. Pams sut-ol-specificatjon Inj. Molding ducfi; 2| Icy F (Over 2 |P=1. Condition adusiment 5| 30 |SEWS strictly eontrols
{QA functlon checks} : terminal |Interrupted, | EWS |adjustment & under restrlcted to engineering. Ppracessing parameters and
Insartion, termined retention, - |impnired funciion of Part /1M |adjustment, limited range) 2. Confirmation system fer toleranca levels. QA also
retainer ingartion, retainar Custorner Materlal Instabilty malding &el-up parametsrs, verlfles part dimenelon and
i with Comph Age of bokd D-1.Verlfy agalnst Mok Baok function at the start and end
mating parts { clip, etc.). Incoract Mold Design Condition Shest & record on of pmduction. No othar
Hinge, ClipAock, or Lance Gate sizs, locatlon, wear Condition Shest Form. action needed,
damage-{where Applicable) {affects material flowy 2.QA Funclonal testing each
or Combination of above. SOF per GAOD3 & Inspection
Flow variation due to change of Standard
injectien fundlion p 3. Engll lidation of
(barrel, soraw, nozzle type, etc) Injection funclion changes per
Intemnal robust test procedure,
7. Parls oyt-of-apeclfication Inj. Molding [ 4 | C#/ |Machin (Over 2 (P- Confirmation system for A | 48 |SEWS strictly controls
(QA Dimenslon Checks) Intsrupted. SWS |edjustmant & under molding $et-up parameters. Set- Iprocessing parameters and
Impalred lunction of Part |adjustment, Gmited range) up Operatar instrustions (shop tolerance lovels. QA also
(Customer Complaint / [Material Instabillty -order) & visual confimnation per varifies part dimension and
Dlzsatisfaction 1Age of Mold CPC, function et the stert and end
Incorrect Mold Design D- Varlfy against Mokl Book of production. No sther
Condition Sheet & record on aclion nesded,
CondHtion Shest Form,
2. @A Dimenslonal
measurement each SOP per
GADO3 & Inspection Standard
4. Parts out-of- ificati In). Mokding schadud: i 3 F {Over 3 |P- 1.Monthly PM by machine 6 | 54 |SEWS strictly controbs
Injsction Molding | (Operator appearance checks):| Interrupted. adjustment & under imeintenance. processing paramstars and
Brokan pins, Damaged mokd  |Impsired function of Part adjustment, kmited rangs) 2.Confirmation systam for tolerance levels and tool
pins, Flash, Volds, Sinks, Customer Matetial Instability mokding set-up paramatera, condition. QA also verfies
Ehort Shot, Holes, Wald Lines, |CompliantDissatisfaction Age of Mol 3.8etup Operator Instructions patt dimension and function
Robot Damage and other Incomrect Mold Daslgn {shop order) & visual at tha start and end of
visual defacts. Cata size, location, wear conflmnation per CPC, production. Mo other action
(affects matarial flow) [4.Canfirmatton of eorrect gate neaded.
Confirnation of patts for or Combination of above. size, location, wear
contarination/graasetoll Flow variation due to change of|
Infection funclion components D- 1.Veiify paris against CPC,
{barrel screw, nozzle typn, otc)
Infine | Al 1. Parts out-of. ion (In-In]. Molding schedulad production | 3 Machine Perameters (Cver 3 |P- 1.Monthly PM by machine § | 4 |SEWS strictly controls
Line Roving Patrol) intarnupted, adjustment & under maintenance. processing parameters and
Itnpaired function of Part adjustment, limitad range) 2.Confirmetion syatem for tolerance levels and tool
Broken pins, Demaged mold | Customer Material Instabilley melding set-up perametsrs. conditon, QA also verifies
pins, Flash, Voids, Sinks, i 1Age of Mold 3.Set-up Operator Instructions. part dimanslor and fuhction
Short Shet, Holes, Wald Lines, Incorrect Mold Design (shap order) & visual at the start and end of
Robot Damage and othar (Gate size, location, wear confirmation per CPC. production. No othar action
visual defects. (affacts material flow} 4.Conflrmation of comrect-gate naeded,
of Cotnbination of above. size, location, wear
Confirmation of parts for Flowvariation due to changa of|
contaminationigrease/foil injection function companants D- 1.Verlfy parts ageinst CPC.
. (bamel zcrew, nezzle type,etc)
5, Paris out-of- i In]. Molding schaduled i iflct {over 3 |P- 1.Monthly PM by machine 5 | 45 |SEWS strictly controls
Ins pection Injection |(QA appearanca checks) Interrupted. SWS |adjustment & under maintenance. processing paremsters and
Moiding Brokien pins, Flash, Valds, Impaired function of Part /1M |adjustment, imited rangse) 2.Confirmation ayetem fer tolerance lavels and tool
Sinks, Shart Shot, Holee, Weld {Gustorner Material Inatability molding set-up paramaters, condition. QA also verilies
Lines and othet visual defacts |Compllant/Dissatisfaction Age of Mold 3.Set-up Operator Instractions part difmension and functlan
: Ineomett Mold Design {shop order) & visual 8t tha start and end of
Gate slze, location, wear confirmetion par CPC. praduchion. No other action
(affeciz matarial flow) 4.Confirmation of comact gate needed.
or Combinatien of above. ElZ8, Iocation, wear
Flow varlation due to change of| D= 1.Verify agaimst Mokl Book
injection function componants Conditlen Sheet & record on
{brrel,screw, nozzle type, etc) Condition Sheet Forim.
2..QA Visual Inspection per CPC
[and QA IS at MOP/EOP per
GADO3 & Inspaction Standard.
3.Englnesring vekdation of
injection funclion changas per
Intemial robust test precedure.
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8. Paris out-of-apecification  |[Inj. Molding ed p I/ Over 2 |P- 1, Condifion adjustment § | 30 |SEWS stiictly controls
(@A functian chacks) : terminal |intemruptsd. SWS |adjustment & vnder rastiicted to engineerng. processing paramaters and
insertion, terminel retention,  |Impaired functian of Part 41 |ndjustment, Emited ange) 2. Confimatian systemn for ftolarance levals. QA also
retainer insertion, retalner Customer Material Instabifity mokiing set-up paramaters, verifisz part dimension and
with Compll Ape of Mold D-1.Verify agalnst Mold Book furiction at the start and end
mating parts ( cllp, ete.). . Incomect Mol Design Condition Sheat & record on of production. No other
Hinge, Clipflock, or Lance Gatz size, location, wear Condition Sheet Form. ection neaded,
damaga-(whera Applicable} (affects material flow) 2.QA Functional testing each
. or Combination ef above, MOP/EOP par GADD3 &
Flow variation due to change of| Inspection Standard
injection function 3 il of
{bamel, serew, nozzle typs,elc) injection function changes per
internal robust test procedure.
7. Parts out-cf-epecification  |in). Mokding duets c#l {Cver 2 |P- Confirnation system for § | 48 |SEWS stricily controls.
(QA Dimension Checks) Intsrrupted. SWS |adjustment & under molding set-up parameters. Set-| processing paramesters and
Impalred function of Part adjustment, Bmited range) up Dperator Instructions (shop tolerance levels, QA also
Customer Complaint / Matarlal Instabsility order) & visual confirmation per verifies part dimension and
|Dissetisfaction [Age of Mald CPC, function at the start and end
Incormect Mold Design ID- Vetify againat Mald Book of production. No other
Condltion Sheet & record on aclion nesded,
(Condition Sheet Form,
2. QA Dimenzlonal
measursment eech MGP/EOP
par GAU03 & Ipspection
Standard
Material Staging for[1. Incomect Storage Lacation  |Wrong PartMixad Parte deBvered Material Handler falled to place | 2 |P- Material Handier verifias § | 30 |NONE
100% Inspection ta customer product In corract location, comect location per elactianically,
(whare appllcable) Compllant/Diseatisfaction scanning Part number Inte
ystem [@FCE)
100% Insp 1. Parts out-of- Inj. Malding scheduled praduction Mechine Parameters (Over 3 |P- 1.Monthly PM by machine 5 | 45 [SEWS strictly controls
{where applicable) |(Sorter) intarrupted. adjustment & under maintenance, procassing parameters and
Impalred function of Part adjustment, Imited ranga) 2.Confirmation systern for tolerance levels and tool
Brakeh pins, Damaged mold | Customer Maltetial Instabifity molding set-up parameters. condltion, QA also veiifies
pins, Flagh, Voids, Sinks, ComplientDissatisfaction Age of Mald 3,8at-up Operator instructions part dimanslon and function
Short Shot, Holes, Weki Lines, Incomract Mold Deglgn (shop orden} & visual at the start and end of
Robot Damege and other Gate slze, location, wear eanfirmation per CPC, production. Mo other action
visual defects. {affects materlal flow) 4.Confirmation of corract gate heeded.
. or Cothblnation of above, siza, location, wear
Confirmaticn of parts for Flow varlation dus ta chenge of
contamination/greasaiofl Injection function componans D- 1.Varify parts agalnst CFC /
(bamelacrew, nozzls type,etc) TWI.
0080 | Automatic Bulk 1. Incomect Bag / Box Label  [Wirong Part delivered to customer Packaging epemtor Failad to 3 |P-Barcode packing and labellng | 5 | 75 |NONE
Packaging / Customar Complaint / place comact labal on bag / box| system.
Labeling Dissatisfaction D - QA operator visually
conflrms once pat shift per
check sheet.
2. Mixed Parts [Mbxed Parts delivered to the Packing operator error when 3 |Partials end overage ara 5 | 75 |NONE
eustomer pulling partlale and overaga acanned ta the box being
[Customer Complaint / from bins and placing Into bag packed to confirm the comract
Dissatisfaction / box. partis packed.
3, Ineomeet Quantity Wrong guantity defvered to Incorrect aet up or bag count. | 3 [P- Parts are 100% countedby | 5 | 45 |NONE
customer imachine.
(Custotner Complaint / D - Oparator welghs 100% of
Dissatisfaction bags. Each beg scanned to box
to confirm comect quantfty of
bags.
0100 |Material Staging for |1. Incomact Storage Location  Delay (n locating material, possible Material Handler fallad to place | 2 |P- Each part is assigned to a 5 | 30 |NONE
Non-Bulk Packing / delay of shipment, product In correct location. specifie location though barcode
Labeling 'scen system.
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Packaging and 1. Incomact Bag /Box Label ﬂ_.c..m Part debvered to customer | § ﬂnnx-n_zu operator falled to 3 |P-Barcoda packing and labeling | 5 | 75 [NONE
laballng at Machine Custorner Complalnt/ place comect labsl oh bag / box system, QA, aperator visually
Dissatisfaction confirms onee per shift per
check sheet, D=
Bags are 100% weighad by
machine,
0110) Transfsr packaged |1, Incorract Storage Location | Delay in locating material, possible | 3 Material Handler falled to place § 2 | D - Matetial Handler verfies 5 | 30 |NONE
parts to etcmge delay of shipment. produet In gomract [ocation. comect location per electronically
seanning Part number fnto
systemn (BPCS)
0120 |Finished Goods 1. Incorect Sterage Location  |Wrong Part defivered to customer | 3 Material Handler failed to placa | 2 | D -Matarla| Handler vesifiss 5| 30 |[NONE
Storaga Customner Gomplaint / product in comect lacation, correct location par elactronically|
Dissatisfaction scanning Part number inte
system {BPCE)
2. Deterioration of packaging. |Dameged to box, potentisl defay of | 3 Environmental eonditions, 2 |P- Climeta controllad 5
shipment. handiing errors, warehouse, FIFO barcode
controlled, manthly shelf Efe
assessment,
D- Waekly audit and Inventary
assessment.
0130|Finished Goods 1. Finished Goods Shortegs  |inj. Molding scheduled production | 3 BPCS SYSTEM not 100% 2 |P-lwentory Control System, & | 30 |NONE
¥ Internupted & intermittant leading [dependable D - Manual invefitory taken,
to: Oparator manual / visual
*Parts shertage vantory.
*Customer part shortage &
assembly line shutdown
“Customer part delivery
performance degraded,
* Custemer somplaint
0140|Finished Goods 1. Incemect Part In box, Customer Complaint / 3 Oparator falled to varify 2 |P- Packing Barcode Scanning E | 30 [NONE
Dock Audli- Dissatisfaction shipping label prasent, cleer, operation, confinming invantory
{(Weekly) Random cormect and legible fnkel to shipping label. D
box per skid) - Operator visually confims per
inatructons
2. Ineorract Quantlty In hox Customer Complaint / 3 Shipping Operator failed fo 2 |D - Operator visually checks for | 5 | 30 {NONE
Bnd / or Damaged Box i verify no damaged boxes & damage & scans label / verifies
correct quaniity shipped. esfrei! quantity acceptance.
3. Incorrect AIAG Label Custoner Gomplalnt/ 3 Operator failed to verify AIAG | 4 |D-Operator slectronicaly scans | 5 | 60 [NONE
(where Dissafh label present, clear, comest Box Label number ta Frint AIAG
and leglble ipart number, Includes cross
vanfication system
0150|Shipping Finlahed |1, Missing Bax Label Fossibla delayed shipment or 3 Operator failed to verify 2 |D=Operator visually checks for | 5 | 30 |NONE
Gaode. ehortege or parts. shipping label ls present, clear, damage & scans label / verifies
correct and legible comect quantity accaptance,
2. Damagaed Boxes (Customer Complaint / 3 Shipping Gperator failed to 2 |D -Operater visually checks for | 5 | 30 |[NONE
Dissatiefaction varify no damaged boxes damage & scans label / verifies
shipped. correct quantity accaptance.
3. Incomect AIAG Label (Customer Complaint / 3 Operator feiled to verlfy AIAG | 3 [P - Qperator electronically scans | 5 [ 45 |NONE
{whara Appleabls D label pregent, clear, correct Box Label number to Print AIAG

Inpect

Orinal Dalw; 512098

Laa! Rovialon ; 248011

T.16.14 C0 FUEA Revsen




[]_ Prototype [ pre-Launch [#] Production CONTROL PLAN
‘Control Plan Number Key Contact/Phone Date (Orig.) Date (Rev.)
Connector Manufacturing Group (CMG) L. Roth/D. Gillenwater (270) 237-5419 x 8555 or 8563 8/9/2010 12/3/2014
Part Number/Latest Change Level Core Team Customer Engineering Approval/Date (If Req'd.)
Various L. Roth, P. Keith, J Fraim, A, Davidson
Part Namne/Description ‘Supplier/Plant Approval/Date l.—Q g Customer Quality Approval/Date (If Reg'd.)
Various, Connector Molding L.Roth  12/3114 \Nh_ @f .u\v\_.\
Supplier/Plant Supplier Code Other Approval/Date (If Req'd.) hﬁ .A.\.{ Other Approval/Date {If Req'd.)
Sumitorno Electric Wiring Systems A Bomar 12/3/14 -/

Revision History:

£.2.10: Reviewed process, minor changes in bold
9.21.10: Added Set-up Checksheet at Setup
3.30.11: Modified Section 0090

8.11.11: Modifiet Section 0060, other minar changes in bold.

9.15.11: Added Annual Layouts, other updates in bold

3,6.12: Updated for Resin Concentrate Mix Process, Resin Ipading process

11.27.12: Updated ial eh teristi Added Packing Scale Setup
4.3.14; Remgve references o annealing process, color concentrate and 10T machine.
6/8/14: Review material loading section 0050, updated references 1o bag/gaylord/silo
5/29/44: Clarify 0020, Sample Size / Frequency

7/18M4: Match special characteristics with FMEA, update 0120.

2/3/14: Add QA Hold Procedure ta section 0060 & 0080
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ARAETERISTICS
" 0010| Raw Mztenal NA Plastic Resin__ [Matertal Correct color & type Visuallnspection & | Per contaier | Each Receipt |* SRW.RECFLOW
Receiving Recelving No¢ Damage parison to packing list * Electronic Data
Dry Materia! Sean
Cormrect Part Number & all
appropriate documentation
0020| Quatily Assurance 20 {Plastic Resin Receiving * Correct color & type *Visual comparison Per QRW- Each Q.A. Inspection
Receiving Inspection Inspection ~ Cormect Part Mumber to box/skid label RAINBOWY Incoming  |Instruction Sheet,
* No Damage * Visual check of SQA Sample | Shipment |Material
* No contamination packaging Plan Cartifications
C * Material Certification * Review of
Material Cert.
IC * Melt Flow (As applicable per |* MFR Test Each Lot Each Lot
Melt Flow JISRP)
Taster

Noty SER Coordinator, |
QA

* Notify SQA
Goordinator, QA Leader
or QA Manager.

* Return o Supplier

* Issue PIR to Supplier

* Reject / Hold
Procedure




0050

Material Storage
(Resin & Raw
Materiais)

Sile

Invertory Assessment
Audit (Non-Silo
matenial)

Material Delivery to
Manufactuing (Assign
Gaylord / Bags)

Material Defivery to
Manufacturing:
(Assign Silo Tot to
Surge Bin)

Materia! Pre-dtying
(as applicable)

Loading Material (To
transport
bamel/buggy)

N/A

Fark Truck

Offdine Loader
!/ Pre-dryer

Central Dryer

Material Barrel
/ Buggy

Correct Location

Correct Location

Material
Condition,
Location

Correct Material

Comrect Materials

Dried Material

Correct Material

Material
Storage

Inventory
Assessment
Audit

ASSign
Gaylord / bag
to Hopper /
Surge Bin

Assign Sile to

Hopper/
Surge Bin

Pre-Drying
{When
applicable)

Raw Materiat
Loading to
Barme! / Buggy

* Correct Silo

No Damage,

No missing labels,
Proper storage condition,
FIFOQ

Correct Location / Loader {as
applicable)

|Assign Material to Comrect
Location / Loader (as
applicabie)

Drying Ternperature set
correctly,

Drying Temperature set
correctly.

(Barrel/Bugyy): Per Shop
Order Match Raw Material
RPN number ta appropriate
barrel / buggy.

(Central Feed): Per Shop
Order, match raw matarial
RPN number fo dummy Barrel
Label,

Page 20of &

Visual confirmation of Silo
Label / BOL/PL

Visual Inspection

Compare raw material RPN
# to RPN # on Loader
(scan)

Compare raw material RPN
# to RPN # on surge bin
(scan)

Visual

Visual

*Verify per shop order.
* Per applicable Wark
Instruction

[ Each Receipt |Electronic Label
Container Scan
Each Reciept | Each Receipt |* Visual
Sample of raw| Weekly [Weekly Stock
material in Assessment Sheet,
warehouse SQA Inventory Audit
Each Each material |* Electronic scan,
Container transfer | Matenial Handling
Log
Each Receipt | Each Receipt [*Electronic scan
Each unit Monthly  |PM Record
Each unit Each Shift |* Checksheet
* Alarm if power off
Each Material  |* Electronic scan,
container Chenge/ |* Material Handling
Each material |Log
transfer

Notiy Leader, OA.,
Coordinator as needed
Reject/ Hold Procedure

Notify PC Manager

Notify: Shipping
Receiving Leader,
Supervisor & QLA,
IFneeded Rsject/ Hokd
Procedure

Nofify: Mfg. Coer.,
Supervisor & Q.A. if
needed

Reject / Hold Procedure

Notify: Mfg. Coor.,
Supervisor & QA. if
needed

Reject / Hold Procedure.

Notify Maintenanca
Manager

Notify Maintenance

Notify: Mig. Coor.,
Supervisor & Q.A. if
needed Reject/Hold
Procedure




Molding Machine

1{where applicable}

0060|Set-Up injection
Molding Machine

Safety Chetks

Correct Mold

Add Regrind Material
to Virgin Materia

Automatic Machine
Reject

Set-up Validation

Engineering
| Validation

Start Up Samples

{Machine Side Drying {Machine Resin

Dryers

Molding
Machine

Mold

Regrind
Material (when
lapplicable)

Machine

Dry Material

Coned Material

Transfet Raw
Material to
Motding
Machine

Drying {When
applicable}

Set Machine
Parameters

Safety
Checks

Correct Mold

Add Regrind
Material to
Virgin
Material

Automatic
Machine
Reject

Set-up
Inspaction

Validation of
injection
function
Process

Collect QA
Start-up
Samples

— [Correct Material Part

Number/Type per scan

Set temperature per condition
sheet.

Process Parameters

Complete Safety Checks

Per Shop Order

Set Mix Ratio per Mold #
Condition Sheet.

First 8 Shots for Molding
Machines

No Weld Line, Short Shot,
Broken Mold Pin Damage,
Excessive flash

Engineering validation of any
change to machine injection
function (bamrel/screw’ nozzle
type/ etc)

Cne shot
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material tag per applicable
work Instruction.

Visual

Dewpoint meter

Per Mold # Condition

Per Mold # Condition

Visual per Shop Order

Per Mold # Condition

Per Restart Verification
Procadure Work Instruction
& Machine Automatic
Count Setting

Per Critical Check Sheet /

Applicable Work Instruction

Par QAW - ROBUSTTEST

Per GA-003

Each  [Eseh Zoi‘,mj

container |up/ Material
transter
Once Each Mold Set:
up / Each Shift!
Monthly
Each unit

Each Mold Set{ Each Mold Set
up up

Esch Mold Set{Each Mold Set;

up up
Each Mold Set{Each Mold Set{
up up
Each Mold Each Mold
Start-up Start-up
Each Mold Each Maold
Start-up Start-up
10 Shots Each Mold
Start-up
20 shots Each change
One shot Each Mold
Start-up

B m_mnqn:.ﬁ mB:., .
* P- Chart

* Controfler Condition
(Check sheet
"P- Chart

Monthly PM

Confroller Check
Shest, Set-Up
Operatar Check
Sheet

Setup Operator
Chegkshest

Setup Operater
Checksheet

Operator Daily
Checksheet

Controller Check
Sheet

Process Sheet

QAF-RobusiTest

GA-003, QA
Inspection Data
Sheet,

Adjust Dryer, dry
material and requalify.

Notify Leader /
Coordinator

Notify Leader /
Coordinator

Notify Leader /
Coondinator

Notify Leader /
Coordinator

Notify Leader /
Coordinator

Notify Leader /
Coordinator

Notify QA Leader,
Coordinator / Above

Netify Leader /
Coordinator




Q070

ao8g

Quality Assurance
[nspection Fit &
Function, Visual,
Dirmensional

Molding

Operator Inspection

Inline Inspection

Quality Assurance
Inspection Fit &
Function, Visual,
Dimensional

Material Staging for
100% Inspection
(Where Applicable)

100% Internal
Inspection {When
Applicable)

Mass Production Inj.

Magnifier
Light, Profile
Projector,
Calliper,
Micrometer,
Force Gage,
Mating Parts,
Varipus jigs as
required

Mold, Machine

Magnifier
Light, Profile
Projector,
Caliper,
Micremeter,
Force Gage,
Mating Parts,

required

Under Light

Various jigs as-

Visual, Fit &
Function

Dimensional

Molded Parts

Molded Paris

Molded Parts

Connectar
Visual, Fit &
Function

Dimensional

Molded Parts

{Molded Parts

|

Assurance
Inspection

Mass
Production
Inj. Molding

Operator
Inspection

100% Roving
Inspection

Quality
Assurance
Inspection

Material
Staging for
100%
inspection

100%
Inspection

(IC, SWS,
IM}

c.cr
(IC, SWS)

Per Ds.r.._zmum&.o-_. __._uq.ﬂ._a._a._.
Sheet

Per Q.A. Inspection Instruction
Sheet

Per Mold Condition Sheet

Per Critical Position
Checksheet

No Short Shot, Weld Line,
Flash, Damage, Broken pin or
other defects

Per Q.A. Inspection Instruction
Sheet

Per Q.A. Inspeciion [nstruction
Sheet

Correct Location

No Short Shot
No Excessive Flash
No defects
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Fer O.A. Inspection
Instrucrion Sheet

Per Q.A. Inspection
Instruction Sheet

Visual
Visual

Visual per Critical Position
Checksheet and / or

Per Q.A. Inspection
Instruction Sheet

Per Q.A. Inspection
Instruction Sheet

Visual

Checksheet / Applicable
work instruction

applicable Work Instruction

Visual, Per Critical Pesition

— | OneShal

One Shot

Each Lot

1 shot per iot

1 shot per
machine

Cne Shot

One Shot

Each
Container

Each piece
perLot

DA?‘ _:wv nor..

Per QAW - instruction Sheet, Coordinator / Above
GAD02  |Data Sheets, [Manufacturing
[Electronic Data Entry |Coordinator
Reject Tag Procedure
SOP QA Hold Procedure
checksPer
QAW - GADO3
Each lot Process Sheet |Notify Leader/
Coordinator
Each lot Process Sheet Notify Leader/
Coordinator / QLA
Leader / Above
Roving Fleor Process Sheet  |Notify Coordinator /
Patrol Leader, QA Leadert.
Follow Raject Tag
Procedure
Per QAW - |Q.A. Inspection Notify QA Leader,
GAO03  [Instruction Sheet, Coordinator / Above
Data Sheets, Manufacturing
Electronic Dat2 Entry |Coordinator Reject
Tag Procedure
QA Hold Procedure
Per QAW -
GADD3
Asneeded / | Electronic Scanning |Notify Q.A. Leader,
quired Syste Coordi 1 Above
Manufacturing
Coordinator Reject
Tag Procedure
As needed / CPC / Daily Notify Q.A, Leader,
requirad Inspection Log  |Coordinator / Above
Manufacturing
Coordinator Reject
Tag Procedure

QA Hold Procedure




Automatic Bulk

Packaging / Labeling

Automatic Bulk

Packaging / Labeling

Manuat Packing 7

Lebeling

IManual Packing /

Labeling

Packaging & Labeling

at Machine

Material Staging

({Parts not going to

Packing Process

Transfer packaged

parts o storage

Weigh Scale

Weigh Scale,
Label Printer,

| Scanner

Weigh Scale

Weigh Scale,
Labe! Printer,
Scanner

Travefler label,

Boves, Plastic
Bags

Fork Truck /
Cart

Molded Parts

Molded Parts

Molded Parts

Molded Parts

Molded Parts

Molded Parls

Molded Finished
Product

Autornatic

Bulk
Packaging

Setup

Packing

Scale

Manual Bulk

Packaging

Packaging &
Labeling at
Machine

Material

Staging for
Non-Bulk
Packing /
Labeling

Transfer

packaged
parts to
storage

1Satup Scale

No mixed parts

Setup Scale

No mixed paris

Per shop Order

Correct staging location

Correct Location

PageSot6

Correct Number of Paris,

Correct Number of Parts,

Set up scale per MA1W-
SCALESETUP

Autornatic Machine Count,
verify cornect
weightiquantity

Set up scale per WA MIW-
SCALE SETUP MAN
PAGK

Verify comect
weight/quantity

Visual

Visual per Location

Elecironic Scanning

Y

Per W/l

Each
Container

Per Wil

Each
Container

Each
container

Each
Container

Each
container

Each SOP,
Each new
Shop Order

Each bag

Each SOP,
Each new
Shop Order

Each bag

As Needed

As Needed

As needed

Record confimation
on Changeover
Checksheset

Electronic Scanning
System, Packing Log

Record confimation
on Changecver
Checksheet

Electronic Scanning
System, Packing Log

Process Sheet,
Elactronic Scanning
System

Electrenic Scanning
System

Elactronic Scanning
System

Notify Manufacturing
Coordinator

Notify Q.A. Leader,
Caordinator / Above
Manufacturing
Caordinator
Tag Procedure

Reject

Nolify Manufacturing
Coordinator

Notify Q.A. Leader,
Coordinator / Above
Manufacturing
Coordinator
 Tag Procedura

Reject

Notify Q.A. Leader,
Coordinator / Above
Manutacturing
Coordinator
Tag Procedure

Reject

Notify Q.A. Leader,
Coordinator / Above
Manufacturing
Coordinator
Tag Procedure

Reject

Notify Q.A. Leader,
Coordinator / Above
Shipping Supervisor
Reject Tag Procedure




0120|Finished Goods J_smﬁ_._m_ Racks: Finighed Correct Location Electronic Scanning Elgctronic Scanning |Nofify Q.A. Leader,
Storage. Product Goods System container System Coordinator / Above
Storage Shipping Supervisor
Reject Tag Procedure
0130|Finished Goods 130 [Coirect Invertory |lnventory Correct Quantities FInventory Assessment As needed As needed | Electronic Scanning |Notify PC Management
Inventory Assessrent| Quantities System, Inventory
Correct Packing |Product Audit Confirm Packing, Visual Evaluation Sample of FG Weekly SQA Inventory Audit Lzo...a Leader,
(QA) Damage Inventery Sve Coordinator / Above
Rejact Tag Procedure
QA Hold Procedure
0140]Shipping Product 140 |Finished Product {Product Audit No box damage, Visual Evaluation Sample of FG Weekly Warehouse Stock [Nofify Leader,
Aldit {S/R) Audit 18kid comectly stacked Inventory Assessment Coordinator / Above
Labels attached, Checklist Shipping Supervisor
‘Comect Label content Refect Tag Precedure
0150 Shipping Finished Fork truck 160 |All Finished Shipping ‘Correct Quantity / Labeis, Skid | Electronic Scanning Each As needed | Efectronic Scanning |Nolify Leader,
Goods Goods Finished comrectly stacked, Comect P.O. |System, Visual container System Coordinator / Above
Goods. number, Correct Carrier Shipping Supervisor
Refect Tag Procedure
Annual Layauts Per Customer Per Custorner Drawing Per Customer Per Customer | Per Customer [ Customer PPAP | Notify QA Engineer/QA
| Orawing Requirements Request Request Manager

Page 6of&



Sumitomo Electric Wiring Systems, Inc

Gage Linearity Study
42712015 1
Study Date 4/27/2015 Company Part No.: Weight
Gage ID 329079 Part No.
Gage Desc Force Gage Part Desc Weight (grams)
NIST No.: Characteristic Woight
Study Type Linearily & Bias Use Range Method for Biag No
Appraiser L. Roth ] Approved MSA Version = 4
Part Referonce Values Specification Limits
1 N . < a M
10 20 50 100. 500002 Max T
1 0 s0 1o o0 — -
2 T T 20 B0 100 500,
3 10 20 50 00 50001} Pp (or Ppk) Target -
T 4 10 20 50 100 500. 6-Sigma Proc Var ;
”? 5 10 20 50 100 " w00 - :
A s 10 20 50 100601 500
L 7 0 =0 " 100 500
s g 7 w0 ‘%0 50 100 500
- 10 P 50 100 500.01
10 10 26 s0001 {00 500
11 10 20 50 100 500
12 70 20 50 100 800,
Avg. Blas/Part  0Q.000000 0000000 0.000083 0.000083 -0.000333
Predicted Bias 0000064  0.000056 0.000033 -0.000006 -0.000374
Coefficient DF t Stat t Criticel
Goodness of Fit  0.007167 Intercept 0.000072  58.000000, " 26164 "2.00172 OK
Standard Error ~ 0.001706 Slope  -0.000001,  58.000000° -64679 200172 OK
SE%of TV o Upper Fitted Confidence Limit at worstpoint ~ 0.000498 QK
SE % of Tol Lower Fitted Confidence Limitat worstpoint ~ -0.000509 OK

72

Gage Linearity Study




472712016 2

Blas
1 2 3 4 5

1 0.000000 .0.000000 {(.000000 0.000000 -0.002000 -

2 0.060000 -0.000006 0.000000 0.000000  -0.002000

3 0000000 0000000 0000000 0.000000 0.008000

4 0000000 0.000000 0.000000 0.000000 -0.002000 -

5 0.000000 0000600 0.000600  0.000000 ~0.002000

6 0.000000 0.000000 '0.000000 0001000 -0.002000

7 6000000 -0.000000 0000000 0.000000  -0.002000

8 0.000000 'i0.000000 0.000000 0.000000 -0.002000

9 0.000000 0.000000 0000000 G000000 | 0.008000

10 :0.000000 0000000 0.001000 0.000000 . -0.002000

11 '0000000 0.000000 0.000000 0.000000 -0.002000

12 0000000 0.000000 0,000000 0.000000  -0.002000

Coefficient
Lower Upper
Avg. Blas  -0.000033 ~aooo472 oooo405 DF ~ 50.000000 EV%of TV
Standard Error oooo219 Acceptable Std.Dev  0.001697 EV%ofTol
UNCERTAINTY SETUP _ . B
Uncertalnty Contributor  Type Plus or Minus  Probability Distribution  Based On DF  Include
Linearity
Unearily Bias Comrected A 0.008314 Rectangular Maximum Residual 209 Yes
Only Blas corrected A 0.008333 Rectangular Maximum Residual 209 No

Uncorrected A 0.008 Rectangular Maximum Residual 209 N
Bins, corrected or not A 0.000219 Normai(1) Std. Err of Avg. Bl 59 Yes
Resolution A 0 Rectangutar From Gage Table Infinite  Yes
Repeatability or GRR A 0.00175 Normal(1) Pooled Std, Dev. 55 Yes
UNCERTAINTY BUDGET

Uncertainty Contributor Type Plus or Minus Probability Divisor Sensitivity Uncertainty DF 1
Diatribution Coefficlent Contribution f

t for 95% Confidence Combined Uncertainty
Coverage Factor k o 2 Expanded Uncertainty

@

Gago Linearity Study
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Comments

Approved by __ %” | ﬁ o 7/9”/':'

Gage Linearity Study



WORK INSTRUCTION

AREA:

QUALITY ASSURANCE LAB

TITLE

LABORATORY SCOPE - SCOTTSVILLE (SV5 & SV5 Building 2)

PURPOSE:

To summarize the festing capabilities available at
Scottsville Plant (SV5 & Buiiding 2), and to clarify the
equipment, tests performed, standards, recording method

APPLICATION:

Scottsville (SV5 & Building 2)

and reaction plan. RULE ENFORCER:
QA Coordinator / Above
8SV5 Tests Performed
TEST METHODS / | RECORDING
TESTS PERFORMED EQUIPMENT USED STANDARD METHOD REACTION METHOD

Melt Flow Rate Tinius Gisen Extrusion QRW-MELTFLOW | Meltindex [Reject Tag Procedure

Plastcmeter Record
Waterproof Test Waterproof Tester QAW - Inspection Data iReject Tag Procedure

WATERPROOFTEST Sheet
Moisture Analysis (Reference Only) Moisture Tester F-A-SV5-010 Moisture Test Eeject Tag Procedure
Data Sheet
Insertion / Retention Testing Force Gage QAW - Ingpection Data |Reject Tag Procedure
INSERTRETPROC Sheet

Dimansional Measurement Profile / Caliper / Micrometer /| Inspection Instruction | Inspection Data |Reject Tag Procedure

Depth Gage Sheet Sheet
Part Weight . Scale Inspeciion Instruction | Inspection Data |Reject Tag Procedure

Sheet Sheet
Freeze Test ° Freezer SWS Inspection | Inspection Data |Reject Tag Procedure
Standard Sheet
SV6 (Building 2) Tests Performed
TEST METHODS / | RECORDING
TESTS PERFORMED EQUIPMENT USED STANDARD METHOD REACTION METHOD
Hardness Test Herdness Tester H-A-C01 Hardness Test |Reject Tag Procedure
Data Sheet
Insertion / Retention Test Force Gage QAW - inspection Data {Reject Tag Procedure
INSERTRETPROC Sheet
Cortact Force Test Contact Force Gage MSW-Force Gage | Inspection Data |Reject Tag Procedure
Sheet
Fmenslonal Measurement Profile / Keyence System / SWS Inspaction | Inepection Data rRe-Tsct Tag Procedure
OGP / Caliper / Micromater / Standard Shest

Depth Gage / Slip Gages

QAF - WORIINSTRUCZTION - A
GRIBINAL DATE: 6/8/00
LAST REVISION: 6/13/06

Page 1 of 2

FILE NAME: QAW -LABSCOPE - b

ORIGINAL DATE 2006:

LAST REVISION: 9/24/12




DaimlerChrysler

Production Part Approval
« nensional Test Results

[ORGAmIZA 1 . aumI UMV ELEU | RIL WIRING 3131 EMD PART NUMBER:  6189-7458, 6188-7673
SUPPLIER/VENDOR COL PART NAME: FOW120A02FA-B
NAME OF INSPECTION FACILITY: DESIGN RECORD CHANGE LEVEL: EUST-14A464-TR K1 1001115
Sumitomo Electric Wiring Systems Pl § ENGINEERING CHANGE DOCUMENTS: NA
SPECIFICATION /| TEST Qry. NOT
ITEM BIMENSION / SPECIFICATION LIMITS DATE |TESTED ORGANIZATION MEASUREMENT RESULTS (DATA) QK | OK
Mg M10 M11 M12 M13 M14 M15 M16
1 16.90 -0.30 0.30 | 3/22/16 8 16.88 | 16.87 { 1687 { 1687 | 16,88 i 16.80 : 1687 1 1688 | O
2 15.40 0.30 1 0.30 15.39 : 15.37 | 1538 { 1539 { 15.39 { 15.38 : 1537 | 1539 | O
3 11.60 0.30 0.30 11.59 § 11.50 | 11.69 ; 11.56 | 11.58 { 11.57 { 11.50 | 11.58 o
4 30.95 0.30 i 0.30 3091 { 30.91 i 30.93 ! 30.92 i 30.93 { 30.91 § 30.92 ; 30.92 0
5 33.45 Assembled 0.30 { 0.30 33.32 | 33.38 { 33.41j 3349 : 33.33 § 3341 3348 | 33.31 [+]
|Blanket statements of conformance are for any test resulis.
MARCH CFG-1003 SIGNATURE TImLE DATE
2006 Robin Casada PPAP QOperator 3/22/2016




T # 7 4
LAY Rl TORAY

Innovation by Chemistry

Toray Resin Company, 821 W. Mausoleum Road, Shelbyville, Indiana 46176

Grade; 5108X01B BLACK
Lot R25018
Date: ' 02/23/16
Certification of Properties
Test Method Unit Specification Result
Visual ; : Same as Std. Good
Color . - Same as Std. Good
MFR ISO 1133 g/10 min. 8~14 11.7
Tensile strength IS0 527 MPa Min. 42 47.7
Tensile elongation ISO 527 % Min. 14 36.7
Flex strength ISO 178 MPa Min. 70 747
Flex modulus 1ISO 178 MPa Min. 1,700 2,158
Charpy - notched ISQ 179 kdim2 ' Min. 5 9.3

For the ship date, please see the BOL. For the ship quantity, please see the BOL.

- Toray Resin Company certifies the above results are.in accordance with our ISO/TS 16949:2009 certificate, ..

This Certificate of Properties is generated by electronic means. No signature is required. This document may not ba reproduced, except in
foll, without the written consenf of Toray Resin Company.

Revision 3 01/01/14
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador_9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s): 61897673 EUST-14A464-TB PN 412212015
Mold #: 1452-A Eng. Change Documents: NA
CAVITY #:‘;
15.40 16.90 3095 15.40 16.90 30.95
M1 4030 030 | +0.30 030 | +0.30 030 M2 4030 030 | +030 030 | 4030 030

1 15.44 16.86 30.91 15.41 16.84 30.85

2 15.43 16.86 30.91 15.42 16.85 30.85

3 1548 16.87 30.89 15.41 16.84 30.85

4 15.44 16.86 30.89 15.42 16.83 30.85

5 15.45 16.87 30.89 15.42 16.85 30.85

8 15.44 16.87 30.89 15.41 16.83 30.85

7 15.43 16.86 30.88 15.41 16.84 30.84

8 15.43 16.86 30.88 15.41 16.85 30.85

9 15.44 16.86 30.91 15.43 16.84 30.84

10 15.45 16.87 30.88 15.41 16.84 30.85

11 15.43 16.87 30.88 15.42 16.84 30.85

12 15.44 16.87 30.89 16.41 16.85 30.85

13 15.44 16.86 30.90 15.42 16.84 30.85

14 15.43 16.86 30.88 15.41 16.84 30.85

15 15.43 16.87 30.89 15.41 16.85 30.85

16 15.43 16.86 30.88 15.40 16.85 30.85

17 15.44 16.86 30.89 15.41 16.84 30.85

18 15.43 16.86 30.90 15.42 16.85 30.85

19 15.44 16.87 30.89 15.42 16.83 30.85

20 15.43 18.87 30.89 15.40 16.85 30.85

21 15.44 16.87 30.89 15.43 16.85 30.87

22 15.43 16.87 30.88 15.42 16.84 30.85

23 15.44 16.86 30.89 15.41 16.85 30.85

24 15.43 16.86 30.88 15.42 16.84 30.85

25 15.43 16.86 30.89 15.42 16.87 30.85

26 15.43 16.86 30.90 15.42 16.85 30.85

27 15.43 16.86 30.90 15.41 16.84 30.86

28 15.45 16.87 30.88 15.41 16.85 30.84

29 15.43 16.87 30.88 15.41 16.85 30.85

30 15.43 16.87 30.90 15.40 16.84 30.85

CPK MEAS DATA

CRIGINAL DATE: 11/18/02
LAST REVISION: 6/5/08 KK
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO {s): 6189-7673 EUST-14A464-TB AN 4222015
Mold #: 1452-A Eng. Change Documents: NA
VITY #¥
15.40 16.90 30.95 15.40 16.90 30.95
M1 +0.30 030 | +030 030 | +0.30 -0.30 M2 +030 030 | +0.30 030 | +030 030

31 15.44 16.86 30.87 1541 16.84 30.85

32 15.43 16.87 30.89 15.41 16.85 30.85

a3 15.44 16.86 30.88 15.41 16.85 30.85

34 15.43 16.86 30.88 15.42 16.84 30.85

35 15.44 16.87 30.89 15.42 16.85 30.86

36 15.43 16.86 30.89 15.43 16.84 30.85

37 15.43 16.86 30.88 15.41 16.84 30.85

a8 15.43 16.87 30.88 15.43 16.85 30.86

39 15.44 16.86 30.89 15.41 16.84 30.85

40 15.44 16.86 30.89 15.41 16.84 30.86

41 15.43 16.85 30.88 15.41 16.83 30.84

42 15.43 16.87 30.90 15.41 16.84 | 3085

43 15.43 16.86 30.88 15.42 16.84 30.84

44 15.44 16.87 30.89 15.41 16.84 30.85

45 15.43 16.87 30.89 15.42 16.83 30.84

46 15.44 16.86 30.88 15.41 16.84 30.85

47 15.44 16.86 30.90 15.42 16.83 30.84

48 15.43 16.87 30.88 15.42 16.83 30.85

49 15.42 16.86 30.90 15.42 16.84 30.86

50 15.43 16.85 30.88 15.41 16.85 30.88

51 15.43 16.87 30.88 15.42 16.85 30.85

52 15.44 16.86 30.89 15.42 16.84 30.85

53 15.44 16.86 30.88 15.41 16.85 30.85

54 15.44 16.85 30.89 15.42 16.83 30.85

55 16.44 16,86 30.89 15.42 16.84 30.86

56 15.43 16.86 30.87 15.42 16.84 30.85

57 15.44 16.85 30.88 15.42 16.84 30.85

58 15.43 16.86 30.88 15.41 16.84 30.85

59 15.43 16.86 30.88 15.41 16.83 30.85

60 15.44 16.86 30.89 15.42 16.84 30.85

CPK MEAS DATA

ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/06 kK
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CPK DATA
QORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS {PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s): 6189-7673 EUST-14A464-TB AN 412212015
Mold #: 1452-A Eng. Change Documents: NA
CAVITY #+
15.40 16.90 30.95 15.40 16.80 30.95
M1 +030 030 | +030 030 | +0.30 030 M2 4030 030 | +0.30 0.30 | +0.30 030

61 15.44 16.86 30.89 15.42 16.84 30.85

62 15.43 16.86 30.88 15.41 16.84 30.85

63 15.44 16.86 30.88 15.42 16.84 30.85

64 15.44 16.86 30.89 15.41 16.85 30.85

65 15.44 16.85 30.88 15.42 16.85 30.85

66 15.43 16.86 30.88 15.41 16.83 30.86

67 15.43 16.86 30.88 156.42 16.84 30.85

68 15.44 16.85 30.88 15.41 16.84 30.85

69 15.44 16.86 30.89 15.42 16.84 30.85

70 15.44 16.86 30.89 15.41 16.84 30.85

71 15.43 16.85 30.88 15.41 16.85 30.84

72 15.43 16.86 30.88 15.42 16.85 30.85

73 15.44 16.85 30.89 15.42 16.85 30.85

74 15.43 16.86 30.88 15.41 16.84 30.85

75 15.44 16.86 30.80 15.41 16.84 30.85

76 15.44 16.85 30.88 15.43 16.84 30.85

77 15.45 16.86 30.90 15.42 16.84 30.84

78 15.43 16.86 30.89 15.42 16.84 30.86

79 15.43 16.85 30.88 15.42 16.83 30.84

80 15.45 16.86 30.89 15.41 16.83 30.85

81 15.45 16.86 30.89 15.41 16.85 30.85

82 15.44 16.87 30.88 15.41 16.84 30.84

83 15.43 16.86 30.88 15.42 16.84 30.85

84 15.44 16.86 30.88 . 15.42 16.84 30.85

85 15.43 16.85 30.89 15.41 16.83 30.85

86 15.43 16.86 30.88 15.41 16.84 30.88

87 15.46 16.66 30.88 15.42 16.83 30.85

88 15.43 16.84 30.88 15.41 16.84 30.85

89 15.43 16.86 30.88 15.41 16.84 30.84

90 15.43 16.85 30.88 15.42 16.83 30.85

CPK MEAS DATA

ORIGINAL DATE: 11118102
LAST REVISION: 6/5/08 KK
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CPK DATA
ORGANIZATION: SUMITOMC ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s): 6189-7673 EUST-14A464-TB AN 412212015
Mold #: 1452-A Eng. Change Documents: NA
AVITY #4
M1 15.40 16.90 30.95 M2 15.40 16.90 30.95
+0.30 030 | +030 030 | +030 030 +030 030 | +030 030 [ 4030 030
91 15.44 16.85 30.89 15.41 16.83 30.85
92 15.44 16.88 30.88 15.42 16.84 30.85
93 15.44 16.85 30.88 15.41 16.84 30.85
94 15,44 16.85 30.89 15.41 16.84 30.84
95 15.43 16.86 30.87 15.41 16.84 30.85
96 15.44 46.86 30.88 15.42 16.85 30.85
97 15.43 16.85 30.89 15.41 16.84 30.84
98 15.45 16.86 30.89 15.41 16.83 30.84
99 15.44 16.86 30.88 15.41 16.85 30.85
100 15.43 16.86 30.88 15.42 16.85 30.84
average 15.44 16.86 30.89 15.41 16.84 30.85
minimum 15.42 16.84 30.87 15.40 16.83 30.84
maximum 15.46 16.87 30.91 15.43 16.87 30.87
range 0.04 0.03 0.04 0.03 0.04 0.03
std dev 0.01 0.01 0.01 0.01 0.01 0.01
LSL 15.10 16.60 30.65 15.10 16.60 30.65
NOM 15.40 16.90 30.95 15.40 16.90 30.95
UsL 15.70 17.20 31.25 15.70 17.20 31.25
CPK 12.86937459 13.21405197 9.552570882 14.76911937 11.02813936 12.11874006

CPK MEAS DATA
ORIGINAL DATE: 11/18/02
LAST REVISION: 8/5/08 KK
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s} $189-7673 EUST-14A464-T8 AN 4/22/2015
Mold #: 1452-A Eng. Change Documents: NA
cavITY #4,
15.40 | 16.90 | 30.95 1540 | 16.90 | 30.95
M3 +030 030 | +030 -030 | +0.30 030 M4 +0.30 030 | +030 -030 | +0.30 030

1 15.41 16.84 30.85 15.45 16.84 30.89

2 15.41 16.84 30.85 15.43 16.84 30.88

3 15.41 16.84 30.85 15.43 16.84 30.88

4 15.40 16.83 30.85 15.43 16.85 30.88

5 15.41 16.82 30.84 15.48 16.85 30.88

5 15.42 16.84 30.85 15.43 16.84 30.88

7 15.41 16.84 30.85 15.44 16.85 30.88

8 15.41 16.83 30.85 15.44 16.85 30.89

9 15.41 16.84 30.85 15.44 16.85 30.88

10 15.41 16.84 30.85 15.43 16.85 30.88

11 15.42 16.83 30.86 15.45 16.85 30.88

12 15.41 16.84 30.88 15.48 16.85 30.88

13 15.41 16.84 30.85 15.44 16.85 30.90

14 15.42 16.83 30.85 15.45 16.85 30.89

15 15.42 16.83 30.85 15.44 16.86 30.88

16 15.41 16.82 30.85 15.45 16.84 30.88

17 15.41 16.84 30.85 15.44 16.86 30.89

18 15.41 16.84 30.85 15.45 16.85 30.88

19 15.42 16.84 30.85 1544 16.85 30.89

20 15.41 16.84 30.85 15.45 16.87 30.89

21 15.42 16.83 30.85 15.44 16.84 30.88

22 15.41 16.83 30.85 15.45 16.86 30.88

23 15.41 16.84 30.85 15.43 16.84 30.87

24 15.42 16.83 30.85 15.44 16.86 30.88

25 15.41 16.84 30.85 15.45 16.85 30.88

26 15.42 16.85 30.85 15.44 16.84 30.87

27 15.41 16.84 30.88 15.44 16.84 30.88

28 15.41 16.83 30.85 15.44 16.85 30.89

29 15.41 16.84 30.84 15.44 16.85 30.88

30 15.41 16.83 30.85 15.43 16.85 30.88

CPK MEAS DATA

ORIGINAL DATE: 11/18/02
LAST REVISION: §/5/08 KK
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador_9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s): 6189-7673 EUST-14A464-TB A 41222015
Mold #: 1452-A Eng. Change Documents: NA
[caviTy #4
1540 | 16.90 | 30.95 1540 | 16.90 | 30.95

M3 +0.30  -0.30 | +030 -0.30 | 4030  -0.30 M4 4030 030 | +030 030 | +030 030

31 15.41 16.83 30.84 15.43 16.85 30.88

32 15.41 16.84 30.85 15.44 16.85 30.88

33 15.41 16.84 30.85 15.45 16.85 30.88

34 15.41 16.83 30.85 15.43 16.87 30.89

35 15.41 16.84 30.85 15.45 16.86 30.89

36 15.42 16.83 30.86 15.43 16.84 30.87

37 15.42 16.83 30.85 15.44 16.84 30.89

38 15.42 16.84 30.85 16.44 16.85 30.89

39 15.41 16.85 30.85 165.44 16.86 30.80

40 15.42 16.84 30.86 15.45 16.85 30.89

41 15.42 16.84 30.85 15.43 16.84 30.89

42 15.42 16.85 30.85 15.44 16.85 30.80

43 15.41 16.84 30.86 15.44 16.85 30.88

44 15.41 16.83 30.86 15.43 16.84 30.90

45 15.41 16.83 30.84 15.45 16.85 30.88

48 15.4 16.84 30.85 15.44 16.84 30.88

47 15.41 16.84 30.85 15.43 16.84 30.89

48 15.41 16.83 30.85 15.43 16.84 30.89

49 15.41 16.85 30.85 15.44 16.85 30.88

50 15.41 16.83 30.85 15.45 16.85 30.91

51 15.41 16.83 30.85 15.44 16.84 30.89

52 15.41 16.83 30.85 15.43 16.84 30.88

53 15.42 16.84 30.85 15.44 16.85 30.89

54 15.42 16.83 30.85 15.44 16.85 30.89

55 15.40 16.83 30.85 15.44 16.86 30.89

56 15.41 16.84 30.85 15.44 16.84 30.88

57 15.41 16.84 30.85 15.43 16.84 30.88

58 15.42 16.83 30.85 15.43 16.85 30.88

59 15.40 16.83 30.85 15.44 16.85 30.89

60 15.41 16.82 30.85 15.43 16.84 30.91

CPK MEAS DATA
ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/06 KK
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date;
PART NO (s): 6189-7673 EU5ST-14A464-TB AL 4/22/2015
Mold #: 1452-A Eng. Change Documents: NA
CAVITW;
15.40 16.90 30.95 15.40 16.90 30.95
M3 +0.30 030 | +0.30 030 | +030 .30 M4 +0.30 030 | 4030 030 | 4030 -0.30

61 15.42 16.84 30.84 15.44 16.85 30.89

62 15.42 16.83 30.85 15.43 16.85 30.88

63 15.42 16.84 30.85 15.44 16.85 30.88

64 15.43 16.84 30.85 15.45 16.84 30.88

65 15.41 16.82 30.85 15.43 16.85 30.88

66 15.41 16.84 30.85 16.44 16.86 30.88

87 15.41 16.83 30.84 15.44 16.84 30.88

88 15.41 16.84 30.85 15.46 16.86 30.89

89 15.41 16.83 30.85 15.45 16.84 30.89

70 15,41 16.83 30.84 15.44 16.86 30.88

71 15.41 16.84 30.85 15.44 18.85 30.89

72 15.41 16.83 30.85 15.43 16.87 30.88

73 15.41 16.84 30.85 15.43 16.85 30.89

74 165.41 16.84 30.85 15.45 16.85 30.89

75 15.41 16.83 30.85 15.45 16.85 30.88

76 15.41 16.83 30.85 15.43 16.85 30.90

77 15.41 16.83 30.85 15.44 16.85 30.89

78 15.41 16.83 30.85 15.44 16.84 30.89

79 15.41 16.84 30.85 15.44 16.85 30.90

80 15.41 16.83 30.85 15.43 16.84 30.88

81 15.41 16.83 30.85 15.44 16.85 30.88

82 15.42 16.83 30.85 15.43 16.85 30.88

83 15.41 16.84 30.85 15.44 16.84 30.88

84 15.41 16.84 30.85 15.44 16.85 30.89

85 15.41 16.85 30.86 15.43 16.86 30.89

86 15.41 16.85 30.85 15.44 16.84 30.88

87 15.41 16.84 30.85 15.43 16.84 30.89

88 15.41 16.83 30.85 15.43 16.84 30.89

89 15.41 16.84 30.84 15.44 16.86 30.89

90 15.41 16.84 30.85 15.44 16.84 30.89

CPK MEAS DATA

ORIGINAL DATE: 11/18/02
LAST REVISION: 8/5/08 KK
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date;
PART NO (s} 6189-7673 EUST-14A464-TB AN 4/2212015
Mold #: 1452-A Eng. Change Documents: NA
lcaviTY #:%
M3 15.40 16.90 30.95 M4 15.40 16.90 30.95
+0.30 030 | 4030 030 | +0.30 030 +0.30 030 | +030 030 | 030 030
91 15.41 16.83 30.85 15.44 18.84 30.89
92 15.41 16.83 30.85 15.43 16.85 30.88
93 15.41 16.83 30.85 15.44 16.84 30.91
94 15.41 16.84 30.84 15.43 18.86 30.88
95 15.41 16.83 30.85 15.43 16.86 30.89
96 15.40 16.84 30.86 15.44 16.85 30.89
97 15.41 16.84 30.85 15.45 16.85 30.88
98 15.42 16.84 30.85 15.43 16.84 30.89
99 15.41 16.84 30.85 15.43 16.86 30.88
100 15.42 16.84 30.86 15.44 16.84 30.88
average 15.41 16.84 30.85 15.44 16.85 30.89
minimum 15.40 16.82 30.84 15.43 16.84 30.87
maximum 15.43 16.85 30.86 15.46 16.87 3091
range 0.03 0.03 0.02 0.03 0.03 0.04
stdl dev 0.01 0.01 0.00 0.01 0.01 0.01
LSL 15.10 16.60 30.65 15.10 16.60 30.65
NOM 15.40 16.90 30.95 15.40 16.90 30.95
usL 15.70 17.20 31.25 15.70 17.20 31.25
CPK 18.51735015 11.71728863 15.6247192 11.26966079 10.6408697  10.0344144
CPK MEAS DATA

ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/06 KK
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CPK DATA
ORGANIZATION: SUMITOMQ ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO {s): 6189-7673 EUST-14A464-TB 4/22/2015
Mold #: 1452-A Eng. Change Documents: NA
cAITY #4,
15.40 | 16.90 | 30.95 1540 | 16.90 | 30.95
M5 4030 030 | +0.30 030 | 030 030 M6 +0.30 030 | +0.30 030 | +030 030

1 15.44 16.88 30.89 15.41 16.83 30.86

2 15.45 16.86 30.88 15.42 16.85 30.86

3 15.44 16.86 30.89 15.40 16.83 30.85

4 15.44 16.86 30.89 15.41 16.83 30.86

5. 15.44 16.85 30.88 15.41 16.83 30.86

8 15.45 16.85 30.88 15.41 16.82 30.86

7 15.44 16.86 30.88 16.41 16.83 30.85

8 15.44 16.86 30.88 15.42 16.83 30.86

9 15.43 16.85 30.88 15.42 16.83 30.86

10 15.44 16.85 30.89 15.42 16.84 30.89

11 15.45 16.85 30.89 15.41 16.84 30.87

12 15.44 16.85 30.89 15.41 16.83 30.86

13 15.44 16.86 30.88 15.42 16.83 30.87

14 15.44 16.86 30.88 15.41 16.83 30.88

15 15.45 16.86 30.90 15.42 16.84 30.86

16 15.45 16.88 30.89 15.42 16.84 30.86

17 15.44 16.86 30.89 15.41 16.83 30.89

18 15.43 16.87 30.88 15.41 16.83 30.88

19 15.45 16.86 30.89 15.42 16.82 30.87

20 15.44 16.86 30.89 15.41 16.83 30.85

21 15.45 16.85 30.87 15.42 16.85 30.86

22 15.45 16.86 30.89 15.42 16.84 30.85

23 15.44 16.85 30.87 15.41 16.85 30.87

24 15.44 16.86 30.90 15.42 16.83 30.87

25 15.44 16.86 30.89 15.41 16.84 30.88

26 15.44 16.86 30.89 15.41 16.82 30.85

27 15.44 16.86 30.88 15.41 16.86 30.87

28 15.44 16.86 30.88 15.41 16.84 30.86

29 15.44 16.86 30.80 15.42 16.82 30.87

30 15.44 16.85 30.88 15.42 16.84 30.85

CPK MEAS DATA

ORIGINAL DATE: 11/18/02
LAST REVISION: 8/5/06 KK
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9115
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s): 61897673 EUST-14A464-TB AN 4222015
Mold #: 1452-A Eng. Change Documents: NA
CAVITY #¥;
15.40 16.90 30.95 15.40 16.90 30.95
M 5 +0.30 -0.30 +0.30 -0.30 +0.30 -0.30 M 6 +0.30 0.30 +0.30 -0.30 +0.30 £0.30

3 15.43 16.86 30.88 15.41 16.83 30.86

32 15.44 16.85 30.88 15.41 16,83 30.86

33 15.43 16.85 30.89 15.41 16.83 30.87

34 15.45 16.85 30.89 15.40 16.83 30.87

35 1544 16.86 30.87 15.40 16.83 30.85

36 15.45 16.86 30.89 15.42 16.85 30.89

37 15.44 16.86 30.88 15.42 16.83 30.86

38 15.43 16.85 30.88 15.41 16.83 30.87

39 15.44 16.86 30.88 15.41 16.84 30.87

40 1544 - 16.88 30.88 15.41 16.83 30.86

41 15.44 16.87 30.90 15.41 16.83 30.86

42 15.44 16.84 30.88 15.41 18.83 30.85

43 15.44 16.86 30.88 15.41 16.84 30.86

44 15.43 16.85 30.89 15.40 16.83 30.85

45 15.45 16.86 30.88 15.42 16.84 30.86

46 15.44 16.86 30.89 15.40 16.83 30.85

47 15.43 16.86 30.89 15.42 16.84 30.87

48 15.45 16.86 30.89 15.42 16.84 30.87

49 15.44 16.86 30.88 15.42 16.84 30.86

50 15.45 16.86 30.89 15.41 16.83 30.86

51 15.46 18.86 30.88 15.41 16.83 30.87

52 15.44 16.85 30.89 15.42 16.83 30.87

53 15.45 16.85 30.89 15.41 16.83 30.87

54 15.45 16.86 30.88 : 15.41 16.83 30.88

55 15.44 16.85 30.88 15.42 16.85 30.86

56 15.43 16.85 30.89 16.41 16.83 30.86

57 15.44 16.86 30.89 15.43 16.86 30.88

58 15.43 16.85 30.88 15.42 16.84 30.87

59 15.44 16.86 30.88 15.42 16.83 30.86

60 15.43 16.85 30.88 15.42 16.85 30.87

CPK MEAS DATA

ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/06 KK
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s): 6189-7673 EUST-14A464-TB AL 4/22/2015
Mold #: 1452-A Eng. Change Documents: NA
CAVITY #»;
1540 | 16.90 | 30.95 | 15.40 | 16.90 | 30.95
M5 +0.30 030 | 030 030 | +0.30 D30 M6 +0.30 020 | +0.30 030 | +030 030

61 15.44 16.85 30.88 15.40 16.86 30.86

62 15.44 16.86 30.88 15.41 16.85 30.88

63 15.43 16.85 30.89 15.41 16.82 30.86

64 15.44 16.87 30.89 15.42 16.83 30.86

65 15.44 16.85 30.88 15.42 16.83 30.85

66 15.44 16.86 30.88 15.41 16.83 30.86

67 15.44 16.86 30.88 15.42 16.83 30.86

68 15.43 16.85 30.89 15.41 16.84 30.86

69 15.42 16.86 30.88 15.42 16.83 30.86

70 15.43 16.85 30.89 15.42 16.85 30.87

71 15.43 16.86 30.89 15.41 16.84 30.87

72 15.43 16.85 30.89 15.42 16.84 30.85

73 15.44 16.87 30.89 15.41 16.84 30.86

74 15.45 16.87 30.90 15.41 16.83 30.86

75 15.44 16.86 30.89 15.41 16.83 30.86

76 15.43 16.86 30.88 15.42 16.84 30.86

77 15.44 16.86 30.88 15.42 16.84 30.85

78 15.44 16.86 30.88 15.42 16.83 30.86

79 15.44 16.86 30.88 15.42 16.84 30.87

80 15.45 18.86 30.89 15.41 16.83 30.85

a1 15.44 16.87 30.89 15.42 16.83 30.86

82 15.43 16.87 30.88 15.41 16.85 30.88

83 16.43 16.85 30.88 16.41 16.84 30.86

84 15.44 16.85 30.89 15.42 16.83 30.88

85 15.44 16.87 30.88 15.41 16.85 30.86

86 15.43 16.86 30.88 15.41 16.83 30.87

87 15.44 16.86 30.88 15.41 16.83 30.85

88 15.44 16.85 30.89 15.44 16.86 30.89

89 15.45 16.86 30.88 15.42 16.83 30.87

90 15.45 16.85 30.89 15.42 16.86 30.86

CPK MEAS DATA

ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/08 KK



Page 16 of 26

CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s): 6189-7673 EUST-14A464-TB AN 4/22/2015
Mold #: 1452-A Eng. Change Documents: NA
CAVITY #¥
M5 15.40 16.90 30.95 M6 15.40 16.90 30.95
+0.30 030 | +030 030 | +0.30 030 4030 030 | +030 030 | 4030 -0.30
91 15.44 16.85 30.89 15.41 16.83 30.86
92 15.44 16.86 30.88 15.43 16.86 30.88
93 15.43 16.85 30.90 15.42 16.83 30.86
94 15.44 16.86 30.89 15.41 16.84 30.88
95 15.44 16.86 30.90 15.42 16.83 30.87
96 15.45 16.88 30.90 15.42 16.85 30.89
97 15.48 16.87 30.89 15.41 16.83 30.89
98 15.45 16.86 30.88 15.43 16.85 30.86
99 15.44 16.86 30.89 15.41 16.84 30.88
100 15.43 16.86 30.88 15.41 16.83 30.86
average 15.44 16.86 30.89 15.41 16.84 30.86
minimum 15.42 16.84 30.87 15.40 16.82 30.85
maximum 15.46 16.88 30.90 15.44 16.86 30.89
range 0.04 0.04 0.03 0.04 0.04 0.04
std dev 0.01 0.01 0.01 0.01 0.01 0.01
LSL 15.10 16.60 30.65 15.10 16.60 30.65
NOM 15.40 16.90 30.95 15.40 16.90 30.95
USL 15.70 17.20 31.25 15.70 17.20 31.25
CPK 11.7300407 1292767299 11.42342794 13.5818135 8.098994971 6.886892774
CPK MEAS DATA

ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/06 KK
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s): 6189-7673 EU5T-14A464-TB A 4/22/2015
Mold #: 1452-A Eng. Change Documents: NA
caviry #4
15.40 16.90 30.95 15.40 16.90 30.95
MT +0.30 -0.30 +0.30 -0.30 +0.30 -0.30 M8 .30 -0.30 +0.30 030 +0.30 -0.30

1 15.42 16.84 30.85 15.44 16.86 30.88

2 16.42 16.83 30.85 15.43 16.85 30.88

3 15.42 16.83 30.86 15.44 16.86 30.88

4 15.42 16.84 30.85 15.45 16.86 30.88

5 15.42 16.83 30.87 15.44 16.86 30.88

8 15.42_ 16.83 30.87 15.43 16.85 30.88

7 15.42 16.83 30.85 15.45 16.87 30.88

8 15.42 16.83 30.87 15.46 16.86 30.88

9 16.42 16.83 30.85 15.45 16.87 30.89

10 15.42 16.83 30.85 i 1544 16.86 20.88

11 15.42 16.83 30.87 15.44 16.86 30.88

12 15.41 18.82 30.86 15.44 16.85 30.90

13 15.43 16.84 30.86 15.44 16.87 30.88

14 15.42 16.83 30.85 15.44 16.88 30.90

15 15.42 16.84 30.85 16.44 16.86 30.89

18 15.42 16.85 30.85 15.45 16.89 30.88

17 15.42 16.82 30.85 15.44 16.87 30.88

18 15.43 16.83 30.88 15.43 16.85 30.88

19 15.42 16.83 30.85 15.42 16.86 30.88

20 16.41 16.83 30.86 15.45 16.87 30.89

21 15.42 16.82 30.86 15.44 16.86 30.89

22 15.42 16.84 30.87 15.44 16.87 30.89

23 15.42 16.83 30.86 15.44 16.86 30.90

24 15.42 16.83 30.87 15.43 16.87 30.89

25 15.44 16.84 30.89 15.44 16.87 30.89

26 15.43 18.83 30.86 15.45 16.88 30.80

27 15.43 16.84 30.89 15.44 18.86 30.88

28 15.42 16.84 30.86 15.43 16.87 30.88

29 15.42 16.84 30.86 15.44 16.86 30.88

30 15.42 16.83 30.85 15.44 18.87 30.89

CPK MEAS DATA

ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/06 kK
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CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/8/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s): 6189-7673 EUST-14A464-TB A}; 412212015
Mold #: 1452-A Eng. Change Documents: NA
lcaviTy 4
1540 | 16.90 | 30.95 15.40 | 16.90 [ 30.85
M7 +0.30 030 | +0.30 .30 | +0.30 -0.30 Mg +030 030 | +030 030 | +030 .0.30

31 15.41 16.83 30.86 15.44 16.87 30.87

32 15.42 16.83 30.85 15.44 16.87 30.88

33 15.44 16.83 30.86 15.45 16.87 30.88

34 15.43 16.84 30.88 15.44 16.87 30.90

35 15.42 16.84 30.87 15.43 16.87 30.89

36 15.43 16.84 30.87 15.45 16.87 30.88

37 15.42 18.84 30.88 15.43 16.87 30.88

38 15.42 16.86 30.88 15.44 16.86 30.90

39 15.42 18.83 30.86 15.43 16.86 30.88

40 15.42 16.83 30.85 15.43 16.87 30.89

41 15.42 16.83 30.88 15.44 16.86 30.88

42 15.42 16.83 30.87 15.44 16.89 30.90

43 15.42 16.83 30.86 15.44 16.88 30.80

44 15.42 16.83 30.85 15.43 16.86 30.89

45 15.42 16.84 30.86 15.44 16.86 30.90

48 15.44 16.84 30.86 15.44 16.86 30.88

47 15.42 16.83 30.87 15.42 16.85 30.89

48 15.42 16.84 30.86 15.44 16.86 30.88

49 15.42 16.84 30.86 15.44 16.86 30.88

50 15.43 16.84 30.88 15.44 16.88 30.89

51 15.42 16.83 30.88 15.44 16.87 30.89

52 15.42 16.83 30.87 15.44 16.87 30.88

53 15.42 16.84 30.86 15.44 16.87 30.89

54 15.42 16.83 30.86 15.43 16.86 30.88

55 15.42 16.84 30.87 15.44 16.86 30.89

56 15.42 16.84 30.87 15.44 16.86 30.88

57 15.43 16.84 30.87 15.44 16.87 30.89

58 15.43 16.83 30.85 15.43 16.88 30.89

50 15.41 16.83 30.86 15,44 16.86 30.89

60 15.42 16.83 30.86 15.43 16.87 30.87

CPK MEAS DATA
ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/06 KK
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CPK DATA
CRGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date:
PART NO (s} 6189-7673 EUST-14A464-TB 4/22/2015
Mold #: 1452-A Eng. Change Documents: NA
lcaviTy #4
15.40 16.90 30.95 15.40 16.90 30.95
M7 .30 030 J +0.30 030 | +0.30 030 M8 030 030 | +0.30 030 | +0.30 -0.30

61 15.41 16.84 30.86 15.44 16.87 30.88

62 15,42 16.84 30.88 15.43 16.87 30.88

63 15.41 16.85 30.86 15.44 16.86 30.89

64 15.43 16.86 30.87 15.44 16.89 30.89

85 15.43 16.83 30.86 15.44 16.87 30.90

66 15.42 16.83 30.88 15.44 16.86 30.91

67 15.42 16.84 30.86 15.43 16.86 30.88

68 15.42 16.85 30.87 15.43 16.85 30.88

69 15.42 16.83 30.86 15.44 16.87 30.89

70 15.42 16.83 30.86 15.44 16.88 30.89

71 15.43 16.85 30.89 15.44 16.87 30.89

72 15.42 16.84 30.86 15.45 16.88 30.89

73 15.42 16.83 30.88 15.44 16.87 30.90

74 15.43 16.83 30.86 15.43 16.88 30.88

75 15.42 16.84 30.87 15.43 16.87 30.89

76 15.42 16.83 30.89 15.45 16.87 30.91

77 15.43 16.86 30.87 15.43 16.86 30.89

78 15.42 16.84 30.85 15.44 16.87 30.88

79 15.41 16.83 30.86 15.43 16.87 30.90

80 15.43 16.86 30.86 15.44 16.86 30.90

81 15.42 16.83 30.88 15.43 16.86 30.88

82 15.42 16.83 30.86 15.44 16.87 30.89

83 15.41 16.84 30.87 15.44 16.87 30.89

84 15.43 16.83 30.88 15.44 16.86 30.80

85 15.41 16.83 30.85 15.44 16.87 30.89

86 15.42 16.84 30.86 15.43 16.87 30.89

87 15.42 16.84 30.86 15.44 16.87 30.89

88 15.42 16.83 30.86 15.44 16.86 30.88

89 15.42 16.84 30.86 15.44 16.86 30.88

CPK MEAS DATA
ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/06 KK




Page 20 of 26

CPK DATA
ORGANIZATION: SUMITOMO ELECTRIC WIRING SYSTEMS (PLT.5) Prepared by / date Cindy Meador 9/9/15
PART Name/Desc: FOW120A02FA-B Design Rec. Change level/date;
PART NO (s): 6189-7673 EUST-14A464-TB AN 412212015
Mold #: 1452-A Eng. Change Documents: NA
CAVITY #¥
M7 15.40 16.90 30.95 M8 15.40 16.90 30.95
+030 030 | 4030 030 | +030 D30 4030 030 | +030 030 [ +0.30 030
90 15.42 16.83 30.86 . 15.44 16.87 30.92
H 15.42 16.85 30.86 15.43 16.87 30.89
92 15.42 16.84 30.86 15.44 16.67 30.88
93 15.42 16.84 30.86 15.45 16.87 30.88
94 15.42 16.84 30.86 15.44 16.86 30.89
95 15.43 16.86 30.85 15.44 16.86 30.90
96 16.42 16.86 30.85 15.45 16.86 30.88
97 15.44 16.84 30.86 15.44 16.87 30.88
98 15.42 16.84 30.86 15.44 16.86 30.89
89 15.42 16.84 30.86 15.44 16.87 30.88
100 15.42 16.84 30.87 15.44 16.87 30.89
average 15.42 16.84 30.86 15.44 16.87 30.89
minimum 15.41 16.82 30.85 15.42 16.85 30.87
maximum 16.44 16.86 30.89 15.46 16.89 30.92
range 0.03 0.04 0.04 0.04 0.04 0.05
std dev 0.01 0.01 0.01 0.01 0.01 0.01
LSL 15.10 16.60 30.65 15.10 16.60 30.65
NOM 15.40 16.90 30.95 15.40 16.90 30.95
UsL 15.70 17.20 31.25 15.70 17.20 31.25
CPK 14.70270083 9.280787866 7.256600531 12.87474752 10.74136744 8.991264309

CPiKK MEAS DATA
ORIGINAL DATE: 11/18/02
LAST REVISION: 6/5/06 KK




WORK INSTRUCTION

AREA:

QUALITY ASSURANCE LAB

TITLE

LABORATORY SCOPE - SCOTTSVILLE (SV5 & SV5 Building 2)

PURPOSE:

To summarize the festing capabilities available at
Scottsville Plant (SV5 & Buiiding 2), and to clarify the
equipment, tests performed, standards, recording method

APPLICATION:

Scottsville (SV5 & Building 2)

and reaction plan. RULE ENFORCER:
QA Coordinator / Above
8SV5 Tests Performed
TEST METHODS / | RECORDING
TESTS PERFORMED EQUIPMENT USED STANDARD METHOD REACTION METHOD

Melt Flow Rate Tinius Gisen Extrusion QRW-MELTFLOW | Meltindex [Reject Tag Procedure

Plastcmeter Record
Waterproof Test Waterproof Tester QAW - Inspection Data iReject Tag Procedure

WATERPROOFTEST Sheet
Moisture Analysis (Reference Only) Moisture Tester F-A-SV5-010 Moisture Test Eeject Tag Procedure
Data Sheet
Insertion / Retention Testing Force Gage QAW - Ingpection Data |Reject Tag Procedure
INSERTRETPROC Sheet

Dimansional Measurement Profile / Caliper / Micrometer /| Inspection Instruction | Inspection Data |Reject Tag Procedure

Depth Gage Sheet Sheet
Part Weight . Scale Inspeciion Instruction | Inspection Data |Reject Tag Procedure

Sheet Sheet
Freeze Test ° Freezer SWS Inspection | Inspection Data |Reject Tag Procedure
Standard Sheet
SV6 (Building 2) Tests Performed
TEST METHODS / | RECORDING
TESTS PERFORMED EQUIPMENT USED STANDARD METHOD REACTION METHOD
Hardness Test Herdness Tester H-A-C01 Hardness Test |Reject Tag Procedure
Data Sheet
Insertion / Retention Test Force Gage QAW - inspection Data {Reject Tag Procedure
INSERTRETPROC Sheet
Cortact Force Test Contact Force Gage MSW-Force Gage | Inspection Data |Reject Tag Procedure
Sheet
Fmenslonal Measurement Profile / Keyence System / SWS Inspaction | Inepection Data rRe-Tsct Tag Procedure
OGP / Caliper / Micromater / Standard Shest

Depth Gage / Slip Gages

QAF - WORIINSTRUCZTION - A
GRIBINAL DATE: 6/8/00
LAST REVISION: 6/13/06

Page 1 of 2

FILE NAME: QAW -LABSCOPE - b

ORIGINAL DATE 2006:

LAST REVISION: 9/24/12




WORK INSTRUCTION

AREA:

QUALITY ASSURANCE LAB

TITLE

LABORATORY SCOPE - SCOTTSVILLE (SV5 & SV5 Building 2)

Equipment Callbrations

TEST METHODS / | RECORDING
MEN
EQUIP_ TUSED STANDARD METHOD REACTION METHOD

Calipers, Micrometers, Depth Certified Gages Per Calibration Calibration Reject Tag Procadure
Gages, Weigh Scales, other {Gage Blocks & Weights) Procedure Rscord and
process toals/igs, Gagetrak
Force Gages Certified Weights
Freezer Certified Mater
Melt indaxer Qutside Vendor
Moisture Analyzer QOutside Vendor
Water Pressure Gage Outside Vendor
Hardness Tester Outside Vendor
Optical Comparator (Profile) Outside Vendor
Keyence Measurement Scope Outside Vendor \
OGP Outside Vendor ;

QAF - WORKINSTRUCTION - A FILE NAME: QAW - LABSCOPE - b

CRISINAL DATE: $/8/00 Page 2 of 2 ORISTNAL DATE 200¢:

LAST REVISION: 6/15/06

LASTREVISION: $/24/12




@ = Part Submission Warrant

Part Name FOW120A02FA-B Cust. Part Number 6189-7673

Shown on Drawing No. EU5T-14A464-TB Org. Part Number 6189-7673
Engineering Drawing Change Level K1 Date 01/10/2015
Additional Engineering Changes N/A Dated N/A
Safety and/or Government Regulation I:] Yes No  Purchase Order No. N/A Weight (kg) 0.0030
Checking Aid No. N/A Checking Aid Engineering Change Level N/A Dated N/A
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION

Sumitomo Wiring Systems, Inc. / SEWS SEWS-CE

Organization Name & Supplier/Vendor Code Customer Name/Division

7500 Viscount Blvd. suite 192 / 2687 Old Gallatin Rd. N/A

Street Address Buyer/Buyer Code

EL Paso, TX 79925/ Scottsville Ky. 42164 USA Automotive

City Region Postal Code Country Application

MATERIALS REPORTING
Has customer-required Substances of Concern information been reported?

1N ] wa

Submitted by IMDS or other customer format: IMDS ID: 605799052 / 1

Are polymeric parts identified with appropriate ISO marking codes?

[Ino

REASON FOR SUBMISSION (Check at least one)

Initial Submission Change to Optional Construction or Material

Engineering Change(s) Supplier or Material Source Change
Tooling: Transfer, Replacement, Refurbishment, or additional Change in Part Processing

Correction of Discrepancy Parts Produced at Additional Location

n000m
0o |

Tooling Inactive > than 1 year Other - please specify below

REQUESTED SUBMISSION LEVEL (Check one)

Level 1 - Warrant only (and for designated appearance items, an Appearance Approval Report) submitted to customer.
Level 2 - Warrant with product samples and limited supporting data submitted to customer.
Level 3 - Warrant with product samples and complete supporting data submitted to customer.

Level 4 - Warrant and other requirements as defined by customer.

e

Level 5 - Warrant with product samples and complete supporting data reviewed at supplier's manufacturing location

SUBMISSION RESULTS
The results for

These results meet all design record requirements:

material and functional tests I:Iappearance criteria statistical process package
I:l NO (If "NO" - Explanation Required)

Mold / Cavity / Production Process Mold 1452-A (M1-M8) Mold 1565-A (M9-M16) / INJ. MOLD / ASSEMBLY

DECLARATION

| affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all roduction Part Approval Process Manual 4th Edition Requirements. | further
affirm that these samples were produced at the production rate of 25,600 /8 hours. | also certify that documented evidence of such compliance is on file and available for review. | have noted a,ny deviations
from this declaration below.

EXPLANATION/COMMENTS:

Is each Customer Tool properly tagged and numbered? I:l Yes I:l No n/a

Organization Authorized Signature :;S"—‘! UW*?'#/‘ e Date September 29, 2016

Print Name Javier Vargas/ Veronica de Santiago Phone No. (915) 843-3000 FAX No. (915) 843-3001
Title Q.A Supervisor / PPAP Coordinator E-mail j.vargas@us.sws.co.jp / s.veronica@us.sws.co.jp

FOR CUSTOMER USE ONLY (IF APPLICABLE)

Part Warrant Disposition: I:] Approved I:l Rejected I:l Other

Customer Signature Date
Print Name Customer tracking number (optional)
March
oy CFG-1001

2006



mailto:m.morales@us.sws.co.jp
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