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SUBMISSION 

 

LEONI :  300009515 
FCI: 54001839/F8VB-14474-BA 

 
 

 
DCL / PCL = AA2 

Date:  6/24/08 
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DaimlerChrysler Part Submission Warrant
Part Name Customer P/N

Shown on Drawing No. Org. P/N:

Engineering Change Level: Dated 6/24/2008
Additional Engineering Changes Dated NA
Safety and Government Regulation: Purchase Order No. Weight (kg) 0.0007
Checking Aid No. NA Checking Aid Engineering Change Level Dated NA

ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION

Supplier Name & Supplier/Vendor Code Customer Name/Division

Street Address Buyer/Buyer Code

City Region Postal Code Country Application

MATERIALS REPORTING

Has Customer-required Substances of Concern Information been reported?

Submitted by IMDS or other customer format: IMDS:  80347995 / 2

Are Polymeric parts identified with appropriate ISO marking codes:

REASON FOR SUBMISSION (check at least one)

REQUESTED SUBMISSION LEVEL (Check One)

SUBMISSION RESULTS

The results for

These results meet all design record requirements: (If "NO" - explanation required)

Mold/ Cavity/ Production Process

DECLARATION

any deviations from this declaration below

EXPLANATION/COMMENTS

Is each Customer Tool properly tagged and numbered?

Organization Authorized Signature: Date: 2/11/02010

Print Name: Phone: Fax. No.:

Title: E-mail:

Part Warrant Disposition:

Customer Signature: Date:

Print Name Customer Tracking Number (optional):

March CFG-1001
2006

Judith Haskell

Quality Specialist

FOR CUSTOMER USE ONLY (IF APPLICABLE)

(814) 542-5937Judith Haskell
                    jhaskell@fci.com

(814) 542-5885

all Production Part Approval Process Manual 4th Edition Requirements.  I further affirm that these samples were produced at the production

rate of _211.221____ / 8 hours.  I also certify that documented evidence of such compliance is on file and available for review.  I have noted

   ANNUAL VALIDATION PRIOR TO TOOL MOVE TO BRAZIL

I affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets

11823 LENAPE DRIVE

D-471g   STAMPING

Annual Validation

MOUNT UNION  PA  17066    USA

2.80mm APEX WIRE SNAP ON FEMALE 300009515

NA
NA

NA

54001839/F8VB-14474-BAF8VB-14474-AA
AA2 (AA2)

FCI USA INC-MVL    793657490 LEONI

VARIOUS

Initial Submission

Engineering Change(s)

Tooling: Transfer, Replacement, Refurbishment, or additional

Correction of Discrepancy
Tooling Inactive > than 1 year

Change to Optional Construction or Material

Sub-supplier or Material Source Change

Change in Part Processing

Parts Produced at Additional Location

Other - please specify

Approved Rejected

dimensional measurements material and functional tests appearance criteria statistical process pkg

Yes NO

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.

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

Yes

Initial Submission

Engineering Change(s)

Tooling: Transfer, Replacement, Refurbishment, or additional

Correction of Discrepancy
Tooling Inactive > than 1 year

Sub-supplier or Material Source Change

Change in Part Processing

Parts Produced at Additional Location

Other - please specify

Approved Rejected Other

dimensional measurements appearance criteria statistical process pkg

Yes NO

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.

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

Yes No

Yes No

No N/A

Yes No N/A

N/A



               
                                                
 

            
    
      
   

 
IMDS 

 
 

 
 

 
 



 
 
 
 
 
 
 
 
 

FCI AUTOMOTIVE DIVISION 

 

• FCI Automotive Division – Calle Intermex No 1552 Cd. Juárez, Chih. Mexico C.P 32574 Phone (915) 356-1131 – Fax: 52 (656) 692-5819 
 

Rev. 1 
August 8, 2007  

Quality Department   
 

Date:  January 29, 2010 
To       LEONI Bordnetz-Systeme GmbH  
From: FCI Automotive Division 
 

The IMDS submission has been submitted for part number: 
      
Customer #  FCI #  IMDS ID  Description   
300009515    54001839 80347995 / 2  Ford 2.8MM Female Terminal 18GA  
 
Rev level or Drawing No.    
F8VB-14474-BA  

 
The screenshot below shows the actual status for this part. 

  
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
* This letter with the IMDS screen must be included in the PPAP submission. 
 
: This IMDS includes wire information from new supplier Dixie Wire (Alcoa Fujikura Ltd) 
Best Regards, 
 
UClaudia A. Jiménez 
FCI Automotive Division 
IMDS Coordinator 
Phone: (915) 356-1131 
Fax: 011 52 (656) 692-5819 
Email: HUclaudia.jimenez@fci.comU 



               
                                                
 

            
    
      
   

 
 

DESIGN RECORD 
 
 

 
 

 
 







               
                                                
 

            
    
      
   

 
 

DIMENSIONAL 
RESULTS 

 
 

 
 

 
 



CUSTOMER........... FORD

PART NUMBER........ F8VB-14474-BA

B/P NUMBER......... F8VB-14474-AA

PART NAME.......... TERM WIRE SNAP ON FEM

PO NUMBER..........
LOG NUMBER......... D471G F8VB14474BA

TOOL/MOLD NUMBER... D471G

FIXTURE NUMBER.....
LAYOUT TYPE........ ANNUAL VALIDATION

JOB STATUS......... Final Sign-Off

RESPONSIBILITY..... PA

CHECK DATE......... 8-19-09

INSPECTED BY....... AMH

GENERAL TOLERANCE     1 POS    2 POS    3 POS    4 POS    5 POS    ANGLE
0.25000

PRECISION.......... 3

UNIT OF MEASURE.... MM

JOB DATE........... 8-19-09

REV. LEVEL & DATE... AA2 6-24-08

# PIECES........... 1

TOTAL FEATURES..... 75

MATERIAL........... C14530 & C17410

SIGMA.............. 3.0

TOLERANCE PERCENT.. 80%

SHRINK FACTOR...... 0.0

0.10000 0.00000 0.00000 0.00000 3.00

COMMENTS: FULL LAYOUT TO FORD DRAWING DONE ON DELTRONIC #2 AT NOVI FOR PA

18 GAGE    TIN PLATED

FCI #54001839

J O B  H E A D E R

Page 1 of 109-14-2009DATE PRINTED:

D471G F8VB14474BA/F8VB-14474-BA/TERM WIRE SNAP ON FEM/Final Sign-Off/FORD/AA2 6-24-08/8-19-09



    2.904 B

0.100+/-

    2.890

    2.904 F

0.100+/-

    2.890

    8.26 B

0.250+/-

    8.140

    8.26 F

0.250+/-

    8.150

8  //TOOL STAMP ID--- G

   PRESENT 

4.20/4.30

Min/Max

10 B

  

    4.240

4.20/4.30

Min/Max

10 F

  

    4.260

11  //NYE UNIFLOR 8917 FOR GREASED TERMINALS

  NOT APPL.

11 A //GREASE OVERFLOW NOTE

  NOT APPL.

3.20/3.50

Min/Max

20 BOT

  

2X

    3.290

3.20/3.50

Min/Max

20 TOP

  

2X

    3.310

   19.021 B

-0.300+0.500/

   19.160

   19.021 T

-0.300+0.500/

   19.170

    7.522 B

0.300+/-

    7.490

    7.522 T

0.300+/-

    7.490

    2.028 B

0.250+/-

    1.940

    2.028 T

0.250+/-

    1.980

34 NOTE //"B"   FOR CABLE SEAL GRIP INSULATION TYPE 3

  NOT APPL.

37 NOTE //"D2"  FOR CABLE SEAL GRIP  INSULATION TYPE 3

  NOT APPL.

44  //WEEK STAMP ID- 27

   PRESENT 

G1

DATE PRINTED: 09-14-2009

D471G F8VB14474BA/F8VB-14474-BA/TERM WIRE SNAP ON FEM/Final Sign-Off/FORD/AA2 6-24-08/8-19-09

ROW DETAIL

MEASURED

OUT TOL

BAL# / DESC

FEATURE

NOMINAL

TOLERANCE +/-

1 5ofPage



46  //GRIP STAMP ID- 18

   PRESENT 

47  //VENDOR STAMP ID- FCI

   PRESENT 

58 NOTE //GREASE NOTE

  NOT APPL.

    3.861

0.300+/-

"B"   FOR UNSEALED GRIP  INSULATION TYPE 1----

    3.652

     .875

Set On Size

62  

  

(D1/2)          FOR UNSEALED GRIP  INSULATION TYPE 1

    0.875

    2.7063  

0.300+/-

"D2"        FOR UNSEALED GRIP  INSULATION TYPE 1

    2.633

    1.966  

0.300+/-

"C2"         FOR CORE GRIP

    1.973

67 NOTE //"B"     FOR DOUBLE WIRE GRIP  INSULATION TYPE 2

  NOT APPL.

68 NOTE //"(D1/2)"        FOR DOUBLE WIRE GRIP  INSULATION TYPE 2

  NOT APPL.

    3.069

0.300+/-

"A"     FOR CORE GRIP

    2.861

70 NOTE //"(D1/2)"   FOR CABLE SEAL GRIP INSULATION TYPE 3

  NOT APPL.

71 NOTE //"D2"          FOR DOUBLE WIRE GRIP  INSULATION TYPE 2

  NOT APPL.

74 //1- BODY MATL --- C14530

  CONFORMS

74 A //PLATING - 100% HOT TIN DIP

  CONFORMS

75 //2-SPRING MATL - C17410

  CONFORMS

75 A-NOTE //SULFAMATE DUCTILE NICKEL PER ASTM B689  TYPE 2- FOR GOLD PLATING OPTION

  NOT APPL.

.00127/0.002

Min/Max

75 B

  

NICKEL PLATING THICKNESS-  FOR GOLD PLATING OPTION

  NOT APPL.

75 NOTE //MATL 2  C17410 Be Cu

  CONFORMS

123  //GOLD INLAY TOP SURFACE ONLY-   FOR GOLD PLATING OPTION

  NOT APPL.

G1

DATE PRINTED: 09-14-2009

D471G F8VB14474BA/F8VB-14474-BA/TERM WIRE SNAP ON FEM/Final Sign-Off/FORD/AA2 6-24-08/8-19-09

ROW DETAIL - (Continued)

MEASURED

OUT TOL

BAL# / DESC

FEATURE

NOMINAL

TOLERANCE +/-

2 5ofPage



125 N //GOLD PLATING OPTION-EXPOSED BASE MATL (Cu) 4 OUTER SIDES OF TERMINAL BOX-  FOR GOLD PLATING OPTION

  NOT APPL.

126 N //GOLD PLATING OPT-ELECTRO MATTE TIN PLATED PER ASTM B 545-92--EXCEPT WHERE Ni, Pd, Au ARE. FOR GOLD

  NOT APPL.

127 A NOTE //GOLD PLATING OPTION-INLAY MATL GOLD ALLOY PER ASTM B522 (69% Au, 25% Ag, 6% Pt) FOR GOLD PLATING OPT

  NOT APPL.

    0.00025

MINIMUM

127 B

  

GOLD PLATING OPT-AT LOCATION INDICATED-  SEE #132-

  NOT APPL.

3.30/4.32

Min/Max

128

  

GOLD PLATING OPTION-LENGTH OF GOLD INLAY- SEE #130

  NOT APPL.

   10.1129

0.500+/-

GOLD PLATING OPTION- CHECKED IN FLAT BLANK. LENGTH OF EDGE TO BEGINNING OF EXPOSED MATERIAL

  NOT APPL.

3.30/4.32

Min/Max

130

  

GOLD PLATING OPTION-INLAY---LENGTH OF GOLD INLAY- CHECKED IN FLAT BLANK

  NOT APPL.

    0.13

MINIMUM

131

  

GOLD PLATING OPTION- LENGTH OF OTHER EXPOSED MATERIAL- CHECKED IN FLAT BLANK

  NOT APPL.

     .00025

MINIMUM

132 A

  

GOLD INLAY WE #1 PLATING OPTION

  NOT APPL.

.02030/0.027

Min/Max

134 A

  

  NOT APPL.

    0.00051

MINIMUM

136  

  

60% Pd 40% SILVER PLATING THICKNESS-  GOLD PLATING OPTION

  NOT APPL.

     .00250

MINIMUM

137 A

  

GOLD PLATING OPTION-100%  MATTE Sn PLATING THICKNESS-   FOR GOLD PLATING OPTION

  NOT APPL.

138 NOTE //GOLD PLATING OPTION---EXPOSED BASE MATL (Cu)

  NOT APPL.

    0.30500167 A

0.008+/-

MATERIAL THICKNESS

0.304800

372./442.

Min/Max

168 B

  

TENSILE STRENGTH - MPa

  401.964

    2.5

MINIMUM

170

  

ELONGATION

    2.600

G1

DATE PRINTED: 09-14-2009

D471G F8VB14474BA/F8VB-14474-BA/TERM WIRE SNAP ON FEM/Final Sign-Off/FORD/AA2 6-24-08/8-19-09

ROW DETAIL - (Continued)

MEASURED

OUT TOL

BAL# / DESC

FEATURE

NOMINAL

TOLERANCE +/-

3 5ofPage



.50000/2.500

Min/Max

171 MAX

  

PLATING - 100% HOT TIN DIP            MICROMETERS

0.914000

.50000/2.500

Min/Max

171 MIN

  

PLATING - 100% HOT TIN DIP            MICROMETERS

0.813000

173 NOTE2 //GOLD PLATING OPTION-C14530 Cu FULL HARD

  NOT APPL.

324./394.

Min/Max

174 MAX

  

GOLD PLATING OPTION-TENSILE Mpa

  NOT APPL.

324./394.

Min/Max

174 MIN

  

GOLD PLATING OPTION-TENSILE Mpa

  NOT APPL.

    2.00

MINIMUM

175 MAX

  

GOLD PLATING OPTION---MIN ELONGATION

  NOT APPL.

    2.00

MINIMUM

175 MIN

  

GOLD PLATING OPTION---MIN ELONGATION

  NOT APPL.

    0.20300177

0.008+/-

MAT'L THICKNESS

0.203000

.50000/2.500

Min/Max

178 MAX

  

PLATING - 100% HOT TIN DIP            MICROMETERS

    2.032

.50000/2.500

Min/Max

178 MIN

  

PLATING - 100% HOT TIN DIP            MICROMETERS

    1.016

758./897.

Min/Max

179 MAX

  

TENSILE STRENGTH   -   MPa

  827.371

758./897.

Min/Max

179 MIN

  

TENSILE STRENGTH   -   MPa

  806.687

655./862.

Min/Max

180 CMAX

  

YIELD STRENGTH  -  MPa

  761.871

655./862.

Min/Max

180 CMIN

  

YIELD STRENGTH  -  MPa

  735.671

    7.

MINIMUM

181

  

MIN. ELONGATION IN 50mm

   10.000

G1

DATE PRINTED: 09-14-2009

D471G F8VB14474BA/F8VB-14474-BA/TERM WIRE SNAP ON FEM/Final Sign-Off/FORD/AA2 6-24-08/8-19-09

ROW DETAIL - (Continued)

MEASURED

OUT TOL

BAL# / DESC

FEATURE

NOMINAL

TOLERANCE +/-

4 5ofPage



196 NOTE //OPTIONAL INSULATION GRIP HOLE      NO HOLE PRESENT

  NOT APPL.

     .50

Set On Size

197  

  

"(C1/2)"     FOR CORE GRIP

    0.500

201 NOTE //SERRATION TYPE 1       NOT THIS TYPE

  NOT APPL.

202 NOTE //SERRATION TYPE 2

   PRESENT 

203  //NUMBER OF SERRATIONS - 7

   PRESENT 

TOTAL # OF FEATURES

CUMULATIVE % (PIST) IN TOLERANCE

LESS BASIC DIMENSIONS

LESS EMPTY NOTES

LESS N/A DIMENSIONS

REPORTED DIMENSIONS

# DIMENSIONS IN TOLERANCE

# DIMENSIONS OUT OF TOLERANCE

% DIMENSIONS IN TOLERANCE

% DIMENSIONS OUT OF TOLERANCE

CUMULATIVE DIMENSIONS

75

2

0

32

41

41

0

100.00%

0.00%

41

100.00%

G1

DATE PRINTED: 09-14-2009

D471G F8VB14474BA/F8VB-14474-BA/TERM WIRE SNAP ON FEM/Final Sign-Off/FORD/AA2 6-24-08/8-19-09

ROW DETAIL - (Continued)

MEASURED

OUT TOL

BAL# / DESC

FEATURE

NOMINAL

TOLERANCE +/-

5 5ofPage



No Out Of Tolerance Features To Report For This Group.

G1

DATE PRINTED: 09-14-2009

D471G F8VB14474BA/F8VB-14474-BA/TERM WIRE SNAP ON FEM/Final Sign-Off/FORD/AA2 6-24-08/8-19-09

OUT OF TOLERANCE SUMMARY

MEASURED

OUT TOL

BAL# / DESC

FEATURE

NOMINAL

TOLERANCE +/-

1 1ofPage



               
                                                
 

            
    
      
   

            Process  
Information 

 
 
 

 
 

 
 
 
 
 
 
 

 









               
                                                
 

            
    
      
   

 
 

MATERIAL TEST 
RESULTS 

 
 

 
 

 
 











               
                                                
 

            
    
      
   

 
Qualified Laboratory 

Documentation 
 
 

 
 

 
 







Certification 
Awarded To 

BRUSH WELLMAN, INC. 
606 LAMONT ROAD 

ELMHURST, ILLINOIS USA 

Bureau Veritas Certification North America, Inc. certifies that the management system o f  
the above organization has been audited and found to  be  in accordance with the 

requirements o f  the management system standards and scope o f  supply detailed below 

I STANDARDS 

SCOPE O F  SUPPLY 

DISTRIBUTION OF STRIP, ROD, WIRE, BAR, PLATE, INGOT, AND TUBE 
PRODUCTS. PROCESSING TO INCLUDE SLITTING, CUTTING, TENSION 

LEVELING, RECOILING, AND TRAVERSE WINDING 

Original Approval Date: 22JULY 1994 

Subject to the continued satisfactory operation of the Organization's Management System, this 
1 certificate will remain valid unttl: 8 SEPTEMBER 2009 

I Further clarifications regarding the scope of this certificate and the applicabdity of the management 
system requirements may be obtained by consulting the organization. 

Certificate No: 191 569 
Issue Date: 15 SEPTEMBER 2006 



CERTIFICATE OF REGISTRATION

Quality
System
Registrar

Having been audited in accordance with requirements of

150/T516949:2009
SRI Quality System Registrar, Seven Fields, Pennsylvania, USA, hereby grants to:

Luvata Buffalo, Inc.
Registration of the management system at its location:

70 Sayre Street
Buffalo, New York, USA

The conditions for maintaining this certificate of registration are
set forth in the SRI registration agreements R20.3 and R20.4TS.

Exclusions:

Initial SRI registration date:

Current registration period:

"Manufacture of copper and copper alloy, sheet, strip, cups, phosphor
bronze, specialty alloys, and tinned strip for connectors."

Product Design and Development

December 29, 2003

December 21,2009 through December 20,2012

Scope of ISOITS 16949:2009 registration:

Signed for SRI:

Certificate Date:
Certificate Number:

IATF Certificate Number:
Registration Number:

December 21, 2009
008646
0094280
0276-01





Buffalo Manufacturing Unit  
70 Sayre Street Buffalo, NY 14207

THIS DOCUMENT CONTAINS CONFIDENTIAL INFORMATION. Its use is restricted to 
employees with a need to know and third parties with a need to know and who have signed a 
non-disclosure agreement.

 

WWWooorrrkkk   IIInnnssstttrrruuuccctttiiiooonnn

Title:

 

Laboratories Scope WI Number WI-0622
Revision: 7

Process:
Process Product/Validation Verification

Area:
Chem/Sheet Mill Labs

Approved & Released Work 
Instruction

 

Implementation Date: 07/13/2006

Unit:

ISO/TS Book:

Review Period - 365 Days

Purpose:
To provide the Scope of the Buffalo Plant's Chemical and Sheet Mill Labs.

Responsibilities:
It is the responsibility of the Technical Director and all laboratory employees to comply and 
fully support this scope. 

Work Instructions:
Scope:

The Laboratories at the Buffalo Plant are ISO/TS16949:2002 Certified (SRI Certificate No. 
005889) captured labs and do not profit from any testing of customer product. The scope of our 
laboratories covers the type of inspection and tests performed. 

WI-0622; Rev: 7 - Laboratories Scope  Page  1



Inspection and Testing:

All inspection and testing will be performed in accordance with the Buffalo Plant 
ISO/TS16949:2002 documentation and the Scope of Accreditation. 

7.0 Associated Documents:

8.0 Document Revision History:
Revision: 7 Date Created: 09/15/2005

Date of Last Revision: 07/13/2006

Last Approval Date: 07/13/2006

Document Author:
Thomas Pilkington

Document Manager:
David Oldman

9.0 Reason for Change:
Revision: Sec/Para Changed Change Made: Date

1 N/A Initial Issue of Document 9/15/05

4 Work Instructions Deleted the reference to the Lab Accredidation 3/24/06

5 W.I. Add Scope chart 3/28/06

6 n/a Remove O.A.B. 6/23/06

7 Work Instructions - Scope Changed the Certificate Number 7/12/06

10.0 Notification List: TS_ALL, TS_Chemical Lab, TS_Sheet Mill Lab

11.0 Approvals:
First Approver's Signature

Name:  Parker Finney
Title: Director Technical

Jul 13, 2006 07:25:24 AM EDT - Approved by: Parker Finney/Copper/Buffalo/Outokumpu

WI-0622; Rev: 7 - Laboratories Scope  Page  2



Document History Section
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AQA Canada Inc. 

2275 Upper Middle Rd. E., Suite 101 
Oakville, ON  L6H 0C3 
www.aqacanada.com 

 
905.363.2540 (T)    
905.491-6815 (F) 

 

 

 
 
 
 
 
 
May 5, 2009 
 
Marty Wojtowicz 
FCI MVL 
11823 Lanape Dr. 
Mount Union, PA 17066 
 
 
Dear Marty: 
 
I am pleased to advise you the FCI MVL has successfully completed the Stage 1 Documentation 
and Readiness Review for ISO/TS 16949:2002.  Please contact our office to schedule the Stage 
2 on-site Conformance Assessment.    
 

 
 
Sincerely,  
 
AQA Canada Inc. 

 
Brad Kitchen 
President 







               
                                                
 

            
    
      
   

 
 

Initial Process Studies 
 
 

 
 

 
 



PROCESS CAPABILITY CERTIFICATION REPORT PROCESS IS CAPABLE
Part Certification

Number of readings per subgroup   4 P R O C E S S       I N F O R M A T I O N

'01 PSW'!A21 '07 CAV'!A6 'Main Menu'!k'Main Menu'!j2'Main Menu'!j2'Main Menu'!k'Main Menu'!j30 Significant trends of data points: X Chart R Chart
LOCATION Plant FCI Mt. Union Dept: Q.C. Date: 9/1102009 Increasing RUN LENGTH 4 4

PART Part number: Part description HOW MANY RUNS 1 1

Drawing number F8VB-14474-AA Eng. chg. level AA6  Prel Decreasing RUN LENGTH 4 3

TOOL Tool number D-471 G # Cavities N/A HOW MANY RUNS 1 2

DIMENSION Description Box Width Units mm Out of control limits 0 0

Spec Plus Minus Consecutive data points above avg. 3 5

Lwr Spec Nominal Upr Spec Consecutive data points below avg. 4 3

F8VB-14474-BA 2.8mm APEX Female Terminal

4.200 4.25 4.300
4.250 0.005 0.005

Average (X chart)

2
.0
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0

0
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0
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.0

0
0

0

7
.0

0
0

0

8
.0

0
0

0

9
.0

0
0

0

1
0

.0
0

0
0

1
1
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Range (R chart)
2.0000 3.0000 4.0000 5.0000 6.0000 7.0000 8.0000 9.0000 10.000011.000012.000013.000014.000015.000016.000017.000018.000019.000020.000021.000022.000023.000024.000025.0000
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R
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g
e
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PROCESS CAPABILITY CERTIFICATION REPORT PROCESS IS CAPABLE

LOCATION Plant FCI Mt. Union Dept: Q.C. Date: 9/10/2009 DESCRIPTIVE   STATISTICS VALUES

PART Part number: Part description Number of readings 100
Drawing number F8VB-14474-AA Eng. chg. level AA6 Prel Lower spec limit (LSL) 4.2000

TOOL Tool number D-471 G # Cavities N/A Nominal 0.0000
DIMENSION Description Box Width Units mm Upper spec limit (USL) 4.3000

Spec Plus Minus Total sum 425.6320
Lwr Spec Nominal Upr Spec Average readings ( X ) 4.2563

HISTOGRAM WITHOUT LIMITS HISTOGRAM WITH LIMITS Maximum 4.2620
  LSL   USL Minimum 4.2510

Readings below LSL 0
Readings above USL 0

4.2000 4.3000 Average Range (R) 0.0045
D2 Value n = 4 2.0590

Upper capability index (CPU) 6.6325
Lower capability index (CPL) 8.5518
Capability index (Cp) 7.5922

Process Capability  (Cpk) 6.6325

Capability ratio (CR) 0.1317
Std Deviation (n-1) 0.0022
Std Deviation (n) 0.0022
Variance (n-1) 0.0000
Variance (n) 0.0000
Performance index (PP) 7.6512

Performance ratio (PR) 0.1307
Performance index (Ppk) 6.6841

S U B G R O U P S

n 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20

1 4.255 4.259 4.255 4.256 4.253 4.252 4.26 4.253 4.261 4.255 4.252 4.258 4.261 4.258 4.256 4.257 4.255 4.256 4.256 4.254

2 4.254 4.258 4.26 4.256 4.259 4.256 4.256 4.256 4.252 4.256 4.255 4.259 4.259 4.256 4.258 4.26 4.258 4.258 4.255 4.252

3 4.258 4.258 4.256 4.256 4.256 4.258 4.256 4.262 4.254 4.257 4.253 4.26 4.257 4.255 4.251 4.255 4.257 4.254 4.257 4.258

4 4.255 4.258 4.255 4.258 4.254 4.258 4.253 4.255 4.258 4.254 4.255 4.255 4.256 4.257 4.257 4.255 4.255 4.257 4.257 4.257

Average 4.2555 4.2583 4.2565 4.2565 4.2555 4.256 4.2563 4.2565 4.2563 4.2555 4.2538 4.258 4.2583 4.2565 4.2555 4.2568 4.2563 4.2563 4.2563 4.2553

Range 0.004 0.001 0.005 0.002 0.006 0.006 0.007 0.009 0.009 0.003 0.003 0.005 0.005 0.003 0.007 0.005 0.003 0.004 0.002 0.006

n 21 22 23 24 25 N O T E S
1 4.257 4.255 4.258 4.256 4.257

2 4.258 4.258 4.254 4.254 4.258

3 4.258 4.257 4.253 4.254 4.255

4 4.256 4.259 4.258 4.258 4.257

 

Average 4.2573 4.2573 4.2558 4.2555 4.2568

Range 0.002 0.004 0.005 0.004 0.003

F8VB-14474-BA 

0.005

2.8mm APEX Female Terminal
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MSA STUDIES 
(Gage R & R’s) 

 
 

 
 

 
 



 
 
 
 
 
 
 
 

 
 

 
 
 FCI MVL Division – 28100 Cabot Drive – Suite 100 – Novi, MI  48377 – Tel :  248 592 2700 – Fax : 248 592 2701 

To whom it may concern:     
 
General gauging equipment, such as calipers, micrometers, OMIS and drop indicators 
are used to measure many different characteristics for the parts FCI manufacture.   
 
The GR&R study submitted may be applicable to all parts measured with them, not 
necessarily a particular P/N for which paper work has been submitted for PPAP.  The 
purpose of the GR&R is to determine how accurate and repeatable the gage is 
independently of what part number we are utilizing for the study.   

 
 







 FCI USA, Inc 
 Automotive Division 
 MSA Study 
8/19/2009 Page 1 of 1 

 Study Date: 8/19/2009 Company Part No.: Master Gage Blocks 
 Gage ID: AU-2029-OMS Part No.: 
 Gage Desc: OMIS Part Desc: Optical Measuring System 
 Appraisers: 3 Trials: 3 Characteristic: Gage Block Width 
 Study Type: Long-AIAG Specification Limits: Min 6.30 Max 6.50 
 Approved 6 Sigma Process Variation: 
 Study Variation: 0.018607 

 Appr A: Mary Hanes Appr B: Tiffani States Appr C: Debbie Yates 
 1 6.403 6.402 6.404 6.404 6.405 6.406 6.408 6.407 6.405 
 2 6.432 6.439 6.431 6.434 6.435 6.435 6.439 6.435 6.437 
 3 6.4 6.409 6.404 6.406 6.402 6.403 6.407 6.403 6.404 
 4 6.4066 6.4 6.403 6.407 6.409 6.399 6.405 6.407 6.402 
 5 6.395 6.399 6.397 6.393 6.397 6.395 6.399 6.398 6.398 
 6 6.4 6.397 6.394 6.401 6.394 6.393 6.405 6.402 6.403 
 7 6.405 6.403 6.407 6.403 6.404 6.406 6.406 6.401 6.408 
 8 6.395 6.396 6.397 6.394 6.393 6.399 6.398 6.403 6.405 
 9 6.455 6.454 6.451 6.455 6.456 6.458 6.456 6.457 6.454 
 10 6.396 6.398 6.395 6.391 6.397 6.395 6.4 6.404 6.401 

 % Contribution % TV % Tol 
 Repeatability (EV) 0.002690 2.09% 14.5% 8.1% R bar 0.004553 
 Reproducibility (AV) 0.001479 0.63% 8.0% 4.4% UCL-R 0.011748 
 Appraiser x Part (INT) 
 GRR 0.003070 2.72% 16.5% 9.2% 
 Part-to-Part (PV) 0.018352 97.28% 98.6% 55.1% 
 Total Variation (TV) 0.018607 number of distinct categories 8.428382 

 * Limit of individual R's (range values). An (*) is used to identify those sets of measurements that have a  
 Range value that exceeds the UCL-R limit value. Correct by repeating those readings using the same  
 appraiser and part or discard the values and recalculate the study results and the value UCL-R. 

Comments: 

APPROVED BY:_Debbie Yates______________________________________  DATE:___8/19/2009_____________ 

 MSA Study 













 

 
      
   

 
 
 
 

Insertion/Removal Force tester (Force 
Gage Tester) Gage R & R deemed Not 
Applicable due to Destructive Process. 

Calibration record provided in lieu of 
Gage R &R. 
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DIAGRAMS 
 
 

 
 

 
 



F.C.I.  AUTOMOTIVE - North America
PROCESS FLOW DIAGRAM

TOOL NUMBER D471

FCI PART NUMBER SEE LISTING ORIGINATOR Steve Griffn 

CUSTOMER PART NUMBER SEE LISTING ISSUE DATE (ORG.) 1/21/2004

PART CHANGE LEVEL REVISED BY Paul Smithmyer

PART DESCRIPTION REVISION DATE 3/31/2008

DOCUMENT REV. E MFG. ENG. MGR. APPROVAL Richard Lovett

 

  Operation  Transportation Inspection Storage

ITEM # EVENT DESCRIPTION # OF OPER.

Operator job instructions and 
Control Plan.

1

Terminal Wire Snap on Female (2.80mm Apex)

CONTROL CHARACTERISTIC

Raw material is unloaded and moved to hold area.

Operator job instructions.

1

1
Material handler job 

instructions.

Receiving job instructions.

20 Shipper is verified against order in MFGPro.  Receiving job instructions.

Raw material is received at warehouse dock.10 Receiving job instructions.

30

Material handler job 
instructions.

Raw material tag.

Material handler job 
instructions.

Operator and setup job 
instructions.

Operator and setup job 
instructions.

Operator job instructions and 
Control Plan.

50

Raw material is stored until needed.

Raw material is assigned a lot number.

Receiving Inspection - Raw material certifications are 
compared to Fci master material certifications.

40

60 Approved raw material is moved to warehouse storage racks.

100 Setup personnel produce first piece samples .

90

First piece inspection - Setup personnel (and/or auditor) 
inspects product per control plan and attain proper labels 

once part meets control plan criteria.

Setup and preparation of press, die, and necessary 
equipment per die book and associated documentation.

1

1

1

1

Receiving job instructions. 1

1

1

1

1

1

80
Raw material and packaging is moved to stamping press 

when needed.

70

120 Parts are produced in strip form.

110

125 Parts are Greased ( See Print for P/N and specification)  



127 1

1
Material handler job 

instructions.

Product is registered as 'Finished Goods' in MFGPro.

140 Press operator collects samples from each reel.

130

In-process inspection - Press operator performs in-process 
inspection per control plan.

Product is wound onto pancake reels.

160 Press operator labels each reel with bar code labels.

150

180

170
Final inspection - Floor inspector performs final inspection 

per control plan.

Product is stored until needed (ordered) by customer.

230 Package customer order / ship.

220

210 Parts are moved to warehouse storage racks.

200

Reels are packed into cartons and sealed.  Carton labels are 
applied.  ID stamps are applied by operator and lead person

Cartons are moved to staging area.190

Operator job instructions.

Operator job instructions and 
Control Plan.

Operator job instructions.

Material handler job 
instructions.

Material handler job 
instructions.

Operator job instructions and 
Control Plan.

Operator job instructions.

Operator job instructions and 
Control Plan.

Box Labels, Warehouse 
Inventory Location

Customer Order, Shipper 1

1

1

1

1

1

1

1

1

1

Operator job instructions and 
Control Plan.

Inspection of Force, Box and Grip Width; Signature System 
(S&S System)
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F.C.I.  AUTOMOTIVE - North America
PROCESS FLOW DIAGRAM - STAMPING

TOOL NUMBER

FCI PART NUMBER ORIGINATOR

CUSTOMER PART NUMBER ISSUE DATE (ORG.) 12/2/1997

PART CHANGE LEVEL REVISED BY

PART DESCRIPTION REVISION DATE

DOCUMENT REV. MFG. ENG. MGR. APPROVAL Tim Luke

 

  Operation  Transportation Inspection Storage

ITEM # EVENT DESCRIPTION CONTROL CHARACTERISTIC
# OF 

OPER.

10 Shipper / Invoice 1

20 Shipper / Invoice 1

30 Material Identification Code 1

40 Inspection Instruction Sheets / 1
Master Material Sheets

50 Material Identification Tag / 1
Hold Tag

60 Material Identification Tag / 1
Hold Tag

70 Material Identification Tag / 1
Hold Tag

80 Material Identification Tag / 1
Hold Tag

90 Work Order, Set-up Sheet, 1
Job Instructions

100 Work Order, Set-up Sheet, 1
Job Instructions

110 Control Plan, Inspections 1
Log sheet, Job Instructions

1
120 Work order, Set-up Sheet, 

Job Instructions

130 Set-up Sheet, 1
Job Instructions

140 Job Instructions 1

150 Control Plan, Inspection Sheets 1

Stamped Terminal

D-2

D-XXX (See Listing)

SEE LISTING Eriq Frommert

SEE LISTING

SEE LISTING

Receive raw material at warehouse dock.

Shipper is verified against order in MFG Pro Database.

Receiving inspection - Material certifications are compared to 
master material specifications.

Raw material is assigned a lot number.

Approved material is moved to warehouse storage racks.

Raw material is stored until needed.

Material is unloaded and moved to raw material receiving 
area.

Production parts are produced using high speed progressive 
die and press.

Product is placed into appropriate packaging.

First piece inspection - Set up personnel (and/or auditor) 
inspects product per control plan and attain proper labels 
once parts meet control plan criteria.

Raw material and packaging is moved to stamping press 
when needed.

Set up and preparation of press, dies and necessary 
equipment per die book and associated documentation.

Set up personnel produce first piece samples.

Press operator collects production samples.

In-Process inspection - Press operator performs in-process 
inspection per control plan.

WQAF0006 Generic Stamping Flow
Last Printed: 8/5/2009

Page 1 of 2



F.C.I.  AUTOMOTIVE - North America
PROCESS FLOW DIAGRAM - STAMPING

TOOL NUMBER

FCI PART NUMBER ORIGINATOR

CUSTOMER PART NUMBER ISSUE DATE (ORG.) 12/2/1997

PART CHANGE LEVEL REVISED BY

PART DESCRIPTION REVISION DATE

DOCUMENT REV. MFG. ENG. MGR. APPROVAL Tim Luke

 

  Operation  Transportation Inspection Storage

ITEM # EVENT DESCRIPTION CONTROL CHARACTERISTIC
# OF 

OPER.

Stamped Terminal

D-2

D-XXX (See Listing)

SEE LISTING Eriq Frommert

SEE LISTING

SEE LISTING

160 Job Instructions 1

170 Control Plan, Inspection Sheets 1

180 Set-up Sheet 1

190 Job Instructions, Carton Labels 1

200 Job Instructions, Carton Labels 1

210 Job Instructions, Carton Labels 1

220 Job Instructions, Carton Labels 1

230 Job Instructions 1

Press operator labels each container with bar code labels.

Final Inspection - Auditor performs final inspection per control 
plan.

Product is stored until needed (ordered) by customer.

Package customer order and ship.

Each container is packed into exterior cartons and sealed.  
Carton labels are applied.  ID stamps are applied.

Cartons are moved to staging area.

Product is registered as finished goods in MFG Pro 
Database.

Parts are transferred to warehouse.

WQAF0006 Generic Stamping Flow
Last Printed: 8/5/2009

Page 2 of 2
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Drawing Number: F8VB-14474-AA Originator: Steve Griffin

Drawing Rev. Level: AA2 Org. date: 4/4/2005

Revised By: Jim Fagan

Revision Date: 2/10/2009

FCI Part Number Customer Part Number

54001018 XF2T-14474-BA

54001220 XL3T-14474-CA

54001221 4L3T-14474-CA

54001318 YFIT-14474-CA

54001431 F8VB-14474AA

54001432 XL3T-14474-AA

54001439 4L3T-14474-AA

54001448 9U5T-14474-JA

54001839 F8VB-14474BA

54001840 XL3T-14474-DA

54002231 XF2T-14474-CA

54001227 7L7T-14474-EA

54001876 8U5T-14474-GA

54001879 9U5T-14474-KA

MASTER LIST
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M-xxxMold - D-471Die - 

This document is controlled electronicaly.  When 
printed it becomes an uncontrolled copy.  

1211-INSP

Terminal Wire Snap on Female (2.8mm APEX)

C. Tavera

9/29/05

A-XXX~X

F8VB-14474-BA

Part No.

Description:

Drwn By:

Date:

File Name:

Assy. - 

This drawing / design and all other information contained 
thereon is proprietary and the property of FCI USA INC. and 
may not be copied, reproduced or disclosed to any party 
without the express written permission of FCI USA Inc. 

Revisions:Date:PCL: 1183 Lenape Dr.  Mt. Union,  PA  17066
FCI Automotive Inc.

AA2 09/09 Updated to current revision.

This drawing good for 2 weeks from effective date. Effective date: 2/11/2010
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FCI Part No. :  Customer Part No.: Revised By: Doc. Rev.:

Part ID :  Manufacturing Lot No. Press No.: Die No. Print Rev. Level SPC Frequency

Special Instructions
1.) Record all Process Changes on Inspection Sheet
2.) Record All Material Lot Changes on Inspection Sheet (Indicate Reel No.
     Change Occurred At)
3.) Reference Visual Inspection Drawing for Detailed Information for Visual Inspection N/A
4.) Reference Final Inspection Drawing for Detailed Information for Dim. Location

5.) Reference SPC Test Plan for Detailed Information for SPC Measurements  

X

Specification

Date / Reel

Accept

Reject

Accept

Reject

Accept

Reject

Accept

Reject

Accept

Reject

Accept

Reject

Accept

Reject

Accept

Reject
Form No.: QCF0044 Controlled Document Master Copy When in Red

D - 471 AA2

SA A

Caliper / Micrometer

Omis / Microscope

Force Gage / Gage AUD-471-A#

      = Critical Char. (SPC)

Gage AUD-471-C# / Gage AUD-471-
B 

SPC

2.70 / 3.30

H

3.50 / 4.10

E

0.1 0 / 0.2    

B C

2.85 / 4.50 N 2.20 N Min.

G

Caliper
Mics / 

Gage AUD-
471-C#

No Visual 
Defects / No 

Burrs greater 
than 

0.025mm

Rev.  Date:

9/18/2009

11

Correct 
Box / Reel 

Labels 

Material Lot No.

4.20 / 4.30

Significant 
Characteristic

Appearance

SPC

Ins. Grip 
Width

Box Width

47121/ 47129MATERIAL:

Cond. Grip 
Height

1st Insertion 
Force

1st Removal 
Force

Qty:

Vision 
System

J. Haskell

Sample 3Pc 2X ShiftTerminal Wire Snap on Female (2.80mm APEX)

Signif. Char.

Force Gage 
& Gage AUD

471-A#
-

INCH

Box Height
Window 
Location

MM

Serrations / 
Stamps

CaliperVisual Visual Visual

Feed Slot

7.) Complete Set-Up / Changeover Sheet, must submit to Supervision

Attribute & Variable Gages Needed

6.) Check 2 pcs. Min. (1 at 1st half of shift plus 1  at 2nd half of shift) and/or  every 25th reel

Cond & Ins 
Grip Coin 

Width     (4x)

J K

Visual

Significant Control Symbols

54001839 F8VB-14474-BA

Insp. Letter

Correct 
Labels

Cond. Grip 
Width

Instrument Caliper

L

Mantis / 
Microscope

Inspected 
By/Time:

N

Omis

M

Mics / 
Gage AUD-

471-C#

D

Force Gage 
& Gage AUD

471-A#
-

Omis / 
Gage AUD-

471-B 

F

2.80 / 3.0
      Inline 
within  ± 

0.20

7 / FCI, 
Date, Die,  

18

Working & 
In Use

Present
3.05 

(REF.)
Overall Part 
Acceptance

        = Control Characteristic

 Stamping Inspection Sheet    -                   Expires On:
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Page 1 of 2WQAF0007 REV.E

F.C. I. - Control Plan Control Plan ID :

FCI Part # :   Customer Part # :    Key Contact / Phone : Originator: Org. Date: Revised By: Rev. Date: PCL Doc. Rev.

C. Tavera J. Haskell 9/18/2009 AA2 11

Part ID :  Core Team :  Customer Eng Approval / Date(if req'd)

Supplier Plant : Supplier / Plant Approval; Date: Customer QA Approval / Date(if req'd)
Mt. Union, PA
Print #  DCL Other Approval / Date (if req'd) Other Approval / Date(if req'd)

AA2

    This Control Plan Expires on:

Part Process Name /
Machine, 
Device

Characteristics
Special

Methods

Process Operation Description Jig, Tools # Product Process Class Product / Process Evaluation Error- Control
# for MFG. Char. Specification Measurement Proofing Method

Tolerance Technique Size Freq.

110
First Piece Inspection 
by: Operator Inspector

Stamping 
Press

SZ

Die is in approved 
machine, running 
under approved 

process

At Start-Up

A to M 1 Piece At Start-Up No

SA Correct Labels Visual
All 

Labels
Every 
Order

No

150,170
In-Process / Final 

Inspection by: 
Operator Inspector

Stamping 
Press

A Cond. Grip Width Caliper 1 pc
Every Four 
(4) Hours

No

B Ins. Grip Width Caliper 1 Piece
Every Four 
(4) Hours

No

C Box Width 
Mics / Gage AUD-471-

C#
3 pcs

Every Four 
(4) Hours

No

D Box Height 
Mics / Gage AUD-471-

C#
3 pcs

Every Four 
(4) Hours

No

E Window Location
Omis / Gage AUD-471-

B 
1 Piece

Every Four 
(4) Hours

No

F 1st Insertion Force
Force Gage & Gage 

AUD-471-A#
1 Piece

Every 7 
Reels      
(2x)

No

Data per Designated Form 
HSF0002

G
1st Removal 

Force
K

Force Gage & Gage 
AUD-471-A#

1 Piece
Every 7 
Reels      
(2x)

No

Data per Designated Form 
HSF0002

H
Cond & Ins Grip 

Coin Width     (4x)
Omis 1 Piece

Every Four 
(4) Hours

No

J
Serrations / 

Stamps
Visual 1 Piece

Every Reel 
Sample

No

K Vision System Visual 1 Piece
Every Four 
(4) Hours

No

L Appearance Mantis / Microscope 1 Piece
Every Reel 

Sample
No

M Feed Slot Visual
Every 
Reel

Every Reel 
Sample

No

N Cond. Grip Height Caliper 1 Piece
Every 

Order At 
Start-Up

No

D - 471

Sample

3/1/2005

Reaction Plans and Corrective       
Actions

F8VB-14474-AA

Roger Schaeffer 814-542-5815

3.50 / 4.10

Code: 

54001839 F8VB-14474-BA

I-785Q

Inform Production Supv., Mold Tech, Die Tech. 
& Quality Auditor.  Adjust and Reset, Isolate 
Production, per WQCJ0003(Containment), 

WMEJ0191(Rework & Sort), 
WTSP12(Disposition of nonconforming 

product), WTSP13, WQAJ0045 (Corrective and 
Preventive Action).

Correct Box / Reel 
Labels 

2.70 / 3.30

[    ] Prototype      [ ] Pre-launch     [X  ] Production

Terminal Wire Snap on Female (2.80mm APEX) P Smithmyer (ME) J Kocinski(TE) J Moose (QE)

F8VB-14474-BA D-471~Gb.xls

Tool #:

Inform Production Supv., Mold Tech, Die Tech. 
& Quality Auditor.  Adjuste and Reset , Isolate 

Production,  per WQCJ0003(Containment), 
WMEJ0191(Rework & Sort), 

WTSP12(Disposition of nonconforming 
product), WTSP13, WQAJ0045 (Corrective and 

Preventive Action).

Attribute and Variables Data 
per Designated Form, 

WQAF0020(First piece 
inspection sheet), or 

WQAF0044 ( Stamping 
inspection sheet) See Part Process #150, 170

Approved Process / 
Setup List

Visual

Attribute and Variables Data 
per Designated Form, 

WQAF0008(In-process 
inspection sheet) , or 
WQAF044(Stamping 

inspection sheet) & WTSP 
11(Statistical Techniques)

2.20 N Min.

0.1 0 / 0.2       

4.20 / 4.30

2.80 / 3.0

      Inline within  ± 
0.20

2.85 / 4.50 N

7 / FCI, Date, Die,  
18

Working & In Use

FOR ALL PROCESSES NOT DETAILED ON THIS CONTROL PLAN SEE THE GENERIC STAMPING CONTROL PLAN WQCF0069

Present

No Visual Defects / 
No Burrs greater 
than 0.025mm

3.05 (REF.)



Page 2 of 2F.C. I. - Control Plan Control Plan ID :

FCI Part # :   Customer Part # :    Key Contact / Phone : Originator: Org. Date: Revised By: Rev. Date: PCL Doc. Rev.

C. Tavera J. Haskell 9/18/2009 AA2 11

Part ID :  Core Team :  Customer Eng Approval / Date(if req'd)

Supplier Plant : Supplier / Plant Approval; Date: Customer QA Approval / Date(if req'd)
Mt. Union, PA
Print #  DCL Other Approval / Date (if req'd) Other Approval / Date(if req'd)

AA2

    This Control Plan Expires on:

Part Process Name /
Machine, 
Device

Characteristics
Special

Methods

Process Operation Description Jig, Tools # Product Process Class Product / Process Evaluation Error- Control
# for MFG. Char. Specification Measurement Proofing Method

Tolerance Technique Size Freq.

D - 471

Sample

3/1/2005

Reaction Plans and Corrective       
Actions

F8VB-14474-AA

Roger Schaeffer 814-542-5815

Code: 

54001839 F8VB-14474-BA

I-785Q

[    ] Prototype      [ ] Pre-launch     [X  ] Production

Terminal Wire Snap on Female (2.80mm APEX) P Smithmyer (ME) J Kocinski(TE) J Moose (QE)

F8VB-14474-BA D-471~Gb.xls

Tool #:

PCL = Part Change Level/ DOC REV= Revision Number of Document
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[    ] Prototype      [    ] Pre-launch     [ X ] Production F.C. I. - Control Plan Control Plan ID : Tool #:

Generic Stamping Control Plan.xls
REFER TO SPECIFIC 

PART #
FCI Part # :   Customer Part # :    Key Contact / Phone : Originator: Org. Date: Revised By: Rev. Date: Document Rev.:

REFER TO SPECIFIC 
PART #

REFER TO SPECIFIC PART # Mt. Union QM (814) 542-5815 T. Currington J. Moose 4/15/2008 12

Part ID :  Core Team :  Customer Eng Approval / Date(if req'd)

Generic Stamping Control Plan
Supplier Plant : Code: Supplier / Plant Approval; Date: Customer QA Approval / Date(if req'd)

Mount Union, PA 
Print #  Drawing Change Level: Other Approval / Date (if req'd) Other Approval / Date(if req'd)

REFER TO SPECIFIC PART #
REFER TO 
SPECIFIC PART #

    This Control Plan Expires on:
Part Process Name/ Machine, Device Characteristics Special Methods

Process Operation Description
Jig, Tools

# Product Process Class Product/Process Evaluation Error- Control
# for MFG. Char. Specification Measurement Proofing Method

Tolerance Technique Size Freq.

10 Receive Raw Material Truck
No

ASN; Bill of Lading; P.O. 
WTSP09

20 Inspect Raw material Visual Each Lot 100% No
Shipper / Invoice, 

WTSP09

30 Move Material Hi-Lo Move Ticket Each Lot 100% No Move Ticket

40
RECEIVING 

INSPECTION
Chemical Comp.

Comparison of Vendor 
Certification to Material 

Certification
All Certs

Each 
Shipment

No

Physical Properties
Comparison of Vendor 
Certification to Material 

Certification
All Certs

Each 
Shipment

No

50 LOT # ASSIGNMENT
Assignment of Lot 

Number

Verify Sequential Lot 
Numbers via Received 

Material log
All Skids

Each 
Shipment / 
Every Skid

No

60 Material Handling Hi-Lo Move Ticket No
Location Ticket, ID Tag

70 Storage Warehouse Rack No Bar Code Label

80 MATERIAL HANDLING Lift Truck
Placement of Material at 

Press
Verification of Correct 

Material
All Skids Every Skid No

Location Ticket, ID Tag

90 PRESS / DIE SETUP  Stamping Press Proper Die Setup
Visual Inspection / Die 

Setup Sheet
Every Setup No

Die Setup Sheet, Process 
sheet, Work Order 

WMEJ0332

100 Produce First Piece  Stamping Press Operator Instruction
Visual Inspection / Die 

Setup Sheet
Every Startup No

Process Sheet, 
WMEJ0331

110
FIRST PIECE 
INSPECTION

See the Control Plan for information about the Specific Part

QC Tag

Material Certification / 
Material I.D. Tag

Quarentine, Repack

Die Set According to Die 
Setup Sheet

Readjust Setup / Tooling

Work Order, Setup Sheet, 
Process Sheets

Readjust Setup / Tooling, Resample

Label Printer / Mat'l Lot Log Contain Material / Reassign Lot Number

ID Code Quarentine, Repack

This Control Plan refers to the general process for all stamped parts.  For details about the inspection process for a particular part number, refer to 
the Control Plan for that specific part number.

GENERIC Stamping Control Plan

Refuse Shipment

Reaction Plans and Corrective     
Actions

5/9/2002

Sample

S. Pritz, A. Ritter, B. Howlett, V. Bhat, S. Griffin, M. Finkle, Mt. Union QE&QM

Shipper / Invoice Quarentine, Notify Supervisor, purchasing

ID Code Quarentine, Repack

FCI Master Material 
Specification Sheet Shipping / Receiving 

Inspection instructions, 
WQCJ0006

Inform Production Supervisor, Mold Tech, Die Tech and 
QC.  Adjust and Reset, Isolate Production, WQCJ0003, 

WMEJ0191, WTSP 12, WTSP13, WQAJ0045FCI Master Material 
Specification Sheet

Form #: WQCF0069 Rel. Date: 01/22/04     Rev. Lev.: Release     Updated: Prepared By: Eriq Frommert
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Generic Stamping Control Plan
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Print #  Drawing Change Level: Other Approval / Date (if req'd) Other Approval / Date(if req'd)

REFER TO SPECIFIC PART #
REFER TO 
SPECIFIC PART #

    This Control Plan Expires on:
Part Process Name/ Machine, Device Characteristics Special Methods

Process Operation Description
Jig, Tools

# Product Process Class Product/Process Evaluation Error- Control
# for MFG. Char. Specification Measurement Proofing Method

Tolerance Technique Size Freq.

This Control Plan refers to the general process for all stamped parts.  For details about the inspection process for a particular part number, refer to 
the Control Plan for that specific part number.

GENERIC Stamping Control Plan

Reaction Plans and Corrective     
Actions

5/9/2002

Sample

S. Pritz, A. Ritter, B. Howlett, V. Bhat, S. Griffin, M. Finkle, Mt. Union QE&QM

120 Produce Parts
Press / Die / In-Line 

Insp Equipment
Detection with laser & 

strain Unit
All Parts Every Part Yes

Die Setup Instruction 
manual / Job Instr. 

WMEJ0332, WMEJ0333

125 Grease Parts Reese Pump Grease fill Optional
Sensor and /or Visual 

Inspection 
All Parts Every Part No

Operator Instruction, 
Specific Part Control Plan

127
Inspection of Force, Box 

and Grip Width
S&S System

Terminal Force, Box and 
Grip Width

Optional Sensor All Parts Every Part Yes

Automated Inspection By 
Machine, Operator 

Instruction, Specific Part 
Control Plan

130 Packaging
CoilTech / Wicomat 

Take-up
Visual Inspection All Reels Every Reel No Process Sheet

130a Packaging Visual Inspection All coratons Every Box No Process Sheet

140 Collect Samples Operator Operator Instruction Visual 5 pcs Start up No Inspection Requirements

150
IN-PROCESS 
INSPECTION

Microscope
Visual Inspection with 

Microscope
15 pcs

Every 
Reel/Box

No
WQAF0008. WMEJ0331, 

WTSP20

160 Label
Boxes/ Reels/ 

Labels
Packaging Visual Inspection All Reels

Every 
Reel/Box

No
Process Sheet / Work 

Order

170 Final Inspection

180 Packaging Visual Inspection All Reels Every Reel No Process SheetCarton Pack Reels

Quarentine, Repack

See the Control Plan for information about the Specific Part

Inspection Requirements Readjust Setup / Tooling, Resample

Visually Acceptable Parts,                       

Free of Visual Defects & 
Burrs, Special Features 

Present, Gage Fit (If 
Applicable)

Inform Production Supervisor, Mold Tech, Die Tech and 
QC.  Adjust and Reset, Isolate Production, WQCJ0003, 

WMEJ0191, WTSP 12, WTSP13, WQAJ0045
Correct Label  / Label 

Placement /  Cross-taping / 
Damage Free 

Detection of spring & spring deflection (APEX 
PRODUCT LINE ONLY)

Visual presence of 
Terminal Spring

Proper Windup & interleaf 
per Die Setup Sheet 

Quarentine, Repack

See Print for PN and 
Specification

Inform Production Supervisor, Mold Tech, Die Tech and 
QC.  Adjust and Reset, Isolate Production, WQCJ0003, 

WMEJ0191, WTSP 12, WTSP13, WQAJ0045

Per Print Specification

Proper singulation per die 
setup Sheet

Quarentine, Repack

Form #: WQCF0069 Rel. Date: 01/22/04     Rev. Lev.: Release     Updated: Prepared By: Eriq Frommert
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    This Control Plan Expires on:
Part Process Name/ Machine, Device Characteristics Special Methods

Process Operation Description
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# Product Process Class Product/Process Evaluation Error- Control
# for MFG. Char. Specification Measurement Proofing Method

Tolerance Technique Size Freq.

This Control Plan refers to the general process for all stamped parts.  For details about the inspection process for a particular part number, refer to 
the Control Plan for that specific part number.

GENERIC Stamping Control Plan

Reaction Plans and Corrective     
Actions

5/9/2002

Sample

S. Pritz, A. Ritter, B. Howlett, V. Bhat, S. Griffin, M. Finkle, Mt. Union QE&QM

190 Move Material Hi-Lo 100% All Product No
Location Ticket, ID Tag

200 Move Material Computer 100% All Product No
Move Ticket

210 Move Material Hi-Lo 100% All Product No
Location Ticket, ID Tag

220 Store Finished Product Warehouse Racks No Bar Code Label

230 Ship to customer Truck ASN; Bill of Lading; P.O.

Annual Layout
Measuring 
Equipment

Blueprint Inform Engineering, Issue DDD'sAs Per Spectific Customer Requiremnts

QC Tag

All Boxes shipped must be identified with two (2) customer specific bar code labels on adjacent corners Recall Shipment

MFG Pro

ID Code Quarentine, Repack

Quarentine, Repack

ID Code

Form #: WQCF0069 Rel. Date: 01/22/04     Rev. Lev.: Release     Updated: Prepared By: Eriq Frommert
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