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BB, Special Sample B4
Process Device P P
Number | P“;FESSDNE"T&{ Process Step | Jig, Tools for g:‘a" Control Reaction Plan
sFim peration Description = No. lass | Product / Process Specification / Tolerance 5 ) Resp. Control Method e
oy & e o HIFEL TR Mfg. Product =53 Process 378 . Technique / Tool Size Fre . RRATR
OF 2 2 I\ L quency = N
=y TREEFRARIEER e, wm = Eﬁz FERISTREINE AR TR ey = REN  [ERI5E
kH, T%
Receiving raw Transffer the
) ity and : . .
material malerla! to quatity an Recelye the correct and adequate Each Batch Material Follow GMQ-3110 <The material handling Wi> Inform the person in charge of
1.0 B production for 1 matenéll part number No materialsFollowthe order S &R i hander HIEGMQ-3110 (STEMELASSH) warehouse
preparation. & HSEE HRIELT SR ARENERRFI R BB AR WA = BRICERR.
&R
Material: Unfilled PBT
Molex EDP#: 89992-1005(Black ¥ )
Incoming inspection Material EDP#. 89992-1752 Matg_nal_ Batch Incom'.ng 1QC ~20  |AS per incoming checklist QAQ-CA012 Notify SQE. Follow Molex non-conforming
2.0 SEHRIS 1 = No Color: Gray, 4 certification P Quantity IQCH&LE REBHEHAIHE QAQ-CAOL2 product procedure
e > EDP# 89992-1836 FRIES it ] TR EASQE KEBEAL R AIE IR HITTE
Color: dark grey &t
Control and monitor according to WHQ-035
warehouse Temperature warehous <warehouse temperature and humidit
30 Material Stock 1 temperture and No Follow WHQ-035 requrements and humidity 1time 4h e leader management Optfration instruction Y Inform the person in charge of warehouse
! TERINERGE moisture K HEWHQ-035 23k meter 1K YN CHERT (4 U ot BRI EERERA
ture meter PIRWHQ-035< (b e L BB B A Ml 4 5 >
IR IR A o
A
SAP material warehous Check and confirm material validity according
. - Follow QMS25Product Storage Shelf Life monitor system to QMS 25 Product Inventory Period . .
P store time limit No Evaluation alarm Each Batch e Person Assessment Procedure inform QA engineer
U, . e R 4 Y IOt . R e
JREHE BT K I QMS257= e (I e sapptiyims | B CIERIE i qusas<r ghi fe it st g, |0 QATHIT
Geip ” YR )
3 store position No Follow WHQ-102 material store work instruction. Scanner Each Shipment lr\mll:r:;:j% E(;Itlﬁﬁt\igi%ti?jgzmr:\t/\?nmaalxtsetr(i);? work Inform the person in charge of warehouse
AEIA - SR i E5374 2 1% X ) . |1 fhEs
HEfE T HEHEWHQ-L02 FUhHRHEH A i 2 MR |RS b | RIEWHO- 102 PR A R £y | EFTBTERREE
T " terial & quatity and Receive th + and ad ¢ Material Follow GMQ-3110 <The material handling WI>
ransffer material to eceive the correct and adequate aterial  |5p code system control. .
4.0 production line 1 material part number No materialsFollowthe order Scanner fﬁa? %?tﬁh hander H%}EGMQ-};MO CTEHRIESS) [g;ﬁ%jt;;pison in charge of warehouse
st HSHE TRAET S MENE R RN R IS HOA R - R | = R
e 25 = PR
hanai ci . d bi ding to GMQ Per inspection procedure QMS27, Inform
] ) ) . - . . . changing lean mixer and bins according to - shift mold tech.PE or leader, check the
5.0 Material preparing Drying material |Dryer 1 Material Appearance No zgt:iglzam no impurities, particles mixed with raw Vacuum cleaner |1 time raw Operator |3112<Manual mixing operation guidance>. process and disposition
B N it 5 =S m s " 1% 21 B e i i A g ] - - Soh e ] 4 =E . — . N =
RS Bkt T RSN FENTS, FIEIEE AR e % %a};:?:u# el 5y E?ﬁ*ﬁi& \{\;:[fll\;l“? SLL2<THHFHMER | amiorsiveramoms27, B4 LSS, PE
- e AL RTINS
i Per inspection procedure QMS27, Inform
Drying time Correcttdrylng as per the standard process Internal program Cach o . o . o shift mold tech.PE or leader, check the
parameter acl perator |Program linkage control ; it
2 o ot N TP trol N 100% i N process and disposition.
BriaiE ° |mmeTEesE e sy |ER ° BER | TERPBEb SN N
PA R ] RIRIIIEIFIERFQMS27, BRI EIRR,PE
AR SRR RS
C dnyi n dard Per inspection procedure QMS27, Inform
Drying ;’g?nc;le;ymg as per the standard process Temperatre | Onerator | FOIOW GMQ-128 ( set up process instruction shift mold tech.PE or leader, check the
3 temperature 4t [No pﬁ,f_\glﬁﬁﬁi sensor e 100% },p{,ﬁ b process and disposition.
ay = . o S AE 1 . N o = . =
BLRRE RS TR & RER | ki GMQ-128 (Molding Set UpfEikiE 245y  [HEIBIRISEIEIRIFQMS27, BHILIER,PE
B RIS
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Machine Characteristics 451% Methods 75i%
P— o : Special Sample #4
Number o Prc;;eslstarqeﬁ Process Step Jig, Tools for glhar. duct/ ification / Tol Control | hod Reaction Plan
e peration Description e Mfg. No. = o lass |Product / Process Specification / Tolerance ) . Resp. |Control Metho .
1%;1 REHIR A il - g§§ ey Product = Process iJ52 BB e A ;;E};%IT;I %{z; Fre%lency =A | SRRz
b 1 2 4
RE. T# HEERES
Refer to Per inspection procedure QMS27, Inform
humidity level Fllow Physics of material 14 GMQ-1062 Test Follow GMQ-1062 { humidity test standards |shift mold tech.PE or leader, check the
ow Physics of materials s ime . ester ; P
f | EeE O |EmpimteE H w |t L |) ool 5
GMQ-1062 KIEGMQ-1062 (BTSSRI ATA) RIBIOIEIFIZFQMS27, (B LKA, PE
E L R BRI EE
Tool and
. N i . Mold A ding to GMQ-128 <MoldSet U
Molding set up ¥ equipment set Tooling mold Mold Mold horizontal gradienter 1 time Set up mold ccording to GMQ <Moldset Up Adjust again
6.0 e up and adjust. & ey 1 installation No HBEERIKTE KEAY Y i setter Operation Instructions> i
= EAIREREN HERE = k BB |fKFAGMQ-128 (Molding Set UpfRIESH)  [=7"
2 No The sprue and mold matching Visual 1time Set up 2::‘:[ g;cec::::gﬁ Itr?s(tanhfc(t?loizsi <MoldSet Up Adjust again
R B 5 < 0 —R Vi,
BRAIMERROER Y bR B R =] HER  |IKEBGMQ-128 (Molding Set UpfEllIESH) ES i
:‘AOId ‘ 1 mold
emperature . ’ "
. Water supply The water valve is opened and the water supply of |Visual : " o, |setter/ According to GMQ-128 <MoldSet Up . .
ﬁzr:;c:::et:i/r?ehl confirmation  [No the mold is normal inspection :r:;;conu Si;ﬂgéggﬂ) operator  (Operation Instructions> %ﬂ;;%ggam
EROK HKHIA KR, BEKESHOKIERS Bt 7 o R | LSRR |(RBRGMQ-128 (Molding Set UpfRIMES ) | T
#l ER
. According to GMQ-128 <MoldSet Up
Temperature . Visual . mold N < . .
2 settir?g No Follovz\star]d:x;:ljnoldlng parameter inspection 1 l\I;Te 100% setter Oﬂzraﬂon Inslruct|on§> ) . Ade,u§l again
ST IR RIS 5 SV —R ey KHEGMQ-128 (Molding Set UpfEkis 2:4)  |E#ima
> Molding 2#m#8% GMQ-095
Install the debugging operation instruction MEI-
M279/ M280/ M281/ M282/ M82 in accordance
. Clamper position pole match the location hole on X . with the <MoldSet L_Jp Op(_eranon I_nstructlons>
manipulator/ Clamping mold Registration well mold GMQ-128 and the fixture installation and
product o e LA 7] e pin 1 time Set up debugging operation instruction. Maintain the  [Adjust again or release the work order to
?ﬂl;,mn;?;; - 1 position SEEYF= No é'&l, LENAERERE JEM}LXT/% o ) SRR |—x = jf}ff?": maintenance fixture according to GMQ-1590.  |notify the PE technician
= RfrE amping POsIon seting and electing stoke |k R | fecMolding Set Upf ki §45>GMQ-128 Fi | S giztakFwork order IBAIPERRR
setting match. & HU{ 5 FIT0 H PR 25 4 e VLG e B R R4S S B MEN-
M279/M280/M281/M282/M283;
TRHEGMQ-15904E 4 {777 J H .
Clamping time setting and ejecting time setting A : MO-128 <Mol
2 Clamping time No match Visual 1time Set up rsT:;gr O(;Ce(:;?ilgg ItsstGruc%onsi <MoldSet Up Adjust again or release the work order to
SeEN= FRATIE SeENAT NN AT NS e PvED B —R iz HER  |{kBBGMQ-128 (Molding Set UpfEUlESH) notify the PE technician
ek 9 SetUpIFLE Bt Fwork order BRIPERAR
jecting ti A ding to GMQ-128 <MoldSet U
Eje(_:tlng time Follow standard molding parameter Visual 1time Set up mold ceording to Q olasetUp Adjust again
3 setting No RERERRSSE =E R s setter Operation Instructions> EEiR
TRHREIRE RS HER  |fKEBGMQ-128 (Molding Set UpfRIHESH)Y |~
Height of Set the product transmission mode according
T'g to Release height to meet the risk of products without|, . 1 mold to the standard parameter table and GMQ-128 Adi ) | h « ord
4 releasing No splash and no extrusion isua time Set up setter < Molding Set Up job instruction > just again or release the work order to
product pash an o : o ~ B —R tig o g " notify the PE technician
N R BHEERE =R SR Er-RRRES R |KEBIRESHERIIGMQ-128 (Molding Set Up EHRSFFwork order BXIPER AR
AR 1R S P) REF R ’ >
Set the product transmission mode according
i to the standard ter tabl d GMQ-128
af;fgﬁn)’;ng . Conveying No Follow standard molding parameter Visual 1time Set up rsnecﬂir <O Mj;}nznsz U?)aj?ﬂss?:u:[i; a;n Q Adjust again or release the work order to
i style TS RIBtER B S HER B —R iz = g " notify the PE technician
lreshl HER  |KEBIRESHERIIGMQ-128 (Molding Set Up B FFwork order BHIPER AR
TR S 9) REF R ’ =
Auxiliary . .
- y Reasonable location of equipments to meet safet, .
Auxiliary equipment and rejects failure produtﬂ. P Y Visual 1 time Setup mold Accord_mg to GMQ_-128 <MoldSet Up Adjust again
equipmen |1 Layout NO LU B g OB S SR B A R B | B S oo el . BT,
i ke i e N - 5 BGMQ-128 (Molding Set Up{EIHES: S
ik é{l%{iu&ﬂ% 41, BERANARSHRES R KERGMQ ( ing pfEIAESH)
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Machine Characteristics 451% Methods 75i%
o Special Sample #4
ELO;EZ? TN Process Step Jig D‘I?O‘I;: for e Control Reaction Plan
P Operation Description ! No. o Class |Product/ Process Specification / Tolerance N Resp. Control Method .
puE:] & 3 R R Mfg. Product = Process iJ52 X Technique / Tool Size Frequenc: N SRRz
uf . A q Y = N
=y TEEFRAR EEA e, m "S Eﬁg PRSI~ E AR TR pery iy FA [EEEE
kE, &
Machine / Machine / operator according MEI-M216 work instruction .
auxiliary auxiliary m%ld according GMQ-344 and GMQ-175 do 5S
equipment equipment and No no dirt. no foreign material Visual 1time Set up setter clean Clean again
and mold mold 5S TG T = —R s AER RAIEMEI-M216 G2 EHISSIE AR 5 HPTE
BB IRSTETINS = ) ,GMQ-344# B 774 G Pk A7 L ABS, %
i s EBR | nGuoarst iy i idss
Mechanical Mechanical Management and Use Instructions in
ecl antlca handi ecl al‘ltlca Follow standard mechanical parameter Visual 1ii Set mold accordance with GMQ-095 <Moldforming Adjust again or inform PE to recheck the
parameter nanding paaneterly,  |amimEASE B e [Seup|ooer  [parameter table> molcing parameter
S e T b BBGMQ-095 (Molding k124 4 i 1 il SR EAIPEE MBS
ihSse HiSsieE R g;hsﬁ |?>> (Molding M S # AL  |EMESENPEEFICENMSE
Rz b]
Validation of
defective .
E-dart detects defective products and the robot . .
2 fer;)echllicl:)tnauto No can automatically reject defective products Visual 1 time Set up Operator g(;cec::::gﬁ Itr? Sﬁmﬁoﬁi <MoldSet Up Adjust again
RIS B S B fie AR B il —W% g S 5 Bzt
function e;Dartrm)‘U{J.'.A RS HURTRES AR R (R w = (A {REBGMQ-128 (Molding Set Up{EIlES4) ESnine
AR R "
AeSE
Molding mold Management and Use Instructions in
i i i rocess d ith GMQ-095 <Moldformi
M;rlelljlzgler ::J;Isien“on Sarameler Follow standard molding parameter Visual 1 time Set up feach |setter/Ope g;fg;];gﬁavs:p eDgRT monit?)rinogmt“enngplate Adjust again or inform PE to recheck the
gemn RS machinge setting No RRIRERESHER B R shift rator control ' ! molding parameter
S O S o, g | HERR s | EBEBAIPEEIOE AL
RE RN TEEEREIS e HKEBGMQ-095 (Molding il ! 2 i F A5 FL A
P = JHES4) | eDARTHH, Btk
According to Molding Set Up job instruction
. . GMQ-128, according to GMQ-3551 < frame
) eDART Monitor Visual /eDART ) mold boot template matching operation instruction > ) )
eDART setting. equibment |1 template No Correct stardartd template ﬁ'éfm 1 time Set up setter matching template Notify PE to re validate Edart
eDARTIZE |07 P selection IERAIRERIR BiUeDART IR (—x | b Tia  |#mMolding Set UpfrligeoMo-128, 4 |ERIPEESTIIEEdart
[l tar=y el & i '
IR % JBGMQ-3551 <41 F HLELBIL LR (i
15> PCRCAEAR
Check Edart sensor line according to GMQ-
Visual /eDART 344 < Tooling mould maintenance operation
instruction > and GMQ-175 < Tooling mold
Edart Sensor Correct sensor quantity and function IERgRERE [alarm 1 time Setu mold i Q- 201 Adjust again
2 confirmation &|No o b n o P setter maintenance operation instruction > just ag.
A BRI BileDARTHR | =k | bR iR [{RIEGMQ-344<TooingiBRRFElIESH> |EAER
= FIGMQ-175<ToolingtZE4HE(FIESH >
HEEdart{ERiess
Mold 100l and Set CCD according to the standard parameter
old tool an . ) ) ’ .
Th tivity should higher than 65, th t table and GMQ-128 < Molding Set Up job
CCD setup. %3 [CCD 1 product surface No ar:assehnoslljlzlc);:ef?he V\I/ﬂoﬁer ca?/rilies © active Light sensor 1time Set up 21;12[ instruction > Q 9 P Adjust again
REISIEECCD |ERLSRS monitor #Ef = = AR FERAERIES —R flu} g R S . : ESnine
FrRSEE RYEEST65, FMENFELRE. HER KEBIRAES EERFIGMQ-128 {Molding Set Up
AR fRIESH) RECCD
Injecetion The materials and materials shall be cleared
Opening and N . . . mold according to the Operation Instructions for . .
- N . Vi | i
adjusting FFH1i8 ng?nge . Purging &% |No Eﬁ%g%ggmn;ﬁ";% the barrel és ;‘_? it;;e j;gp setter Power-on of the Injection Dept.> GMQ-094. %g;%;ga'"
X 8H, ! & e HER |RE<SEESTFARRFIESH>GMQ-094k [ =
ATHPEL L
performing V/ P conversion point adjustment
VP switching and pressure maintaining parameter
and holdin i djust t ding to th ti i i i
9 FoIIon‘star]dﬁlrd‘moldlng parameter Visual/eDART |1 time Setup mold adjustment according to the operation AdJU§t again or inform PE to recheck the
5 parameter No KIER RIS HE Hi/eDART | —R e setter instruction of the on-off section of the injection [molding parameter
VPITHEFRE € X LR |molding part> GMQ-094; ENASENPEEFIOERESE
SHEE M GELEERFFHLARFRIFUAE S > GMQ-09441
AFVIPHA R AR E S B B
Self inspection 1pcs/cavit Setup /Re- mold Per QC check list
70 Set“up inspection by sette:] 1 appearance No Check all visual items as defined in checklist Visual yp setfp setter SIP-FQC-034791-M-004/002 Setterl A= E FHEZISMIIOK
’ e N SN REREERIEITERE XN ERILKRTE B8 e | ERR/ENLE = | REQCKIMIE s
Setter £ IRIER |1 HBR |50 Foc034791-M-0041002
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Machine Characteristics #% Methods 75i%
o Special Sample #4
ELO;EZ? TN Process Step Jig D‘I?O‘I;: for e Control Reaction Plan
P Operation Description ! No. o Class |Product/ Process Specification / Tolerance N Resp. Control Method .
puE:] k 5 il Mfg. Product = Process iJ52 X Technique / Tool Size Frequenc: N SRRz
uF =10 N q y = N
=y TEEFRAR EEA ’Qﬁ §§ "S Eﬁg PRSI~ E BERARTE =5 i FA [EEEE
Set up . Lo . Per inspection procedure QMS27, Inform
inspection by According to drawing: . Per QC check list shift mold tech.PE or leader, check the
ac L |RIe No  |E-34791-041 RevM2 ™ 1/ Cavity |Setup IPQC | SIP-FQC-034791-M-004/002 process and disposition.
3 . ) = o i S0 5 ST o = i 5
QC Liiet Dimensiondd SEE; Iz lpesiR | b Kot Eff?gé‘ggf{gﬁ 1004/002 BRIRIRIIE(FRFQMS27, EBHLLER,PE
E-34791-041 Rev M2 AL ERIREHARE
Per inspection procedure QMS27, Inform
According to drawing: Per QC check list shiﬂl mf?ld tclech.g’E or I:adg', check the
2 Rtar No E-34791-041 Rev M2 TM/DC 1/ Cavity [Setup IPQC | SIP-FQC-034791-M-004/002 process and disposition
: " . N . ] S ;
Dimension47 SEER TI8+KR lpcs/X | EE gﬁlgﬁgg;ﬁggiﬁ;'zgal 1004/002 B IIEFRFQMS27, BH]EIER,PE
E-34761-041 Rev M2 AL IS EHIERE
Per inspection procedure QMS27, Inform
According to drawing: Per QC check list shift I'T'IC'))|d tech";E or IeadSr, check the
I No  |E-34791-041 RevM2 TM/DC 1/ Cavity |Setup IPQC | SIP-FQC-034791-M-004/002 process and disposition
i i 3 = o & 1 AT — . N
Dimension48 ﬁ%ﬁw - IS+R lpcs/7v | EAR Frd i Eéﬁgggﬁg;iﬁlﬁl 004002 RIS EIERRRFQMS27, A ISR PE
3 - ev A SRR RS
Per i i d MS27, Inf
According to drawing: Per QC check list Ssi;kl:fgscte“;?] ;;rgcoer ;;g check ?h(;rm
. R~50 No |E-34791-041 Rev M2 ™ 1/ Cavity [Setup IPQC | SIP-FQC-034791-M-004/002 process and disposition.
i i ST 7% G 7 G55 - = S ™
Dimension50 SEEY Ie lpcs/7y | EE R g%;}&ggfggiﬁ%al 10041002 IR IIEERROMS27, iBH]EIER,PE
E-34791-041 Rev M2 R A B SFEH Er e
Per inspection procedure QMS27, Inform
According to drawing: Per QC check list shift mc?ld tech.‘l))E or Ieadgr, check the
S Fp |E-34791-041 Rev M2 ™ 1/ Cavity |Setup IPQC | SIP-FQC-034791-M-004/002 process and disposition
N . i e e = e _ :
Dimension63 BEEE; I Lpesi7 | HR e aon--004/002 HARIIE(EIRRFQMS27, BRI LR PE
E-34791-041 Rev M2 S A E IR ERE
Per i i d MS27, Inf
According to drawing: Per QC check list Ssi;kl:fgscte“;?] ;;rgcoer ;;g check ?h(;rm
. R~t64 rp |E-34791-041 Rev M2 ™ 1/ Cavity [Setup IPQC | SIP-FQC-034791-M-004/002 process and disposition.
i i Sy 7% R " = N "
Dimension64 SEEY Ie lpcs/N | LiE K 5 gﬁl?fggéﬁggiﬁ%al 0041002 IR IIEEIRROMS27, iBH] LSS, PE
E-34791-041 Rev M2 YL B SR e
Per inspection procedure QMS27, Inform
According to drawing: Per QC check list shift mcﬂd tech.‘I)DE or Ieadgr, check the
; 160 Fp |E-34791-041 Rev M2 ™ 1/ Cavity [Setup IPQC | SIP-FQC-034791-M-004/002 process and disposition
i i 24 7R = 7 ST = NI =
Dimension60 SHEER I lpes/ | LA 2 Epﬂsggﬁgﬂ?& 0041002 EROIIE(FIRFFQMS27, K HER PE
E-34791-041 Rev M2 AL IS TSR
Per inspection procedure QMS27, Inform
According to drawing: Per QC check list shift mgld tech.?—’E or IeadSr, check the
s 59 P E-34791-041 Rev M2 ™ 1/ Cavity [Setup IPQC | SIP-FQC-034791-M-002 process and disposition.
Dimension59 SEEK: Ie lpes/7u [ B4R g IRIEQCH I MIE IRERIRIEIEIE R OMS27, TBH] ISR PE
E-34791-041 Rev M2 SIP-FQC-034791-M-002 ST OB ' '
B R EEHETE
Per inspection procedure QMS27, Inform
According to drawing: Per QC check list shift mcﬂd tech.‘I)DE or Ieadgr, check the
o b6l Fp [E-34791-041 Rev M2 ™ 1/ Cavity [Setup IPQC | SIP-FQC-034791-M-002 process and disposition
i i =4 5 N G 5 I = s "
Dimension61 ?35041 - I8 lpcs/iyx | H#&E 5% b %ﬁf.?:gg%%ﬁ;;ymooz BRIEIERRQMS27, BH] SR PE
3 . ev AR SRR RS
V1 zone split-mode line 0.05 MAX, V1; V2 zone Per QC check list Per inspection procedure QMS27, Inform
- : it- i i shift mold tech.PE or leader, check the
1o |Mismatch o fiy-edge 9-10 MAX; ofher splitmode ine maximum |y, 1/ Cavity |Setup PQC | SIP-FQC-034791-M-004/002 process and disposition
kg ; | 7 £ S R L 5w NIe) = = . =
G VLECH S BIZL0.05MAX, VLV2IK 64 Bl lpes/? | R 004002 HIRIRIIE(FIZFOMS27, BALLIRR PE
0.10MAX; Al 3 Ki4 5 K A 10.2mm AL ETREFARE
Maximum permissible flash:0.25 mm high and 0.13
mm thick, but: no flash connection is allowed in the Peri i dure QMS27, Inf
function area shown in Figure 5 and the flange is Per QC check list er inspection procecure  Inform
P shift mold tech.PE or leader, check the
T No 0.08 mm max and the flange is 0.04 mm. Visual 1/ Cavity |Setup IPQC | SIP-FQC-034791-M-004/002 process and disposition.
s BT G #50.25mm, [0.13mm, {8: B | gig Lpesi7t | i K | RUEQCH KM IR IEFIRROMS27, K] RS PE
FRRIIRER R 62 fingerSb /R Ao iaitesis SIP-FQC-034791-M-004/002 AT AT RIS ’
Bifinger 6320.08mm , 7, €i1881720.04mm. E6FT PSR
A ROREE 60 15mm
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i Characteristics 451 Methods 753%
REECAE, Special Sample #{4F
Process Device P P
Number o Pro‘ceslstanTe. Process Step Jig, Tools for glhar. Control Reaction Plan
s peration Description ' No. N lass | Product / Process Specification / Tolerance ) ) Resp. Control Method X
puE:] & 3 R R Mfg. Product = Process iJ52 X Technique / Tool Size Frequenc: N SRRz
= | SRS RS RS PR AR o ey EA | BESE
w/S HE8. %;E oy AR “ EHRAR TR =8 i = ¢
kE, &
. . . . . Per inspection procedure QMS27, Inform
Maximum permit 0.25mm for top pin printing and VisuallOGP Per QC check list shift mold tech.PE or leader, check the
Other appearance 0.25mm for incoming burrs N o 1/ Cavity |Setup IPQC SIP-FQC-034791-M-004/002 i i '
12-1 .y N - N e - . B, 2708 S bl e process and disposition.
HE/ME ° TRETENERAALIF0.25mm, HEROERIRKAY i Z/R 58 lpcs/7v | EAR B | HRIEQCHIMITE EBRIE/ERRQMS27, B HER PE
0.25mm e SIP-FQC-034791-M-004/002 e ' >
R BRI EE
Color / material / structure / polarity correct X Per inspection procedure QMS27, Inform
(checked using polar Gauge Q1315) with suall ) Per QC check list shift mold tech.PE or leader, check the
122 gtlle;@%pearance No reference to drawing E-34791-021 V'S‘:a: ﬁj 1/ C/a}qlty j:egp 1PQC S|P"FQ2'23"‘_|731'M'004/002 process and disposition.
=e B/ S AR (PRI Gauge Q1315 [FOVAISL - \1pesiX.ER B SaATb1-M-004/002 HARRIDE(FRRRFOMS27, BRI ISR PE
BTIRE) | SREYRE-34791-021 SRR A ERIRTTARE
Per QC check list Per inspection procedure QMS27, Inform
Cl kil t tent, refer to drawing E- er check s shift mold tech.PE or leader, check the
1o.3 |Other appearance w s by correct content, refero drawing - yig g 1/ Cavity |Set up PQC | SIP-FQC-034791-M-004/002 process and disposition
: =0 | /N =3 G 5 LS bTA = NI =
REM RIS PO RS, SIREAEE 34791021 B Lpesi7X | LR | RQCHI AL | oonoo SRISIE(FERQUIS7, JEHLLIR PE
A SRR RS
No multi-material shortage, charred, undefined
appearance reference & It; product appearance Per inspection procedure OMS27. Inform
standard operating instructions & gt QAQ-CA028 Per QC check list shift m(?ld tech, FIZ’E or Ieadgr check the
1.4 |Other appearance No |29 <MINISO Appearance Inspection Specificationvisual 1/ Cavity |Set up IPQC | SIP-FQC-034791-M-004/002 process and disposition.
Hesn &gt QQA-ALL0 . BM lpes/jR | E#& R | IRIEQCH I YL RERIOIEEIRRQMS27, 1B LR PE
ARFBEEH R, RE, REVIMSR<=R SIP-FQC-034791-M-004/002 Yool ' '
INARAERIEIES$>QAQ-CA028 #11 (MINIS0SH AL BRI EE
MAEIEAE>QQA-AL10
Shrinkage: the area shown in figure 2 allows
shrinkage, the degree of acceptance is shown in
the sign sample, and the position shown in figure 3 . Per inspection procedure QMS27, Inform
does not accept indentation shrinkage ) ) Per QC check list shift mold tech.PE or leader, check the
10.5 |Other aﬁpearance No deformation. Concave deformation in the same ~ |Visual 1/ Cavity |Set up IPOC SIP-FQCA-034731-M-OO4/002 process and disposition.
Hesn position as shown in Figure 4 is acceptable B pcs//X | A8 e | RIEQCK I BRIE/ERRQMS27, B HER PE
K ERFTRKISAIT KR, BMRENE SIP-FQC-034791-M-004/002 T S ETE R
¥, ERFRIBNEZMIMGIKER. B4R
B HAMPER AT S
e . Per inspection procedure QMS27, Inform
_ ) Fasten the product's wings u_nder pressure, no ) ) Per QC check list shift mold tech.PE or leader, check the
13 press-in testMating test No rupture and damage at the hinge, and fit with the  |Visual 1/ Cavity |Set up IPQC SIP-FQC-034791-M-004/002 process and disposition.
FENE G A product 34792308X H47= fh#l I FfE, B B 1pes/yx | Li# g IRIEQCH I MIE RIS EERRRFOMS27, BN IS, PE
RIEYELHN 34792308X 7 il i Fit SIP-FQC-034791-M-004/002 iy ! ’
W B, 15 7= G RL Q AT AR BT
mold
Inieceti The self inspection Set setter}/(){)p: In accordance with the <MoldSet Up operation |Per inspection procedure QMS27, Inform
i njecetion i i et up rator #4F fj i - i he red |shift mold tech.PE or leader, check th
. ) Molding mass ) The self inspection samples or setup samples ) ) RIF [instruction> GMQ-128 operation, use the red |shift mold tec or leader, check the
[ [ = N N L
8.0 Mc;gggrproductlon production. mglcdr:?nge z;m%e;;r geﬁt;;?;;g:s No contained in red bin. F KR ECE WHLRE S AR REE \és*;lal 1_t\|’r:|e g’gé‘[?r:e RIPE turnover box to load the machine sample process and disposition.
WA P i S e EARCR LY & J:’f%liﬁ%‘l, HiERAg |4 <Molding Set Up fEIESH > GMQ-12812 |1RIBIGIIZIFIRFQMS27, B LRR PE
HA e S
! R |1F, (EROEEEERETER AT BRI EE
R
No structure error/Weld line/Sink marks/Short
shot/Part warpage / deform. /Hair
line./flash/Excess material/Burn marks/Moisture
mark/Crack/Broken/Ejector marks/Ejector Refer to Per inspection procedure QMS27, Inform
excess/insert broken/Air ) .| GMQ-2399 ) shift mold tech.PE or leader, check the
2 gof;ﬁ;w?ppearance No bubble./Contamination/Metal and other foreign Visual 1pc/cax1ty S gperitor ;9”0W ;?;T%;Z?;EZ:S\W gi;)ec;.gggm process and disposition.
P material /debris/Discoloration. 77 %Hatti, 1 | b VFITR | Gvg age [HRIFI  |HARFESH (HIRMRILESS) eMe- EIBRIIEFRFQMS27, BHIEIER,PE
T SIS SN T T A U EX AT AR B HIREHEE
EZ Pefl. FEBE. RLW/BRRL B, Tkl
Ep TigthR ek, UL TS SRS R
b S € 22 5 A
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Machine Characteristics 451% Methods 75i%
P— o : Special Sample #4
Number TN Process Step Jig, Tools for e Control Reaction Plan
P Operation Description ! No. o Class |Product/ Process Specification / Tolerance N Resp. Control Method .
i K 5 53 ! = o : |
1%;1 REHIR A R R méé/lfg§§ ey Product = Process iJ52 Eﬁg AR A ;;E};%IT;I %{z; Fre%lency =A | SRRz
b | 2 4
kE, &
y 1. Follow the MEI-M216 molding 5S WI
. — . Operator/t {2 According to GMQ-096 "setting of alarm
=] N . .
\Nf FOFEI?Q material mixture in the part = EFok echnician/ [parameters and exception handling Per inspection procedure QMS27, Inform
check Foreign material *‘l&ﬁmwb)\? o ) ) Visual Inc/cavit Inprocess NnPQC procedure”, the red turnaround box must be  [shift mold tech.PE or leader, check the
3 |mixture. No |Relect part nomix into good bin. Bule Bin collect 5 1‘;"/2;2)/ inspection | #fES/EL [replaced before handling the exception. process and disposition.
KPR oAl sarple. R0 Bin colect abnorma) sample ~ REHGH |1 HCEMELMR16 (LR HISSTRLR S 1 [FRIRIIDE(FIRIFOMS27, (BAI LR PE
4\Enn4‘fﬁtb)\ S N RER e e T VAR SR 1] 8 b} AR S EHFEF EE
TFAFTA R i 2. HAEGMQ-096 <l i 2 KUty i A1 57t 6 AbFE
FRFF>,  ACFR S 06 AU 4 € JH 5
According to the Operation Instruction of the
Operator Power-on Process of the Injection-Injection
IPQC Dept.> GMQ-094, the materials and materials | Per inspection procedure QMS27, Inform
) ) g . ) ) each restart |4z 4z 745 |Shall be cleared; the injection and glue shift mold tech.PE or leader, check the
4 g%a)r_;;nachme No E‘;?;iwﬂen ;*jrtag;fa molding Vés;;l/e[)llr;}?: 1time IR EH ﬁﬁﬂ'/;fﬂ; monitoring shall be carried out automatically, |Process and disposition.
UBTFHL UBTTFALT BERL, SRE el FFHL - and the materials shall be automatically RARIGINE(FIERFQMS27, EAN L8R, PE
displayed. AR R ESITEF RS
M GEWIFHRFAEL R 31) GMQ-094
PATHPRE PR, A SR SR
1. According to MEI-M216 <injection molding
department shutdown 5S operation
hangi instruction>to carry on the cleaning
changing 2. Inspection and maintenance of Crusher Per inspection procedure QMS27, Inform
Regrind material | . Regrind material N o n nd . Visual /Magnetic|, . ra"‘; ais/co |operator | Curtain according to the< Operation instruction |shift mold tech.PE or leader, check the
generating. *\”; }rer appearance No 0 CDnE\;Inatan to the regrind material frame l’;f /fxi'y nmﬁiﬁ;fs co #;v);ramor of scheduled maintenance of Crusher Plan and |process and disposition.
oL B R EIRAML BIRETS R |y | T |Crusher sMELM247 RIRRIE(FRIFQMS27, BN LER PE
e o l.ﬂi}?ﬁMEl-MZlGdiﬂfEUWMSS%&HE‘EF 15> ik | SRARBE A B AE R
- AT
2 M LT R LU RV E A R R R 5
15> MEI-M247 00 EHLRS T HEAT K AL AR TR
. Per inspection procedure QMS27, Inform
) o ) __|changing According to GMQ-3111 <Return Operation  |shift mold tech.PE or leader, check the
2 No @R%g_é;;i;ﬁ\e%a);'ze is uniform Vés ;_Ial 1;)31:/£:a£ty raw | ?;‘2;:2'0[ Instructions> process and disposition.
RIS * s | |IBOMQ-3111 (EHRAEES) HIRIRIOE(FIRIFOMS27, BRI LR PE
) AR ARE
V1 zone split-mode line 0.05 MAX, V1; V2 zone Per QC check list Per inspection procedure QMS27, Inform
- . it- i i shift mold tech.PE or leader, check the
9.0 Sgplengirgr?ess 10 Mismatch No Z)I/Io?/\(ljggglzl?nmAX' other spimode ine MAXMUT gy 1/Cavity | Every Shift IPQC | SIP-FQC-034791-M-004/002 process and disposition,
. ox X2 . . 0 7% =5 o 5 oL 5% Bie) = = . -
QC it i VK5 BLE0. 0SMAX, VI V2IXHL il B O o 0041002 HARICIIE(IEFQMS27, (BALLIHR PE
0.10MAX; JLAb 4 BELk i K 7 ¥F0.2mm b o AT R EHIREFE
Maximum permissible flash:0.25 mm high and 0.13
mm thick, but: no flash connection is allowed in the
function area shown in Figure 5 and the flange is : Per inspection procedure QMS27, Inform
Flash 0.08 mm max and the flange is 0.04 mm. ) ) ) Per QC check list shift mold tech.PE or leader, check the
11 _‘;‘; No BAAY KA &0.25mm, [E0.13mm, {8: ES5 \é{‘Ha' 1 / C/a:{qlty E"‘g}jh'ﬂ '35‘22 *Z!;'FQ;';)S:_ELM'OOM 002 process and disposition.
= FRABER RS i fingerh Fseir winse | 5P pesizt s ypf&féé 701M004/002 EARGIIE(FRFQMS27, 1 HBR PE
Hfinger&j10.08mm max, F|,&iBERA AT BRI EE
0.04mm.max
El6Fr~RHIIREL 6i2#20.15mm Max
. ) . L Per inspection procedure QMS27, Inform
Maximum permit 0.25mm for top pin printing and Per QC check list shift mgd tech F;)E or |eadeQr check the
121 Other appearance No 0.25mm for incoming burrs Visual 1/ Cavity | Every Shift SIP-FQC-034791-M-004/002 process and di'sposi[ion. '
HesMi TRETENRASIFO.25mm, $HROEREARITF (BN 1pes/R ot HRAEQCH I YL

0.25mm

SIP-FQC-034791-M-004/002

REBIRIEIFRRFQMS27, BH] LKA, PE
AL AR ERE
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N Characteristics 5% Methods 75i%
P— o : Special Sample #4
ey Op:r;if;slsjzsacr:[?tion FIECEDEED g Wl No gl':':\asrs Product / Process Specification / Tolerance Camize] Resp. Control Method Reactonilal
puE:] & 3 R R Mfg. : Product = Process iJ52 X Technique / Tool Size Frequenc: \ N SRRz
uf . A q Y = N
=y TEEFRAR EEA e xm | RS Eﬁg PRSI~ E AR TR pery iy FA [EEEE
kE, &
No multi-material shortage, charred, undefined
appearance reference & It; product appearance ) .
I : . Per inspection procedure QMS27, Inform
standard operating instructions & gt; QAQ-CA028 Per QC check list shift I'T'IC'))|d tech ‘I)DE or IeadeQr check the
12.4 |Other appearance No |29 <MINISO Appearance Inspection Specification| visual 1/Cavity | Everyshift | 1pQc | SIP-FQC-034791-M-004/002 process and disposition,
RESL S o . Bl TeesiR | ®E | M RURQCHMIL SRIRICEEIFQMS27, BR LSRR, PE
ARFESHLRE, BE, REIMISR<=5R SIP-FQC-034791-M-004/002 Yillimgyon ot ' o
SRR EIE S $5>QAQ-CA028 FI (MINIS05H AR ARE
WHEIEHE>QQA-AL10
Shrinkage: the area shown in figure 2 allows
shrinkage, the degree of acceptance is shown in
the sign sample, and the position shown in figure 3 . Per inspection procedure QMS27, Inform
does not accept indentation shrinkage ) ) ) Per QC check list shift mold tech.PE or leader, check the
195 %tller aﬁpearance No deformation. Concave deformation in the same Visual 1/ Ca}qlty EvePry Shift 1PQC SIP»FQC»()AIS4Z?1»M-004/002 process and disposition.
HESME position as shown in Figure 4 is acceptable B 1pcs/7Y =2 3 HHEQCHK I VL IR IIEERROMS27, iBH] LSS, PE
K B RR AR, R SIP-FQC-034791-M-004/002 W AT
¥, ERFRABNEZMEMAEIKER. AR
UE—HAMPERRAES
- . Per inspection procedure QMS27, Inform
_ ) Fasten the product's wings u.nder pressure, no ) ) ) Per QC check list shift mold tech.PE or leader, check the
13 |Pressn test/Mating test No rupture and damage at the hinge, and fit with the | Visual 1/ Cavity | Every Shift IPQC | SIP-FQC-034791-M-004/002 process and disposition.
N product 34792308X 47 S I Nk, B B 1pcs/7x =53 B IR QT IR T RIS EIEIRREQMS27, A HES PE
TR A5, T3 1534792308X7™ il iE AT SIP-FQC-034791-M-004/002 ﬁﬁ AR EE e E ' ’
- YL E =]
Weighing /
100 Packing. Packing. 1 Packing material No Packing material follow Packing W1, no dirty and |automatic Every box [, 000 Operator |follow Packing instruciton re packing
’ 2k w aEmR damage counting =5 BER ARl B3 422 PR AL WA T e =K
TREE/EaitE
1.parts packing according to GMQ-127 and
Weighing / packing WI.
Packing quantity Packing quantity conforms to standard packing auil)gm;ntigc Every box Operator 2.Packing system control count amounts re packin
2 MR No quantity countin @?f"’y 100% ﬁq’E:‘ automatically E’g?@,iég
BEHBFOIREOER R/ 2y = HIER 1L kiGMQ-L27<E i > P w5
AFAE
2. [0 R e iz
#iiéslirn(;og:nsggtn d?ifrmrcmo;ttig::. Zabeing Per inspection procedure QMS27, Inform
i i : hi I h.PE or | heck th
Packing lable The packing label is not da_n_1aged>: cearand |\isual Every box Operator  [3.follow Packing instruciton Shift Mol tech PE or leader, check the
3 s No posted in the specified positionE2HRETHIR, 20 o5 100% B AT RGeS process and disposition.
5z == m 1= RIFIR RIS RFUZW, SEBI SIS MS27, i &5 PE
B, WERERE 2, R 2 TR B T ;ﬁﬁ;ﬁ#&;‘gg%ﬁ g BRI RS
3.Moll SR IR (LW BT B SRR B
Per inspection procedure QMS27, Inform
Regrind material ) ) - ) . ) ) Follow the GMQ-2401 Molding label W1 shift mold tech.PE or leader, check the
packing. 1 Re\og;giﬁmatenal lable No T_he Iabel"|§ identical with the regrind material V|§:al Every box 100% Opergtor HRIAGMQ-2401 (P traskiRHFE @ iRE |process and disposition.
EREE S ST B4 e BER ) SRARIGIIE(FIEIFONS27, JBAL LRI PE
AR SRR RS
V1 zone split-mode line 0.05 MAX, V1; V2 zone Per QC check st Per inspection procedure QMS27, Inform
- : it- i i shift mold tech.PE or leader, check the
110 Set down inspection 10 Mismatch No gﬂofggg:%m;\x' other split-mode fine maximum Visual 1/ Cavity Set down IPQC SIP-FQC-034791-M-004/002 process and disposition
’ Lokl pixi e ¥ . 0 AN G bt oL A%/ Fie) - = . =
RS I VLECH S BEA0.08MAX, VLV2IXH il Bl O 0041002 IR E(EIZFQMS27, A LR, PE
0.10MAX; Al 3 Ki4 5 K A0 10.2mm AL ETREFARE
Maximum permissible flash:0.25 mm high and 0.13
mm thick, but: no flash connection is allowed in the
function area shown in Figure 5 and the flange is _ Per inspection procedure QMS27, Inform
0.08 mm max and the flange is 0.04 mm. ) ) Per QC check list shift mold tech.PE or leader, check the
1 Flash N BAAFGA: 0.25mm, [E0.13mm, {8: Es [Visual 1/Cavity | Setdown IPQC | SIP-FQC-034791-M-004/002 process and disposition
i © i v |B0 1pes/iR i B (EQCK M IS . 5
FTRDIBER A 6l fingerfb ARFeIF CiiZEsRE SIP-FOC.034791-M-004/002 RIRIGIIEIFIERFQMS27, BRI ERR PE
Hfinger i30.08mm max, FL kA58 AR BRI EE
0.04mm.max
El6Fr~RHIREL Ki#£0.15mm Max
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i Characteristics 451 Methods 753%
REECAE, Special Sample #{4F
Process Device P P
Number o Pro‘ceslstanTe. Process Step Jig, Tools for glhar. Control Reaction Plan
s peration Description ' No. N lass | Product / Process Specification / Tolerance ) ) Resp. Control Method X
puE:] & 3 R R Mfg. Product = Process iJ52 X Technique / Tool Size Frequenc: N SRRz
uf . A q Y = N
=y TEEFRAR EEA e xm | RS Eﬁg PRSI~ E AR TR pery s FA [EEEE
kE, &
X i . - Per inspection procedure QMS27, Inform
Maximum permit 0.25mm for top pin printing and Per QC check list shift I'T'Il'.'))|d tech.‘l)?E or IeadSr check the
191 Other appearance No 0.25mm for incoming burrs Visual 1/ Cavity Set down IPQC SIP-FQC-034791-M-004/002 process and disposition. '
HesM TRETEDERAALEFO.25mm, BEROERSEARF (B 1pcs/7X T i | RAEQCHE R BRI AR & =
0.25mm SIP-FQC-034791-M-004/002 BRMIR(HRFOMS27, BALLRR PE
) R BRI EE
Color / material / structure / polarity correct
(checked using polar Gauge Q1315) with . Per inspection procedure QMS27, Inform
reference to drawing E-34791-021 and polarity on | ) Per QC check list shift mold tech.PE or leader, check the
1222 g'f; aﬁpearance No page 4 of this document V'S}IL_‘I"’“ 1/ Caﬂty Set down ',PQE SIP’FQCA’T‘]‘_IZ?LM'OOMOOZ process and disposition.
RE BRE/K SR TR (R Gauge Q1315 (BIHR A I B s HIBIRIE(FZFQMS27, A FRR PE
BHTIRE) , SHREIYRE-34791-021 RAFEAT Qe - SRR A ERIRFTARE
HRIEE
Per QC check list Per inspection procedure QMS27, Inform
i i - er check list shift mold tech.PE or leader, check the
12.3 Other appearance No ;I;egrlliréazrflng, correct content, refer to drawing E Visual 1/Cavity | Setdown IPQC | SIP-FQC-034791-M-004/002 process and disposition
Sl =l S [ 20 7R & 6 SIS HSE " — . N .
Resi R, P TERS, SRERE- 34701021 i R I B L HERRIOIDE(FIRRFQMIS27, JBHL SR PE
B BRSNS
No multi-material shortage, charred, undefined
appearance reference & It; product appearance . .
standard operating instructions & gt; QAQ-CA028 Per QC check list sp:i;tlrr:c?lzctg?:; gré(ﬁdkl;;gwj]zel‘klmgm
Other appearance and < MINI50 Appearance Inspection Specification |\isyal 1/ Cavity Set down SIP-FQC-034791-M-004/002 rocess and dils osition !
124 g No  lagt QQA-A110 i 1pes/ T R iy sl
E g g o B8 pos/it RiEQCHIA IR IRE(RRIFQMS27, 1B L8R, PE
RAVFESHE BRI, RE, REXIMISR<R SIP-FQC-034791-M-004/002 Wligyeriiagn . ,
SRR EIESH3>QAQ-CA028 I (MINIS0FH B AT AR E
WHEIEHE>QQA-AL10
Shrinkage: the area shown in figure 2 allows
shrinkage, the degree of acceptance is shown in
the sign sample, and the position shown in figure 3 . Per inspection procedure QMS27, Inform
does not accept indentation shrinkage ) ) Per QC check list shift mold tech.PE or leader, check the
- |Other appearance deformation. Concave deformation in the same Visual 1/ Cavity Set down IPQC SIP-FQC-034791-M-004/002 rocess and disposition.
125 \gresnn No " ave | ¢ - oo o YOy P! P
= position as shown in Figure 4 is acceptable SE) 1pcs/7t L i [ReEQCK A BRI EIEIRFEQMS27, AN i8R, PE
Gk ERFRESAIT IS, BEENS SIP-FQC-034791-M-004/002 T BRI
¥, ERETNMIBNEZ MM ER,. BafR
B HAMPER AT S
) X Per inspection procedure QMS27, Inform
Fasten the product's wings under pressure, no Per QC check list shift mold tech.PE or leader, check the
13 press-in test/Mating test No rupture and damage at the hinge, and fit with the | Visual 1/ Cavity Set down IPQC SIP-FQC-034791-M-004/002 process and disposition. '
FENMRR/E R product 34792308X 14/~ sh#lfps K FH0I(E, kA |B 1pcs/yx T 5| REQCK I KT o A= g & =
T Je 55, T1534792308X 7 hidE it SIP-FQC-034791-M-004/002 ERERIR(ERFOMS27, BRI LIAR PE
T " AL IS TSR
. . Per inspection procedure QMS27, Inform
Final visual Check all visuals F;ellr:’QF((:)ghggl:ly;tl M-004/002 Visual Each t PSeIlr'—’QFCQghggiystl M-004/002 shift mold tech.PE or leader, check the
inal visual - - -M- isual acl = sorter - g -M- ; P
12. X N . 1 N > B process and disposition.
0 |inspection Bimis%e IRBFTEIML ° |iamQckemis B s [BOF8  lapam |mmockihin eyl 0 LR
SIP-FQC-034791-M-004/002 SIP-FQC-034791-M-004/002 EIREIE(HRFOMS27, BHLERR PE
B RIS
Bulk packing P ensure the packing method and quantity meet the | . I Inform shift leader.Quarantine product
13.0-1 [Hefd CeHxT 1 r—zalr:tu No specification \Qs;al Eﬁa,[fh boX 116006 gﬁir;tor ?;%)Zﬂaﬁf}lzgy;‘pemﬂcanon inspection and / or disposition
34791318%) e BREESAINRAESEUEER " i IR [ R WA, R, IR
Close order and Every
Transfer to Part numbgr P/N and quantity must be correct Visual pa.cklng Operator [Transaction Slip Inform foreman
14.0-1 |warehouse 1 and quantity  |No | His unit 1 HEE B N TR
KA TRIENE B KB ¥ T IRELA R M PAE pPSIE
X F34791318%) S
Finish Goods packi . ‘ dard " Weighing / Folow the PS-M-000001-001 Molding packing
130 Packing R¢fef%E  |Packing. 1 Packing quantity No ::njtﬂg quantity conforms to standard packing automatic Every box [, 0, Operator |SOP re packing
: (Grosa [oF3 BENE ‘f‘a%ﬁéﬁAﬁ;&@%E counting =8 0 BER  |#%EBPS-M-000001-001 {MoldingPaipfElissl |Esiss
FER 2y . sibpmot
34791078%) R = FREE/E IR BEEEFNK-RRFIDEE)
Per inspection procedure QMS27, Inform
i i hift mold tech.PE or leader, check th
Packing lable The packing label is not da!‘?agedg cearand 1y Every box [ o Operator [Follow the GMQ-3176 Molding packing W1 srécen;z an?icdis osoi{ioena er, check the
2 e No posted in the specified positionE 2R THIR, = & 100% BER  [1£98GMQ-3176 (Moldingr=RliEiSe+) pr and disp -
iEM, MEEMERIE . e = REBIEFRFRQMS27, 1B L&A PE
B RIS

Fage v on LU




i Characteristics 451 Methods 753%
REECAE, Special Sample #{4F
Process Device P P
Number o Prc;;eslstarqeﬁ Process Step Jig, Tools for glhar. duct/ i 7ol Control | hod Reaction Plan
P peration Description No. N lass |Product / Process Specification / Tolerance ) . Resp. |Control Metho .
puE:] & 3 R R Mfg. Product = Process iJ52 X Technique / Tool Size Frequenc: N SRRz
uf . A q Y = N
=y TEEFRAR EEA e xm | RS Eﬁg PRSI~ E AR TR pery iy FA [EEEE
kE, &
Per inspection procedure QMS27, Inform
Regrind material Rearind material lable The label is identical with th ind il Visual E b o Follow the GMQ-2401 Molding label W1 shift mold tech.PE or leader, check the
packing. 1 | No  |ie i g oo i e rearind materia Mg o [100% are | |ZRGMQ-2401 (FRITEMIHFEERIAME |process and dispositon.
Bk = S Gl FER -y RIBIRIIEIFRFQMS27, B LR PE
R BRI EE
Foci ’ Per OC check list Per inspection procedure QMS27, Inform
Inspection er QC check lis shift mold tech.PE or leader, check the
140 FQC #1% 1 Packing No P/N ,packaging and label correct VisualE# C=0 Each lot FQC SIP-FQC-034791-M-004/002 process and disposition.
’ (BT 253 SEFRRHS B Label —5X . AQL=15 |B—Ht IR [RIEQCKIHIG IR EIFREOMS27, A LS PE
347910*8) SIP-FQC-034791-M-004/002 vl sl Q - AR
SRR A ERIRTTARE
T fer t Limit the transportation speed according to
ransher 0 ENE Transport Forklift running speed 5km/h Speed limit Each Forkiift |the< operation flow of electric forkiift> GMQ- .  maint
50 [Mershouse 65 1 speed No |R#iziiitiskmn Speed miter |Each 1009, |worker (3575 inform equipment maintenance
347010%") LI s WL <) XA R E>GMQ-3575 B ki [ AR
i 4 P AT PR
The height of the product stack shall be limited
. . . I . in accordance with the requirements of the . .
2 ?;gzil_nfg height No f;?;lirg;:eihj f ;:r'l ot more than 4 layers V;;; E/Eag;}x 100% gazr;tor <Injection part production process> GMQ-127 glgﬁfgﬁzgam
i PR e HERC | e e PR GMQ-L27 R |
i ELHEAT PR )
f&ii’;‘;’;ﬁ: e t"f:{fs;‘;} o |Follow the WHQ-097 <Semi-finished product /
3 Quantity and part number No ;’C\i, ;Qdﬂqﬂuzntl}ty”‘mﬁ;st be correct control. SAPFI Eﬁi;\h 100% perator gr:(l)sct;iggduct warehouse receiving Il%fgur?;;(;reman
EHE R R AR ¥ UERE P il Ikt " ” o
A A O Q097 (RIS
Material
- © - ) g ;
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Note: characteristic class follow Molex procedure SAP-DMS # 10000001815 "Use of Functional Characteristics".
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