Hellermannlyton

From: Quality Assurance HellermannTyton GmbH

Subject: PPAP Approval signature deadline

Dear customer:
As you are aware the PPAP process is an integral part of our business. With that in mind,
we are informing our customers who are requesting a PPAP that there is a 30 day (calendar)

deadline to which we are expecting your reply back with a signed copy of the PSW with a disposition
regarding it’s validity. It is important that we maintain compliance to the current AIAG PPAP manual.

As a part of compliance a signed and approved PSW is essential for our records.

We reserve the right to consider that PPAP valid and complete, if we do not receive a signed
copy of the PSW within 30 days (calendar).

Once you have received our PPAP information please e-mail us a copy of your disposition with
the appropriate signatures as soon as possible to the following person:

nescha.lohse@HellermannTyton.de Quality Assistant phone: +49 (0) 4122 701 5726

Your cooperation is greatly appreciated!

Respecting the procedure as described above, the documentation with HellermannTyton PB-No.:
105721 with submission date 14.03.2024 will be considered as complete and valid auto-
matically on 13.04.2024 unless otherwise disposed!




He"ermann'ryton HellermannTyton GmbH internal remarks: PB-No.: 105721
Part Describtion: 90RADMINICHNL GPN 161625
Part Name 90RADMINICHNL Cust. Part Number  GU5T-14G317-TA
Shown on Drawing No. 16-1625-011-CSU Org. Part Number 15102061
Engineering Change Level 01.2 Dated  02.02.2018
Additional Engineering Changes n/a Dated nla
Safety and/or Government Regulation O vYes [ZNo Purchase Order No. 15102061 Weight (kg) 0,0042
Checking Aid No. n/a Checking Aid Engineering Change Level n/a Dated n/a
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION
HellermannTyton GmbH DUNS: 315430892 Nursan Kablo Donanimlari 30471 )
Organization Name & Supplier/Vendor Code Customer Name/Division
GroRer Moorweg 45 Nadiye BARUTCU
Street Address Buyer/Buyer Code
Tornesch 25436 Germany various
City Region Postal Code Country Application
MATERIALS REPORTING
) ) ) 41 Yes INo M n/a
Has customer-required Substances of Concern information been reported?
Submitted by IMDS or other customer format: 924908055
Are polymeric parts identified with appropriate ISO marking codes? L1 Yes L] No 1 n/a
REASON FOR SUBMISSION (Check at least one)
‘i Initial Submission ii Change to Optional Construction or Material
O Engineering Change(s) O Supplier or Material Source Change
O Tooling: Transfer, Replacement, Refurbishment, or additional O Change in Part Processing
O correction of Discrepancy O Parts Produced at Additional Location
O Tooling inactive > than 1 year O other- please specify below
REQUESTED SUBMISSION LEVEL (Check one)
O Level 1-warrant only (and for designated appearance items, an Appearance Approval Report) submitted to customer.
O 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.
O Level 4 - Warrant and other requirements as defined by customer.
O Level 5 - Warrant with product samples and complete supporting data reviewed at organization's manufacturing location.
SUBMISSION RESULTS
The results for dimensional measurements material and functional tests O appearance criteria statistical process package
These results meet all design record requirements: Yes O No (If "No" - Explanation Required)
Mold / Cavity / Production Process injection moulding / serial mold
DECLARATION
| affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all Production Part
Approval Process Manual 4th Edition Requirements. | further affirm that these samples were produced at the production rate of confidential - pcs / 24 hours.
| also certify that documented evidence of such compliance is on file and available for review. | have noted any deviations from this declaration below.
EXPLANATION/COMMENTS:
Is each Customer Tool properly tagged and numbered? J/gOQUBE Yes U No n/a
Organization Authorized Signature i.A. . Date 14-Mar-24
Print Name i.A. N. Lohse Phone No. +49 (0) 4122 701 5726 Fax No. +49 4122 701 241
Title Quality Assistant E-mail nescha.lohse@HellermannTyton.de
FOR CUSTOMER USE ONLY (IF APPLICABLE)
PPAP Warrant Disposition: E( Approved O Rejected Other

Customer Signature

bate 15.03.2024

=

Print Name Nadiye BARUTCU Customer Tracking Number (optional)

PPAP Template - Uncontrolled VIEW

Rev #: 01
Rev. Date: 25.07.2012




Production Part Approval, Dimensional Results

Hellermanniyton Production Part Approval
Internal PB-No.: 105721 Dimensional Test Results
ORGANIZATION: HellermannTyton GmbH PART NUMBER: GUS5T-14G317-TA
SUPPLIER/VENDOR CODE: DUNS: 315430892 PART NAME: 90RADMINICHNL
INSPECTION FACILITY: QS-Laboratory DESIGN RECORD CHANGE LEVEL: 01.2 02.02.2018
ENGINEERING CHANGE DOCUMENTS:
NAME of LABORATORY:
SPECIFICATION | TEST [ Q. NOT
ITEM DIMENSION / SPECIFCATION / LIMITS DATE |TESTED SUPPLIER TEST RESULTS (DATA) OK | OK
mean min max
1 (59,5 + 20 59,2 59,2 59,2 /i1 ]
59,5 + 20 59,2 59,0 59,5 |
3 [16,0 + 0,25 16,12 16,00 16,15 [0 ]
16,0 + 0,25 16,07 16,00 16,05 [/ [0
4 (6,5 + 0,25 6,72 6,48 6,72 o[
6,5 + 0,25 6,65 6,25 6,69 M
5 [1,5 + 0,5 1,5 1,5 1,6 HlIE
6 [1,75 + 0,25 1,84 1,79 1,9 Ei R
7 [15,25 + 0,25 15,31 15,22 15,35 |[v1 ||
8 [16,0 + 05 15,3 15,2 15,4 A0

r
(I

Je
Je

I
It

It
I

IC

JCC

IC

(I O
I O

Blanket statements of conformance are unacceptable for any test results.

This letter is done automatically and is valid without signature.

CREATOR TITLE DATE
i.A. N. Lohse Quality Assistant 14-Mar-24
Rev #: 01

PPAP Template - Uncontrolled VIEW Rev. Date: 25.07.2012



Production Part Approval, Material Test Results

Hellermanniyton
Internal PB-No.: 105721

Production Part Approval
Material Test Results

ORGANIZATION:
SUPPLIER/VENDOR CODE:

HellermannTyton GmbH

DUNS: 315430892

MATERIAL SUPPLIER:

PART NUMBER:
PART NAME:

GU5ST-14G317-TA
90RADMINICHNL

DESIGN RECORD CHANGE LEVEL: 01.2 02.02.2018
*CUSTOMER SPECIFIED SUPPLIER/VENDOR ENGINEERING CHANGE DOCUMENTS:
*If source approval is req'd, include the Supplier (Source) Customer assigned code. NAME of LABORATORY:
SPECIFICATION | TEST QTY. NOT
MATERIAL SPEC. NO./ REV / DATE / LIMITS DATE | TESTED SUPPLIER TEST RESULTS (DATA)

o
AX
o
~

]
]

9 |[PP 20% talc

Material is PP 20% talc

|l
10

Color: black

Color of material is black
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T
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PPAP Template - Uncontrolled VIEW

Blanket statements of conformance are unacceptable for any test results.

This letter is done automatically and is valid without signature.

Rev.

CREATOR TITLE DATE
i.A. N. Lohse Quality Assistant 14-Mar-24
Rev #: 01

Date: 25.07.2012




Hellermanniyton

Current Material Certificate

| Order Number

~ ChasePlastics* g

Redefining Resin Distribution

Material Certification

RE: Purchase Order Number

37358
Aptiv Manufacturing Management Services SA DPO_GO.DMOD_1
Reg. Ship Date
10/03/2018

Avenue of Luxembourg
Bascharage, LU L4940

This is to cerfify that the materal(s) sent to you on the following shipment meets manufacturer's specifications
when molded under the manufacturer's recommended processing guidelines.

ITEM NUMBER ITEM DESCRIPTION TRADEMARK CUSTOMER ITEM #
T22P100-01INEX Rhetech Polypropylene UROPPT20HSLED
Quantity: 13,500.00 LBS Lot Humber:  1277P
Quantity: 712.00 LBS Lot Number:  0589P

If you should require additional information, please feel free to contact us at 800-232-4273 or certifications@chaseplastics.com.

Chase Plastic Services, Inc.
Certification Administrator

This certification is generated and controlled by electronic means. No signature required.

Chase Plastic Services, Inc. Email: Certifications@chaseplastics.com
6467 Waldon Center Drive Clarkston, Michigan 48346-1584 (800)232-4273  Fax: 248-620-7664
F-QA-PPAP.2-PPAP Packet Template - Uncontrolled VIEW Rev#:8
Rev. Date: 5/8/2017

Page 8 0f 29



Hellermannlyton

FMVSS 302 Flammability

/Y helech

A HEXPOL COMBANY

Danny Kim

RheTech - A HEXPOL Company
1500 E. North Termitorial Road
Whitmore Lake, Ml 48189
January 4, 2018

Chase Plastics
6467 Waldon Center Dr.
Clarkston, MI 48346

Attn: Quality Control

This material certification is to confirm that RheTech's T22P100-01INEX compound (22% talc
reinforced, heat stabilized, non-UV stabilized, polypropylene, black, interior & exterior grade,
non-emissions reduced) will pass FMVSS302 flammability requirements. Please see typical
values below.

Customer Specification: FMVSS302
RheTech, Inc. Product Code: T22P100-01INEX
Property Test Method | Specification Typical Results | Units
23°C/50%RH

Flammability, Burn Rate | FMVSS302 40 11to14 in/min
0.125in (3.2 mm) UL 94HB (100) (27 to 37) (mm/min)
thick specimen maximum pass

Sincerely,

Danny Kim

Product Development Engineer

The tysical nesalis neporied ane belleves 5 be 2ccurie ased on refable procesunes, Due 10 waable conohions o MERods of Erocessig, N0 GEANAESS o waTENles B exgrEssed or Inaled cludng e
Implied warraney of mercharcabilly and finess for 2 parcuar Pupase. Manufacsrer essumes na labllty or responsiolity £ any Io3s o camage 25 the Il 235 the use of this product. Ho simement
uct o process In omere

Form # QCL140 1500 E. North Territorial Road - Whitmere Lake, Michigan 48188 - (734) 769-0585

F-QA-PPAP.2-PPAP Packet Template - Uncontrolled VIEW

Page 9 of 29

Rev #: 8
Rev. Date: 5/8/2017



Hellermanniyton

Potential Failure Mode and Effects Analysis (Process FMEA)
FMEA Number: Responsible Organization/Plant: Organization Code: Date (Orig.): |Date & Revision:
FMEA-CAL-00.0-12 HellermannTyton MTY NA 1/3/2018 See footer
Part Number/Latest Change Level: Core Team: Customer Part Number/Model Year(s)/Program)
Channels (Family of Products) Quality Assurance, Maintenance, Process, Materials, Production, Engineering NA
Part Name/Description: Organization/Plant Approval/Date: Customer Engineering Approval/Date (If Requi
Channels (Family of Products) NA NA
Key Contact/Phone: Other Approval/Date (If Required): Customer Quality Approval/Date (If Required):
Quality Assurance / (81) 2353 5642 NA NA
Current Process Action Results
i Responsibili
Iltem & Potential Potential 2 g C t P Control 5 Recommended &pTar et v Acti Take 2 8 5
) 2 c = |(c
. Requirement . Effect(s) of [E |3 Potential Cause(s) of |@ urren rocess‘ ontrols 1.8 |rRpN N g€ ctions E.a en =5 |12
Function Failure Mode ! 9 |s N £ P- Prevention 9 Action Completion Completion |2 |E |§ [RPN
Failure 3o Failure 3 ; k4 Date g13|e
) 38 D- Detection K Date o (8 (]
O (o]
1 Ensure receiptand | Incorrect quantities | Delay in manufacturing ) )
ncoming ook ot sape |reconad Supplier shipped wrong quantiies 2 |D - Incoming inspection 8| 32 |None
Inspection materials ] P - Work instruction;
o 2| |Wrong quantities entered to MRP 2 |5 MR svetom: Cvcle counts 8| 32 |None
Receiving Material Cannot manufacture/
andor (N i P - Material certifications prior to
colorant does not |product . Supplier error 2 |arrvel: Supplior PPAP s | 112 |Create Control Plan per [Claudia Valdez Oct  [Control plans for 7l s
meet specifications (if Delay in Manufacturing B ncomi ; product family. 15,2017. families were created
- Incoming Inspection
required)
Material s incorrectly | Delay in manufacturing )
Supplier shipped with incorrect of ) ) Create Control Plan per |Claudia Valdez Oct  |Control plans for
abeled missing label 2 [P~ Incoming inspection 81 128 | Croduct family. 15,2017. families were created Ty o
Material is labeled with wrong date P - Date code calendar; work Create Control Plan per |Claudia Valdez Oct  [Control plans for
8 2 ° 8| 128 ! 17] s6
code instruction product family 15,2017. families were created
Incorrect Material | Delay in Manufacturing D - Incomming Inspecton
Certification 5 Supplier error 2 [ Corte Faren ror to Arrival 8| 80 |None
Contaminated/ Delay in manufacturing/
damaged materials  [Non-conforming ) )
received (resin, bags, |product 5 Supplier error/Shipping damage 2 |D - Incoming Inspection 8| 80 |None
boxes, efc)
2 MRP and rack Delay in -
Move and store P - Work instruction;
Material Storage| " * ° " [location for material | manufacturing/non- 2| |wrong location choosen 2|1, MRP system; Cycle counts 8| 32 |None
do not match oroduct
Materials not properly | Contamination/ 5 Poor packaging condiionsipacking | 5 |5 work mstraction 5| 50 |None
stored moisture absorbtion damage
M |3 SetU e ior;w Inc:/"ec‘ o oo Delaqu N Material handler connects wron P - Work Instruction; work order; ID Assure correct and Permanently identify
aterials Set U materials for  Jandor colorant set up {manufacturing/Non- 7 ool for the work ord 9 3 | proofing on material handling system | 6 | 126 |definitive identification of |Romeo Silva i y oo Y 17]2]s5| 70
production conforming product material for the work order B - Work Order Sign Off resin fooding systems esin feeding tubing
Material Non-conforming
inal product Equipment not properly purged or P - Work Instruction
7 I“ :d properly purg 2 |D - Process start up; 1st piece 7| 98 |None
cleane approval; process inspections
P - Work Instruction; material ID and
) ’ labels; magnets in blenders and
5 Unlike materials mixedfforeign matter | {10 met iters on nozzle 8| 80 |None
in material
D - Process start up; 1st piece
approval: brocess
Incorrect dryer set up | Over dry material/wet P - Work Instruction
material/ Non- 5| |wrong dryer temperature used 2 |D - Process start up; 1st piece 8| 80 |None
oroduct approval: process
Incorrect material | Non-conforming P - Work Instruction; Part process
ratio/Incorrect regrind | product sheet
5| |wrong blender settings used 2 | Brocess start up: 1st iece 8| 80 |None
approval: brocess
P - Work Instruction; work order;
5| |wrong regrind type used 2 |material ID and labels 8| 80 |None
D - Work Order Sian Off
Incorrect colorant ratio| Non-conforming P~ Work Instruction; work order
product/ Breakage/ 5|  |Wrong blender settings used 2 [0 - Work Order Sign Off; Process 80 |None
Color match failures start up; 1st piece inspection; process
Incw’e? p:mging ;}Iuslo‘m'er i Material handler chooses wron: P - Work instruction: work order;
materials (bags, issatisfaction 4 . s o o ror | 2 |material ID and labels 8| 64 [None
:'orx\es, totes, labels, packaging materials for the work order | = | 7% V2L EE S E

15 of 29

FMEA-CAL-00.0-12-PFMEA Uncontrolled VIEW Rev #:1
Page 15 of 29 Rev. Date: 3/1//2017



Hellermanniyton

Item &
Function

Requirement

Potential
Failure Mode

Potential
Effect(s) of
Failure

Severity
Class

Current Process

Potential Cause(s) of
Failure

Occurrence

P- Prevention
D- Detection

Current Process Controls |

Detection

RPN

Recommended

Action

Responsibility
& Target
Completion
Date

Action Results

Actions Taken (2
Completion
Date

Severity
Occurrence
Detection

RPN

7
Moisture
Inspection

Ensure acceptable
material moisture
levels for production

Unacceptable
moisture levels

Cannot process/Non-
conforming product

Lot/moisture variations

w

P - Dryers; Dryer automated
monitoring and alarm; material certs
D - Process start up; 1st piece
approval; process inspections

o

None

Dryer malfunction

~

P - Preventive Maintenance; Work
Instruction; Dryer automated
montioring and alarm

D - Process start up; 1st piece
approval: process

None

5
Molding
Machine Set Up

Ensure correct
process and visually
acceptable part for
production

Incorrect tool/wrong
conversion set up

Delay in manufacturing/
Customer
dissatisfaction

Process tech chooses wrong mold for
the work order

P - Work instruction; work order; tool
D tag
D - Work order sign off; 1st piece

None

Incorrect

Delay in

press

conforming product

Tool/press relationship not established

2

Japoroval
P - Capacity planning; Scheduling;
Process sheets

D - Process start up; work order sign

off; 1st piece approval; process

None

Water lines

Sticking in mold/Non-

incorrectly/Limited
water flow

product

Wrong hose hook upltool or
equipment issues

N

inspections
P

Work instruction; preventive
maintenance

D - Thermolator alarms; process start
up; 1st piece approval; process
insoections

None

Poor tool alignment

Non-conforming
product/insertion issues

6

Process tech does not hang tool
correctly in press/Tool wear

P - Work instruction; preventive
maintenance
D - Process start up; 1st piece

None

Wrong program
selected in Machine
panel

Non conforming
product

Wrong program is recalled

N

Production schedule; Process set-up
sheet.

D - Process start up; work order sign
off; 1st piece approval; process
insnactions

None

Shorts

Non-conforming
product/Cosmetic
issues

Insufficient injection pressure

P - Process sheef, preventive
maintenance

D - Process start up; 1st piece
aporoval: process

None

Plugged/Worn vents

P - Process sheef; preventive
maintenance

D - Process start up; 1st piece
aporoval: process

None

Residue build-up

P - Process shee; preventive
maintenance

D - Process start up; 1t piece
approval: brocess

None

Moisture variation

P - Moisture testing; dryer; dryer
automated monitor and alarm;material
certs

D - Process start up; 1st piece
approval: process

None

Flash

Non-conforming
product/Cosmetic
issues

Excessive injection pressure

P - Process sheef; preventive
maintenance

D - Process start up; 1st piece
approval: brocess

None

Cycle interruptions

D - Process start up; 1st piece
aoroval: process

None

Clamp pressure on press

D - Process start up; 1st piece
approval: process

None

Worn/broken inserts

P - Preventive maintenance; ool
evaluation

D - Process start up; 1st piece
aporoval: process

None

Incorrect fit/broken ejector pin or blade

P - Preventive maintenance; ool
evaluation

D - Process start up; 1st piece
aproval: process

None

FMEA-CAL-00.0-12-PFMEA Uncontrolled VIEW

Page 16 of 29
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Rev #:1
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Hellermanniyton

Item &
Function

Requirement

Potential
Failure Mode

Potential
Effect(s) of
Failure

Severity
Class

Current Process

Potential Cause(s) of
Failure

Occurrence

P- Prevention
D- Detection

Current Process Controls |

Detection

RPN

Recommended
Action

Responsibility
& Target
Completion
Date

Action Results

Actions Taken
Completion
Date

Severity
Occurrence

Detection

RPN

[Excess plastic

Non-conforming
product

Hot excess runner

~

P - Process sheel, preventive
maintenance

D - Process start up; 1st piece
aproval: process

>

None

Breakage

Non-conforming
product

| Thermolator malfunction

~

P - Process sheet; preventive
maintenance

D - Process start up; 1t piece
approval; process inspections; alarms

None

Barrel heat malfunction

~

P - Preventive mantenance
D - Process start up; 1st piece
abroval: process

None

Mismatch

Non-conforming
product/insertion issues

Poor tool alignment

N

P - Process sheef, preventive
maintenance

D - Process start up; 1st piece
aboroval: process

None

Leader pin/sidelock wear

~

P - Process sheef; preventive
maintenance

D - Process start up; 1st piece
aporoval: process

None

Deep ejector pins

Non-conforming
product/insertion issues

Excessive hold pressure

D - Process start up; 1st piece
approval; process inspections

None

| Thermolator malfunction

P - Process sheet, preventive

D - Process start up; 1st piece
aporoval: orocess

None

Cycle time too fast

P - Process sheet
D - Process start up; 1st piece
aporoval: process

None

Plugged sprue
tips/gates (hot
manifoldivalve-gated)

Unbalanced fil/non-
conforming product

Material contamination

P - Magnets in blenders and hoppers;
melt filters on nozzle

D - Process start up; 1st piece
aporoval: process

128

Visual aid for parts
where contamination
could happen

Claudia Valdez

Visual aids created
and quality alerts
published on book.

@

96

Mold heater malfunction

P - Process sheef; preventive
maintenance

D - Process start up; 1st piece
aporoval: process

None

Valve gate malfunction

P - Process shee; preventive
maintenance

D - Process start up; 1t piece
approval: process

None

[Elongated Sprues

Missing pawls/Non-
duct

>

Inadequate cooling

D - Process start up; 1st piece
approval: process

None

Missing retainer tab (if|
present)

oro
Non-conforming
product

| Thermolator malfunction

N

P - Process sheet; preventive
maintenance

D - Process start up; 1st piece
approval; process inspections; alarms

None

Cycle time too fast

N

P - Process sheet
D - Process start up; 1st piece
aproval: process

None

Worn/broken inserts

P - Preventive maintenance; ool
evaluation

D - Process start up; 1st piece
aproval: process

None

Washed out vents

P - Process shee; preventive
maintenance

D - Process start up; 1st piece
approval: process

None

Blocked through
holes/windows

Non-conforming
product

Incorrect fit/broken ejector pin or blade

w

P - Preventive maintenance; tool
evaluation

D - Process start up; 1st piece
aporoval: orocess

None

FMEA-CAL-00.0-12-PFMEA Uncontrolled VIEW

Page 17 of 29
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Hellermanniyton

Current Process

Action Results

. Responsibili
) Potential |, 8 c P ty , 8le
ltem & . Potential 2| ) € | Current Process Controls S Recommended [ &Target | Actions Taken |2 |< (S
. Requirement . Effect(s) of |[E |3 Potential Cause(s) of |@ . = |RPN . N - = |0 =
Function Failure Mode s [T N £ P- Prevention % Action Completion Completion |2 |E |§ |RPN
Failure 3 o Failure 3 . b 33|38
7] 3 D- Detection 2 Date Date @ (8|8
O (o]
Sinks Non-conforming 6| |Imsuficient hold pressure D - Process start up; 1st piece o] % Inone
broduct approval: process
P - Process sheet
6| |Cycle time too fast 2 [D - Process start up; 1st piece 8| 9 [None
aporoval: process
Burnt tips Non- P - Process sheef, preventive
conforming/Cosmetic | Plugged/Worn vents 3 |maintenance 8| 96 |None
issues D - Process start up; st piece
aporoval: orocess
Sticking in the mold | Mold damage/part P - Work instruction; prevenive
damage ;
5 2 50
Excessive mold temps D - Alarms; process start up; 1st piece None
approval; process inspections
5|  |Excessive hold pressure D - Process start up; fst piece 6| 60 [None
aporoval; process
P - Process sheet, preventive
maintenance
i . 2 7| 7
5 Residue build-up D - Process start up; 1st piece 0 [None
aporoval: orocess
P - Process shee; preventive
maintenance
5 2 7| 70
Mold heater malfunction O Pratass start up; 15t piece None
approval: brocess
s Components or parts |Customer.
Line clearance | ASSure no mixing of |mixing dissatisfaction Line no free of provious job materials /| |~ Yaidetion Record; WO start up
'° | materials and prepare 6 2 record 7| 8 [None
and preparation § documents.
for start of production D - Process inspections
for start up
7 Perform checks to | Pass non-conforming | Customer P~ Work mstruction; Validation
Process Tech | ensure productand  |product 6| |Detaytaire to conduct ispoctions. | 2 | R ol o [none
Inspections process quality D - Process inspections; final
P - Work instruction; Validation
Inspection performed Record
6 incorrectly/Discrepancy not reported | > |D - Process inspections; final 5| 90 [None
inspections
P~ Inspection frequency
6 Non-conformances not found in 2 [D - Process inspections; final 7| 84 |None
random sampling
5|  [Machine atarms not setto ONmode |, [P-Vaiidations record ol 80 INone
(C-005-2018, C-011-2018) D- Work order start up record
Gate vestige (C-030- |does not allow fiting of
8 2017) cover (mating part)
Gatecutand | Gate must be cut | [Wrong cutoperation (method). Gate | , |P- Work Instruction ) P .
visual inspection| flush to the part edge cut tool wear or damaged D- Visual aids
to the part
Perform checks to | Pass non-conforming | Customer P~ Work mstruction; Validation
ensure productand - (product dissatisfaction 6| |Delayfailure to conduct inspections | 2 | ’ 8| 9 [None
process quality D - Process inspections; final
P - Work instruction; Validation
Inspection performed Record
6 incorrectly/Discrepancy not reported | ° |D - Process inspections; final 5| 90 [None
inspections
- P - Inspection frequency
6|  [Non-conformances not found in ) B P .

random sampling

D - Process inspections; final

FMEA-CAL-00.0-12-PFMEA Uncontrolled VIEW
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Hellermanniyton

Current Process

Action Results

. Responsibili
) Potential |, 8 c P ty , 8le
ltem & . Potential 2| ) € | Current Process Controls S Recommended [ &Target | Actions Taken |2 |< (S
. Requirement . Effect(s) of |[E |3 Potential Cause(s) of |@ . = |RPN . N - = |0 =
Function Failure Mode Failure 0w Fail £ P- Prevention % Action Completion Completion |2 |E [§ [RPN
) ailure 3 " 2 3|
3 ° 8 D- Detection 2 Date Date 5|8 |2
O (o]
5 Assembly Assembly ncorrect | Customer
Perform are in part unable P - Work Instruction, Work order
Assembly of the | assembled to the to assembly 6 \Wrong components feed to the line 2 |D - Process and final inspections; 8| 96 |None
Componentto | molded part (pins, Work Instruction.
the part bushings, etc.)
; ) P - Work Instruction, assembly fixture
6 ODT‘:‘ assembledinwrongside/ | 5 |1y pocess and final inspections; 96 [None
postior Work Instruction.
6| |issing components 5 [P~ Work Instruction: assembly fixture | & g6 |\ oo
D - pokayoke; visual inspection
5| |Damaged components (C-018-2018) | 2 |7 Visual or feeling. 8| 8 [None
o 2 D- Quality Alerts
Machine / fixture component P- Fixture validation record
61 |omeniacing (wrom ass":mm) 2 [D- Visual check to part after assembly,| 7 | 84 [None
placing (wrong v Work Instructions.
P - Operator inspections, Work
| [wrong assembyfixture used for the Instruction. - ol 96 INone
assembly D - Process and final inspections;
Work Instruction.
0 Manufacturinga | Pass non-conforming | Delay in )
e P -Work instruction
FirstPiece | conforming part per |product 5| |o to release st pc 25 Work onder sign o 8| 8 [None
Anproval oraduct/
Customer P - Work instruction; Process start up;
dissatisfaction Testing/inspection performed standards
s | ° ) 8| 80 |None
incorrectly/Discrepancy not reported D - Process inspections; final
Work order sign off
N i Part Non-Compliance / DIP - Dimensional inspection using
roduct Produ Not Functional i
4 Inspection Not Performed by QA on caliorated gauges per Capabilty
Shipped 8| |Sc Dimension ( reaued) Dimensions Matrix 5| 8 [None
a Test Instructions per each part (If
required)
k] Perform checks o | Pass non-conforming |Customer P - Work mstruction; Vaidation
Operator ensureaconfom!mg product dissatisfaction 6 Delaylfailure to conduct inspections 2 Record X 8 96 [None
Inspections | part per specifications D - Process inspections; final
spections,
P - Work instruction; Validation
Inspection performed Record
6 incorrectly/Discrepancy not reported D - Process inspections; final 5| 90 [None
Non-conformances not found in P - Inspection frequency (each part).
5 3 [ - Process inspections; final 75 |None
random sampling h ¢
inspections; machine alarms
Film hinge does not | Part Non-Compliance IV
function properly Bad Product not Found in Random - Visual Inspections
6 ’ D - Process Inspections 6| 72 [None
andor cracks (if Sampling "
required), P - First Piece Approvals
Latch does not Part Non-Compliance O - Visual Iepect
function/latch properly Bad Product not Found in Random 1sual inspections
(irecuired) 5| [aamoin 2 [D - Process Inspections 6| 72 [None
e pling P - First Piece Approvals
‘Assembly Part Non-Compliance O - visual omect
Components falls i - visual Inspections
? 6| [Assembly Components notpressedin | ; |py _ process Inspections 8| 9 [None

OutiNot Inserted (if
required)

Properly (if required)

P - First Piece Approvals

FMEA-CAL-00.0-12-PFMEA Uncontrolled VIEW
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Hellermanniyton

Current Process

Action Results

. Responsibili
) Potential |, 8 c P ty , 8le
Item & ’ Potential 2| ) < [ Current Process Controls [S Recommended & Target [ Actions Taken [2'|<€ S
. Requirement . Effect(s) of |[E |3 Potential Cause(s) of |@ . = |RPN . N - = |0 =
Function Failure Mode . [TA L] N £ P- Prevention % Action Completion Completion |2 |E |§ RPN
Failure S ) Failure =1 N 2 3132
7] 3 D- Detection @ Date Date AR
() a
O (o]
N Part Non-Compl DIP - Dimensional inspection using
product Product Not Functional calibrated gauges per Capability
Shipped Inspection Not Performed by Operator | | Dimensions Matrix. First piece
8 n Mot Pert 2 5| 80 [None
on SC Dimension (if required) approval form
Test Instructions per each part (If
required)
Conforming product is | Non-conforming Customer P - SPC and alarm on press; process.
12 packaged according |Product s packaged | dissatisfaction Process control parameters out of sheet
s 3 5| 90 [None
Packaging to work order range D - SPC and alarm on press; process
requirements inspections; final inspections;
P~ Preventive mamntenance; in
6| [Tool mafunctionwear 3 [Process PM's; SPC on press 5[ 90 |None
D - SPC on press; process
insoections: final inspecti
P - Preventive maintenance; i
) process PM's; SPC on press
6 2 5| 60
Press/equipment malfunction D - SPC on press; process None
insoections: final inspeci
P - Moisture testing; dryer; dryer
monitor and
6| | Moisture variation 3 |certs 5| 90 [None
D - Process start up; st piece
pnnmva\ Drocess.
P - Magnets in blenders and hoppers;
) melt filters on nozzle
6| | Material contamination B Process start s 15t piece 5| 60 [None
aporoval: orocess
Startupscrapis | Customer P -
ustomer P - Color bin ID; work instruction Color bin and
packaged dissatisfaction 4| |Product packaged fromwrong bin. [ 4 |~ 200 8 | 128 | o akded on i |Claudia Valdez 4l2|8]| 64
Mixed parts packaged | Customer B > Tine clean up before
dissatisfaction 4 Product from previous work order D - Process inspections; final 8| 128 |startupwasaddedon |Claudia Valdez al2]|8| 64
packaged inspections i
Incorrect quantities | Customer P - Work instruction [Scalo weight method | =0
are packaged dissatisfaction 4| |improper scale setup 4 |- Work order sign off; process 7| 112 [changed and clarfied on | P al2|7]| s6
inspections: final Wi N .
P - Calibration schedule; calibralion
4| |scale out of calibration 1 [eens S 7| 28 [None
D - Process inspections; final
inspections =
P - Work instruction; scale set up Scale weight method
4 Operator packs too many or oo few | 4 |5 \ork order sign off; Process 8| 128 [changed and clarified on | C12udia Valdez Sep al2]|7]| s6
parts/bags 15,2017,
inspections: final inspections W,
Wrong labels/Missing | Customer P - Work instruction; Work order sign
placement off
3 | [Pinteribbon is ot nserted property | 2 |B7 oot process 8| 48 [None
inspections: final
P - Work insfruction Tine clean up before
3 Excess labels are not removed from | 4 15\ ok order sign off; process 8| 96 [startupwasaddedon |C2udiaValdez Sep 2| 2|8 32
area h gn o p 15,2017,
inspections: final wi
P - Work instruction Label placement steps
3 Operator forgets to apply label/puts t | 4 |15 _progess inspections; final 8| 96 [and box place clarifiea | Cl2ucia Valdez Sep 3|2]8| 48
in the wrong location 15,2017,
inspections .
Wrong packaging | Customer o P - Work order sign off Material review versus
¢ ustomer perator does not use materials ) Claudia Valdez. Sep
material used dissatisfaction 4 provided by material handler 4 D Process inspections; final 8 128 a‘o clearly mentioned in 15, 2017. Work Instructions 4128 64

FMEA-CAL-00.0-12-PFMEA Uncontrolled VIEW
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Hellermanniyton

Current Process

Action Results

. Responsibili
) Potential |, 8 c P ty , 8le
ltem & . Potential 2| ) € | Current Process Controls S Recommended [ &Target | Actions Taken |2 |< (S
. Requirement . Effect(s) of |[E |3 Potential Cause(s) of |@ . = |RPN . N - = |0 =
Function Failure Mode Failure 0w Fail £ P- Prevention % Action Completion Completion |2 |E [§ [RPN
) ailure 3 " 2 3|
3 ° 8 D- Detection 2 Date Date 5|8 |2
O (o]
3 Perform checks to | Pass non-conforming | Customer P~ Work nstruction; Final inspection
Final Inspection | - ensure product and - fproduct dissatisfaction Delaylfailure to conduct inspections | 3 |94 8| 120 |oOneabtech pershitt |Claudia Valdez 5|28 s0
process quality D - Process inspections; final
insoections
P - Work instruction; Validation
Inspection performed Record
6 incorrectiy/Discrepancy not reported | > |D - Process inspections; final 5| 90 [None
insoections
- P - Inspection frequency - -
5 Non-conformances not found in 3 |D - Process inspections; final 6| oo [Semplingsizeaccording|y o vaidez 5|2]|6| o0
random sampling h to box .
2 Perform testing to | Pass non-conforming | Customer P - Work instruction; Weekly matrix
QA Testing | ensure product and |product dissatisfaction 6| |Delayfaiure to conduct inspections | 2 [D - Weekly matrix; Process 9% |None
process quality inspections; final inspections;
P~ Work instruction; Validation
performed Record
6 Incorrectiy/Discrepancy notreported | > |D - Process inspections; final 5| 90 [None
insoections
P - Inspection frequency
6 Non-conformances not found in 2 [D - Process inspections; final 7| 84 |None
random sampling h
15 MRP and rack Delay in
; Move and store ’ ;
Finished Goods | ¢ ® S S A 1 Jlocaton for material —|shipmentCustomer | 4 | | \yrong iocation choosen P - Work instruction; o 60 [none
Storage ; o not match dissatisfaction D - MRP system; Cycle counts
goods until
shipment Materials not properly |Damage to finished
stored goods/Customer 4 Poor packaging conditions/packing 2 [P - Work instruction 8| 64 |None
0008 T us damage
Ship per customer | Product is not shipped| Customer -
16 i ustomer PID - PO; MRP system; ; work
Shipping per 4 Incorrect product is picked instruction; shipping manifest 5| 60 [None
4 Wrong quantities are picked P/D - PO; MRP system; ; work 5| 60 |None
instruction; shipping manifest
+ | [Wrong ormissing PID - PO; MRP syster; ; work 51 o0 Inone
instruction: shipping manifest
Productis shipped | Customer _ | sock ssues P - planning; forecast 5| o0 Inone
late D - MRP system
4| |oelay in picking and shipping 3 [P/D - PO; MRP system 5] 60 [None
Damaged product is | Customer ANE et 2 | wors ol o In
shipped dissatisfaction oor product handling - Work instruction lone
. Perform testing and_|Pass non-conforming | Customer
Annual nspection to ensure product dissatisfaction 6| |Delayffailure to conduct inspections P - Work instruction; Gauge Pack 8| 9 [None
" product and process D - Gauge Pack;
Validation
aualitv
6| [mnspection performed P - Work instruction; Gauge Pack ol 96 INone

incorrectly/Discrepancy not reported

D - Gauge Pack

FMEA-CAL-00.0-12-PFMEA Uncontrolled VIEW
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Hellermanniyton

Process Flow Diagram
Process Flow Diagram Number: Responsible Organization/Plant: Organization Code: Date (Orig.): Date & Revision:
PFD-CAL-00.0-12 HellermannTyton MTY NA 03/01/18 See Footer
Part Number/Latest Change Level: Core Team: Customer Part Number/Model Year(s)/Program(s):
Quality Assurance, Maintenance, Process, Materials,
Channels (Family of Products) Production, Engineering NA
Part Name/Description: Organization/Plant Approval/Date: Customer Engineering Approval/Date (If Required):
Channels (Family of Products) NA NA
Key Contact/Phone: Other Approval/Date (If Required): Customer Quality Approval/Date (If Required):
Quality Assurance/ (81) 23535642 NA NA
9 X
& & \o& Q°°
Q(o & 9 \(\(9
| ) Process Name/Operation s
* kg . P Product/Process Characteristics Control Methods
" . O e Description
IncomiI:COrrTe;?Sri!:zzethliirs] a:ie'ze::(ljvgieive d Material Characteristics, Color (if required), COC/COA
1 | | 9 P .| Quantity, Packaging Requirements, Lot Number MRP System
QA Inspects to assembly components (if o -
) are verified. Work Instruction(s)
required)
. s . MRP System
2 2 2 [ Material Storage Material is moved to storage until use. Work Instruction(s)
Materials (resin,packaging) are moved to the Work Instruction(s)
. press. Material ratio, colorant or assembly Mattec; Work Order
3 . * Materials Set Up components (if required), and regrind collection Material Process Log
are set up. MRP System
4 Moisture Inspection Moisture level is verified to be within the Work Instruction(s)
Material moisture level is tested. acceptable range. Moisture Log
. . The mold is set in the press. The process is set Process Set Up Sheet
S . Molding Machine Set up up to produce an acceptable part. Mattec
Work Instruction(s)
. . ’ . . . Mattec; Work Order
6 | | Line clearance and preparation for start up Line free of previous job materials / documents. Material Process Log
MRP System
Process Tech Inspections Control parameters, material ratio, and mold P:’Zg;';slnssértuﬁtlogﬁse)et
7 Techs perform checks to ensure process and cavitation are verified. Parts are inspected for Mattecp
product quality. visual defects. Validation Record Form
8 | Gate cut (manual if applies) and part inspection Flush gate cut to ?;:;:’ inspect for visual Visual. Work Instructions and Visual Aids.
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Hellermanniyton

9 X
& & .@‘0 Q°°
Q(o & 9 \(\(9
u ® Process Name/Operation L
* bd . P Product/Process Characteristics Control Methods
" o o e Description
Assembly components to the molded part and
9 | | Perform Assembly of the components to the part| verify quality (inspect for visual defects and Work Instruction(s)
correct assembly)
No burns, shorts, flash, warp, or part damage
First Piece Approval rea"L?i:vezc;. \\,/:,-?ffy fﬁ;?s:i:c: gnilzg::r\lsifh(:o Work Instruction(s)
10 QA inspects and hangs acceptable parts at the q ' Y nget ) First Piece Label
ress cracks and latching function (if required), check Test Instructions (If required)
p ’ dimensionals for any SC dimensions on the part q
to print (if required), verify date.
Vls.ual fqr defects,Regrind, verlfy film hlhge . Work Instruction(s)
' function with no cracks and latching function (if . )
Operator Inspections required), Quantity, Boxes/Totes, Date, Date First Piece Release
11 Operators perform checks to ensure process q ’ Y, . N Work Order Sign Off
. Code, and Bushing presence (if required). i
and product quality. ) ) ) ) Validation Record
Perform dimensional on SC dimensions on the . .
L ) Test Instructions (If required)
part to print (if required).
Scale and water dispenser (if required) are set
12 | Packaging up for packing. Product is packaged and skid is Work Instruction(s)
loaded.
Final Inspection Parts are inspected for visual defects. Work Instruction(s)
13 QA performs checks to ensure process and Packaging materials, date code, water (if ) .
. ) ) g Final Inspection Form
product quality. required), and quantity are verified.
Q.A Testing Parts and inspected for visual defects. Work Instructio_n(s)
14 QA performs testing to ensure process and s . Weekly Matrix
) Performance testing is completed as required.
product quality. SPC Software
15 ¢ PS Finished Goods Storage Finished goods ar(=T moved to storage until MRP System
shipment.
L b MRP System
16 | Shipping Product is shipped to the customer. Shipping Manifest
Annual Validation (as required) ’ . N Work Instruction(s)
Dimensional and performance testing is Gauge Pack
17 QA performs checks to ensure process and . . -
roduct qualit completed as required. Dimensional Study
P qualtty. SPC Software
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[“Prototype [Pre-Launch [“Production Control Plan
Control Plan Number: Key Contact/Phone: Date (Orig.) Date (Rev.)

CP-CAL-00.0-12 Quality Assurance / (81) 2353 5642 03/01/18 See footer
Part Number/Latest Change Level: Core Team:

Channels(Family of Products)

Quality Assurance, Maintenance, Process, Materials, Production, Engineering

Customer Engineering Approval/Date (If Req'd)
NA

Part Name/Description

Supplier/Plant Approval/Date

Customer Quality Approval/Date (If Req'd)

Channels(Family of Products) NA NA
Supplier/Plant: Supplier Code: Other Approval/Date (If Req'd) Other Approval/Date (If Req'd)
HellermannTyton MTY NA NA NA
Quality Assurance Team Supervisor Material Handler Process Technician QA and/or Team Supervisor
Part / Process Name| Machine, CHARACTERISTICS Special METHODS
Process / Operation |Device, Jig, Char. Product/Process Evaluation/ SIZE Reaction Plan
pera 9|No.| PRODUCT |PROCESS o _ Control Method
Number Description Tools for Class Specification/ Measurement Size Freq
- WI-CAL-00.2 Quality I -
1 Incoming Receiving 1 Mater@l . Per Certificate of Analysis [ Visual Material Cert Each Lot Each Lot | Inspections. Per each item Notify QA and Purchasing; Isolate lot
Characteristics per PR-CAL-01
Control Plan
WI-CAL-00.2 Quality - —
2 Packaging conditions No damages on .the Visual Each lot Eachlot | Inspections. Per each item Notify QA and Purchasing; Isolate lot
external packaging per PR-CAL-01
Control Plan
WI-CAL-00,2 Quality ) — -
3 Colgr Per color chip Visual to color chip Each lot Each lot Inspections. Each item Notify Receiving and Purchasing;
(If required) Isolate lot PR-CAL-01
Control Plan
Assembly L WI-CAL-00.2 Quality y -
4 components Per Cerllflcate of Visual to Cert. Per print| Each Lot Each Lot | Inspections. Per each item Notify QA and Purchasing; Isolate lot
. Compliance per PR-CAL-01
(If required) Control Plan

T R Move Material to Correct Material is set up Each Each WI'P@B;E%?S;?E&;?‘ M
3 Materials Set Up 9 1 Material in the Material Handling Visual Material Material . Isolation per PR-CAL-01
System . Mattec or Material Process
Handling System System per Work Order Change Change Log
Set up material Correct material ratio is . Each Each Work Order (BOM), . L
. . Visual to part process N N N Adjust ratio;
2 ratio and regrind set up per the part material material | Mattec or Material Process )
A sheet Isolation PR-CAL-01
collection process sheet change change Log
Set up colorant Correct mix ratio setting is . Each Eac'j' Wi Order'(BOM), Adjust ratio;
3 Visual to WO material material | Mattec or Material Process .
(when needed) set up per Work Order Isolation PR-CAL-01
change change Log
Move Packaging Correct boxes, bags, and Each Each Work Order (BOM), PR e
4 materials to the labels brought to the press Visual to WO material material | Mattec or Material Process l P §
Isolation PR-CAL-01
press per work order change change Log
"22: ::::::t:g/ Correct product is at the Work Order (BOM), Notify Supervisor, notify material
Product 5 L . B Visual Each Run [ Each Run | Mattec or Material Process handler.
press (if press per work order .
. Log Isolation per PR-CAL-01
required)
Computrack ) . .
) . 4000 XL Material Moisture Veniiy esie BB e 1 Sample/ ) WHRARBED D T e Check and adjust dryers;
4 Moisture Inspection . 1 within the acceptable Computrack 4000 XL : Daily Moisture Log .
(Moisture Levels material Isolation PR-CAL-01
range. F-PRD-00.10-1
Analyzer)

CP-CAL-00.0-12-Control Plan- Uncontrolled VIEW
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Line clearance and
preparation for start
up

Documents,
forms, labels

Line free of
previous job
materials /
documents.

Line must be clear and
clean according to AV-
PRD-06 and F-CAL-00.0-5
Documents should be:
Mold book, Work

Visual to check list F-
CAL-00.0-5

Each work
order change

Record.
AV-PRD-06 Visual Aid for
line cleanliness.
F-CAL-00.0-5 Work Order
start up checklist

Each work
order
change

Quality Assurance Team Supervisor | Material Handler Process Technician QA and/or Team Supervisor
Part / Process Name| Machine, CHARACTERISTICS Special METHODS
Process / Operation [ Device, Jig, Char. Product/Process Evaluation/ SIZE Reaction Plan
pera® 9No.| PRODUCT |PROCESS oo _ Control Method
Number Description Tools for Class Specification/ Measurement Size Freq

Per Mattec, Set-Up Sheet, Work Order Sign Off
L " and Acceptable Visual . F-PRD.00.12-2 Tool . .
5 Injection Molding Part fisciol Moldmg 1 Machine Set-Up Part with assembly R 6l S Each Set Up E2cySEL Evaluation. Rechec!( G RS FITEES

Machine ) . X Specs Up Isolation per PR-CAL-01
components (if required) ; Each Part Process set-up
verify date sheet,_

Work Order Sign Off
. . - . F-PRD.00.12-2 Tool . .
Molding Machine Set-| Injection Moldmg > Mold set up Correct mold set up per Visual s Each set Evaluation. Rechec!( and adjust process;

up Machine work order. up Isolation per PR-CAL-01
Each Part Process set-up
sheet.
WI-PRD-00.1 Mold Start-up
. " procedure, Each press . .
3| N;T:::‘n:ts:g(izs Alarms must be set to ON. Ve p"e‘;j;(:; LR Each set up Eal:‘h Set screens, Rﬁgziﬁ:;ind:i{;?g:f?;ss’
P F-PRD-00.21-1 Validation B

Isolation per PR-CAL-01

CP-CAL-00.0-12-Control Plan- Uncontrolled VIEW
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Prepare Instructions, Visual Aids, Eachwork  =2°" K £.CAL00.0-5 Work Order .
documents for o order . Isolation per PR-CAL-01
Work Order Work Order, Validation order change — start up checklist
record, Work Order start g
up. Labels.
Machine process Visual per each type of Each Set  F-CAL-00.0-5 Work Order Adjust process;
alarms turn ON (TS [ D Sz o O machine [=eEh SR up start up checklist Isolation per PR-CAL-01
4x per Shi Adjust Process;
Process Tech Injection Molding " B e, Sl FEsi, . . and 1 x per Part Process Sheet WI-CAL-00.2
" . Part Quality Warp or Part Damage Visual Inspection
Inspections Machine Allowed each start- Mattec Recheck;
up. Validation Record Isolation per PR-CAL-01
Work Order Matches MIU /| WI-PRD-00.1 i .
Cavity Count Matches Part Process Sheet Adjust Process;
2 Process Set-Up Actual / Cycle Time is to Visual Once Shift Mattec WI-CAL-00.2
Standard or Adjusted Validation Record Recheck;
Notes F-PRD-00.21-1 Isolation per PR-CAL-01
Verify film hinge function
with no cracks and Review of Set-U WI-PRD-00.1
latching function (if . P Each set | F-PRD-00.21-1 Validation Recheck and adjust process;
3| Process set up . Specs, Visual, Hand | Each set up .
required). Insertion Test up Record, Mattec Isolation PR-CAL-01
Per process sheet, Part Process Sheet
Mattec, and acceotable
WI-PRD-00.1 Adjust Process;
Verify correct material . Part Process Sheet WI-CAL-00.2
4 Material Ratio ratio per the process sheet p=tal tos:::tprocess 1 check Per shift Mattec P
and clean collection area. Validation Record Isolati ecp;cC'AL o1
F-PRD-00.21-1 SRl
Verify mold cavi " Mattec Adjust Process;
5 Mold Cavitation Gl G = Visual to Mattec 1 check Per shift Validation Record AL
matches Mattec. F-PRD-00.21-1 Rechecl
i Isolation PR-CAL-01

Recheck;
Isolation PR-CAL-01

Recheck;
Isolation PR-CAL-01

Recheck;
Isolation PR-CAL-01

Rev #: 1
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Reaction Plan

Quality Assurance Team Supervisor | Material Handler Process Technician QA and/or Team Supervisor
Part / Process Name| Machine, CHARACTERISTICS Special METHODS
Process / Oper.atllon Device, Jig, no. | ProbucT |PrROCESS Char. Produqt{Prqcess Evaluation/ _ SIZE Control Method
Number Description Tools for Class Specification/ Measurement Size Freq
Assembly of Assembly Set Up Press for Set-Up and validate
9 components to part (if| Station, Fixture, 1 components Assembly Press (if Visual to print and WI | Each Part | Each Part |E-PRD-(part number)
applicable) handtool) Insertion required)

Check for visual
defects(No Burns, Shorts,
Flash, Warp or Part

WI-CAL-00.2
Quality Inspections

Recheck:
Isolation PR-CAL-01

Recheck;
Isolation PR-CAL-01

Adjust Process;
Re-inspect per WI-CAL-00.2

Retest;

Isolation per PR-CAL-01

Part Quality

SC Dimensions on the
Part to Print (if required)

Calibrated Gages

1 Shot

Up

10 First Plege Approval | Injection Moldmg 1 Part Quality Damage Allowed), Verify Visual Inspection 1 Shot Each Set F-CAL.00.2-7 First Piece
Visual Machine Up Release Label.
Presence of assembled .
companents (if required), Operator Work Instructions.
P N q ' Work order start form
verify date
WI-CAL-00.2
Quality Inspections
Perform Dimensional on F-CAL-00.2:7 & F-CAL-00.2-
Each Set 9 First Piece Release.

Operator Instructions.
SQC Pack
Test Instructions per each
part (If required)

Adjust Process;
Re-inspect per WI-CAL-00.2

Retest;
Isolation per PR-CAL-01

CP-CAL-00.0-12-Control Plan- Uncontrolled VIEW
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Capability Study

Per Drawing / SQC Pack /
Capability Dimensions

Calibrated Gages

Each Set
Up

SQC Pack Software and
Drawing
Capability Dimensions
Matrix.

Retest;
Isolation per PR-CAL-01

Recheck;
Isolation PR-CAL-01

Recheck;
Isolation PR-CAL-01

Recheck;
Isolation per PR-CAL-01

Recheck;
Isolation per PR-CAL-01

Recheck;
Isolation per PR-CAL-01

Recheck;
Isolation per PR-CAL-01
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Quality Assurance Team Supervisor | Material Handler Process Technician QA and/or Team Supervisor
Part / Process Name| Machine, CHARACTERISTICS Special METHODS

Process / Operation | Device, Jig, Char. Product/Process Evaluation/

Number | Description | Tools for PRODUCT |PROCESS| ()¢9 Specification/ | Measurement

Reaction Plan

NO. Control Method

Recheck;
Isolation per PR-CAL-01

Recheck;
Isolation per PR-CAL-01

1 box WI-CAL-00.2 Quality
. . Injection Molding . Check for Burns, Shorts, (according to . Inspections Recheck;
& Final Inspection Machine ! Part Quality Flash and Warp Work Order sample size per skid Final Inspection Isolation per PR-CAL-01
table) F-CAL.00.2-1
Verify assembly
components are correctly
assembled on the part (if WI-CAL-00.2 Quality
Assembly required) Once per Inspections Recheck;
N:ZCE:?: dg'f 2 Part Quality Verify film hinge function Visual/manual 1 shot shift Final Inspection Isolation per PR-CAL-01
9 with no cracks and F-CAL.00.2-1
latching function (if
required).
WI-CAL-00.2 Quality
N B y . Inspections Recheck;
Part 3 Date Code on Part Verify the Date is Correct Visual 1 Shot Per shift Final Inspection Isolation per PR-CAL-01
F-CAL.00.2-1
) WI-CAL-00.2 Quality
Packagin Correct packaging Inspections Recheck;
.g 9 4 Correct Box or Tote materials per the work Visual to WO 1 check Per shift . P N . ’
Materials order Final Inspection Isolation PR-CAL-01
F-CAL.00.2-1
Bag / Box / Tote quanity is Scale Verification WI»CI::-(;?:.(iZoS:a“w Recheck;
Scale 5 Box Quanity 9 g Y and / or Hand Count 1 check Per shift . P N " y
correct per the Label. (Use different scale) Final Inspection Isolation PR-CAL-01
F-CAL.00.2-1
WI-CAL-00.2 Quality
Per Work Order Check for Visual match against Inspections Recheck:
Labeles 6 Box or tote Label Correct Label Placement; WO 9 1 label per skid Final Inspection e e PR-CAL-OW
if Required F-CAL.00.2-1
AV-PRD-03
CP-CAL-00.0-12-Control Plan- Uncontrolled VIEW Rev #:1
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Quality Assurance Team Supervisor | Material Handler Process Technician QA and/or Team Supervisor
Part / Process Name| Machine, CHARACTERISTICS Special METHODS
Process / Operation | Device, Jig, No. | PRODUCT |PROCESS Char. Product/Process Evaluation/ SIZE Control Method Reaction Plan
Number Description Tools for ) Class Specification/ Measurement Size Freq
Check for visual defects WI-CAL-00.2 Quality Adjust Process;
Injection Moldin (flash, shorts, blocked Inspections WI-CAL-01.2
14 QA Testing ! . 9 1 Part Quality heads, mismatch, color, Visual 1 shot Per shift Final Inspection
Machine . N Retest;
etc) that will affect fit, F-CAL.00.2-1 |solation PR-CAL-01
form, or function Visual aids for each PN Soiatio
Check for presence of . )
assembly components (if WI-CI::‘-)(;(():.ﬁZO'C]J:aIIty A\?\JITS(;:[O(;E?;
2 Part Quality required), verify film hinge |\ o/ manyal 1shot | EachSet Final Inspection ’
function with no cracks Up
) o F-CAL.00.2-1 Retest:
and latching function (if Visual aids for each PN . g
required). Isolation PR-CAL-01
Armowhead, Fir Tree, Verify feature ITS-0005; F-PE-0002; ITS-
or Stud Push In/On . . Per Work X N X WI-CAL-01.2
3 performance requirements Tensile Tester 1 shot 0010; F-PE-0001; ITS-0006;
and Pull Out/Off are met per the print order SQC pack Retest;
(if required) P P! pack. Isolation PR-CAL-01
Connector Push In Verify feature Per Work ITS-0005; F-PE-0002; ITS-
4 and Pull Out performance requirements Tensile Tester 1 shot order 0010; F-PE-0001; ITS-0006; W|1 =
(if required) are met per the print SQC pack. Isolation PR-CAL-01
All skids are identified and
. FG are moved to . Adjust process;
15 IFEiEe) Coees 1 storage until RS e X FET it Visual Each skid | Each skid MRP System Isolation PR-CAL-01
Storage . has the green Acceptance .
shipment. (efuc| (when applicable)

- Full
17 Annual Validation (If 1 Validation of Re_va:f?;i’:;;:rmdum PPAP dimensional | At Annual Gauge Pack; Control of Non-Conforming Product
Required) Product . plus Validation SQC Pack PR-CAL-01
Requirements "
capability
. . . Notify Production, Engineering,
. . Perform dimensional Calibrated gages/Per At Annual Gauge Pack and " h
2 Dimensional inspection per the print. | the dimensional stud: T shot Validation Dimensional Stud: Tooling (as required);
pection per the print. v v Isolation PR-CAL.01
Dlmensp.nal Verify dimension meets | Calibrated gages/Per 1 shot or At Annual Gauge Pack; Notify Prc?ductlon, En.gme.enng,
3 Capabiliy Cpk requirements SPC Software 100pes Validation SQC Pack Tooling (as required);
(If required) prreq minimum Isolation PR-CAL.01
Arrowhead, Fir Tree, Verify feature Notify Production, Engineering,
or Stud Push In/On . . At Annual . :
4 and Pull Out/Off performance requirements Tensile Tester 1 shot Validation Tooling (as required);
f required are met per the print ITS-0005; F-PE-0002; ITS- Isolation PR-CAL.01
(If required) 0010; F-PE-0001; ITS-0006;
Connector Push In Verify feature SQC pack. Notify Production, Engineering,
. . At Annual . :
5 and Pull Out performance requirements Tensile Tester 1 shot Validation Tooling (as required);
(if required) are met per the print Isolation PR-CAL.01

CP-CAL-00.0-12-Control Plan- Uncontrolled VIEW
Page 26 of 29
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Initial Process Study

Hellermannlyton

Part No. Part Description Supplier
151-02061 90 DEG RADIUS MINI CHANNEL HellermannTyton
Drawing No. Drawing Date Drawing Revision Inspection Facility
16-1625-011-CSU 2/2/2018 1.2 HT-Monterrey
Production Date Material Tool No. Inspector
7/31/2018 UROPPT20HSLEO M1060 Miguel Martinez
DATA 6,5 +/- 0,25 mm
1-9 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56
10-18 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56
19-27 6.56 6.56 6.56 6.56 6.54 6.56 6.56 6.56 6.56
28-36 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56
37-45 6.56 6.54 6.56 6.56 6.56 6.56 6.56 6.56 6.56
46-54 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56
55-63 6.56 6.56 6.56 6.56 6.56 6.56 6.54 6.56 6.56
64-72 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56
73-81 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56 6.56
82-90 6.56 6.56 6.54 6.56 6.56 6.56 6.56 6.56 6.56
91-99 6.56 6.56 6.56 6.54 6.56 6.56 6.56 6.56 6.56
100-108 6.56
3 2 ii’ - Estadistica basica
5 = 100 valores de datos
g Maximo X
g F Media 6,539
9. Minimo 6,54
e 1%
804 Estadistica de capacidad
@ 36,530
(ni 35,549
Cpm. 1202
70~ Especificaciones
60- [ Fuera de especificaciones |
Por encima de 0,000%
Pﬂ(dEhij'FdE 0,000%
Total 0,000%
s0-
40-
20-
20-
10-
o-

F-QA-PPAP.2-PPAP Packet Template - Uncontrolled VIEW
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Hellermannlyton

Gage R&R USA

R&R Study Results 1/11/2022
Using Specifications
Gage number: TGM-330 Done by: April Gary
Gage description: Caliper-&” Part name: 151-01153
Gage type: Caliper Characteristics: Length
Study name: Annual Gage R &R Specifications: L5L=34 Nominal=355 USL=37
Study date: o1/112022 Mumber of Distinct
Cate: 11.3
Objective:
Comment:

Interpretation guidelines
< 10% generally considered to be an acceptable measurement system
10°%-30%  may be acceptable based upon mportance of application, cost of measurement device, cost of repair ete.
= 30% considered to be not acceptable - every effort should be made to improve the measwrement system

Results based on specifications
Measwrement Unit Analysis Specification Spread (USL-LSLWG

Repeatability - Equipment Variation (EV)
EV = 0.005316 %EV = 1.063

Reproducibility - Appraiser Variation (AV)
AV = 0.002812 SLAV = 05224

Repeatability & Reproducibility (RE&R)
RER = 0.005222 %RE&R =1.185

Part Wariation [PV}
PW =025 %PV = 8909

Specification Spread (USL-LSLY%10
{USL - LSL)0.5

Appraiser Replicati Part 1 Part 2 Part 3 Part 4 Part 5 Part 8 Part 7 Part & Part@ Part 10

Apri 1 23545 3544 35.45 3545 25.47 5.5 53 35.54 3547 35.43
Apri 2 3546 3544 35.45 3545 25.46 2542 a5.20 35.54 547 3543
Apr 3 3546 3542 3542 35448 35.47 355 353 35.54 3548 35.43
Marreall 1 35.46 3543 35.43 35.45 35.45 355 3528 3553 3548 35.43
Marmeall 2 3546 3544 35.43 3545 25.46 2648 a5.28 35.53 35.48 35.43
Mameall 3 3547 3542 3543 3548 35.46 355 3520 35.53 3548 35.43
Felicia 1 3545 3544 35.42 35.45 a5.45 355 353 3553 3547 35.43
Felicia 2 3546 3543 3542 3545 25.46 355 A6.27 35.53 35.48 35.43
Felicia 3 3546 3543 LR 3545 25.46 35.51 a5.28 35.53 35.48 3543

[E—

P

K
F-QA-PPAP.2-PPAP Packet Template - Uncontrolled VIEW Rev#: 11
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Gage R&R USA

Hellermannlyton

R&R Study Results 1/11/2022
Using Specifications
Gage number: TGM-TE0 Dene by: April Gary
Gage descripion:  Micro-Vu Part name: 133-03809
Gage type: Micro-Vu Characteristics: Length-Vision System
Study name: Annual Gage R&R Specifications: LSL=39 Meminal=4] USL=41
Study date: otr12022 Mumber of Distinet Cate 27.8TE3B
Objective:
Comment:

Interpretation guidefines

= 10% generally considered to be an acceptable measurement system
10%-30%  may be acceptable based upon mportance of application, cost of measurement dewvice, cost of repair ete.
= 30% considered to be not acceptable - every effort should be made to improve the measurement system

Results based on specifications
Measwrement Unit Analysis

Repeatability - Equipment Variation (EV)
EV = 0.01059283

Reproducibility - Appraiser Variation (AV)
AV = 0003445212

Repeatability & Reproducibility (RER)
RE&R = 0.01230955

Part Variation [PV}
PW = 0.3331026

Specification Spread (USL-LSLY
(USL - LSLY = 0.3333323

Appraiser  Replicati Part1  Part2
Rob 5. 1 30388 30504
Rob 5. 2 39.38 39589
Rob 5. 3 39.386 30533
Sam M. 1 30575 30532
Sam M. 2 30376 30584
Sam M. 3 39.382 39.587
Aprd G. 1 39.372 30.538
Aprd G 2 30576 30533
Aprl G. 3 30376 30.487

Part 3
30212
39.142
39.135
3914
30,129
39.138
39121
3914
3014

F-QA-PPAP.2-PPAP Packet Template - Uncontrolled VIEW
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Part 4
2pa42
38834
30.836
20032
30832
32831
32,837
30037
30836

Specification Spread (USL-LSLY

EV = 3177848

SeAV = 1033584

“%RE&R = 3.710884

%PV = 00.03072

Part 5 Part 8 Part 7 Part & Part@ Part 10
20635 10746 30647 32076 0755 30754
30629 30730 30666 39TEE 39773 34755
20673 30754 30668 30777 39772 30753
20625 20730 30658 307H4 30737 30740
20827 30741 30666 30764 30785 30752
|exa T4 30651 397EB 39675 39754
20631 30743 30640 30769 30737 30751
20.63 0745 30857 2075 30758 30751
20620 30730 30666 3076 30788 30751

oack

Rev #: 11
Rev. Date: 2/18/2022



Hellermannlyton

Gage R&R USA

R&R Study Results 1/11/2022
Using Specifications
Gage number: TGEM-B850 Done by: April Gary
Gage descripiion: Tensile Tester Part name: T3oL
Gage type: Tensile Tester Characteristics: Tensile Strengih
Study name: Annual Gage R &R Specifications: L5L=30 Mominal=30 USL=130
Study date: o1r102022 Mumber of Distinct Cate 12.14576
Objective:
Comment:

Interpretation guidelines
< 10% generally considered to be an acceptable measurement system
10%-30%  may be acceptable based upon mportance of application, cost of measurement device, cost of repair ete.
= 30% considered to be not acceptable - every effort should b2 made to improve the measwement system

Results based on specifications
Measuwrement Unit Analysis Specification Spread (USL-LSLY

Repeatability - Equipment Variation [EV)
EV =118734 EV = T 124041

Reproducibility - Appraser Variation (AV)
AV = 02077762 AV = 1. TBBEST

Repeatability & Reproducibility (RER)
RER = 1224111 “%RE&R = 7344885

Part Variation [PV}
PW = 18.62185 %PV = 99.7299

Specification Spread [USL-LSLY
(USL - LSLY = 18.68887

Appraiser Replicati Part 1 Part2 Part 3 Part 4 Part 5 Part & Part 7 Part & Part @ Part 10

Apri 1 54641 58102 51.785 51187 50850 650051 51.567 40102 40.628 48500
Apri 2 54818 5818 52.352 51425 48538 50544 5013 49605 51879 48013
Apri 3 53191 55872 52273 5287 52502 52725 523250 5116 50.35 50.48
Tamera 1 5473 58253 520869 51891 5007 52.008 40454 4032 47185 48872
Tamera 2 53813 55003 5211 49833 51468 40584 48458 50673 40.343 49089
Tamera 3 H4424 5353 52079 52529 51257 48013 50484 50203 489673 48271
Marreall 1 54515  58.371 50.573 50181 51852 4B507 51887 49378 50084 51.053
Marreall 2 54823 5702 52859 5273z 52714 5DEEB 51528 52338 52585 50354
Marreall 3 52781 58443 53188 52174 47828 50357 51.051 48128 50839 50807

P

pE—

S

F-QA-PPAP.2-PPAP Packet Template - Uncontrolled VIEW Rev#: 11
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Hellermannlyton

Gage R&R USA

R&R Study Results 1/12/2022
Using Specifications
Zage number: TiGM-BB3 Done by: April Gary
Gage description: Indicator Part name: 151-01043
Gage type: Indicator Characteristics: Height
Study name: Annual Gage R &R Specifications: L5L=23.7 Mominal=28.7 USL=30.7
Study date: 011272022 Mumber of Distinct Cate 21.17148
Objective:
Comment:

Interpretation guidelines
< 10% generally considered to be an acceptable measurement system
10%-30%  may be acceptable based upon mportance of application, cost of measurement device, cost of repair etc.
= 30% considered to be not acceptable - every effort should be made to improve the measwement system

Results based on specifications
Measuwrement Unit Analysis Specification Spread (USL-LSLY

Repeatability - Equipment Variation (EV)
EV = 0.003781562 %EW = 2628482

Reproducibility - Appraiser WVariation (AV)
AV =0.02034414 SeAN =0.103242

Repeatability & Reproducibility (RE&R)
RER = 00221505 “%RE&R = 064518

Part Variation [PV}
PV = 0.3325068 %PV =99.77397

Specification Spread (USL-LSLY
(USL - LSLY = 0.3333333

Appraiser Regplicati Part 1 Part 2 Part 3 Part 4 Part 5 Part 8 Part 7 Part 8 Part @ Part 10

Tamera M 1 28.85 280615 20584 287 Zaigz 20822 20 28601 29613 28817
Tamera M 2 200605 200612 20596 28747 20178 20614 20018 2062 20624 29812
Tamera M 3 20607  29.61 20597 28728 2016 20833 20.044 2062 29620 204815
Aprl G 1 280636 20,631 28834 28702 28188 20633 20.03F 29655 2962 29839
Aprl G 2 20643 20635 20834 28756 2D.1BE 206 20.031 20657 29.611 20848
Aprl G 3 280835 280639 20837 28781 2018 28825 20047 2865 20641 29843
Sam M 1 20646 200639 2045 28759 20187 20650 20066 20667 20684 29840
Sam M 2 2800656 200648 208589 2B.75 2@ 1gw 20855 20055 20664 2209684 29852
Sam M 3 20644 20630 204658 28755 20194 20657 20066 20668 20685 20.058

P

P

K
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Gage R&R USA

Hellermannlyton

Gage number: TGM-1325
Gage description:  Artifact
CT Scannner Artifact

Dizne by:
Part name:

R&R Study Results
Using Specifications

Characteristics:
Specifications:
Number of Distinet Cate 21.36764

April Gary
133-00873

Width

1/11/2022

L5L=10.8 Mominal=10.85 USL=11.1

generally considered to be an acceptable measurement system

may be acceptable based upon importance of application, cost of measurement device, cost of repair ete.

considered to be not acceptable - every effort showld be made to improve the measuwement system

Gage type:
Study name: Annual Gage R & R
Study date: o1n12022
Clbjective:
Comment:

Interpretation guidelines
=< 10%
10%-20%
= 30%
Results based on specifications
Measwrement Unit Analysis

Repeatability - Equipment Variation (EV)
EV = 0.005098388

Reproducibility - Appraiser Variation (AW)
AV = 0.001857823

Repeatability & Reproducibility (RER)
RE&R = 0.005382102

Part Variation [PV}
PV = 0.0B318065

Specification Spread (USL-LSLY
{USL - LSLY = 0.08333334

Appraiser
Joseph F
Joseph F
Joseph F
James P
James P
James P
Mick K
Mick K
Mick K

Replicati Part 1
10,908
10,904
10,817
10.808
10.811
10.888
10,812
10.812
10.811

[T I L L

Part 2
10,812
10,811
10,812
10004
10811
10.015
10,001
10.003
10,815

Part3
10.803
10.83
10.802
10.38
10.838
10.893
10.835
10.38
10.891

F-QA-PPAP.2-PPAP Packet Template - Uncontrolled VIEW
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Part 4

10,273
10.288
10.275
10.285
10.287
10.27

10.281
10,272
10,278

Specification Spread (USL-L3LY

EV = 8.110285

oAV = 1.888335

"RER = 8.434522

%PV = 9979277
Pat5  Partg
08T 10.816
10876 10.912
10871 1081
10873 10.825
WETs  10.827
10865 10.83
1087 1082
10881 1082
10874 10.824

Sl

Part 7
10.800
10.801
10.006
10.800
10.805
10.803
0.8

10.812
10.005

Part &
10,002
10.e80
10.887
108
10.803
10.e00
10.ee3
10.803
1080

Part@

10429
10429
10431
10442
10432
10438
10428
10429
10435

Part 10
10.887
10.904
10.807
10.885
10.203
10.809
10.89

10.808
10,904

Rev #: 11
Rev. Date: 2/18/2022



Gage R&R USA

Hellermannlyton

R&R Study Results
Using Specifications

21212022

Gage number: TiGM-B6E Done by: April Gary

Gage description: Global Performance 7-10-T Part name: 123-00E78

Gage type: CMM Coordinate Measuring Machine ‘Characteristics: Width

Study name: Annual Gage R&R Specifications: L5L=92 Mominal=922 USL-92.4
Study date: 021 2022 Mumber of Distinct Cate 26 86861

Objective:

Comment:

< 10%
10%-20%
= 30%

Interpretation guidelines
generally considered to be an acceptable measurement system
may be acceptable based upon importance of application, cost of measurement device, cost of repair ete.
considered to be not acceptable - every effort should be made to improve the measurement system

Results based on specifications

Measurement Unit Analysis

Repeatability - Equipment Variation (EV)
EV = 0.002740253

Reproducibility - Appraiser Variation (AV)
AV = 0002148227

Repeatability & Reproducibility (R&R)
R&R = 0.003480723

Part Variation [PV}
PV = 0.068578

Specification Spread (USL-LSLY

{USL - LSLY
Appraiser
Rob 5
Rob 5
Rob 5
Sam M
Sam M
Sam M
Mick K
Mick K
Mick K

F-QA-PPAP.2-PPAP Packet Template - Uncontrolled VIEW
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= 0.06383682
Replicati Part 1
1 82.1829
2 82.1852
3 £2.1808
1 821802
2 921869
3 B2.1864
1 £2.1913
2 92.1868
3 82.1878

Part 2

92 2152
922132
92219

922104
222118
922112
922089
2212
922188

Part 3

a2 2189
a2 2185
92,2214
022151
a2 2142
2. 2157
02.2145
a2 a7
a2 22

Part4

21.9201
21,913
21.0200
210124
21.9187
21.0182
21.02

21.9202
21.9208

Specification Spread (USL-LSLYVES

“EV =4.110522

SeAN =32102342

%eR&R = 522117

%PV = 0088381

Part 5

@2 2518
@2 2522
@2 2548
@2.2405
@2 2456
a2 2440
@2 24832
a2 2554
@2 2536

SIM

Part 8

92 244
222283
922204
222200
a2.x2

@222

222203
92 2234
92 X7F

Part 7

B2 1838
B2 1857
021003
oz.1ge0
821887
oz.1ee1
gz.1e1

B2 1841
821838

Part &

82 0249
B2 0237
020237
020335
B2 0309
p2.027a
020315
B2 0227
B2 0235

Part@
922018
892 2005
022005
92185
92 1938
02.10559
92104
892 200+
92 2084

Part 10
82218
92 2198
92214
92,2123
92 2085
92.2001
gz
92 2183
22 218

Rev #: 11
Rev. Date: 2/18/2022
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