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4389060 LUNA, JESUS 4-3120 ROBLES, ANTONIO 844 4389060

Manufacturing plant maintains listing of all Gage Numbers

manufact. area

aids - Magnet to stop metals

Characteristics Special Methods
Part/ Process Name / Machine, Device, Jig, Product / Process Evaluation / .
Proc # Operation description Tools For Mfg. No Product Process glr;asrs Specification / Measurement Sasrir;pe)le Ssrrgple Control Method Reaction Plan
Tolerance Technique a-
Handling and receiving material to plant
10 Receive resin, resistor and Correct quantity and ID/ C;_n‘gﬁi‘ Q;an't\l/ltg:i%ds‘l/[) isual / Scanner [Each standar |[Each received a?sF;ﬁfe_riezx,gll(;m_oé}i??al?gr;?d ggz}ro?'lnﬁzNo?oduct
insert in receive Pack free of damaged P pping lelectronic system pack material uatty aire ’ 9p
Not damaged packages Process certification, First sample A
release DPNW-5.3-CS-P97-06.04 FO1
Correct Quantity and ID |, ,. . Product audit DPNW-5.3-CS-4-7- [Control of Non
isual / Scanner [Each standar |[Each received
10.1 per Shipping Manifest/ elecironic system ack material 06.01,Process Inspection DPNW-5.3-CS-JConforming product
Not damaged packages 4 P P97-03.01 FO1 |
Material spec receiving simepéfs ;? Per material for Handling and receiving material to plant Control of non
bo Raw resin,resistor and Insert Correct raw resin inspection forms, see isual e Fc)medp inspection in plant [(DPNP-5.2-PC-OM-04) and conforming product
Inspection form parts for inspection p [DPNP-5.2-CS-OM-[Nonconformance product control DPGP- 9P
roblem |
fiist lgorm 01.01 5.3-CS-02, ’
. - Samples to "
m:teer;i;pfeo le;esc?efg’g inspect per iFr:ir g‘;i‘;:'?; folram First sample release DPNW-5.3-CS-P97- |Control of non
20.1 forr‘:\ arts for iné ection isual reported DP?\JP-S 2-CSp-OM- 06.04 FO1, Product audit,Calibration lconforming product
. P p problem ) program of measurement equipment A
fiist Form 01.01
Handling and receiving material to plant
Each movement of [0 Nr-0:2-PC-OM-04, Certificate drive |0 nforance
Move Raw Resin,resistor and Handling material guide |, ,. [Each lot . freight Elevator Process certification First
30 Undamaged package isual . material to product control
Insert to warehouse | material arehouse sample release DPNW-5.3-CS-P97- (DPGP-5.3-CS-02)
06.04 FO1,Product audit DPNW-5.3-CS- ’
4-7-06.01
Srock material Each movement of MTMS Sys certificate drive freight Nonconforance
ko Store Raw resin,resistor and I.D. correct Handling material guide isual [Each lot material to Elevator Process certification First roduct control
Insert in Location location | material sample release DPNW-5.3-CS-P97- P
. arehouse (DPGP-5.3-CS-02)
material 06.04 01
. . . . . [Each movement of [Operator Method DPNW-0.3-ME-00.01  [Nonconforance
50 :\;/ll'iorxe Is?:?i:nand resistor to Correct material He}ndllng material guide Manually/ Visual E\Z‘:ZJ:: material to IAO1,Dryer Preventive Maintenance MMP-Jproduct control
P manufact. area MP-95, Dryer alarms (DPGP-5.3-CS-02)
Handling material guide Each lot [Fach movement of gg? rg:o;:\/l F?::g:nE\ZNm%é_r:valE;:%OiﬁlgﬂP- Nonconforance
51 Correct material 9 9 Manually/ Visual : material to il ) . product control
| imaterial MP-95, Dryer alarms, Final Inspection -
manufact. area A (DPGP-5.3-CS-02)
(Operation method
(Operator Method DPNW-0.3-ME-00.01
Handling material quide Each lot [Each movement of {AO1,Dryer Preventive Maintenance MMP-JNonconforance
51.1 Correct material | 9 9 Manually/ Visual material material to MP-95, Dryer alarms, material racks product control
manufact. area audits -operator visual inspection when |(DPGP-5.3-CS-02)
remove the material with the scanner
Each movement of [OPSrator Method DPNW-0.3-MB-00.01 | orance
52 Move runner to recycling area Correct material Handling material guide Manually/ Visual Each !Ot material to A01 Dryer Preventive Maintenance MMP- product control
| material MP-95, Dryer alarms, Operator method -
manufact. area . ; (DPGP-5.3-CS-02)
isual Aids
Each movement of [OPSrator Method DPNW-0.3-MB-00.01 |\ orance
5.1 Correct runner in recycling Handling material guide Manually/ Visual [Each lot material to JAO1,Dryer Preventive Maintenance MMP- roduct control
. larea | V! material MP-95, Dryer, Operator method - Visual P
manufact. area Inids (DPGP-5.3-CS-02)
(Operator Method DPNW-0.3-ME-00.01
Handling material guide [Each lot Fach movement of JAO1,Dryer Preventive Maintenance MMP-| Noncontorance
53 Grind runner (Correct material Manually/ Visual . material to p . y product control
| imaterial manufact. area MP-95, Dryer, Operation method - Visual (DPGP-5.3-CS-02)
} aids - Magnet to stop metals i
Each movement of [OPerator Method DPNW-0.8-ME-00.01 |\ o rance
I53.1 Material not contaminated Handling material guide Manually/ Visual Each lot material to IAO1,Dryer Preventive Maintenance MMP-| roduct control
: ith a external material | Y imaterial MP-95, Dryer, Operation method - Visual P!

(DPGP-5.3-CS-02)




Characteristics Special Methods
Part/ Process Name / Machine, Device, Jig, Product / Process Evaluation / :
Proc # Operation description Tools For Mfg.  [No, Product Process glr:'srs Specification / Measurement Sgr;p;le S:rrzple Control Method Reaction Plan
Tolerance Technique a-
(Operator Method DPNW-0.3-ME-00.01
Handling material guide Each lot [Each movement of fA01,Dryer Preventive Maintenance MMP-JNonconforance
54 Blender process Correct material | 9 9 Manually/ Visual material material to MP-95, Dryer Equipment preventive product control
manufact. area maitenance. Use of scale method. (DPGP-5.3-CS-02)
Operator method. Blender parameters.”
(Operator Method DPNW-0.3-ME-00.01
Each movement of Equipment preventive maitenance. Use Nonconforance
Material not contaminated Handling material guide . Each lot : of scale method. Operator method.
54.1 N . Manually/ Visual . material to product control
ith a external material | material manufact. area Blender parameters. AO1,Dryer (DPGP-5.3-CS-02)
: Preventive Maintenance MMP-MP-95, :
Dryer
. Dryer loads . Dryer preventive maintenance )MMP-MP-|, ..
60 Feed Raw Resin to Dryer correctly Process chart / method |Visual Start up Start up 05) Dryer alarms, program calibrations JAdjust process
Dryer alarm Moisture test Program First
Operator method / [Sample release DPNW-5.3-CS-P97- Dryer adjust or increse
70 Dry raw Resin and verify Drver Dry resin Operation inspection Moisture analizer [Each twice a Each twice a shift 06.04 FO1, Operator Method DPNW-0.3- [drying time or turn off
Moisture Y y ingtmction P shift ME-00.01 AO1, Dryer PM MMP-MP-95  |dryer to avoid that the
Dryer Calibration PC, PCI DPNW-5.3- moisture is too night
CS-P97-03.01 FO1
isual Identification Dryer, First Sample Control of Non
. Correct isual / scanner Release DPNW-5.3-CS-P97-06.04 F01, !
80 Store Resin in Dryer . Op method . leach vessel [each vessel . : i [Conforming product
material lelectronic system Process Certification, Process Audit |
DPNW-5.3-CS-P97-03.01 FO1 )
Feed iniection moldin Correct Manually/ Visual / Operator Method DPNW-0.3-ME-00.01  JControl of Non
90 machiniz of resin 9 material Op method scanner electronic leach vessel [each vessel IAO1, Dryer PM MMP-MP-95, Poka yoke |Conforming product
Isystem sensor fill material Al
(Operator method DPNW-0.3-ME-00.01
[Move inserts and resistor to Load the correct, not bent & IAO1, First sample release DPNW-5.3-CS-JControl of Non
100 icrimp Machine and load undamaged inserts to Op method Manually/ Visual Each load Each load P97-06.04 FO1, Process inspection [Conforming product
terminals reel in Work station machine DPNW-5.3-CS-P97-03.01 FO1, visual aid JW.I
DPNW-4.7-CS-OM-01.01 FO1
Set-up Op method DPNW-0.3-ME-00.01
Crimp resistor and terminal to Correct (Op.Method/ Op. Each JAO1, 110 DPNW-5.3-CS-OM-00.02 FO3, [JProcess adjust given/
110 make assembly according to terminal and inspection instruction/ isual Crimpin Each start of shift set up check list DPNW-5.3-CS-OM- Crim Station /Control
|the resistance (first sample resistor isual Aid Ensamble de ressp 9 00.02 FO4, first sample release DPNW-  Jof Non Conforming
release) icrimping resistencia y terminal P . 5.3-CS-P97-06.04 FO1, MFG ins DPNW- Jproduct W.I
5.3-CS-P97-06.04 FO1
PM routine MMP-MP-95, First Sample rls
DPNW-5.3-CS-P97-06.04 FO1, Set-up
) ) ) check list DPNW-5.3-CS-OM-00.02 F04, |Red tag as required/
110.01 Coerrect crimp assembly (Op method Visual 100% (Ongoing Sensor for terminals, VPS, MFG [Adjust process
Inspection DPNW-5.3-CS-P97-06.04
FO1, CCH monitor
PM routine MMP-MP-95, First sample Red tag as required/
110.02 Good assembly crimp isual aids isual 100% (Ongoing release DPNW-5.3-CS-P97-06.04 FO1, d tag a
. JAdjust process
Process sheet. CCH monitor
PM routine MMP-MP-95, Process
. . e . isual, meassurement fAccording to inspection DPNW-5.3-CS-P97-03.01 Red tag as required/
110.03 Resistor in good conditions Product drawing lequipement 110 Set up FO1, First sample release DPNW-5.3-CS-JAdjust process / Scrap
P97-06.04 FO1, VPS
PM routine MMP-MP-95, First sample
release DPNW-5.3-CS-P97-06.04 FO1,
. . . . FF: CCH JVisual aids, CCH . o . 1O DPNW-5.3-CS-OM-00.02 F03, MFG Red tag as required/
110.04 (Crimp within specifications 1.10mm |1.10mm Micrometer 100% Ongoing Insp DPNW-5.3-CS-P97-06.04 FO1, VPS, JAdjust process / Scrap
Measurement equipment method, VPS
ICFM Monitor,
PM routine MMP-MP-95, First sample
release DPNW-5.3-CS-P97-06.04 FO1,
) . . . isual aids, CCW ) o . ["O DPNW-5.3-CS-OM-00.02 FO3, MFG |Red tag as required/
110.041 (Crimp within specifications dimension: 1.70mm Micrometer 100% (Ongoing Inspections DPNW-5.3-CS-P97-06.04 JAdjust process / Scrap
FO1, VPS Measurement equipment, VPS
[CFM Monitor
PM routine MMP-MP-95 First sample
Sample to release DPNW-5.3-CS-P97-06.04 FO1, Red tag as required/
110.05 Correct resistor isual aids isual erify correct [Set up IO DPNW-5.3-CS-OM-00.02 F03, MFG Ad'ustgrocesg / Sora
N inspections DPNW-5.3-CS-P97-06.04 Just p! P
F01, VPS CFM Monitor
Op method DPNW-0.3-ME-00.01 AO1PM
One piece ltool, First sample RIs DPNW-5.3-CS-
] - . X isual, Automatic part p . |P97-06.04 FO1, Prcss Inps DPNW-5.3-  JRed tag as required/
110.07 Correct Die isual aids, Value: 75N discriminator ;e):?:ﬁ?vny Start Of Production [CS-P97-03.01 FO1, Visual Inps, final JAdjust process / Scrap

audit DPNW-5.3-CS-P97-06-04 110

DPNW-5.3-CS-OM-00.02 FO3,




Characteristics Special Methods
Part/ Process Name / Machine, Device, Jig, Product / Process Evaluation / :
. o Char. Reaction Pl
Proc # Operation description Tools For Mfg.  [No, Product Process Clairs Specification / Measurement Sgr;p;le S:rrzple Control Method eaction Flan
Tolerance Technique a-
. . One piece .
110.071 Correct Die isual aids, Value: 75N _|sue_1|, _Automatlc part leach cavity [Start Of ProductionfjAutomatic part discriminator Re_d tag as required/
discriminator or die IAdjust process / Scrap
PM routine MMP-MP-95 first sample
Lo " - . ) o ) release DPNW-5.3-CS-P97-06.04 FO1 Red tag as required/
110.08 ITerminal in good conditions isual aids, 110 isual 100% (Ongoing PS, sensor to eliminate stack terminals |Adjust process / Scrap
conditions
Sample to First sample release DPNW-5.3-CS-P97-
. . - . ) A 06.04 FO1, visual aid for resistor DPNW- |Red tag as required/
110.09 Right resistor isual aids, 110 isual eerfy correct [Set Up l47-CS-OM-01.01 FO1 10 DPNW-5.3-  |Adjust process / Scrap
[CS-OM-00.02 FO3 Electrical Tester
PM routine MMP-MP-95, First sample
Ny - . . . o . release DPNW-5.3-CS-P97-06.04 FO1, JRed tag as required/
110.1 Filament in crimp area isual aids, 110 isual 100% (Ongoing PS sensor to eliminate stack terminals JAdjust process / Scrap
conditions
Manufacturing Inspection DPNW-5.3-CS-
110.11 Electrical continuity within isual aids. 110 Electrical Tester, 100% Ongoin P97-06.04 FO1, First samples release Red tag as required/
. resistor and terminal ! Continuity Tester ° going DPNW-5.3-CS-P97-06.04 FO1, electrical JAdjust process / Scrap
ltest in next station; Resistor design
. L Start of production :
. . JAccording Drawing item " "I1O, Operathor Method, Manufacturing .
110.75 [Terminal and resistence 290 (33.75mm + Digital Caliper 1 shot Setup, Middle of |, o DPNW-5.3-CS-P97-06.04 | 3ed tag as required/
crimp height 0.85mm) Production, Final Fo1 JAdjust process / Scrap
i Audit ’
Crimp assembly Process Correct crimp assembly and| . . . o . (Operator check-list, operator Inspection JRed tag as required/
120 inspection rocess inspection isual aids, op. method Visual 100% Ongoing instructive DPNW-0.3-ME-00.01 A01 JAdjust process / Scrap
ision system, visual aid: resistence
130 Sleeves assembly Undamaged assembly isual aids isual Each piece  [Ongoing DPNW-4.7-CS-OM-01.01 FO1 assembly JRed tag as required
method.
ision system, visual aid: resistence
130.1 IAssembly with sleeve isual aids, op method isual, vision system [Each piece [Ongoing DPNW-4.7-CS-OM-01.01 FO1 assembly |Scrap
method.
ision system, visual aid: resistence
130.2 Sleve correctly placed isual aids, op method isual, vision system [Each piece [Ongoing DPNW-4.7-CS-OM-01.01 FO1 assembly |Scrap
method.
but assembly on device to ision system, visual aid: resistence Process Adjust Or
140 contract slee)\//e on terminal Sleeve properly seated (Op method \Visual Each Pc. Each Pc. DPNW-4.7-CS-OM-01.01 FO1, assembly JMold Repair/ red tag
method. las required
Put 13534897 assy on device vis?(r)z r:e;?eori D::":ri_estj—-spg-z?e'\tnezgt“ Process Adjust Or
140.1 [to contract sleeve on terminal, Sleeve properly seated Op method Vision System 100% Each Pc. 4 P e Mold Repair/ red tag
sleeve not properly assembled condition - N
(Condumex 20-12 o las required
master samples for vision system
Move material, process inspection .
150 Move assembly to injection :gtdsgfgs:jm?::g Tgly and Op.Inspection isual Each P Each Pc DPNW-5.3-CS-P97-03.01 FO1, Product ,\Pﬂrc?lzeéseg#f;g{ag
molding machine molding machine Instruction/ Product print ’ ’ IAudit DPNW-5.3-CS-4-7-06.01, operator s required
9 method DPNW-0.3-ME-00.01 A01 q
isual Inspection N X
[Perform Start up inspection erify mach F\% Ts;z;oémiet:p;iddr’?Ir:’s:osg?';nrﬁle
160 put sh_lpplng label on box Mold Mach. 80 tons. Correct set-up (Operator method. parameters vs. : 100% Each Start and end Machine,Process certification,Process Red Tag As Requiered
material / Set up for molded Process card process card. Verify run \nspection Material Id.CCA
lconnector material correctly P i Y .
supplied system,scanner station in electrical tester
(Operator Method DPNW-0.3-ME-00.01
100% IAO1, Operator traning, Preventive
Manually subassembly (Terminal correctly seated in . . [Every Charge On [maintenance Tool, First sample release .
170 kerminalfresistor to mold Mold Mach. 80 tons. cavity tool (Operator method. isual Inspection process  |Motd DPNW-5.3-CS-P97-06.04 FO1, Product |COMPlete Loading
P JAudit DPNW-5.3-CS-4-7-06.01, vision
sistem, master samples
100% "Operator Method,Operator
. . . [Every Charge On [traning,Preventive maintenance .
170.1 Correct load terminals (Operator method. isual Inspection i;?]rsocs;?on Mold Tool,First sample release,Product Audit”, [Complete Loading
P ision sistem
(Operator Method DPNW-0.3-ME-00.01
100% JAO1, Operator traning, PM Tool, First
: . ) . Every Charge On [sample release DPNW-5.3-CS-P97- )
170.2 [Terminal present in tool (Operator method. isual Inspection i;?]rsocs;?on Mold 06.04 FO1, Product Audit DPNW-5.3-CS- IComplete Loading
P 14-7-06.01, visual inspection, vision
system
(Op Method DPNW-0.3-ME-00.01 AO1,
Dont pass non Operator traning, PM MMP-MP-95 vision
180 [Premold Vision system Mold Mach. 80 tons confo‘r)mance remold ision System Operator isual. vision system |Each cycle  [Each cycle system Electrical Tester Master Pieces |Red target as aplies,
inspection : : iy P method ’ 4 Y 4 method DPNW-0.3-ME-OM-00.01 A01  |scrap
Y First sample release DPNW-5.3-CS-P97-
06.04 FO1
Calibtration ison System Each Vision [Each set-up, Start [Op meth DPNW-0.3-ME-00.01 A01, Op . .
180.1 ision System Calibration Method Samples master Isystem Of Production, training, PM MMP-MP-95 vision ision system adjust




Characteristics Special Methods
Part/ Process Name / Machine, Device, Jig, Product / Process Evaluation / :
. o Char. Reaction Pl
Proc # Operation description Tools For Mfg.  [No, Product Process Claasrs Specification / Measurement Sgr;p;le S:rrzple Control Method eaction Flan
Tolerance Technique a-
lafter of prev. syst,electr tester, calibr samples test on
mainetnance and |[1st sample release, Position Guides
lcorrective ision system
Manufacture Parts on mold Process Certification Process Inspection
190 Machine /Visual Mold Mach. 80 tons Connector without NFO isual aids, process isual One piece Start Of Production ngft\lv[;gh?ﬁi_;sgé?j—gjog%11 T:I}?sdtum Process Adjust Or
Inspection(first sample ’ ’ card e rel § DPNW-5.3 CS P97 Mold Repair/ red tag
reloase) sample release -5.3-CS-P97-
06.04 FO1
Op method DPNW-0.3-ME-00.01 AO1,
One piece PM tool, first sample rls release DPNW- Process Adjust Or
) - . ) . . 5.3-CS-P97-06.04 FO1, process ;
190.01 [No terminalexpossed isual aids, op method isual e:fr:ji:avny Start Of Production inspection DPNW-5.3-CS-P97-03.01 Q‘IISC'I:3 :?lgeyr/ red tag
P FO1, visual inspection, final audit DPNW- a
5.3-CS-P97-06-04 FO1
(Operator method DPNW-0.3-ME-00.01
. IAO1, PM tool, first sample release .
190.02 No flash on connector isual aids, process isual eo;(?hpgg\(/:ﬁ Start Of Production |21\ W-5.3-C8-P97-06.04 FO1 process I?A:;)Izelzz A::#?et?{a
: card e Yy inspection DPNW-5.3-CS-P97-03.01 FO1 [ ¢ uir‘; v 9
P visual inspection, final audit DPNW-5.3- a
CS-P97-06-04 FO1
Process Inspection DPNW-5.3-CS-P97-
One piece 03.01 FO1, Product Audit DPNW-5.3-MG-JProcess Adjust Or
190.03 No resistance expossed isual aids, op method isual leach cavity [Start Of Production||P84-04.13 FO1, First sample release Mold Repair/ red tag
per die DPNW-5.3-CS-P97-06.04 FO1 PM tool, Jas required
visual inspection
Process inspection DPNW-5.3-CS-P97-
" 03.01 FO1 Product Audit DPNW-5.3-CS- JProcess Adjust Or
190.05 No bent terminals isual aids G'_SFUSS',bGages G-F898,11 ot f}afégjgii’r‘]dsﬁﬂf 14-7-06.01 Op method DPNW-0.3-ME-  |Mold Repair/ red tag
P! " ]00.01 A01 Operator certificated, las required
Electrical tester, vision system
Process inspection DPNW-5.3-CS-P97- Process Adjust Or
. . . . . 03.01 FO1 First sample release DPNW- .
0
190.06 IAll terminals present isual aid isual 100% (Ongoing 5.3-CS-P97-06.04 FO1 Process Mold Re;paw/ red tag
o N . ! as required
certification, visual inspection
Process inspection DPNW-5.3-CS-P97-
03.01 FO1 First sample release DPNW- Process Adjust Or
. ) 5.3-CS-P97-06.04 FO1 PM Tool, B
190.07 No britle connector Process card isual, process card |1 shot set up (Operator Method DPNW-0.3-ME-00.01 Mold Re;paw/ red tag
N . N las required
IAO1, Preventiva maintenance machine
MMP-MP-95
PM tool MMP-MP-95 First sample
release DPNW-5.3-CS-P97-06.04 FO1 Process Adjust Or
190.08 (Connector no contaminated isual aid \Visual, process card |1 shot set up Inspection report on layout annual, IO |Mold Repair/ red tag
DPNW-5.3-CS-OM-00.02 F03, final audit Jas required
DPNW-5.3-CS-P97-06-04 FO1
Z':!Pﬁ:gv;r?:rlg:‘r? r;zﬂz?ation injection Process Adjust Or
190.11 No voids isual aids isual 100% longoing . . R Mold Repair/ red tag
molding machine,process injection and N
as required
temperatures parameters
(Op method DPNW-0.3-ME-00.01
IAO1,first sample release DPNW-5.3-CS- Process Adjust Or
. . Product drawing, Visual § ,. . . P97-06.04 Proces inspection DPNW-5.3- .
190.12 Resistences not mixed ids isual [Each piece |Start of production CS-P97-03.01 visual inspection, final le?lri F\L'J?rﬁilr/ red tag
audit DPNW-5.3-CS-P97-06-04 Raw q
material lock Check list.
QC audit of the raw material of resistance]
Product drawing. Visual and rack of resistance after assembly on JProcess Adjust Or
190.13 resistences not mixed Lids 9. isual [Each piece |Start of production ftwice per sfith- program for validate the ~|Mold Repair/ red tag
electrical test DPNW-5.3-CS-P97-06-04 |as required
FO1
QC audit of the raw material of resistance]
Part Drawing ITEM 8 Start. midlle and  [fand rack of resistance after assembly on JProcess Adjust Or
190.14 Connector widht PSD 17.56 +/- 0 ?5 Digital Caliper 1 shot lend of production, [twice per sfith- program for validate the |Mold Repair/ red tag
. ’ levery set-up electrical test DPNW-5.3-CS-P97-06-04 as required
FO1
QC audit of the raw material of resistance]
. . . and rack of resistance after assembly on JProcess Adjust Or
190.15 i(:&r;]r;e;;orﬁf::; of material isual Aid l;ﬂsa;?g?ﬁ’grt Clip 1 shot g:arégsgiir;dsm? ltwice per sfith- program for validate the ~ |Mold Repair/ red tag
P P! " lelectrical test DPNW-5.3-CS-P97-06-04 Jas required
FO1
Process inspection DPNW-5.3-CS-P97- Process Adjust Or
boo Put parts on Buffer area Material free of Bend Pins Op.Inspection isual Each Pe. Each Pc. 03.01 FO1 Product Audit DPNW-5.3-CS- Mold Repair/ red tag

lor damage connector

Instruction/ Product print

4-7-06.01 operator method DPNW-0.3-

ME-00.01 AO1

as required




Characteristics

Methods

. . . Special =
Part/ Process Name / Machine, Device, Jig, Product / Process Evaluation / :
. o Char. Reaction Pl
Proc # Operation description Tools For Mfg.  [No, Product Process Claasrs Specification / Measurement Sgr;p;le S:rrzple Control Method eaction Flan
Tolerance Technique a-
Inpection instructive operathor DPNW- .
. [Pass connector by process Process Adjust Or
Molding parts Process X . . 5.3-CS-P97-03.01 FO1 Op method .
210 inspection Mold Mach. 80 tons. E)sﬂpfﬁcr:rt:‘%r:‘,cignt;g:s non Op method isual Each Pc. Each Pc. DPNW-0.3-ME-00.01 AO1, Product audit XsllgeRi‘i)rzldr' Red Tag
P DPNW-5.3-CS-4-7-06.01 d
Not open circuit or short Continuity testing, Op method DPNW-
[Perform electrical test, mark circuitpresitor within 0.3-ME-00.01 AO01product audit DPNW- Process Adiust Or
oo [of the resistence value on the tolerance, complette std Op method isual Each Pc Each Pc. 5.3-CS-4-7-06.01, First sample release |y, \'pe aif' Red Ta
iconnector (from cavities 10 to ack corFect hgndlin of P . . DPNW-5.3-CS-P97-06.04 FO1 Electrical IAs Re. u‘i)red' 9
17) and packing ﬁlon Eonformant artg tester mark,certificated operator, PM a
P tester
[Not open circuit or short . . .
o . s lautomatic counter in electrical tester, .
circuit,resitor within Guard to prevent the bad handling of Non Process Adjust Or
220.1 tolerance, complette std Op method isual Each Pc. Each Pc. B pt " heet 9 | Mold Repair. Red Tag
ack, correct handling of contormant parts, process sheet, release f, ¢ Required
I‘zlon conformant parts check-list DPNW-5.3-CS-P97-06-04 FO1
Instruction inspection operator, Process
Ob. Inspection isual Inspection/ According to inspection DPNW-5.3-CS-P97-03.01 FO1
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