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PRECISION

Form# :

Revision:

Process Flow Chart

FQc-26
1(3/26/2013)

Customer : Sumltoma Elecrical Wirlng Sysiems

Allas Part#: 69116578

Finish Part#: 69116578

Drawing :

LUST-14NOO3-EA Rev. D1 Daled : 20181008

Koy Contact: Kleth Ramsey - (628) 687-8900 x221 - kramsay@atlas-plastics.com

Supplier: Aflas Precislon Original Date: #/12/2018

Ravision: 1 Date Revised: 10/29/2018

Supplier  Plant Approval Date : 10/20/2018

Cote Team : Quallty Me

Kieth Ramsey / Quality Engl)

: Julle Callahan / Process Engl) Zach Shupe / Operatlons Manager: Ray Fisher

#00

Recelve And
Confirm Order

Receive Order And Confirm Due Date,
Order Packaglng And/Or Materials.

#10

Recelve Raw
Material

Receive Raw Material On Dack And Do Check For Physical Damage,
Store In Assigned Area,
Notlfy Quality Department Inspection Is Needed.

#20

Certification And
Audlt Inspection

Complete Receiving Inspection.

Apply Fifo Identification Labels To Each Contalner,

If Acceptable Notify Warehouse For Movement To Storage Area.

Reject Without Proper Material Certification, Lot Number Control And/Or Identification.
Contact Vendor For Corrective Action If Rejected.

#30

Material Mixing,
Starage, And
Drying

Prepare Material/Place In Dryer.

° TORAY 1401-X34 NATURAL ° - Dry At 250 F° For 4 hrs Hours
Place Identification Labels On All Cantainers,

Write Time Material Will Be Dry On Laminated Flip Chart

#40

Start Up Of
Production

Verify Correct Material, Mold, And Line Clearance

Set Process To Master, Verify Parameters

Visually Check Part For Defect Once Pracess Is Stable.
Verify Conveyor Reverses At Alarm.

Submit To The Quality Department For Inspection.

#45

Quality Start Up
Inspection

Complete All Items On The Manufacturing Inspection Plan {MQIP) For Start Up Inspection
Reject All Nonconforming Products With Formal Rejection Natice. (Form FQC_2)
Quarantine All Suspect Material.

Notify Productlon.

Update Quality Alerts, Critical Position Sheets And Work Instructions As Appropriate.

#50

Operator Run
Praduction

Operator To Begin Packaging Of Product.

Place Blue Container Under The Press.

Discard Product In Gray Sample Container.

Flip The Press Status Card To ‘Production’,

Obtain Paperwork And Label Package,

Welgh Count And Label Each Completed Box Per Packaging Instructions.
Place On Skid At Press.,

#60

Quality
Inspection

Complete All Items On The Manufacturing Inspection Plan (MQIP)

Reject All Nonconforming Products With Formal Rejection Notice. (Form FQC_2)
Notify Production.

Back Track And Quarantine All Suspect Materlal.

Update Quality Alerts, Critical Position Sheets And Work Instructions As Approprlate.

#70

Quality Roving
Inspection

Complete All Items On The Manufacturing Inspection Plan (MQIP)

Reject All Nonconforming Products With Formal Rejection Notice. (Form FQC_2)
Notify Production.

Back Track And Quarantine All Suspect Material,

Update Quality Alerts, Critical Position Sheets And Wark Instructions As Apprapriate,

#80

Initial Inspection
Process

Product Is Transacted Into QA Lab/Certified Sort Area.
Complete All Items On The Certifled Sort Area Procedures (QA-090).
Transact Product Out OF QA Lab/Certified Sort Area.

#90

Final Audit

Inspected Parts Sent To Final Audit.

Random Sample Boxes Checked For Defects And Weigh Count,

Accepted Boxes Stamped Approved.

Reject All Nonconforming Products With Formal Rejection Notice. (Form FQC_2)
Notify Production.

Back Track And Quarantine All Suspect Material.

Update Quality Alerts, Critical Position Sheets And Work Instructions As Appropriate,

#95

Storage And
Preservation

Final Audit Accepted Boxes Moved To Warehause For Storage.

#100

J 1 ed @ «| « eq| «|] |} eqio]l]

Shipping

Inspect Product Labels For Duplicates.
Inspect For Box Condition.
Wrapped And Shipped To Customer As Per Customer Orders.

Symbol Legend

¢ =

Certified Sort Shipping

Production Inspection

Storage

Process Flow Chart

Ravised
Jula Callahan

Rev Dats Changaa

1 10R072018 |updated printinformation Jula Gallshan

Ravislon History
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Production Part Approval
Dimensional Test Results

ORGANIZATION: Atlas Precision, Inc
SUPPLIER/VENDOR CODE: 15853

ATLAS PART #(S) : 69116578
FINISHED PART #(S) : 6911-6578
PART NAME(S) : FOW280C02FL-NA

NAME OF INSPECTION FACILITY:
Atlas Precision, Inc. Arden NC

DESIGN RECORD CHANGE LEVEL: LU5T-14N003-EA / Revision D1/ Dated : 10/8/2018

ENGINEERING CHANGE DOCUMENTS: NA

SPECIFICATION /
LIMITS TEST QTy. ORGANIZATION MEASUREMENT RESULTS (DATA) NOT
ITEM DIMENSION / SPECIFICATION Lower | Upper DATE [TESTED| M1 m2 M3 M4 M5 M6 mz M8 | GooD | GOoD
1 11.35 +/- 0.30 11.05 11.65 11.38 { 11.35 { 11.36 | 11.35 | 11.36 { 11.36 | 11.37 | 11.36 | Good
2 12.75 +/- 0.30 12.45 13.05 12.73 | 12.72 { 12,72 | 12.69 | 12.71 { 12.70 | 12.70 i 12.70 | Good
3 19.40 +/- 0.30 19.10 19.70 19.44 | 19.46 i 19.43 : 19.46 | 19.46 ; 19.44 : 19.43 ;| 19.44 | Good
4 17.70 +/- 0.30 17.40 18.00 17.57 | 17.65 { 17.72 : 17.57 | 17.75 { 17.63 | 17.80 | 17.66 | Good
5 29.50 +/-0.30 29.20 29.80 29.55 | 29.50 : 29.52 : 29.54 i 29.52 | 29.52 : 29.52 | 29.51 | Good
6 21.00 +/- 0.30 20.70 21.30 21.03 | 21.02 { 21.04 | 21.03 { 21.04 | 21.05 ;| 21.00 | 21.06 | Good
Blanket statements of conformance are unacceptable for any test results.
MARCH CFG-1003 SIGNATURE TITLE DATE
2006 0 Quality Engineer 9/29/2022




“TORAY”

langvation by Chemistry

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

Grade: 1401 X34TNA
Lot R34683
Date: ' 07/15/2022
Certification of Properties
Test Method . Unit Specification Result
Visual - - Same as Std. Goad
- Color . - - Same as Std. Good
' MFR 1801133 g/1D-min. Min. 3.2 4.1
: Max. 4.8
Tensile Strength iSO 527 MPa Min. 49 55.4
Tensiie Elongation ISO 527 % Min. 24 71.2
Charpy, Notched =~ 150 179 kd/m2 Min. 2.7 3.4

Toray Resin Ccmpany certifies the abové results are in accordance with our
5 Quahty Managcmcnt System

This Coertificate of Properties is gonerated by elaciranic means. No signature iz required.  This dooument may not be
reproduced, excapt in full, withood tha wiilten consent of Toray Resin Company.

Rewvislon & Q60418



’ QA-PR-040 — LAB SCOPE

PRECISION

Lab Technician / Quality Lab

Title : | Lab Scope Procedure | Issued Date : 5/02/2017
Document Control Number : | QA-PR-040 | Revision Date : 6/12/2017
Document Approval : | D.Clark | Revision No : 2

1.0 Purpose
1.1  The purpose of This procedure summarizes the testing capabilities available to Atlas Precision and
clarifies the equipment, test standard, recording method and reaction plans.
2.0 Scope
2.1  This applies to the ability to test parts to the customer standard, and recording information on the
correct forms.
3.0 Responsibilities

3.1 The Quality Manager or lab technician

4.0 Procedure

Testing Method:
Test Equipment Recording ;
Test Method Reaction Method
Preformed Used Method
Waterproof Test Water Proof Tester QA-54 Waterproof Test FQC-1 MQIP SOF 13.0-001 Cogg%l_gf Noneonforming
Insertion & 5 SEWS Insertion & Retention SOP 13.0-001 Control of Nonconforming
Retention Test beleitalis Procedure LR MRE FQC-2
Freeze Test Freezer QA-PR-051 Robust Test FQC-1 MQIP Lk 13,0000 Cogg‘él_gf Nonconforing
Equipment Calibration:
3 Calibrated to national FD Hurka :
Gauge blocks FD Hurka et L apdle Cert Reject tag procedure
Microvu FD Hurka Ferguioadu ™ cRAificaton &D Ht.n'ka Reject tag procedure
supplied Cerl
it Quality Per procedure — certification Quality : . .
Colvpna Comparator supplied Comparator Cert REj=RLIE procaduy
Moisture analyzer Sartorius Nis pmceiﬂ:pﬁsg gy Sartorius Cert Reject tag procedure
Weight scales Braswell Scale Prapragadiin = edrtiticadion Rzl Seale Reject tag procedure
supplied Cert
Force gage FD Hurka e i R FD Hurka Reject tag procedure
supplied
Calipers FD Hurka Per procedure A certification FD Hurka Reject tag procediize
supplied Cert
Micrometers FD Hurka Peprideion X SRR i Reject tag procedure
supplied Cert
Height stand FD Hurka L i o seRiLiptah e HL_“'ka Reject tag procedure
supplied Cert
Drop indicator FD Hurka Est ptcgaiis— GrilBgiion FD Hl_u'ka Reject tag procedure
supplied Cert
Gages/fixtures FD Hurka v procciﬂl;:p-{iggrl1f|cat10n Per customer Reject tag procedure

Unless otherwise documented, printed documents are not controlled. Refer to Controlled Document Index to ensure document s current

QA-PR-040 Lab Scope

Page 1 0f 2




l QA-PR-040 — LAB SCOPE

PRECISION

Lab Technician / Quality Lab

Title : | Lab Scope Procedure ’ Issued Date : 5/02/2017
Document Control Number : | QA-PR-040 | Revision Date : 6/12/2017
Document Approval : I D.Clark [ Revision No : 2

5.0 Revision History

Revision Description 3 Revised By ‘Date
0 Updated to new format J.Dalton 5/02/2017
1 Updated Calibration Resource a | J.Dalton 6/06/2017
2 Removed Unused/Out Of Service Items D. Clark 6/12/2017

Unless otherwise documented, printed documents are not controlled. Refer to Controlled Document Index to ensure document is current
QA-PR-040 Lab Scope Page 2 Of 2
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