~APTIV-

Part Certification

COMPONENT PART INSPECTION REPORT

Part Number ECL Date Part Name
(Delphi:35589655) (Delphi:01) (Delphi:2023-03-22 00:00:00) (Delphi:ASM TERM F APEX 2.8 AG )
Type of Tool Part Wt. (1 pc)
X PRODUCTION \With carrier (term) 0.0006 Kilograms
PRE-PRODUCTION Loose 0.0006 Kilograms
PROTOTYPE
NEW TOOL REVISED TOOL TRANSFER TOOL IOTHER
Purchased Part: Yes X

Die Master Mold No. (Components) or Master Board No. (Harnesses) if applicable
00000471 MA A F0O0J
Tool No. No. of Tool Cavities(Components) Cav. #
00000471 MA A F00J N/A N/A
Tool/Part Supplier
DELPHI
Material Material Spec Max % Regrind Actual % Regrind
METL C14530 HO8 SELECTIVE SILVER W/ANTI-TARNISH M6666CNO N/A N/A
Report Requested By
CUSTOMER
Type of Inspection IType of Drawing

X |Complete Partial X Product Drawing I:ITOOI Drawing
Drawing is being changed by Product Engineering per ECN No. Chg Level 85
Additional Eng. Changes
Dim| Ref Drawing Acceptance Parts/Tool Cavities Checked Discrep [Product Eng. Notes
No.| Only Dimension Lower | Upper 1 4 5 6 7 Col #  [Fix Tool il change Dwg to

1 4.3 N/A INFO FOR USER

2 0° N/A

3 TYPE 102 N/A

4 TYPE 102 N/A

5 TYPE 102 N/A

6 TYPE 102 N/A

7 TYPE 102 N/A

8 TYPE 102 N/A

9 TYPE 102 N/A

10 TYPE 102 N/A

11 TYPE 102 N/A

12 NOTE OK STAMP 1.D. "J"
13 0.3 0.04 ICORE
1;" 0.3 0.10 INSULATION
14 1.45 1.35 1.55 1.47

15 0.63 0.53 0.67 0.61 (OF BLADE

16 X 19 19.13

17 3.8 3.7 3.9 3.83
12' X 19 19.11
127' 3.8 37 3.9 3.81

18] X 7.5 7.63
18-

Py 7.5 7.62

19 NOTE OK STAMP |.D. 18AG
20 2 1.75 2.25 2.04
22_ 2 1.75 2.25 2.02

21 NOTE OK STAMP 1.D. PED
22 4.25 4.20 4.30 4.25

23 NOTE OK DATE CODE "16"
24 2.90 2.80 3.00 2.92
2;" 2.90 2.80 | 3.00 2.93

25 0 -.10 .10 .04

26 NOTE N/A GREASE

27 3.35 3.20 3.50 3.38
227_ 3.35 3.20 3.50 3.38

28] X 3.9 3.94

29 8.2 7.95 8.45 8.16
22_ 8.2 7.95 8.45 8.20

30 11.5 11.25 | 11.75 11.55
33_ 11.5 11.25 | 11.75 11.58




Dim
No.

Ref Drawing Acceptance Parts/Tool Cavities Checked Discrep [Product Eng. Notes

Only [ Dimension Lower | Upper 1 2 3 4 5 6 7 8 Col # [Fix Tool lwill change Dwg to

31

X 3.1 N/A DOUBLE WIRE

32

3 N/A DOUBLE WIRE

33

0.15 0.10 0.20 0.12

33-
2

0.15 0.10 0.20 0.10

33-
3

0.15 0.10 0.20 0.14

33-
4

0.15 0.10 0.20 0.16

34

3.1 3.1

34-
2

3.1 3.08

35

3 2.7 3.3 2.98

36

3.3 3.25

36-
2

3.3 3.22

37

3.8 3.5 4.1 3.68

38

X 3.3 N/A DOUBLE WIRE

39

3.8 N/A DOUBLE WIRE

40

NOTE N/A GREASE

41

NOTE N/A INFO FOR USER

42

1.2 N/A INFO FOR USER

NOTES

1

UNLESS OTHERWISE SPECIFIED AND/OR INDICATED: DIMENSIONS ARE TO FACE OF VIEW SHOWN AND AUTOMATICALLY ROUNDED BY COMPUTER FOR INSPECTION (SEE MATH
MODEL FOR PRECISE DIMENSIONS).....

1.

FOR ALL OTHER DIMENSIONS NOT SHOWN BUT REQUIRED FOR TOOL BUILD, SEE MATH MODEL FOR PRECISE TOOL PATH DATA.

10

ITHIS TERMINAL IS SYMMETRICAL ABOUT CONTACT CENTERLINE AND 180° INSERTABLE. IT IS PREFERRED TO KEEP THE SAME ORIENTATION THE FIRST TERMINAL IS STARTED
ITH FOR UNIFORMITY.

REFERENCE ONLY; FOR SPECIFIC CABLE SEAL APPLICATION, PLEASE SEE THE CONNECTION SYSTEM FOR VALIDATED SEALS.

SEE SHT 2 FOR LEGACY CRIMP INFORMATION. CONTACT APTIV REPRESENTATIVE FOR THE LATEST CRIMP INFORMATION.

RECOMMENDED MATING BLADE PER USCAR STANDARD EWCAP-001.

'PXX" INDICATES "P" PLUS LAST TWO DIGITS OF MAKE DIE SERIES NUMBER (P01, P02, P03, ETC.).

[CORPORATE BRAND TO BE APPLIED TO PRODUCT DESIGN PER THE LATEST REVISION OF ESD S1085201.

IAFTER MANUFACTURE, DO NOT PROBE, TEST, OR OTHERWISE CONTACT THE INTERIOR REGION (THE SPRING OR ANY MOVING PART) OF THIS TERMINAL. SEVERE DAMAGE CAN
OCCUR, ....

. JCOMPROMISING THE PERFORMANCE OF THE ELECTRICAL INTERFACE.

4 o
o |9 o [~elvIRIE

PLATING TYPE: I. HOT DIP TIN 0.5 - 2.5 MICROMETERS THICK II. HOT DIP TIN 0.51 - 2.5 MICROMETERS THICK IIl. SILVER 2-3 MICROMETERS THICK OVER NICKEL UNDERPLATE 0.05
MIN MICROMETERS THICK ......

o

IV. GOLD ALLOY 0.25 MICROMETERS THICK OVER PALLADIUM SILVER ALLOY UNDERPLATE 0.51 MICROMETERS THICK OVER NICKEL UNDERPLATE 20.3 - 27.4 MICROMETERS

" THICK V. NICKEL 1.27 - 2.54 MICROMETERS THICK ......

I. MATTE TIN 2.54 - 3.8 MICROMETERS THICK (FOR USE WITH SELECTIVE SILVER PLATING SPECIFICATION) VII. MATTE TIN 2.5 MIN MICROMETERS THICK (FOR USE WITH

"~ |SELECTIVE GOLD PLATING SPECIFICATION) ....

.. JPLATING TYPE INFORMATION SHOWN ABOVE IS REFERENCE ONLY. PLATING REQUIREMENTS ARE CONTAINED IN APPLICABLE MATERIAL SPECIFICATION.

[* DENOTES DIMENSIONS MADE AT CUT-OFF AND CRIMP DIE.

PLUS ANGLE IS WING BOTTOM SURFACE ROTATED COUNTERCLOCKWISE AGAINST THE BOX BOTTOM SURFACE.

[TERMINAL SYMMETRICAL ABOUT CENTERLINE EXCEPT AS SHOWN.

Inspection Source Company Name
Delphi Packard Electric Systems Plant MEXICO 84

Inspected by Title Inspection Report Date
[CRUZ, RICARDO1 [OPERADOR CALIFICADO EXPERTO 20-Apr-2023

Inspector Supervisor Title Date

[CARDENAS, CARLOS E SUPERVISOR DE CALIDAD 20-Apr-2023

lApproved by Title Date
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PROCESS FLOW DIAGRAM

Family name: Date (Orig.) Prepared by:

471 TOOL 15-Jul-2019 CARBAJAL, ILIANA

Part Number: Date (Rev.) Title:

(Delphi:35589655) 15-Jul-2019 JINDUSTRIAL ENGINEERING TECHNICIAN
Part Name: Page 1 Phone Number

(Delphi:ASM TERM F APEX 2.8 AG ) [+52 844 8663400 EXT 5441

Cross Functional team Members Symbol Key:
RAMIREZ CABELLO, EDGAR +52 01844 8663400GARCES, GERARDO +52 844 8663400GUILLEN, RAFAEL +52 844 8663400VILLANUEVA,
IARNULFO +52 844 8663400 EXT 5411NAJERA, OSVALDO R +52 844 8663400PADILLA, ELSA L +52 (844) 8663400 EXT.3458ALDAPE, ARMANDO
LOPEZ +52 844 4389060NAJERA, OSVALDO R +52 844 8663400VILLARREAL, ANA +52 844 8663400AGUILAR, EFREN +52 (844) 4389060 4 Manufacturing/Assembly
EXT.2722ALARCON, OLIVIA 8958-5756PENA, JOSUE +52 844 8663400CARDENAS, CARLOS E (844) 8663400 ext 3442CARBAJAL, ILIANA +52 844 ® Movement of Materials/Parts
8663400 EXT 5441 A Storage of Materials/Parts
W Inspection
Step # Fab | Move [ Store | Insp Operation description Iltem # Special Characteristics

10 [ Receive and unloading raw material at receiving area

20 * B [Pyment process

30 * Identification of coils

40 * Raw material register

50 B [Correct orientation of selective raw material (If apply)

60 B [Cut of sample for incomming inspection

70 * Delivery of samples to inspection receipt

80 B [Samples inspection of raw material in incoming inspection

90 [ Move material to supermarket

100 [ Move coils to stamping area

110 * Print labels (if apply)

120 [ Move labels to machine (if apply)

130 u erify incoming material at machine

140 * Set up verification of good conditions to run

150 * Main dereeler

160 * Straightener

170 * Dereeler side feed

180 * Die lube system

190 * Main feed

200 * Side feed

210 * Press

220 * Bolster

230 * Chutes / blowoff

240 * Central lube system

250 * Blanking Details (tool)

. . - 25+-, 9+-. - .2-0.

20 | * Forming detal t00) 0C120.25 Wings chamfer 0.125:-0.075mm Q1o Closed box comers. - o

270 * [Common tooling ( shoes, backup plates, retainers, stripper plates& springs) in die

280 * Clip Assembly (tool)

290 B fHelm load system

300 W [Vision system

310 * Grease post aplication (if apply)

320 * IJAutomatic reject cut system by vision system

330 * lAutomatic reeler

340 * Unload reel

350 * Print shipping label

360 * IApply shipping label

370 B [Process inspection by Mfg

380 B fAnnual Layout

390 * Scan shipping label

400 B |OC audit

410 B [OC released

420 [ Move parts to PPAP area (if apply)

430 [ Move good reels to supermarket area (If apply)

440 [ Move parts to quarentine area (if apply)

450 B [Quarentine (If apply)

460 [ Move part to EPS ( If apply)

470 u [EPS (If apply)

480 * Push delivery is elaborated

490 [ Shipping to distribution center




“APTIV- POTENTIAL FAILURE MODE AND EFFECTS ANALYSIS

. Delphi
|:|Deslgn FMEA Process FMEA |:|Confidential

Part Certification

Page [FMEA Number
ISystem Subsystem X IComponent 1 00000471 TOOL (e-FMEA DOC ID 5270526)
Part Number Design or Process Responsibility Prepared by [Telephone #
|(Delphi:35589655) RAMIREZ CABELLO, EDGAR RAMIREZ CABELLO, EDGAR [+52 01844 8663400
Model Year(s)/Vehicle(s) Key Date (Original FMEA Date [FMEA Revision Date
MULTIPLE 2019-07-02 00:00:00 2020-02-28 00:00:00
(Core Team ) Supervisor's Approval
RAMIREZ CABELLO, EDGAR, SUPERVISOR DE ING DE PROCESOS +52 01844 8663400 VILLANUEVA, ARNULFO, TECNICO DE CONFIABILIDAD +52 844 8663400 EXT 5411 PADILLA, ELSA L, SUPERVISOR DE CALIDAD +52 RAMIREZ CABELLO, EDGAR
(844) 8663400 EXT.3458  ALDAPE, ARMANDO LOPEZ, TECNICO DE CALIDAD +52 844 4389060  AGUILAR, EFREN, SUPERVISOR DE MANUFACTURA +52 (844) 4389060 EXT.2722 CARBAJAL, ILIANA, INDUSTRIAL .
[ENGINEERING TECHNICIAN +52 844 8663400 EXT 5441 PENA, JOSUE, GERENTE DE MANTENIMIENTO +52 844 8663400 RAMIREZ, VERONICA 3, TECNICO DE MATERIALES +52 844 4389060 PEREZ, FERNANDO, JEFE DE Action Results
IGRUPO ESTAMPADO 844 4389060
C Responsibility
Item/Process Function | [e] Df| R & OID| R
Requirements Potential Failure Mode | Potential Effect(s) of Failure e a Potential Cause(s)/ c Current Design/Process el P Recommended Target Actions Taken efclefl P
s Mechanism(s) of Failure c Controls tN Actions Completion vicftf N
s Date
10) Receive and unloading raw Wrong material id Wrong material in press  [[6] Incorrect identification from supplier | 2 (D) -Inspection of material operator method IDT-001 and IDT-010 7/184] None
material at receiving area
10.01) Receive and unloading raw Damaged material Intermitence 6 Incorrect handling 2 (D) -Inspection of material operator method IDT-001 and IDT-010 7[[s4] None
material at receiving area
10.02) Receive and unloading raw Missing identification Resistance / Short circuit |5 Missing from supplier 2 (D) -Inspection of material operator method IDT-010 71|70} None
material at receiving area
10.03) Receive and unloading raw Incorrect stack Intermitence 5 There is not operator method in raw f| 2 (D) - Operathor method IDT-001 - Operator certified 71|70] None
material at receiving area material warehouse
10.04) Receive and unloading raw Incorrect stack Intermitence 5 Damage container from supplier 2 || (D) -Operathor method IDT-001 -Operator certified -Operator method IDT- |7 70 None
material at receiving area
10.05) Receive and unloading raw Incorrect stack Intermitence 5 Bad stack from supplier 2 (D) -Operator certified -Operator method IDT-010 71|70} None
material at receiving area
20) Pyment process Material non verified with ||Discrepancy in inventory and|{5| Operator does not follow the method || 2 (D) -Operator method IDT-010 71|70] None
invoice payments
20.01) Pyment process Wrong tipping of part  |Discrepancy in inventory and|{5| Operator does not follow the method || 2 (D) -Operator method IDT-010 71|70} None
number and weigth payments
20.02) Pyment process Material not paymented |Discrepancy in inventory and |5 Incorrect invoice from supplier 2 (D) -Operator method IDT-010 71|70} None
payments
30) Identification of coils Incorrect ID of coils Resistance / Short circuit |6 Operator Does not follow the method {| 2 (D) -Operator method IDT-010 7|[84 None
30.01) Identification of coils Missing of ID Discrepancy in inventory and|{5| Operator Does not follow the method || 2 (D) -Operator method IDT-010 -Operator method IDT-007 7170] None
_ payments
30.02) Identification of coils Label FIFO different to Resistance / Short circuit |5 Operator Does not follow the method || 2 (D) -Operator method IDT-010 -Operator method IDT-007 770 None
internal labels
40) Raw material register Material is not register Discrepancy in inventory |6 Operator Does not follow the method || 2 (D) -Operator method IDT-007 7|[84 None
40.01) Raw material register Register of arrival of Discrepancy in inventory 6 Operator Does not follow the method || 2 (D) -Operator method IDT-007 7/[84 None
material missed
40.02) Raw material register Validation of tare and Discrepancy in inventory 6 Operator Does not follow the method || 2 (D) -Operator method IDT-007 7[le4| None
weight mised
40.03) Raw material register Material without ID Discrepancy in inventory |6 Operator Does not follow the method || 2 (D) -Operator method IDT-010 -Operator method IDT-007 71184 None
50) Correct orientation of selective Incorrect orientation Resistance 7 Incorrect winding direction from 2 (D) -Incoming Inspection DPNP-5.2-CS-OM-01.01 F01 -Visual ID 71|98 None
raw material (If apply) delivered to run supplier
60) Cut of sample for incomming Sample non cutted Resistance / Short circuit |5 Operator Does not follow the method | 2 (D) -Operator method IDT-007 7[|70; None
inspection
60.01) Cut of sample for incomming Sample without ID Resistance / Short circuit 5 Operator Does not follow the method || 2 (D) -Operator method IDT-007 7[70 None
inspection
60.02) Cut of sample for incomming Sample without ID Resistance / Short circuit  [5 Label not printed 2 (D) -Operator method IDT-010 -Operator method IDT-007 7[70 None
inspection
60.03) Cut of sample for incomming | Incorrect cut of sample Resistance / Short circuit  ||5| Operator Does not follow the method || 2 (D) -Operator method IDT-007 770 None
inipection (si£)
70) Delivery of samples to inspection| Samples missed Resistance / Short circuit |5 Operator Does not follow the method || 2 (P) -Operator method IDT-011 -Operator method IDT-007 71|70} None
receipt
80) Samples inspection of raw Incorrect width of raw Resistance / Short circuit |5 Operator Does not follow the method | 2 |f (P) -Instruccion Incoming inspection, Registro de embarques e inspeccion |7 |70} None
material in incoming inspection material de material DPNP-5.2-CS-OM-01.01 FO7;
80.01) Samples inspection of raw | Incorrect thickness of raw | Resistance / Short circuit |5 Operator Does not follow the method | 2 || (P) -Instruccion Incoming inspection, Registro de embarques e inspeccion |7 {70} None
material in incoming inspection material de material DPNP-5.2-CS-OM-01.01 FO7;
80.02) Samples inspection of raw Jincorrect orientation of raw Resistance / Short circuit |5 Operator Does not follow the method | 2 | (P) -Instruccion Incoming inspection, Registro de embarques e inspeccion 770 None
material in incoming inspection material in coil de material DPNP-5.2-CS-OM-01.01 FO7; criterios de aceptacion y rechazo
M6666CNO DPNP-5.2-CS-OM-01.01 FO7
90) Move material to supemﬁrket Material damage. Intermitence 7| Opera_tor does not follow the method || 2 (D) -Opera_tor method IDT-007 7 98| None
190.01) Move material to supermarket] Material damage. Intermitence 7| Operator without certified 2 (D) -Certified in training dept 71198 None
190.02) Move material to supermarketf Incorrect location Discrepancy in inventory f|7| Operator does not follow the method f| 2 (D) -Operator method IDT-007 71198 None
100) Move coils to stamping area Material not registered Discrepancy in inventory  [|4] Operator does not follow the method f| 2 (P) -Operator method IDT-008 -Operator method IDT-004 7|56} None
100.01) Move coils to stamping area Miss id, Process stoped 4 Incorrect Material handling 2 || (P) -Operator method IDT-008 -Operator method IDT-004 -Operator metod |7 56| None
PROC 023
100.02) Move coils to stamping area| Damaged material Intermitence 6| Wrong Material handling 2 (P) -Operator method IDT-008 »Opera_tor method IDT-004 71184 None
110) Print labels (If apply) Wrong label Wrong parts shipped to  [[6 Operator does not follow the method || 2 (D) -Operator method IDT-005 -Op. method PROC-023 -Process card -  [|7[184] None
customer Check list of previous activities DPNW-5.3-MG-7-4-00.01
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POTENTIAL FAILURE MODE AND EFFECTS ANALYSIS

Delphi
Confidential

Page
1

FMEA Number
00000471 TOOL (e-FMEA DOC ID 5270526)

Part Number
(Delphi:35589655)

Design or Process Responsibility
RAMIREZ CABELLO, EDGAR

Prepared by
RAMIREZ CABELLO, EDGAR

[Telephone #
+52 01844 8663400

Model Year(s)/Vehicle(s) [Key Date Original FMEA Date [FMEA Revision Date
MULTIPLE 2019-07-02 00:00:00 2020-02-28 00:00:00
(Core Team Supervisor's Approval

RAMIREZ CABELLO, EDGAR, SUPERVISOR DE ING DE PROCESOS +52 01844 8663400
ALDAPE, ARMANDO LOPEZ, TECNICO DE CALIDAD +52 844 4389060

(844) 8663400 EXT.3458

ENGINEERING TECHNICIAN +52 844 8663400 EXT 5441

IGRUPO ESTAMPADO 844 4389060

VILLANUEVA, ARNULFO, TECNICO DE CONFIABILIDAD +52 844 8663400 EXT 5411
AGUILAR, EFREN, SUPERVISOR DE MANUFACTUI
PENA, JOSUE, GERENTE DE MANTENIMIENTO +52 844 8663400

RA +52 (844) 4389060 EXT.2722
RAMIREZ, VERONICA 3, TECNICO DE MATERIALES +52 844 4389060

PADILLA, ELSA L, SUPERVISOR DE CALIDAD +52
CARBAJAL, ILIANA, INDUSTRIAL

PEREZ, FERNANDO, JEFE DE

RAMIREZ CABELLO, EDGAR

Action Results

C Responsibility
Item/Process Function S| | o DI R & S|OoID| R
Requirements Potential Failure Mode | Potential Effect(s) of Failure fle a Potential Cause(s)/ c Current Design/Process el P Recommended Target Actions Taken efclefl P
v s Mechanism(s) of Failure c Controls tIN Actions Completion vicftf N
s Date
110.01) Print labels (If apply) Wrong label Wrong parts shipped to  [[6] Incorrect KANBAN 2 | (D) - KANBAN method HS881 -Check list of previous activities DPNW-5.3- | 7184 None
customer MG-7-4-00.01
120) Move labels to machine (If Wrong label Wrong parts shipped to 6| Wrong Material handling 2 (D) - Process inspection - Final inspection - KANBAN method HS881 7[84] None
apply) customer
120.01) Move labels to machine (If Mixed label Wrong parts shipped to  [[6] Wrong Material handling 2 (D) - Process inspection - Final inspection - KANBAN method HS881 6/|72] None
apply) customer
130) Verify incoming material at | Wrong material delivered Process stoped 6 Operator failed to verify material 2 (D) -Op. method PROC-023 and IDT-007 -Process card -Check list of |7 [184] None
m&chine to press previous activities DPNW-5.3-MG-7-4-00.01
140) Set up verification of good Low pressure in hydraulic Intermitence 6 Pump fault 2 || (P) -Process card -Method Proc 023 -Autonomus maintenance DPNP-5.3- |560 None
condﬁons to run system ME-P84-02 FO1 -Low limit pressure swﬁch
140.01) Set up verification of good Incorrect raw material Resistance / Short circuit |6 Incorrect material supplied 2 | (P) -Process card -Material id -Method Proc 023 -Autonomus maintenance |7|84 None
conditions to run DPNP-5.3-ME-P84-02 FO1 -Check list Previous activities DPNW-5.3-MG-7-
4-00.01 FO1 -Check Ii_st set up DPNW-5.3-MG-7.4.00.02 FO1
140.02) Set up verification of good Incorrect raw material Resistance / Short circuit |6 Miss id during process 2 |(P) -Method Proc 023 -Operator method IDT 007 -Autonomus maintenance |7 184 None
conditions to run DPNP-5.3-ME-P84-02 FO1 -Format ING-MATS-012 AO1
140.03) Set up verification of good Missing label Process stopped 6 Operator does not follow the method | 2 || (P) -Process card -Material id -Method Proc 023 -Autonomus maintenance |7 (184 None
conditions to run DPNP-5.3-ME-P84-02 FO1 -Check list Previous activities DPNW-5.3-MG-7-|
4-00.01 FO1 -Check list set up DPNW-5.3-MG-7.4.00.02 FO1
140.04) Set up verification of good Wrong label Process stopped 6 Incorrect from the system 2 || (D) -Operator method PROC 023 - KANBAN method HS881 -Autonomus |7 |84 None
conditions to run maintenance DPNP-5.3-ME-P84-02 FO1
140.05) Set up verification of good Missing process card Process stopped 6 Operator does not follow the 2 [I(P) -Method Proc 023 -Autonomus maintenance DPNP-5.3-ME-P84-02 FO17 84| None
conditions to run instruction -Check list Previous activities DPNW-5.3-MG-7-4-00.01 F0O1 -Check list set
up DPNW-5.3-MG-7.4.00.02 FO1
140.06) Set up verification of good Wrong process card Process stopped 6| Incorrect from the system 2 [(P) -Method Proc 023 -Autonomus maintenance DPNP-5.3-ME-P84-02 FO1|8/{96 None
conditions to run -Check list -Autonomus maintenance DPNP-5.3-ME-P84-02 FO1 -Check list
set up DPNW-5.3-MG-7.4.00.02 FO1
140.07) Set up verification of good Missing tooling Resistance / Short circuit |6 Wrong set-up 2 (P) -Verification of tooling DPNW-5.3-MG-7-4-05.02 FO1 -110 7[s4 None
conditions to run
140.08) Set up verification of good Wrong tooling Resistance / Short circuit |6 Wrong set-up 2 (P) -Verification of tooling DPNW-5.3-MG-7-4-05.02 FO1 -110 7[s4 None
conditions to run
140.09) Set up verification of good Low air pressure Resistance / Short circuit |6 Bad pressure from the main line 2 || (P) -Process card -Method Proc 023 -Autonomus maintenance DPNP-5.3- |5[l60| None
conditions to run ME-P84-02 FO1 -Low limit pressure switch
140.1) Set up verification of good Stock inverted in press Resistance / Short circuit |7 Stock orientation not verified 2 | (D) -Set up verification - Visual ID HS472 -Autonomus maintenance DPNP-J7[198f Install vision system || MARTINEZ, |fVision installedand7 |2 |4 | 56
conditions to run 5.3-ME-P84-02 FO1 capable to detect the DAVID released for
stock orientation 2020-03-14 manufacturing
00:00:00
140.11) Set up verification of good Previous reels not Miss id, wrong parts send to |14 Flow not cleneed 2 (D) -PN change routine -MFG inspection -QC final audit -Autonomus 6148 None
conditions to run removed from winder at the costumer maintenance DPNP-5.3-ME-P84-02 FO1
changeover
140.12) Set up verification of good Good parts called bad Scrap 4 Disajust in camera 2 (D) -Vision system verification according to the method with destructive  |4[32] None
conditions to run parts by vision system pieces -Autonomus maintenance DPNP-5.3-ME-P84-02 FO1
when apply
140.13) Set up verification of good Good parts called bad Scrap 4 Light variation 2 (D) -Vision system verification according to the method with destructive 432 None
conditions to run parts by vision system pieces
when apply
140.14) Set up verification of good Bad parts called good Intermitence / Short circuit [|7| Disajust in camera 2 (D) -Vision system verification according to the method with destructive 4156 None
conditions to run parts by vision system pieces
when apply
140.15) Set up verification of good Burrs in the insulation Wire isulation damage 6| Dimension of the wings are in the 2 (D) -Manufacturing inspection -QC Final inspection -Set up release -tool 7184 None
conditions to run wings of terminal maximum book
140.17) Set up verification of good Misaligment terminal Not assembly in hte 7| Wrong adjust in the tool 2 | (D) -Set up released -mfg inspection -QC final audit -Tool maker set up - [|6[|84] None
conditions to run connector Nest of vision system
150) Main dereeler Electronic control doesn't Dereeler doesn't work 2 Defective unit / stop the process 2 (D) -Swich detect the fault 416 None
function properly
150.01) Main dereeler Rollers not operating Press will shut down 2| Bad Bearing 2 (D) -Diagnostic Fault Display 2|8 None
properly
150.02) Main dereeler Speed control fail Press will shut down 2 Bad wire 2 (D) -Diagnostic Fault Display -Switch stop the press 2] 8 None
150.03) Main dereeler Speed control bad Press wﬂ shut down 2] Bad electronic cgrd 2 (D) -Diignostic Fault Diselax -Switch stop the press 2| 8 None
150.04) Main dereeler Table don't turn Press will shut down 2] Belt are loose 2 (D) -Diagnostic Fault Display -Switch stop the press 2| 8 None
— — — — - Jagnoste aut oepay Swieh oK —
150.05) Main dereeler Motor stop Press will shut down 2] Bad electronic card 2 (D) -Diagnostic Fault Display -Switch stop the press 2| 8 None
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Page FMEA Number
system Subsystem X lComponent i 00000471 TOOL (e-FMEA DOC ID 5270526)
Part Number Design or Process Responsibility Prepared by [Telephone #
|(Delphi:35589655) RAMIREZ CABELLO, EDGAR RAMIREZ CABELLO, EDGAR +52 01844 8663400
Model Year(s)/Vehicle(s) [Key Date Original FMEA Date [FMEA Revision Date
MULTIPLE 2019-07-02 00:00:00 2020-02-28 00:00:00
(Core Team ; Supervisor's Approval
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160) Straightener Feed rollers not operating Raw material wavy 2 Wrong adjust 2 (D) -First piece released -Operator method 6/]24] None
properly
160.01) Straightener Feed rollers not operating | Raw material loose in rollers |2 Wrong adjust 2 (D) -First piece released -Operator method 6/]24] None
properly
170) Dereeler side feed Ground sensor fail stock buckle fault 2] Intermitent control 2 (D) Maintenance routine Operator method 520 None
170.01) Dereeler side feed Incomplete aEsemny nlssing clip 7 Assembl mi\funcnon 2 (D) Helm sensor Diggnostic fault in main d\sEIay in the press 5]|70] None
180) Die lube system Clogged Valve Tool wear / Jams, Terminal {7 Contaminated 2 (D) -Diagnostic Fault Display -In process visual inspections 2/j28) None
Dimensional Variability
180.01) Die lube system Faulty Proximity Switch | Tool wear / Jams, Terminal [{7| Loose sensor 2 (D) -Diagnostic Fault Display -In process visual inspections 2/28] None
Dimensional Variability
180.02) Die lube system Faulty Proximity Switch | Tool wear / Jams, Terminal [|7| Sensor location 2 (D) -Diagnostic Fault Display -In process visual inspections 2/28] None
Dimensional Variability
190) Main feed Improper Position Burr Terminals and/or Tool [[6| Loose connection / broken wire 2 (D) -Automatic diagnostic Fault in feeed screen -Setup method 2[|24] None
jams
190.01) Main feed Improper Position Burr Terminals and/or Tool [[6| Incorrect set up 2 (D) -Automatic diagnostic Fault in feed screen -Setup method 2[|24] None
jams
190.02) Miin feed Stock buckle Miss clip 7 Raw material finished 2 (D) -Sensor in feed entrance 2 28| None
190.03) Main feed Improper Position Burr Terminals and/or Tool |6| Pulley wear 2 (D) -Diagnostic Fault -Setup method -P- -Preventive maint routine 6[72 None
jams
190.04) Main feed Improper Position Damage terminal tool 6 Pulley wear 2 (D) -Tool Jam / damaged terminal detection device 6[72] None
190.05) Main feed Improper Position Tool jams 2 Belt broken 2 (P) -The screen show the improper position and the press can't run - 28 None
Preventive maintenance.
190.06) Main feed Incorrect Release Point Tool jams 2 Wrong set up 2 (D) -Display in the feed signature analysis 2] 8 None
190.07) Main feed Incorrect Release Point Tool jams 2| Broken parts 2 (D) -Diagnostic fault Display in the feed Signature analysis 2 8 None
190.08) Main feed Incorrect Release Point Tool jams 2| Air pressure 2 (D) -Diagnostic fault in the screen, pressure swich in the feed 2 8 None
190.09) Main feed Incorrect Release Point Press will not start v Resolver wear 2 (D) -Diagnostic fault display in the feed screen 2|8 None
190.1) Main feed Improper Timing Tool jams 2 Set Up 2 (D) -Diagnostic fault display in feed screen 2]l 8 None
190.11) Main feed Improper Timing Tool jams 2 Bad belts condition 2 [|(D) -Preventive maintenance -DiAsgnostic fault in the feed screen signature|f6 |24 None
analysis
190.12) Main feed Roller Air Pressure Tool jams 2| Bad Gauge 2 (D) -Diagnostic fault display in the screen 2 8 None
190.13) Main feed Roller Air Pressure Tool jams 2| Improper Adjustment 2 (D) -Diagnostic fault display in the screen 2 8 None
190.14) Main feed Resolver failure Tool jams v Improper set Up 2 (D) -Diagnostic fault display in the screen, -Signature analysis 2|8 None
190.15) Main feed Resolver failure Tool jams v Coupling failures 2 (D) -Diagnostic fault display in the screen, -Signature analysis 2|8 None
190.16) Main feed Resolver failure Tool jams 2 Loose connections 2 (D) -Diagnostic fault display in the screen, -Signature analysis 2] 8 None
190.17) Main feed Resolver failure Tool jams 2| Bad electronic card 2 (D) -Diagnostic fault display in the screen. 2 8 None
200) Side feed Jam Damage or missing clip |7 Improper set up 2 (D) -Sensor in the die -Operator method 2/[28] None
200.02) Side feed Wrong feed length Wrong Set up 7 Operator does not follow the method f| 2 (D) -Process card -Operator method -Sensor in the die 456 None
210) Press Loose Ram Terminal dimensional 7 Non flat piston surface 2 || (D) -Bearing drop inspection, -Vision system -P- -Preventive maint routine |2[28| None
variability
210.01) Press Loose Ram Terminal dimensional 7| Unclean Fasteners 2 | (D) -Bearing drop inspection, -Vision system -P- -Preventive maint routine |2}28 None
variability
210.02) Press Loose Ram Terminal dimensional 7 Improperly torqued fasteners and set || 2 f| (D) -Bearing drop inspection, -Vision system -P- -Preventive maint routine §2 128 None
variability SCrews
210.03) Press Improper Hydraulic Press will shut down 2| Compensator failures 2 (D) -Diagnostic fault display in the press screen 2|8 None
System Pressure
210.04) Press Improper Hydraulic Press will shut down 2 Accumulator failures 2 (D) -Diagnostic fault display in the press screen -P- -Preventive mant 218 None
System Pressure routine
210.05) Press Improper Hydraulic Press will shut down 2 Hydraulic pump failure 2 (D) -Diagnostic fault display in the press screen -P- -Preventive mant 28 None
System Pressure routine
210.06) Press Hydraulic pump fault Press will shut down 2 Bad Pump 3 || (D) -Diagnostic fault display in the screen, pressure swich -P- -Preventive |2[12| None
mant routine
210.07) Press Hydraulic pump fault Press will shut down 2 Airin the system 3 (D) -Diagnostic fault display, level and pressure sensor -P- -Preventive  |2[12] None
mant routine
210.08) Press Hydraulic pump fiult Press wﬂ shut down 2] Plugged orifice 3 (D) -Preventive maintenance rout -P- 6136 None
210.09) Press Excessive Stop Time Terminal dimensional 7| Brake shoe lining 2 || (D) -MFG inspection -Q.C inspection -Vision system -P- -Preventive maint |2[|28| None
variability rout_ine
210.1) Press Excessive Stop Time Terminal dimensional 7| Belview lining washers 2 | (D) -MFG inspection -Q.C inspection -Vision system -P- Preventive maint [|2[28| None
variability routine
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210.11) Press Press Run @ Inch Mode Terminal dimensional 7 Improper operation 2 (P) -MFG inspection -Q.C inspection -P- -Preventive maint routine 6/|84] None
variability
210.12) Press Improper startup Terminal dimensional 7 Damaged terminal 2 (P) -Operator method -D- -MFG inspection -Q.C inspection -first sample 6|84 None
continues mode variability released
210.13) Press Resolver Failure Tool jams 2] Bad resolver unit 2 (D) -Diagnostic fault displayin the screen -P- -Preventive maint routine  J3}{12] None
210.14) Press Flyviheel bearing falures Press will not start 6 Low pressure 2 (D) -Diggnostic Fault DisEIayl Sealed bearing -Preventive maintenance |3 Sg None
210.15) Press Damage terminﬁl Terminﬁl tigth 6 Wind speed to high 2 | (P) -Operator method -first sample relea_sed -mfg inﬁpection -QC finEI audit §6 72| None
220) Bolster Out of Parallel Terminal dimensional 6 Improper set up 2 | (P) -Set up method -D- -released of set up for mfg first sample released - 672 None
variability MFG inspection -Q.C final audit
220.01) Bolster Out of Parallel Terminal dimensional 6 Damage die 2 | (P) -Set up method -Preventive maint -D- -Released of set up for mfg first |6§72 None
variability sample released -MFG inspection -Q.C final audit
220.03) Bolster Out of Parallel Terminal dimensional 6 Loose bolt 2 (P) -Set up method -D- -Released of set up for mfg -Change card first 6/|72] None
variability sample released -MFG inspection -Q.C final audit
220.04) Bolster Out of Parallel Terminal dimensional 6 Damage die 2 |(P) -Set up method -D- -Released of set up for mfg -First sample released - 672 None
variability MFG inspection -Q.C final audit
220.05) Bolster Micro adjust in bad Terminal dimensional 2 Sprocket bad condition 2 || (P) -Preventive maint routine -D- -First sample released -MFG inspection - |6]24 None
condﬁon variability Q.C fingl audit
220.06) Bolster Micro adjust in bad Terminal dimensional 2 Bad chain tension 2 || (P) -Preventive maint routine -D- -First sample released -MFG inspection - |6]24 None
condﬂon variability Q.C fmgl audit
220.07) Bolster Micro adjust in bad Termianl dimensional 2| Adjusment nuts/interfenece 2 | (P) -Preventive maint -D- 'First sample released -MFG inspection -Q.C final | 624 None
condition variability audit -Press shut down
230) Chutes / blowoff Jams Terminal dimensional 7| Rail out of adjustment 2 (P) -Set up method -Preventive maint -D- -Set up released by 6|84 None
variability manufacturing -Machine stop -Ffirst sample released -MFG insp -Q.C final
audit
230.01) Chutes / blowoff Jams Press will shut down 2 Bad pump unit 2 (D) -Diagnostic fault display -P- -Preventive maint routine 2] 8 None
240) Central lube system Pump failure Press will shut down 2| Leaking due a damaged seal 2 (D) -Diagnostic fault display -P- -Preventive maint routine 2 8 None
240.02) Central lube system Proximity sensor Press will shut down 2| Improper location 2 (D) -Diagnostic fault display -P- -Preventive maint routinee 2 8 None
240.03) Central lube system Float switches Press will shut down 2] Broken/loose wires 2 (D) -Diagnostic fault display -P- -Preventive maint routine 2| 8 None
240.04) Central lube system Valve stuck Press will shut down 2 Broken/loose wires 2 (D) -Diagnostic fault display -P- -Preventive maint 2] 8 None
240.05) Central lube system Improper mix ratio Tool wear Terminal 7 Pump failure 2 (D) -Diagnostic fault display -P- -Preventive maint routtine 2/|28] None
dimension variability
250) Blanking Details (tool) Excessive Wear Terminal dimensional 7| Tooling wear 2 | (D) -First sample released -MFG inspection -Q.C final audit -Preventive |6/{84 None
variability maint routine -P- -Tool maker set up using optical comparator
250.01) Blanking Details (tool) Excessive Wear Terminal dimensional 7| Improper Cutting Clearance 2 [ (D) -First sample released -MFG inspection -Q.C final audit -Preventive |6/{84 None
variability maint routine -P- -Tool maker set up
250.02) Blanking Details (tool) Excessive Wear Terminal dimensional 7| Detail Made Wrong 2 | (D) -First sample released -MFG inspection -Q.C final audit -Preventive  [6[f84 None
variability maint routine -P- -Tool maker set up
250.03) Blanking Details (tool) Die detail design Terminal dimensional 7| Die detail design not capable of 2 (D) -First sample released -MFG inspection -Q.C final audit -Preventive [|6[184] None
variabilty -damaged index producing parts in spec. maint routine -P- -Tool maker set up
tab
250.04) Blanking Details (tool) Die detail design Terminal dimensional 7 Wafer missing 2 (D) -First sample released -MFG inspection -Q.C final audit -Preventive 684 None
variability (damage term maint routine -P- -Tool maker set up
tang)
250.05) Blanking Details (tool) Die detail design Incomplete terminal (missing |7 Worn / Broken tooling 2 (D) -First sample released -MFG inspection -Q.C final audit -Preventive 684 None
core wing notches) maint routine -P- -Tool maker set up
250.06) Blanking Details (tool) Breakage Terminal dimensional 7| Tooling Misalignment 2 (D) -First sample released -MFG inspection -Q.C final audit -Preventive  |684| None
variability maint routine -P- -Tool maker set up
250.07) Blanking Details (tool) Breakage Terminal dimensional 7| Improper Cutting Clearance 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - [|6[|84] None
variability Q.C finil audit -Tool maker set up
250.08) Blanking Details (tool) Breakage Terminal dimensional 7| Detail Made Wrong 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - [|6[|84] None
variability Q.C finil audit -Tool maker set up
250.09) Blanking Details (tool) Breakage Die jam 7| Detail Installed in wrong die 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - [|6[184] None
Q.C finil audit -Tool maker set up
250.1) Blanking Details (tool) Chamber punch Incorrect Terminal 7 Die Misalignment 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 6|84 None
progression Q.C final audit -Tool maker set up
250.11) Blanking Details (tool) Incorrect terminal Terminal dimensional 7 Punch hitting too hard 2 (P) -Process card -D- -Set up released by manufacturing -First sample  |6]84 None
Progression variability released -MFG insp -Q.C final audit
250.12) Blanking Details (tool) Broken Bolts Terminal dimensional 7 Improper set up 1 | (P) -Set up method -D- -Released of set up for mfg -First sample released - 642 None
variability MFG inspection -Q.C final audit
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250.13) Blanking Details (tool) Coin out of specification Burr on coin 7 Lack sharpening cutting die and punch 2 (P) -Set up released by manufacturing -First sample released -MFG 6[84] None
cutting inspection -Q.C finalaudit -Tool maker setup
260) Forming details (tool) Excessive Wear Terminal dimensional 7 Tooling wear 2 | (P) -Preventive maint. routine -Tool maker set up -D- -Set up released by |6]84 None
variability manufacturing -First sample released -MFG insp -Q.C final audit -Tool
maker set up
260.01) Forming details (tool) Bad tooling Terminal dimensional 7 Detail made wrong 2 (P) -Preventive maintenance routine -Set up released for mfg -MFG 6/|84] None
variability inspection -QC final audit -Set up released -Tool maker set up
260.02) Forming details (tool) Bad tooling Die jam 7 Detail made Wrong 2 || (P) -Preventive maint. routine -D- -Set up released by manufacturing -First |684 None
sample relea_sed -MFG inﬁP -Q.C finEI audit -Tool maker set up
260.03) Forming details (tool) Bad tooling Die jam 7 Tooling misaligment 2 || (P) -Preventive maint. routine -D- -set up released by manufacturing -First |684 None
sample relea_sed -MFG inﬁP -Q.C finEI audit -Tool maker set up
260.04) Forming details (tool) Die detail design Terminal dimensional 7 Die detail design not capable of 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 684 None
variability -damaged index producing parts in spec. Q.C final audit -P- -Tool maker set up
tab
260.05) Forming details (tool) Die detail design Incomplete Terminal 7 Worn/broken tooling 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - [6[[84] None
(missing core wing notches) Q.C final audit -P- Tool maker set up -Preventive maint. routine
260.06) Forming details (tool) Die detail design Incomplete Terminal 7 Detail made wrong 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 6|84 None
(missing core wing notches) Q.C final audit -P- -Tool maker set up
260.07) Forming details (tool) Die detail design Crack in transition area 7| Improper adjustment 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 6|84 None
Q.C final audit -P- -Tool maker set up
260.08) Forming details (tool) Die detail design Terminal dimensional 7 Improper adjustment 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 6|84 None
variability FF2 Inspected for vision system -FF1 QC inspection -P- -Tool maker set up
260.081) Forming details (tool) Die detail design Terminal dimensional 7| Worn tool/Wrong Tooling Height 2 [ (D) -Released of set up for mfg -First sample released -MFG inspection - |6/{84 None
variability Dimension/ Improper adjustment Q.C final audit -P- -Tool maker set up -Preventive maintenance routine. -
Tool maker Verification of Critical Stations according to format. (Box
forming stations front & back)
260.09) Forming details (tool) Breakage Terminal dimensional 7| Detail Made Wrong 2 [ (D) -Released of set up for mfg -First sample released -MFG inspection - |6/(84 None
vanabnny Q.C flnil audit -P- -Tool maker set up
260.1) Forming details (tool) Breakage Die jam 7| Detail installed in wrong die 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - [6[f84 None
Q.C final audit -P- -Tool maker set up
260.11) Forming details (tool) Breakage Terminal dimensional 7 Detail fatigue 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - |6/(84] None
variability Q.C final audit -P- -Tool maker set up
260.12) Forming details (tool) Over Driven Rocker Wing extruded/Customer  {7| Improper Adjustment 2 || (D) -Released of set up for mfg -First sample released -MFG inspection - |5[|70} None
Station Process difficulty Q.C final audit -P- -Tool maker set up
260.13) Forming details (tool) Excessive Wear Terminal dimensional 7 Tooling wear 3 || (P) -Preventive maint. routine -Tool maker set up -D- -Set up released by |4[84] None
variability manufacturing -First sample released -MFG insp -Q.C final audit
260.14) Forming details (tool)  JChamfer of core wings out Incorrect crimping 7| QCI25 QCI30 Tooling wear / Wrong adjust 2 [(P) -Tool maker set up -D- -Set up released by manufacturing -First sample |6 {84 None
of spec Chamfer of core released -Q.C final audit -Q.C 110 inspection
wings 0.125+-
0.075mm
260.15) Forming details (tool) Gap out of spec Intermintence / high insertion||7| Tooling wear / Wrong adjust 2 || (D) -Preventive maint. routine -Tool maker set up -D- -Set up released by [|6[84] None
force manufacturing first sample released -MFG insp -Q.C final audit -Vision
System
260.16) Forming details (tool) [Corners open in the box offintermintence / high insertion|{7| QCI 1 QCI6 All Tooling wear / Wrong adjust 2 || (D) -Preventive maint. routine -Tool maker set up -D- -Set up released by [|7[98| None
the terminal force corners must be manufacturing first sample released -MFG insp -Q.C final audit -AVP
closed inspection -110
260.17) Forming details (tool) Chamfer of box out of Burr in seal or connector  [[7| QCI22 QCI24 Tooling wear / Wrong adjust 2 || (D) -Preventive maint. routine -Tool maker set up -D- -Set up released by [|7[98| None
spec [Chamfer of box 0.2 +-| manufacturing first sample released -MFG insp -Q.C final audit -AVP
0.15mm inspection -110
260.18) Forming details (tool) Heigth of box out of spec JHigh insertion force / terminalj 7] FF1 Heigth of box Tooling wear / Wrong adjust 2 || (D) -Preventive maint. routine -Tool maker set up -D- -Set up released by [|7[|98| None
to loose in connector 2.90+-0.1mm manufacturing first sample released -MFG insp -Q.C final audit -AVP
inspection -110
260.19) Forming details (tool) Width of box out of spec fHigh insertion force / terminalf 7§ FF2 CS22 Width of Tooling wear / Wrong adjust 2 | (D) -Preventive maint. routine -Tool maker set up -D- -Set up released by |6]84 None
to loose in connector box 4.25 +-0.05mm manufacturing first sample released -MFG insp -Q.C final audit -AVP
inspection -110 -Vision system
260.2) Forming details (tool) Crack in terminal Intermitence / Ressistance |7 Tooling wear / Wrong adjust 2 | (D) -Preventive maint. routine -Tool maker set up -D- -Set up released by |7]98 None
manufacturing first sample released -MFG insp -Q.C final audit -AVP
inspection -110
270) Common tooling ( shoes, Not square or parallel Die Jam 2 Misalignment 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 624 None
backup plates, retainers, stripper | (retainers, stripper plates) Q.C final audit -P- -Tool maker set up
plates& springs) in die
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270.01) Common tooling ( shoes, Not square or parallel Die Jam 2 Made Wrong(Dimensional or Material)j 2 | (D) -Ri 1 of set up for mfg -First sample released -MFG inspection - 624 None
backup plates, retainers, stripper | (retainers, stripper plates) Q.C final audit -P- -Tool maker set up
plates& springs) in die
270.02) Common tooling ( shoes, Not square or parallel Die Jam 2 Installed in Die Wrong 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 624 None
backup plates, retainers, stripper | (retainers, stripper plates) Q.C final audit -P- -Tool maker set up
plates& springs) in die
270.03) Common tooling ( shoes, Not square or parallel Die Jam 2 Misalignment 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 624 None
backup plates, retainers, stripper | (retainers, stripper plates) Q.C final audit -P- -Tool maker set up
plates& springs) in die
270.04) Common tooling ( shoes, Not square or parallel Die Jam 2 Made Wrong(Dimensional or Material) | 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - [6[24| None
backup plates, retainers, stripper | (retainers, stripper plates) Q.C final audit -P- -Tool maker set up
plates& springs) in die
270.05) Common tooling ( shoes, Not square or parallel Die Jam 2 Installed in Die Wrong 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - |6[24 None
backup plates, retainers, stripper | (retainers, stripper plates) Q.C final audit -P- -Tool maker set up
plates& springs) in die
270.06) Common tooling ( shoes, Spring not functioning Terminal dimensional 7 Worn/broken spring 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - |6[84 None
backup plates, retainers, stripper properly variability Q.C final audit -P- -Tool maker set up
plales& springs) in die
270.07) Common tooling ( shoes, Spring not functioning Die jam 2 Worn/broken spring 2 | (D) -Set up -Set up released by manufacturing -Preventive maint. -Machine |624 None
backup plates, retainers, stripper properly stop -D- -First sample released -MFG insp -Q.C final audit
plates& springs) in die
270.08) Common tooling ( shoes, | Wrong Spring called out Terminal dimensional 7| Spring not capable of producing parts | 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - |6[[84 None
backup plates, retainers, stripper on print variability in spec Q.C final audit -P- -Tool maker set up
plates& springs) in die
270.09) Common tooling ( shoes, | Wrong Spring called out Die jam 2| Worn/broken spring 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 624 None
backup plates, retainers, stripper on print Q.C final audit -P- -Tool maker set up
plates& springs) in die
270.1) Common tooling ( shoes, Wrong Spring called out Die jam 2 Spring not capable of producing parts | 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 624 None
backup plates, retainers, stripper on print in spec Q.C final audit -P- -Tool maker set up
plates& springs) in die
270.11) Common tooling ( shoes, | Wrong Spring called out Die jam 2| Broken spring 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 624 None
backup plates, retainers, stripper on print Q.C final audit -P- -Tool maker set up
plates& springs) in die
270.12) Common tooling ( shoes, Insulation wings out of Terminal out of spec 6 Disajust in tooling 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - 3|36 None
backup plates, retainers, stripper spec Q.C final audit -Vision system -P- -Preventive maint. routine -Vision system
plates& springs) in die
270.13) Common tooling ( shoes, Insulation wings out of Terminal out of spec 6| Incorrect set up 2 || (D) -Released of set up for mfg -First sample released -MFG inspection - |3[[36 None
backup plates, retainers, stripper spec Q.C final audit -Vision system -P- -Preventive maint. routine -Vision system
plates& springs) in die
270.14) Common tooling ( shoes, Insulation wings out of Terminal out of spec 6| Lack of lubricant 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - [|3[|36| None
backup plates, retainers, stripper spec Q.C final audit -Vision system -P- -Preventive maint. routine -Vision system
pla_tes& springs) in di_e
270.15) Common tooling ( shoes, Core wings out of spec Terminal out of spec 6| Disajust in tooling 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - [|3[|36| None
backup plates, retainers, stripper Q.C final audit -Vision system -P- -Preventive maint. routine -Vision system
pla_tes& springs) in di_e
270.16) Common tooling ( shoes, Core wings out of spec Terminal out of spec 6| Incorrect set up 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - [|3[|36| None
backup plates, retainers, stripper Q.C final audit -Vision system -P- -Preventive maint. routine -Vision system
pla_tes& springs) in di_e
270.17) Common tooling ( shoes, Core wings out of spec Terminal out of spec 6 Lack of lubricant 2 | (D) -Released of set up for mfg -First sample released -MFG inspection - |3[36| None
backup plates, retainers, stripper Q.C final audit -Vision system -P- -Preventive maint. routine -Vision system
plates& springs) in die
280) Clip Assembly (tool) Breakage Missing clip 7 Detail fatigue 2 (D) -Operator method -Helm load monitor -Vision system 4156 None
280.01) Clip Assembly (tool) Wrong wings Clip dimensional variability 7| Wrong tooling 2 || (D) -Operator method -First sample release -Tool maker released -Helm |4 [l56| None
load monitor
280.02) Clip Assembly (tool) Wings with burrs Clip dimensional variability |7| Die detail desing 2 (D) -Operator method -First sample release 6[84] None
280.03) Clip Assembly (tool) Clip out of spec Clip dimensional variability - {7| Die detail no made properly 2 [|(D) -Operator method -First sample release -Tool maker released -110 -Tool[|6[|84] None
camber adjustmim instruction
280.04) Clip Assembly (tool) Incorrect assembly Terminal dimensional 7| Tool wear / Wrong adjustment 2 (D) -Operator method -First sample release -QC inspection -Helm load 5|70 None
variability system -Vision System
280.05) Clip Assembly (tool) Gap out of spec Intermitence / High insertion |7 Tool wear / Wrong adjustment 2 | (D) -Preventive maint. routine -Tool maker set up -D- -Set up released by 570 None
force manufacturing -First sample released -MFG insp -Q.C final audit -Helm load|
system -Vision System
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Part Number Design or Process Responsibility Prepared by [Telephone #
|(Delphi:35589655) RAMIREZ CABELLO, EDGAR RAMIREZ CABELLO, EDGAR +52 01844 8663400
Model Year(s)/Vehicle(s) [Key Date Original FMEA Date [FMEA Revision Date
MULTIPLE 2019-07-02 00:00:00 2020-02-28 00:00:00
Core Team | Supervisor's Approval
RAMIREZ CABELLO, EDGAR, SUPERVISOR DE ING DE PROCESOS +52 01844 8663400 ~ VILLANUEVA, ARNULFO, TECNICO DE CONFIABILIDAD +52 844 8663400 EXT 5411  PADILLA, ELSA L, SUPERVISOR DE CALIDAD +52 RAMIREZ CABELLO, EDGAR
(844) 8663400 EXT.3458  ALDAPE, ARMANDO LOPEZ, TECNICO DE CALIDAD +52 844 4389060  AGUILAR, EFREN, SUPERVISOR DE MANUFACTURA +52 (844) 4389060 EXT.2722  CARBAJAL, ILIANA, INDUSTRIAL -
[ENGINEERING TECHNICIAN +52 844 8663400 EXT 5441  PENA, JOSUE, GERENTE DE MANTENIMIENTO +52 844 8663400 RAMIREZ, VERONICA 3, TECNICO DE MATERIALES +52 844 4389060  PEREZ, FERNANDO, JEFE DE Action Results
IGRUPO ESTAMPADO 844 4389060
C Responsibility
Item/Process Function S| | o DI R & S|OoID| R
Requirements Potential Failure Mode | Potential Effect(s) of Failure fle a Potential Cause(s)/ c Current Design/Process el P Recommended Target Actions Taken efclefl P
v s Mechanism(s) of Failure c Controls tIN Actions Completion vicftf N
s Date
290) Helm load system Clip not inspectioned High insertion force 7 Wire broken 2 | (D) -Preventive maint. routine -Tool maker set up -D- -Set up released by |6]84 None
manufacturing -First sample released by Q -MFG insp -Q.C final audit -
Vision system (GAP)
290.01) Helm load system Clip not inspectioned Low insertion force 7 Wire broken 2 | (P) -Preventive maint. routine -Tool maker set up -D- -set up released by |6]84 None
manufacturing first sample released -MFG insp -Q.C final audit -Helm load
system -Vision System (GAP) -Bad terminal cutted from te carrier
290.02) Helm load system Clip not inspectioned Clip not assembly 7 Wire broken 2 | (P) -Tool maker set up -D- -Set up released by manufacturing - first sample |684 None
released -MFG insp -Q.C final audit -Vision System (GAP)
290.03) Helm load system Clip not inspectioned Short circuit / resistance  ||7] Load cell damage 2 |(P) -Tool maker set up -D- -Set up released by manufacturing -First sample |6 84 None
released -MFG insp -Q.C final audit -Vision System (GAP) -Autonomus
maintenance DPNP-5.3-ME-P84-02 FO1
290.04) Helm load system Clip not inspectioned Short circuit / resistance  ||7] Tooling of load cell damage 2 |(D) -Tool maker set up -D- -Set up released by manufacturing - First sample} 684 None
released -MFG insp -Q.C final audit -Vision System (GAP) -Autonomus
maintenance DPNP-5.3-ME-P84-02 FO1
290.05) Helm load system Terminal non cutted Short circuit / resistance  ||7] Cutter missed 2 |(D) -Tool maker set up -D- -Set up released by manufacturing -First sample |6 84 None
released -MFG insp -Q.C final audit -Vision System (GAP) -Autonomus
maintenance DPNP-5.3-ME-P84-02 FO1
290.06) Helm load system Helm un trained Clip not verified at 100% 7| Operator mistake 2 |[ (D) -Set up released by manufacturing -First sample released -MFG insp - [6[f84 None
Q.C final audit -Vision System (GAP) -Autonomus maintenance DPNP-5.3-
ME-P84-02 FO1
300) Vision system Program in need of Pass bad parts 7| Part movement through vision block | 2 | (D) -In process inspection/ stabilized rails in vision block -MFG inspection - |4 56| None
enhancement creates shadow / cannot see part QC released
clearly with vision
300.01) Vision system Vision off Does not detect part 7 Vision disabled at the panel view 2 (D) -In process inspection/ trolling bit logic -MFG inspection -Q.C inspection 5|70} None
variation
300.02) Vision system Vision system variation Does not detect part 7 Improperly adjusted/ lens moved 2 (D) -Setup/In-process inspection -MFG inspection -Q.C Inspection 5[|70} None
variation
300.03) Vision system Nuisance Fault Press will shut down 2 Oil / Water / Plating / Debris on part {| 2 (D) -Blow Offs -P- -Preventive maint. routine 3[|12] None
300.04) Vision system Nuisance Fault Press will shut down 2| Part Bounces in Vision Block 2 (D) -Lead in / Vision Block with support rails / subsequent operation 4fl16] None
300.05) Vision system Vision Failed to Locate the| Press will shut down 2 Part Out Of View / Focus 2 (D) -Diagnostic Fault Display 218 None
Part
300.06) Vision system Vision Failed to Locate the| Press will shut down 2 No Light / Strobe 2 (D) -Diagnostic Fault Display 28 None
Part
300.07) Vision system Vision Failed to Locate the| Press will shut down 2 Vision Program execution Time Too | 2 (D) -Diagnostic Fault Display -Machine stop 28 None
Part Short
300.08) Vision system No Trigger or Intermittent Press Shuts Down 2 Bad Trigger 2 (D) -Keyence Fiber Optic Trigger 416 None
Trigger
300.09) Vision system No Trigger or Intermittent Press Shuts Down 2 Low Sensitivity 2 (D) -Keyence Fiber Optic Trigger 416 None
Trigger
300.1) Vision system No Trigger or Intermittent Press Shuts Down 2| Qil / Dirt On trigger 2 (D) -Keyence Fiber Optic Trigger 4 (16} None
Triggir
300.11) Vision system No Trigger or Intermittent Press Shuts Down 2| Bad Amplifier 2 (D) -Keyence Fiber Optic Trigger 2|8 None
Triggir
300.12) Vision system No Trigger or Intermittent Press Shuts Down 2| Fiber Optic Cables 2 (D) -Keyence Fiber Optic Trigger 4 (16} None
Trigger
300.13) Vision system No Trigger or Intermittent Press Shuts Down 2 Triggers Not Lined up 2 (D) -Keyence Fiber Optic Trigger 4116 None
Trigger
1310) Grease post aplication (if apply) Wrong grease Terminal does not meet print{6| Improper set up 2 |(D) -Process card -Operator method -MFG inspection -First piece released -J560 None
QC inspection
310.01) Grease post aplication (if Too much grease Customer non conformance 6| Improper set up 2 (D) -Process card -Operator method 5/|60] None
apply)
310.02) Grease post aplication (if Missing grease Customer non conformance ||6| Grease container empty 2 (D) -Low level sensor in grease pump -UV sensor in nest of application - |5[60 None
apply) Operahor method
310.03) Grease post aplication (if Missing grease Customer non conformance 6| Hose clogged 2 (D) -UV sensor in application -Operathor method 5|60 None
apply)
310.04) Grease post aplication (if Missing grease Customer non conformance 6| Spring broken 2 [ (D) -UV sensor in application -Operathor method -Preventive maintenance 5|60 None
apply)
310.05) Grease post aplication (if Missing grease Customer non conformance 6| Orifice clogged 2 | (D) -UV sensor in application -Operathor method -Filter in grease system |560 None
apply)
310.06) Grease post aplication (if Missing grease Customer non conformance 6| Broken needle 2 | (D) -UV sensor in application -Operathor method -Preventive maintenance 672 None
apply)
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v s Mechanism(s) of Failure c Controls tIN Actions Completion v tf N
s Date
310.07) Grease post aplication (if Missing grease Customer non conformance 6| Seal broken 2 | (D) -UV sensor in application -Operathor method -Preventive maintenance 672 None
apply)
310.08) Grease post aplication (if JGrease out of the terminal | Customer non conformance ||6 Pressure out of range in grease pump | 2 (D) -Process card -QC inspection -Switch stop the press 5/|60] None
apply)
310.09) Grease post aplication (if Not enough grease Customer non conformance 6| Heat of grease out of range 2 | (D) -Process card -First sample release -Automated sensor in the machine |560 None
apply)
320) Automatic reject cut system by Bad part non cutted Terminal non conformace {7 Bad loop sensor 2 (D) -Release of funtionality by quality -Operator method -QC released - |4 56| None
vision system packgging Automitic control stop the press
320.01) Automatic reject cut system Bad part non cutted Terminal non conformance |7 Low air pressure in winder 2 (D) -Release of funtionality by quality -Operator method -QC released -  [4[[56] None
by vision system packgging Automitic control stop the press
320.02) Automatic reject cut system Bad part non cutted Terminal non conformance |7 System without knives 2 (D) -Release of funtionality by quality -Operator method -QC released -  |684 None
by vision system packaging Automatic control stop the press -Preventive maintenance
320.03) Automatic reject cut system Bad part non cutted Terminal non conformance |7 Wrong feed length load in the winder | 2 (D) -Release of funtionality by quality -Operator method -QC released -  |684 None
by vision system packaging Automatic control download the real length
320.04) Automatic reject cut system Bad part non cutted Terminal non conformance |7 Winder counter out of possition / 2 (D) -Release of funtionality by quality -Operator method -QC released -  |684 None
by vision system packaging damage Automatic control stop the press -MFG inspection
320.05) Automatic reject cut system Bad part non cutted Terminal non conformance |7 Vision signal lost 2 (D) -Release of funtionality by quality -Operator method -QC released -  |684 None
by vision system packaging Automatic control stop the press -MFG inspection -Preventive maintenance
320.06) Automatic reject cut system Bad part non cutted Terminal non conformance |7 Vision off 2 | (D) -Release of funtionality by quality -Operator method -QC released - |6/{84 None
by vision system packaging Automatic control stop the press -MFG inspection -Preventive maintenance
330) Automatic reeler Loose wrap Terminals hanging out side [|6| Guide of terminal to high 2 [ (P) -Set up method -D- -First sample released -MFG inspection -QC final |6/{72 None
of the reel audit
330.01) Automatic reeler Loose wrap Terminals hanging out side [|6| Wind sprindle speed too slow 2 [ (P) -Set up method -D- -First sample released -MFG insp -Q.C final audit |6/{72 None
of reel
330.02) Automatic reeler Loose wrap Terminals hanging out side [[6| Tower movement too slow 2 | (P) -Set up method -D- -First sample released -MFG insp -Q.C final audit |6}72 None
of reel
330.03) Automatic reeler Incorrect winder direction | Wrong parameter in winder {6 Wrong set up 2 || (D) -Set up method -D- -First sample released -MFG insp -Q.C final audit |6{|72| None
330.04) Automatic reeler Incorrect splice Jam in customer assembly |16 Operator mistake 2 (D) -Operator method -MFG inspection -D- 6[|72] None
equipment
330.05) Automatic reeler [Terminal down side of reel Wrong vindmg 6| High tenﬂon adjustment 2 (P) -Set up card -D- -First sample relea_sed -MFG insp -Q.C flnil audit 672 None
330.06) Automatic reeler Terminal down side of reeII Wrong winding 6| Wind spindle speed too fast 2 (P) -Set up card -D- -First sample released -MFG insp -Q.C final audit__J6{|72 None
330.07) Automatic reeler Terminal down side of reel| Wrong winding 6 Camber strip 2 (P) -Set up card -D- -First sample released -MFG insp -Q.C final audit {672 None
330.08) Automatic reeler Terminal down side of reel] Wrong winding 6 Twisted stock 2 (P) -Set up card -D- -First sample released -MFG insp -Q.C final audit {672 None
330.09) Automatic reeler Paper alignment out wrap Damaged tangle 6 Wrapped reel/insufficient terminal stripf 2 | (P) -Set up -Operator method -D- -First sample released -MFG inspection - |6 {72 None
of reel guidance Q.C final audit
330.1) Automatic reeler Twisted pat hub of reel Non conforming wrap 4| Paper twisted at reel 2 [ (P) -Set up -Operator method -D- -First sample released -MFG inspection - |6 {48 None
Q.C final audit
330.11) Automatic reeler No paper between Non conforming wrap 4 Paper break 2 [| (P) -Set up -Operator method -D- -First sample released -MFG inspection - |6 [|48| None
terminals Q.C finil audit
340) Unload reel Miss handled material Damaged terminal 6| Dropping reels into container 2 (P) -Operator method -D- -Q.C final inspection 71184 None
340.01) Unload reel Reel out of flow Miss id 6 Operator mistake 2 (P) -Operator method -D- -Q.C final inspection 7[84] None
340.02) Unload reel Incomplete reel Customer insatisfaction |6 Broken die / raw material finish 2 (P) -Operator method -D- -Q.C final inspection -STM 6[72] None
350) Print shipping Igbel Illegible label Terminal not shipped 6| Label damage 2 (P) -QC scan shipping Iibel -Q.C final inspection 5160 None
350.01) Print shipping Iibel Illegible label Terminal not shipped 6| Ribbon f\nﬁh 2 (P) -QC scan shipping Iibel -Q.C final inspeclion »Pim_er show a fiult 5160 None
350.02) Print shipping label Illegible label Terminal not shipped 6| Ribbon damage 2 (P) -QC scan shipping label -Q.C final inspection 5160 None
360) Apply shipping label Wrong part Customer insatisfaction 5 Operator does not follow method 2 (D) -Label is scanned 3130} None
360.01) Apply shipping label Mis 1.D. in boxes Customer insatisfaction 5 Operator error. 2 (P) -Label is scanned -D- -Q.C final audit 3130} None
360.02) Apply shipping Iibel Wrong quamiy of pieces Customer insatisfaction  }I5| Opera_mr error. 2 (P) -Couming system in n machine 41140 None
370) Process inspection by Mfg Part does not meet the [ Out of spec part shipped to ||7| Final part inspection was not 2 (D) -Final audit format -certificated material is stamping -Operator 6/|84 None
specification customer performed by manufacturing Inspection instruction
380) Annual Layout P/N not available Inspection can not be 4 No requirements 2 (D) -Yearly inspection program 71156 None
performed
380.01) Annual Layout Dimensional discrepancy Not acceptable result 4 Obsolete drawing 2 (D) -Revision level available -History change available 71|56} None
report against drawing
380.02) Annual Layout Inspection out of time Not acceptable result 4 No requirements 2 (D) -Yearly inspection program 756 None
390) Scan shipping label Missing label Unpleased customer 4 Wrong Material handling 2 (D) -Container is not shipped 6148 None
390.01) Scan shipping label Not scanned label Unpleased customer 4 Operator does not follow the work 2 (D) -Container is not shipped 6[|48] None
instruction
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400) QC audit Part does not meet the | Out of spec part shipped to [[6! Final part inspection was not 2 (D) -Inspection according VIG WI 6/|72] None
visual product aid customer performed
400.01) QC audit Wrong terminal Stop line and not functional {7 Wrong terminal identification 2 (D) -Inspection according VIG 71]98] None
part
410) QC released label un scaned Stop released process 6| Incorrect operator procedure 2 (D) -Operator method -Label scaned 672 None
410.01) QC relea_sed Wrong label released Stop relea_sed process 6 Incorrect operator procedure 2 (D) -Operator method -Label scaned 6]|72] None
410.02) QC relea_sed |legible label Erinted Stop relea_sed process 6 Printer failed 2 (D) -Operator method -Label scaned -Manu&l print of Iibel 6]|72] None
410.03) QC released Loose label Stop released process 6| Incorrect operator procedure 2 (D) -Operator method -Label scaned -Manual print of label 672 None
410.04) QC released Incorrect label in box Suspicious material 6| Incorrect handling 2 (D) -Material retuned to quality area 71184 None
420) Move parts to PPAP area (If Pack Damage Suspicious material 6 Incorrect handling 2 (D) -Material retuned to quality area 71184 None
apply)
430) Move good reels to Material moved with out Terminal dimensional 7 Operator does not follow the method || 2 (P) -Operator method -QC final inspection 3[j42] None
supemﬁrket area (If apply) inipected variability
430.01) Move good reels to Terminal damage Transfer from press to 5 Operator does not follow the method || 2 (D) -Operator method -MFG inspection 71|70} None
supemﬁrket area (If apply) shiping com_ainer
430.02) Move good reels to Terminal containers miss Terminal damage 5 Material handling 2 (D) -Operator method 71|70} None
supermarket area (If apply) handled
430.04) Move good reels to Terminal damage Operator procedure 5 Operator does not follow the method | 2 (D) -Operator method -MFG inspection -QC inspection 7[|70; None
supermarket area (If apply)
440) Move parts to quarentine area Pack Damage Suspicious material 5 Incorrect handling 2 (P) -Material is returned to quality area -Operator training 7170] None
(If apply)
450) Quarentine (If apply) Miss ID Wrong material shipped 5| Material mixed in area 2 (D) -Operator method -Viaual ID 71|70} None
450.01) Quarentine (If apply) Material mixed Customer insatisfaction |5 Flow with more part number 2 (D) -Operator method -Viaual ID 770 None
460) Move part to EPS (If apply) Pack Damage Suspicious material 5| Incorrect handling 2 (D) -Material is returned to quality area -Operator training 770 None
470) EPS (If apply) Miss 1D Wrong material shipped ||5| Different material in area 2 (D) -Operator method work instruction -Scan 4140} None
480) Push delivery is elaborated Missing push delivery Customer 1) Bad operation 2 (D) -Operator method 6]]12] None
490) Shipping to distribution center Damaged package Suspicious material 4 Incorrect handling 2 (P) -Operator method -Operator certified 7[|56} None
490.01) Shipping to distribution Missing manifest for Customer insatisfaction |4 Operator doesn't follow the method || 2 (D) -Container is scanned 4[32] None
center container
490.02) Shipping to distribution Wrong destiny Customer insatisfaction |4 Operator doesn't follow the method || 2 (D) -Container is scanned 5/f40 None
center
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ILLANUEVA, ARNULFO

IX [Pre-Launch | [Production

Date (Orig)
4-May-2016

Date (Rev)
25-Nov-2022

Page 1

Control Plan Number:
00000471 TOOL ID#5661214

Key Contact Phone
[+52 844 8663400 EXT 5411

Customer Engineering Approval (If Req'd)

Date (If Req'd)

Ecl
(Delphi:01)

Part Number:
(Delphi:35589655)

ISupplier / Plant Approval / Date
ILLANUEVA, ARNULFO 11-Feb-2023

Customer Quality Approval (If Req'd)

Date (If Req'd)

Part Name / Description
(Delphi:ASM TERM F APEX 2.8 AG )

Other supplier approval by (If Req'd)

Other Approval (If Req'd)

Date (If Req'd)

Other Approval Date (If Req'd)

Supplier / Plant Supplier Code
Delphi Packard Plant 84 MEXICO 814988309

Core team Members

ILLANUEVA, ARNULFO +52 844 8663400 EXT 5411 RAMIREZ CABELLO, EDGAR +52 01844 8663400 ALVARADO, JESUS +52 25903 8663400 CARBAJAL, ILIANA +52 844 8663400 EXT 5441 RAMIREZ, VERONICA 3 +52 844 4389060 PENA,
JOSUE  +52 844 8663400 AGUILAR, EFREN +52 (844) 4389060 EXT.2722 CARDENAS, CARLOS E +52 844 8663400 SIGALA, ARTURO +52 844 8663400

Manufacturing plant maintains listing of all Gage Numbers

Characteristics Methods
Part/ Process Name / [Machine, Device, Jig, Special Char. l'-;roduct/ Evaluation / s | s I Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class rocess Measurement ample ample Control Method
Specification / N Size Freq.
Technique
Tolerance
Receive and . . . . . .
unloading raw Correct id Correc@ 1.D. ] ) Each raw material (D) -Inspection of material Notify to supervisor /D|s_crepancy_|s gen_erated
10 Ny - None N laccording n/p isual JAll material N loperator method IDT-001 and [fto the supplier,material is sent to incoming
material at receiving material . received N .
area received |IDT-010 inspection
Receive and . . . . . .
1001  [unioading raw None Material free of Materail not s Al material Each raw material |00 e s and [ the suppler materal o sont to oo
. material at receiving damaged [damaged received P N upplier, 9
|IDT-010 inspection.
area
Receive and Notify to supervisor /Discrepancy is generated
unloading raw Identification of Material . . Each raw material (D) -Inspection of material p iscrepancy Is gen
10.02 : L None N X o Visual JAll material . lto the supplier,material is sent to incoming
material at receiving material present identified received loperator method IDT-010 inspection
area P
Receive and . . . .
unloading raw Correct Correct stack | Each raw material ~ |(D) - Operathor method IDT- Notify to supervisor /Discrepancy is generated
10.03 : L None stack( from lacording isual All pallet . o lto the supplier,material is sent to incoming
material at receiving received 001 - Operator certified N X
area arehouse) method inspection
Receive and . . . .
y Correct stack ICorrect stack . (D) - Operathor method IDT-  [Notify to supervisor /Discrepancy is generated
unloading raw . y . Each raw material o X T . X
10.04 - - None (containers lacording isual Al pallet " 001 - Operator certified - lto the supplier,material is sent to incoming
material at receiving . received N y
area ithout damage) method (Operator method IDT-010 inspection
Receive and . . . .
; ICorrect stack . . Notify to supervisor /Discrepancy is generated
unloading raw Correct stack h ) Each raw material ~ |(D) - Operator certified - ) o . b
10.05 material at receiving None from supplier acording \Visual All pallet eceived Operator method IDT-010 to the s_uppller,matenal is sent to incoming
area method inspection
Material Material verified Each raw material
20 Pyment process None inevrgilgg with - gainst invoice isual JAll material eceived (D) -Operator method IDT-010 [[Notify to supervisor, adjust process
correct .
. [Correct register . . . L .
register of part . : Each raw material K g Notify to supervisor and expedition / adjust
20.01 Pyment process None humber and ofepi)/r;hand isual JAll material eceived (D) -Operator method IDT-010 brocess
weigth 9
20.02 Pyment process None Material Material \Visual / mannual  JAll material Eacf_\ raw material (D) -Operator method IDT-010 Notify to supervisor Y”md expedition / adjust
paymented Paymented received process, generate discrepancy
Material . . o
30 |dentification of coils [None (Correct ID of identified p/n ~ [Visual all coils Each raw material |y _erator method IDT-010 [VOUTY [0 supervisor; Adjust process (check and
coils correct received correctly identify the coils)
L . ID of coils Material . . Each raw material (D) -Operator method IDT-010 [Notify to supervisor; Adjust process (check and
80-01 |dentification of coils fNone resent identified isual all coils received -Operator method IDT-007 identify the coils)
Label FIFO Material (D) -Operator
I . . identified ) ) Imethod IDT-010 - (D) -Operator method IDT-010 [Notify to supervisor; Adjust process (check and
80.02 fidentfication of coils {None ;abrgﬁsto internal (sames labels Visual /mannual fall coils Operator method -Operator method IDT-007 correctly identify the coils)
Ififo and internal) IDT-007
. . Material . . . . Each raw material R g Notify to supervisor; Adjust process (check and
40 Raw material registerfNone register Material registerfVisual / mannual  fall material eceived (D) -Operator method IDT-007 register material)
Register of
" . arrival of Register : : Each raw material R g Notify to supervisor; Adjust process (check and
40.01 Raw material registerfNone material L vailable isual all material eceived (D) -Operator method IDT-007 register material)
available
/alidation of /alidation
40.02 Raw material registerfNone tan_a and Material tara \Visual / scale all material Each raw material (D) -Operator method IDT-007 “,‘°F'fy to supervisor; Adjust process (check and
weight : received alidate material)
land weigth
performed
140.03 Raw material register|None Material Material isual il material Each raw material (D) -Operator method IDT-010 [Notify to supervisor; Adjust process (check and
) 9 identified identified received -Operator method IDT-007 identify material) or send discrepancy




Characteristics Methods
Part/ Process Name /  |[Machine, Device, Jig,| Special Char. Product / Evaluation / | | Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class Process Measurement Sample Sample Control Method
Specification / N Size Freq.
Technique
Tolerance
: . [Correct . . . . .
Correct orientation of Correct . ) . ) (D) -Incoming Inspection Notify to supervisor, adjust process(separate the
50 Iselective raw None orientation orlenta.tlon . isual L sample of a coil of Each raw material DPNP-5.2-CS-OM-01.01 FO1 - |material, place red label and generate
’ - according visual |the pallet received . . N
material (If apply) delivered to run id isual ID discrepancy to the supplier)
Cut of sample for . . . . "
60 incomming shears of cutting Sample cutted Sample isual 1 sample of a coil of Each raw material (D) -Operator method IDT-007 Notify to supervisor, adjust process(cutted
. ) lavailable |the pallet received sample)
inspection
Cut of sample for . . . . . ] "
60.01 incomming shears of cutting [Sample identified| _Sam;_)l_e isual / mannual L sample of a coil of Each raw material (D) -Operator method IDT-007 Notify to supervisor, adjust process(identified
X . identified |the pallet received sample)
inspection
Cut of sample for . . . . " .
60.02 incomming shears of cutting Label Printed brinted label isual / mannual 1 sample of a coil of Each raw material  J(D) -Operator method IDT-010 [Notify to supervisor, adjust process(printed
. ) |the pallet received -Operator method IDT-007 label)
inspection
Cut of sample for Correct dcicr)r:;(:iton isual / mannual |1 sample of a coil of [[Each raw material Notify the supervisor, adjust the process (cut
60.03  fincomming ishears of cutting dimention of . ; p . (D) -Operator method IDT-007 Sup » adl P
X . laccording ‘metric rule |the pallet received sample with the correct length)
inspection sample
method
70 Delivery of samples None Available [Samples \Visual 1 sample of a coil of [[Each raw material (P) -Operator method IDT-011 [Notify to supervisor, adjust process(deliver
lto inspection receipt samples availables Jthe pallet received -Operator method IDT-007 samples)
Correct (P) -Instruccion Incoming
[Samples inspection ] dimention Visual / inspection, Registro de Notify to supervisor, adjust process(separate the
A correct width of " . . Each pallet of raw . N .
80 of raw material in None - aw material laccording electrodigital 1 coil material received lembarques e inspeccion de material, place red label and generate
incoming inspection MSpec nad caliper material DPNP-5.2-CS-OM- discrepancy to the supplier)
drawing 01.01 FO7;
ICorrect isual / (P) -Instruccion Incoming
[Samples inspection . [dimention . inspection, Registro de Notify to supervisor, adjust process(separate the
v correct thickness " electrodigital . Each pallet of raw . N .
80.01 of raw material in None N laccording h 1 coil H . lembarques e inspeccion de material, place red label and generate
X Mg N of raw material caliper / material received : y h
incoming inspection MSpec nad Micrometer material DPNP-5.2-CS-OM- discrepancy to the supplier)
drawing 01.01 FO7;
(P) -Instruccion Incoming
inspection, Registro de
Correct lembarques e inspeccion de
[Samples inspection correct orientation . Each pallet of raw a P Notify to supervisor, adjust process(separate the
v f . " . . All coils/ 1.- QC (1 H . material DPNP-5.2-CS-OM- .
80.02 of raw material in None orientation of raw| laccording visual|Visual sample;) material received / 01.01 FO7: criterios de material, place red label and generate
incoming inspection material in coil laid / Drawing / ple: 1.-Set-up, i - discrepancy to the supplier)
lio laceptacion y rechazo
M6666CNO DPNP-5.2-CS-OM-
01.01 FO7 / 11O
(P) -Instruccion Incoming
inspection, Registro de
ICorrect X . N
Samples inspection correct orientation b - M h | 2.-d|r2‘Run ; each reel embal_'qlu[e;'s;;lljnsp;cmon ﬂ/? Notify to supervisor, adjust process(separate the|
80.021 [fof raw materialin  [None orientation of raw] according visualfVisual - Mfg (each samplefand documentan Jmateria PNP-5.2-CS-OM- material, place red label and generate
incoming inspection material in coil aid / Drawing / retained) inspection every two 01.01 FOT; criterios de discrepancy to the supplier)
lio hours. laceptacion y rechazo
M6666CNO DPNP-5.2-CS-OM-
01.01 FO7 / 11O
90 Move material to Carrier car Material not Material free of \isual il material Eacf_\ raw material (D) -Operator method IDT-007 Notify to supervisor, adjust proces_s(cut
Isupermarket damage. [damaged received [damaged material and generate discrepancy)
: certified ) . . L
90.01 Move material to Carrier car Ope_r_ator loperator with  JVisual all operators during the shifth (D) -Certified in training dept Notify to supervisor, adjust process;certify the
Isupermarket certified A . operator.
identification
. [Correct location . . .
Move material to . Correct 1 . . . " K g Notify to supervisor, adjust process(relocate
90.02 supermarket Carrier car location gcrﬂaterlal in isual all material during the shifth (D) -Operator method IDT-007 material)
Move coils to : Material Registered " " leach material pallet (P) -Operator method IDT-008 . P .
100 Istamping area (Carrier car registered material isual all material Imoved to the press |-Operator method IDT-004 Notify Supervisor; register material
Move coils to Material Material leach material pallet (P) -Operator method IDT-008
100.01 stamping area Carrier car L dentified dentified \Visual all material moved to the press -Operator method IDT-004 - Notify Supervisor; review and identify material
[Operator metod PROC 023
100.02 Move pons to Carrier car Material not Material without \isual il material leach material pallet (P) -Operator method IDT-008 Notlfy_Superylsor; remove _and return the )
Jstamping area damaged [damage Imoved to the press |-Operator method IDT-004 ma_terlal, review and send incoming inspection
(D) -Operator method IDT-005
(Correct label required during the  [[OP: Method PROC-023 - Notify to supervisor; remove and print labels
110 Print labels (if apply) [[Printer Correct label according to the [Manually - visual ~ JAll labels a 9 Process card -Check list of P ! P
shift ! o corrects
run previous activities DPNW-5.3-
MG-7-4-00.01
Correct kanban : : (D) - KANBAN method HS881 |\, . P .
110.01 [Print labels (if apply) [[Printer (IEXE%(XN according to theManually - visual ~ JAll labels ;i?flt“md during the Check list of previous activities S;tr';ycn;gl‘;s:/'sor' remove and required
run DPNW-5.3-MG-7-4-00.01
Correct label . . )
" (D) - Process inspection - Final . . ) .
120 Move labels to None Correct label laccording to np Manually - Visual  JAll labels Each movement of inspection - KANBAN method Notify to supervisor and PCL; remove and print

machine (if apply)

in the press o
Kamban

labels

HS881

labels corrects




Characteristics

Methods

. . . ; Product / .
Part/ Process Name / [Machine, Device, Jig, Special Char. Evaluation / .
Proc # [[Operation description| ~ Tools For Mfg.  [No. Product Process Class Process Measurement Sample Sample Control Method Reaction Plan
Specification / N Size Freq.
Technique
Tolerance
(D) - Process inspection - Final [Notify to supervisor and PCL; Remove the
12001 [Move labels to None L-abels not o labels of isual Al labels Fach movement of inspection - KANBAN method  labels from the incorrect np and deliver them to
machine (if apply) mixed different pn labels
HS881 PCL
- . correct material [Correct material leach Set up or (D) -Op. method PROC-023 . . .
erify incoming . . " . . N ._fjand IDT-007 -Process card -  [[Notify Supervisor and PCL, adjust
130 ) . Carrier car delivered to laccording isual / leach coil of press material and material . - L -
material at machine . N Check list of previous activities [process(remove material and supply the correct)
press process card received in the press |55\ 5 3-MG-7-4-00.01
Correct (P) -Process card -Method
I . Correct
Set up verification of pressure in ressure isual / pressure Proc 023 -Autonomus Notify Supervisor and maintenance , adjust
140 good conditions to  [None hydraulic P " P! 1 time leach Set up maintenance DPNP-5.3-ME- p »ad
laccording gauge - process
run system (not Process card P84-02 FO1 -Low limit pressure
low) Iswitch
(P) -Process card -Material id -
Correct raw Method Proc 023 -Autonomus
Set up verification of Correct material maintenance DPNP-5.3-ME-
140.01 ood lz:onditions to [None (Correct Raw material of accordin isual Each coil leach Set u| P84-02 FO1 -Check list Notify Supervisor and PCL, adjust of
. rgun material sunolier drawin /g”O/ P Previous activities DPNW-5.3- [[process(change raw material)
pp o e MG-7-4-00.01 FO1 -Check list
set up DPNW-5.3-MG-
7.4.00.02 FO1
[Correct raw (P) -Method Proc 023 -
Set up verification of Material id material [Operator method IDT 007 - . . .
140.02 [good conditions to  [None E:n(;rt:?;lRaw during according Visual Each coil leach Set up lAutonomus maintenance Nggi?f:;x's:rr:xdmz(fel‘r’i;Il)d just of
run brocess drawing /110 / DPNP-5.3-ME-P84-02 FO1- | 9
Process card Format ING-MATS-012 AO1
(P) -Process card -Material id -
Method Proc 023 -Autonomus
Set up verification of maintenance DPNP-5.3-ME- . .
140.03 [good conditions to  [None Present label Labels \Visual Each run each Set up P84-02 FO1 -Check list [Contact Supervisor and PCL; adjust of
Fun availables Previous activiies DPNW-5.3- [[process(Require labels)
MG-7-4-00.01 FO1 -Check list
Iset up DPNW-5.3-MG-
7.4.00.02 FO1
Set up verification of (Correct part (D) -Operator method PROC Notify Supervisor and PCL, adjust of
140.04 |[good conditionsto  [None Correct label number on . _{Visual All labels leach Set up 023 - KANBAN mEthOd HS881 process(return labels to PCL and print correct
. Fun labels according -Autonomus maintenance labels)
run DPNP-5.3-ME-P84-02 FO1
(P) -Method Proc 023 -
lAutonomus maintenance
Set up verification of Process card DPNP-5.3-ME-P84-02 FO1 - . . o
140.05 [good conditions to  [None P,rgsc;ff card available \Visual Each run leach Set up Check list Previous activities N?Jézsz?ggrﬂﬁgrsgi;gg E;?g;“ ss; adjust of
run P laccording run DPNW-5.3-MG-7-4-00.01 FO1 - a
Check list set up DPNW-5.3-
MG-7.4.00.02 FO1
(P) -Method Proc 023 -
lAutonomus maintenance
Set up verification of Correct Correct process DPNP-5.3-ME-P84-02 FO1 - Notify Supervisor and Ing Process; adjust of
140.06 |fgood conditionsto  [None p isual Each run each Set up Check list -Autonomus process(removing process card and require the
process card card of the run ¥
run maintenance DPNP-5.3-ME-  |In/ p correct)
P84-02 FO1 -Check list set up
DPNW-5.3-MG-7.4.00.02 FO1
Set up verification of . Present tooling (P) -Verification of tooling . . .
140.07 |fgood conditionsto  [None Tooling is laccording letter fVisual Each tool die each Set up DPNW-5.3-MG-7-4-05.02 FO1 - Notify Supervisor and tool maker, adjust of
present process(add tool)
run change 110
Set up verification of Correct tooling (P) -Verification of tooling . : "
140.08 [good conditions to  [None COFTF«‘Ct laccording letter fVisual Each tool die leach Set up [DPNW-5.3-MG-7-4-05.02 FO1 - Notify Supervisor or tool maker, adjust of
ltooling process(remove tools and place the correct)
run change 110
Correct (P) -Process card -Method
Set up verification of Correct air ) Proc 023 -Autonomus ) ’ . )
140.09 |[good conditionsto  [None pressure (not g(r;izsrg:s V;suua;l pressure 1) time each Set up maintenance DPNP-5.3-ME- N:)ot(l:fgszuperwsor and maintenance , adjust
run Low) 9 0aug P84-02 FO1 -Low limit pressure P
Process card .
switch
Correct
e orientation of (D) -Set up verification - Visual
140.1 Sg;s%g:&'ift'i‘éiiogm None gﬁéﬁ;ion of rawf material in isual / Vision Each coil / Vision: All feach Set up / Vision: JID HS472 -Autonomus [Contact Supervisor or tool maker, adjust of
. ?un material in press press according material Continuos maintenance DPNP-5.3-ME-  [process(correct orientation of the raw material)
press. drawing or aid P84-02 FO1
isual
- Previus reels (D) -PN change routine -MFG
Set up verification of X ICorrect reels A N . h . .
, is removed . Vi inspection -QC final audit - Contact Supervisor and PCL, Adjust process
140.11 ?L?:d conditions to None from winder at afggég;ngard Manually - Visual  lall reels each Set up lAutonomus maintenance (remove reels and place corrects)
lchangeover P DPNP-5.3-ME-P84-02 FO1
Set up verification of Only goods [Samples (D) -Vision system verification [Contact Supervisor manufacturing, QC and
140.12 |fgood conditionsto  [None parts is called laccording ision System 1 sample each Set up laccording to the method with ~ fmaintenance, Adjust process(verify and
run ffor vision [dimentions and destructive pieces -Autonomus frecalibrate vision)




Characteristics Methods
Part/ Process Name /  |[Machine, Device, Jig,| Special Char. Product / Evaluation / | | Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class Process Measurement Sample Sample Control Method
Specification / N Size Freq.
Technique
Tolerance
system when tolerances in maintenance DPNP-5.3-ME-
apply ision P84-02 FO1, Check list audit
(adjusted calest 07 FO1
camera)
Bad parts are Samples - I
Set up verification of sent to scrap according (0) -V|§|0n system VeI’IfICat‘IOH [Contact Supervisor manufacturing, QC and
- - ) - - laccording to the method with . " b
140.14 |[good conditions to  [None by vision [dimentions and JVision System 1 sample leach Set up . . . maintenance, Adjust process(verify and
X destructive pieces, Check list . o
run system when tolerances in : recalibrate vision)
- audit calest 07 FO1
apply ision
Set up verification of Not burrs in the . (D) -Manufacturing inspection - . . )
140.15 [good conditionsto  [None insulation wings Nci)nbl;rrs in isual 1 sample each set-up IQC Final inspection -Set up Nrootgz;g supervisor and tool maker, adjust
run of terminal 9 release -tool book P
Set up verification of (D) -Set up released -mfg
p vertll ITerminal not ) ) ] . inspection -QC final audit -Tool [INotify to supervisor and tool maker, adjust
140.17 |fgood conditionsto  [None o lAligned terminalfvisual 1 piece each set-up L
Fun misalignment maker set up -Nest of vision process
system
e . L . JAccording to 110
Set up verl_fl_catlon of Te”“.'.”a' ‘.N'thm rccording to (keyence, optical . Inspection visual According Process stop, Contact Supervisor Mfg, QC and
140.18 [good conditions to  [None Ispecifications product 1 piece each set-up
: : . comparator,OGP, 110, VIG ITool maker
run dimentions Drawing, 110
laser)
Control Control
150 Main dereeler Dereeler ?leCt.mn'CO lelectronico isual /PLC 100% Continuos (D) -Swich detect the fault Notify to Supervisor or maintenance, adjust
unctional ) p system process
ithout failures
propertly
Rollers Rollers without {Visual / PLC Notify to Supervisor or maintenance, adjust
150.01 [Main dereeler Dereeler function ailures System 100% Continuos (D) -Diagnostic Fault Display brocess
correctly
150.02 [Main dereeler Dereeler Speed °°!“f°' SPeed C"T““" isual /PLC 100% Continuos (D)_-Dlagnostlc Fault Display - [Supervisor or maintenance, adjust process
ithout fail ithout failures [Jsystem Switch stop the press
ISpeed control . . . .
150.03 [Main dereeler Dereeler Speeq control ithout isual /PLC 100% Continuos (D)_-Dlagnostlc Fault Display - [Supervisor or maintenance, adjust process
Functional system Switch stop the press
[damaged
150.04 [Main dereeler Dereeler funccional [Table functional Visual /PLC 100% Continuos (D)_»Dlagnosnc Fault Display - [Supervisor or maintenance, adjust process
table (turn) system Switch stop the press
150.05 [Main dereeler Dereeler functional M_otor f“”.cmnal isual /PLC 100% Continuos (D)_-Dlagnostlc Fault Display - [Supervisor or maintenance, adjust process
motor ithout fails system Switch stop the press
Feed rollers
. . correct ICorrect function|, . o . (D) -First piece released - Notify to Supervisor or maintenance, adjust
160 Straightener Straightener operating of rollers isual / 100% Continuos Operator method brocess
properly
correct Ground sensor . . . . . .
170 Dereeler side feed [Dereeler functionality ithout isual /PLC system{100% Continuos g))e'\rllai::?rt?;?mzz routine N%Ig‘é/slg Supervisor or maintenance, adjust
lground sensor [damaged P P
complete (D) Helm sensor Diagnostic . . . .
170.01 [Dereeler side feed [Dereeler assembly (clip Clip present Helm sens_o'r/ PLC 100% Continuos [fault in main display in the Notify to Supervisor or maintenance, adjust
system / vision process
resent) press
. ) alve free of alve without isual / PLC o . (D) -Diagnostic Fault Display - [[Notify to Supervisor or maintenance, adjust
180 Pie lube system |-ube Applicator obstructions lobstructions system 100% (Continuos In process visual inspections  fprocess
Functional Proximity ] . B . ) ) ) )
180.01 [Die lube system Lube Applicator Proximity Switch without s 'ssLtl:rln/ PLC 100% Continuos I(r?) ;5;22?225;?#2 thﬂﬁg . N::)tggstg Supervisor or maintenance, adjust
[Switch darios Y p P P
(D) -Automatic diagnostic Fault
Proper . in feeed screen -Setup . . . .
190 Main feed Feed Position of fl\éc;tdfallures of \Visual / Set up 100% Each set up method,(D) -Diagnostic Fault - N:)‘)téfgst;) Supervisor or maintenance, adjust
feed Setup method -P- -Preventive P
maint routine
No problems . . I
190.02 [Main feed Feed Not Stock ith stock isual / Set up 100% each set up (D) -Sensor in feed entrance Notify to Supervisor or tool maker, adjust
buckle buckle process
No problems (D) -Diagnostic fault Display in . . .
190.06 [Main feed Feed g?ga?élyoint ith release Visual / set up 100% each set up the feed Signature analysis,, N:)Ot(':fgstg Supervisor or tool maker, adjust
P point pressure swich in the feed P
(D) -Diagnostic fault display in
. - - ) [feed screen, (D) -Diagnostic Notify to Supervisor or tool maker, adjust
0,
190.1 Main feed Feed Proper timing ICorrect timing  |Visual / set up 100% each set up ault Display in the feed brocess
Signature analysis
10012 [Main feed Feed Cgsrﬁfé ?)ifr Correct isual / Setup / 100% each set u (D) -Diagnostic fault display in [[Notify to Supervisor or maintenance, adjust
. Eollers Pressure Pressure Gauge ° p the screen process
Resolver resolver without Notify to Supervisor or maintenance, adjust
190.14 |[Main feed Feed function kai Visual / set up 100% leach set up Diagnostic Fault Display P »ad)
orrectly ailures process




Characteristics Methods
Part/ Process Name / [Machine, Device, Jig, Special Char. F';roduct/ Evaluation / s I s I Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class rocess Measurement ample ample Control Method
Specification / N Size Freq.
Technique
Tolerance
. . Feed without . o . (D) -Sensor in the die - Notify to Supervisor or maintenance, adjust
200 Side feed Feed Not jam kailures isual / Sensor 100% Continuous Operator method brocess
b00.02 lside feed Feed Correct feed Length correct isual / Sensor 100% Continuous (D) -Process carq —Opergtor Notify to Supervisor or maintenance, adjust
length of feed imethod -Sensor in the die process
Ram in . - (D) -Bearing drop inspection, - ; I
210 Press Minster correct [Correct adjust isual / Manual/ 100% leach setup ision system -P- -Preventive Process stop , notify to tool maker, adjust
- of ram setup tool maker ; Ny process
adjusment maint routine
Proper . . . . . .
) Hydraulic ) _|sua| /_Fault (D) -Diagnostic fault display in Process stop , _not|fy to i
210.03 [Press Minster System Pump functionalldisplay in PLC 100% leach setup ithe press screen -P- - supervisor ,maintenance, tool maker, adjust
4 program Preventive mant routine process
Pressure
Hydraulic isual / Fault (D) -Diagnostic fault display in [Process stop , notify to
210.06 [Press Minster pump Pump functionalldisplay in PLC 100% leach setup ithe screen, pressure swich -P- [supervisor ,maintenance, tool maker, adjust
functional rogram -Preventive mant routine process
Non- Not excessive isual / Fault (D) -MFG inspection -Q.C Process stop , notify to
210.09 [Press Minster lexcessive sto display in PLC 100% Continuos inspection -Vision system -P- - [supervisor ,maintenance, tool maker, adjust
stop times P rogram Preventive maint routine process
Press not Run bress running in (P) -MFG inspection -Q.C Process stop , notify to
210.11 [Press Minster @ Inch Mode correct modeg isual / Mannual  {100% during the shifth inspection -P- -Preventive supervisor ,maintenance, tool maker, adjust
maint routine process
(P) -Operator method -D- - .
Correct start P . o Process stop , notify to
210.12 [Press Minster in continuous Press runn(ljng in isual / Mannual 100% during the shifth MFG |n_spe(?|0n Q'CI supervisor ,maintenance, tool maker, adjust
mode correct mode inspection -first sample brocess
released
Correct Resolver isual / Fault (D) -Diagnostic fault displayin  [[Process stop , notify to
210.13 [Press Minster functionality ithout failures display in PLC 100% Continuos the screen -P- -Preventive supervisor ,maintenance, tool maker, adjust
the Resolver rogram imaint routine process
Flywheel . . . . .
Not flywheel bearing in isual / Fault each preventive (D) -Diagnostic Fault Display / [[Process stop , notify to
210.14 [Press Minster bearing optimugs display in PLC 100% mainthance Sealed bearing -Preventive supervisor ,maintenance, tool maker, adjust
ffailures conditions program maintenance process
T erminal not [Terminal (P) -Operator method -first Process stop , notify to
210.15 [Press Minster lHamaoed ithout \Visual / Microscope||l sample each set up Isample released -mfg supervisor ,maintenance, tool maker, adjust
9 [damaged inspection -QC final audit process
\isual / (P) -Set up method -Preventive
. ithin Correct o maint -D- -Released of set up [[Process stop , notify to supervisor, tool maker,
220 Bolster Minster parallelism Parallelism :eua:sumrgr:r;ent 100% each setup Ifor mfg first sample released - [ladjust process
quip MFG inspection -Q.C final auditf
Micro adjust in ) isual / (P) -Preventive maint routine - ] ]
b20.05 lBolster Minster good Correct Micro measurement 100% Each set up D- -First sam_ple relea?ed I- Process stop , notify to supervisor, tool maker,
ondition ladjust equipment MF_G inspection -Q.C final adjust process
laudit,Press shut down
(P) -Set up method -Preventive
machine rails Rail in correct  |Visual , preventive maint -D- -Set up released by Process stop , notify to supervisor
230 Chutes / blowoff Chutes / blowoff B adjustment / maintenance 100% Each set up manufacturing -Machine stop - . P, No P !
free of jams . . . - maintenance, adjust process.
ithout jams  [routine Ffirst sample released -MFG
insp -Q.C final audit
Pump Pump in correct Visual / Fault (D) -Diagnostic fault display -P-||Process stop , notify to supervisor,
. . o N ) g
240 (Central lube system System lube functional loperation dlril;l?;/n:n PLC 100% (Continuos -Preventive maint routine maintenance, adjust process.
Proximity Sensor in . . . ) . . .
Fault display in . (D) -Diagnostic fault display -P-|Process stop , notify to supervisor,
240.02 [Central lube system [System lube sensors correct 100% Continuos f . : . "
Functional operation PLC program -Preventive maint routine maintenance, adjust process.
. Correct isual / Fault . ) . . .
Functional . " . o . (D) -Diagnostic fault display -P-|[Process stop , notify to supervisor,
240.03 [Central lube system [System lube kioat switches loperation of display in PLC 100% Continuos  preventive maint routine maintenance, adjust process.
Jfloat rogram
040.04 lcentral lube system lSystem lube alve ICorrect function diissulaal /il;apull_tc 100% Continuos (D) -Diagnostic fault display -P-Process stop , notify to supervisor,
. % Y functional of valve ro’;rgm ° -Preventive maint maintenance, adjust process.
b40.05 lcentral lube system lSystem lube lApropiate mix Pump in Correctf L/ii:uf: li';athll_tC 100% Continuos (D) -Diagnostic fault display -P-|[Process stop , notify to supervisor,
. 4 Y ratio function ro%r;/m ° -Preventive maint routine maintenance, adjust process.
(D) -First sample released -
) . . R isual / Preventive leach setup / MFG inspection -Q.C final auditf|
250 Blanking Details Details die not Excessive TOOI'n.g in good maintenance 100% [preventive -Preventive maint routine -P- - [notify to supervisor, tool room, adjust process.
(tool) ear condition ; . - )
routine maintenance [Tool maker set up using optical
lcomparator
parts inside (D) -First sample released -
Blanking Details o ICorrect Die . isual / Tool maker o MFG inspection -Q.C final audi 5 . .
250.03 (tool) Details die detail design Z;r);:vz\:’iﬁgcordmg set-up 100% leach set up | preventive maint routine -P- - 1HOIIW to supervisor, tool room, adjust process.

[Tool maker set up




Characteristics Methods
Part / Process Name / [Machine, Device, Jig, Special Char. F';roduct/ Evaluation / s I s I Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class rocess Measurement ample ample Control Method
Specification / N Size Freq.
Technique
Tolerance
. S D) -First sample released -
. . Details Details in " ( ) ) ) '
250.06 Blanking Details Details die ithout loptimus isual / Tool maker 100% each set up MFG |nslpect|0r} -Q.C flnal aUdItInotify to supervisor, tool room, adjust process.
(tool) - set-up -Preventive maint routine -P- -
breakage conditios
[Tool maker set up
Chamber (D) -Released of set up for mfg
250.1 Blanking Details Details die unch is Parts inside isual / Tool maker 100% each set u [First sample released -MFG notify to supervisor, tool room, adjust process
. (tool) ? ] spec set-up ° P inspection -Q.C final audit - P ! »adjustp .
unctional
[Tool maker set up
Progression (P) -process card -D- -set up
Blanking Details o correct terminal gre isual / tool maker released by manufacturing first N . -
250.11 Details die ; laccording 1 sample each set up . notify to supervisor, tool room, adjust process.
(tool) Progression rocess card set-up Isample released -MFG insp -
P Q.C final audit
(P) -Set up method -D- -
Blanking Details I Not broken Bolts not isual / Tool maker o Released of set up for mfg - - . "
250.12 (tool) Details die bolts iamaged Set-up 100% each set up First sample released -MFG notify to supervisor, tool room, adjust process.
inspection -Q.C final audit
ithin isual / (P) -Set up released by
Blanking Details I Coin within of lespecification  Jmeasurement manufacturing -first sample - . i
250.13 (tool) Details die pecification 2ceording iio /~ |equipment / Tool 1 sample each set up released -MFG inspection -Q.C notify to supervisor, tool room, adjust process.
[drawing imaker set-up [finalaudit -Tool maker setup
Presence of the
PED stamping 1 -Set-up. Final (P) -Set up released by Stop the press; segregate material; identify
b50 14 Blanking Details Details die Stamping PED lon the body of |Visual / Microscope| 1.-QC (1 sample;) ainit Pr%cess manufacturing -first sample suspicious or defective material with red label;
: (tool) ping the terminal. OGP : pie; oo . [released -MFG inspection -Q.C |[Notify Mtto, tool maker and manufacturing;
L adjustment,Last run; [.. - " h
laccording iio / [finalaudit -Tool maker setup adjust and revalidate.
drawing
Presence of the
PED stamping 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
Blanking Details I . lon the body of Visual / Microscope|2.- Mfg (each samplefand document an manufacturing -first sample supervisor and Tool maker; place red tag; place
250.141 (tool) Petails die Stamping PED the terminal. OGP retained) inspection every two [released -MFG inspection -Q.C material in area of red labels; correct and
laccording iio / hours. [finalaudit -Tool maker setup revalidate the process.
drawing
Presence of the
stamping
laccording to the
Die Serial tool as 1 -Set-up. Final (P) -Set up released by Stop the press; segregate material; identify
b50.15 Blanking Details Details die Number lappropriate and fVisual / Microscope| 1.- QC (1 sample;) al:ldit Pr%cess imanufacturing -first sample suspicious or defective material with red label;
. (tool) Stampin must be below |/ OGP . pie; ad'uétment Last run: released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
ping the transition ) ! * [finalaudit -Tool maker setup  [adjust and revalidate.
larea of the body|
laccording iio /
[drawing
Presence of the
stamping
laccording to the
Die Serial tool as 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
Blanking Details o lappropriate and |Visual / Microscope|2.- Mfg (each samplefand document an imanufacturing -first sample supervisor and Tool maker; place red tag; place
250.151 Details die Number ) N - ) N S .
(tool) s - must be below J OGP retained) inspection every two [released -MFG inspection -Q.C material in area of red labels; correct and
tamping o ) - "
the transition hours. [finalaudit -Tool maker setup revalidate the process.
area of the body|
laccording iio /
drawing
Presence» of the ) (P) -Set up released by Stop the press; segregate material; identify
Blanking Details o |o Caple in Fhe isual / Microscope| L.-Set-up, Final manufacturing -first sample suspicious or defective material with red label;
250.16 Details die ID Cable insulation wings 1.- QC (1 sample;) [faudit, Process . . H ST
(tool) L ccording io / OGP L diustment Last run: released -MFG inspection -Q.C|INotify Mtto, tool maker and manufacturing;
drawi 9 ! ! ' [finalaudit -Tool maker setup  [adjust and revalidate.
rawing
Presence»of the 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
. . |ID Cable in the | . . : ] ; X .
Blanking Details - A . h isual / Microscopef2.- Mfg (each samplefland document an manufacturing -first sample supervisor and Tool maker; place red tag; place
250.161 Details die ID Cable insulation wings X N Ny X . L .
(tool) L ccording io / OGP retained) inspection every two |released -MFG inspection -Q.C|material in area of red labels; correct and
drawi 9 hours. [finalaudit -Tool maker setup revalidate the process.
rawing
Presence of the
eek code in 1 -Set-up, Final (P) -Set up released by Stop the press; segregate material; identify
b50.17 Blanking Details Details die Code of the lthe body of the {Visual / Microscope 1.- QC (1 sample;) al-Jdit Pr%cess manufacturing -first sample suspicious or defective material with red label;
. (tool) eek terminal. OGP . pie; - . Jreleased -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
S adjustment,Last run; |.. . " .
laccording iio / Ifinalaudit -Tool maker setup  [ladjust and revalidate.
drawing
Presence of the
eek code in 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
b50.171 Blanking Details Details die Code of the ithe body of the |Visual / Microscopef2.- Mfg (each samplelfand document an imanufacturing -first sample supervisor and Tool maker; place red tag; place
. (tool) eek terminal. OGP retained) inspection every two [released -MFG inspection -Q.C [material in area of red labels; correct and

laccording iio /
drawing

hours.

I(inalaudit -Tool maker setup

revalidate the process.




Characteristics Methods
Part / Process Name /  |[Machine, Device, Jig,| Special Char. Product / Evaluation / | | Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class Process Measurement Sample Sample Control Method
Specification / N Size Freq.
Technique
Tolerance
L ) Presence of the ) (P) -Set up released by Stop the press; segregate material; identify
) . Hole in insulation| hole in the - . 1.-Set-up, Final . ) L . o .
Blanking Details o . X N . isual / Microscope : " imanufacturing -first sample suspicious or defective material with red label;
250.18 Details die ings (when insulation wings 1.- QC (1 sample;) [audit, Process B y H o<
(tool) A OGP N . Jreleased -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
apply) laccording iio / adjustment,Last run; [.. . " n
drawi Ifinalaudit -Tool maker setup adjust and revalidate.
rawing
o . Presence of the 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
) : Hole in insulation| hole in the " . - - ; . .
Blanking Details o . X N . isual / Microscope|2.- Mfg (each sampleffand document an imanufacturing -first sample supervisor and Tool maker; place red tag; place
250.181 Details die ings (when insulation wings . N - - N S .
(tool) A OGP retained) inspection every two [released -MFG inspection -Q.Cmaterial in area of red labels; correct and
apply) laccording iio / N . .
drawi hours. [finalaudit -Tool maker setup revalidate the process.
rawing
Presence of two
ribs on the 1 -Set-up. Final (P) -Set up released by Stop the press; segregate material; identify
Blanking Details - Ribs on the tongue of the isual / Microscope : -etup, manufacturing -first sample suspicious or defective material with red label;
250.19 Details die N 1.- QC (1 sample;) [faudit, Process . . H -
(tool) tongue. terminal OGP N . freleased -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
- adjustment,Last run; |.. 3 " N
laccording iio / [finalaudit -Tool maker setup adjust and revalidate.
drawing
Presence of two
ribs on the 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
b50.191 Blanking Details Details die Ribs on the tongue of the isual / Microscopef2.- Mfg (each samplefland document an manufacturing -first sample supervisor and Tool maker; place red tag; place
. (tool) tongue. terminal OGP retained) inspection every two [released -MFG inspection -Q.C [material in area of red labels; correct and
laccording iio / hours. [finalaudit -Tool maker setup revalidate the process.
[drawing
Presence of 2
inlays in the . (P) -Set up released by Stop the press; segregate material; identify
b50.2 Blanking Details Details die Inlays in the box upper part of isual / Microscope 1.- QC (1 sample;) iac?i?t;]r%c';?sal manufacturing -first sample suspicious or defective material with red label;
- (tool) Y ithe box. OGP . pie; - . Jreleased -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
S adjustment,Last run; .. " " .
laccording iio / [finalaudit -Tool maker setup adjust and revalidate.
[drawing
Presence of 2
inlays in the 2.- In Run ; each reel|(P) -Set up released by Stop the press; to register; notify QC, MFG
Blanking Details I . upper part of  [Visual / Microscope|2.- Mfg (each sampleffand document an manufacturing -first sample supervisor and Tool maker; place red tag; place
250.201 (tool) Petails die Iniays in the box ithe box. OGP retained) inspection every two [released -MFG inspection -Q.C[material in area of red labels; correct and
laccording iio / hours. [finalaudit -Tool maker setup revalidate the process.
[drawing
Presence of
Blank Location off serration(squar
fthe les) s .

. o . (P) -Set up released by Stop the press; segregate material; identify
b50.21 Blanking Details Details die sse)rlratlons(squar firrritr:zrgl(ssg:]pes \Visual / Microscope 1.-QC (1sample;) [1.-Set-up, Last run; imanufacturing -first sample suspicious or defective material with red label;
) (tool) - . : OGP . pie; . p: ' [Jreleased -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;

serrations(stripes core wings (as [finalaudit -Tool maker setu adjust and revalidate
or knurls; (. (As applicable) p ) .
applicable). laccording iio /
drawing
ithin (P) -Set up released by Stop the press; segregate material; identify
Blanking Details I Blank Width of lespecification  |Visual / OGP, : R et . [manufacturing -first sample suspicious or defective material with red label;
250.22 (tool) Petails die Ithe core wings. according 110/ [keyence L.- QC (1 sample;) ~f1.-Set-up, Last run; released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
Drawing [finalaudit -Tool maker setup adjust and revalidate.
Blank Width of ithin (P) -Set up released by Stop the press; segregate material; identify
Blanking Details o : ; lespecification isual / OGP, : . et . manufacturing -first sample suspicious or defective material with red label;
250.23 (tool) Petails die 'thii |r;sulat|on according 110/ [keyence L.- QC (1 sample;) ~f1.-Set-up, Last run; released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
9 Drawing Jfinalaudit -Tool maker setup adjust and revalidate.
Blank width of \Within (P) -Set up released by Stop the press; segregate material; identify
b50.231 Blanking Details Details die ke coin on the espEC|f|catlon isual / OGP, 1.-QC (1 sample;) [1.-Set-up, Last run; manufacturing -_flrst sample suspicious or defective material with req Ia'beI:
(tool) back of the box laccording 110/ fkeyence released -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
Drawing ffinalaudit -Tool maker setup adjust and revalidate.
. . ithin et . (P) -Set up released by Stop the press; segregate material; identify
Blanking Details I Serration(stripes) lespecification  [Visual / OGP, : L. S_et up, Final manufacturing -first sample suspicious or defective material with red label;
250.24 Details die Depth (as " 1.- QC (1 sample;) [faudit, Process . . H .
(tool) - laccording 110/ [keyence . . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
applicable) . adjustment,Last run; [.. . " .
Drawing Ifinalaudit -Tool maker setup Ed]ust and revalidate.

) ithin ot ) (P) -Set up released by Stop the press; segregate material; identify
b50.241 Blanking Details Details die g)eg:tlfhngzguare lespecification  |Visual / OGP, 1.- QC (1 sample;) ;hc?ift;r%czgg manufacturing -first sample suspicious or defective material with red label;
- (tool) ep according 110/ [keyence . pie; - . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;

applicable) . adjustment,Last run; [.. . " .
Drawing [finalaudit -Tool maker setup adjust and revalidate.
ithin 1.-Set-up, Final (P) -Set up released by Stop the press; segregate material; identify
Blanking Details o Depth of the lespecification isual / OGP, : . o y manufacturing -first sample suspicious or defective material with red label;
250.2411 (tool) Details die tongue inlay. according 110/ [keyence L.- QC (1 sample;) :g‘ci:gtr?:r(]:tefzst run: released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
Drawing ) ! ' [finalaudit -Tool maker setup adjust and revalidate.
ithin 1.-Set-up, Final (P) -Set up released by Stop the press; segregate material; identify
bs50.2411] Blanking Details Details die Knur_ls Depth (as espe0|f|catlon isual / OGP, 1.-QC (1 sample;) faudit, Process manufacturing -_flrst sample suspicious or defective material with ren_:i Igbel;
(tool) applicable) laccording 110/ fkeyence diustment Last run: released -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
Drawing ) ! ' [finalaudit -Tool maker setup adjust and revalidate.
. Presence of ot . (P) -Set up released by Stop the press; segregate material; identify
Blanking Details I Ser.ratlons(squar serration(squar [Visual / Microscope| R L. S_et up, Final imanufacturing -first sample suspicious or defective material with red label;
250.3 Details die es); (As 1.- QC (1 sample;) [faudit, Process . N H o
(tool) ; les), on core OGP N . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
applicable). X adjustment,Last run; .. . " "
ings (as Ifinalaudit -Tool maker setup __Jadjust and revalidate.




Characteristics Methods
Part / Process Name /  |[Machine, Device, Jig,| Special Char. Product / Evaluation / | | Reaction Plan
Proc # [Operation description]  Tools For Mfg. Product Process Class Process Measurement Sample Sample Control Method
Specification / N Size Freq.
Technique
Tolerance
applicable)
laccording iio /
drawing
Presence of
. serration(squar 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
. . Serrations(squar les), on core . . N N . N X
Blanking Details - . - isual / Microscope2.- Mfg (each samplefland document an manufacturing -first sample supervisor and Tool maker; place red tag; place
250.301 Details die es); (As ings (as . ) - . . L X
(tool) A 3 OGP retained) inspection every two [released -MFG inspection -Q.C material in area of red labels; correct and
applicable). applicable) h - "
I hours [finalaudit -Tool maker setup revalidate the process.
laccording iio /
[drawing
Presence of
) ) Serrations(stripe serratlon(strllpes i . 1.-Set-up, Final (P) -Set up.relealsed by Stop(the press; segrlegate malterlal; identify .
Blanking Details - ; ), on core wings |Visual / Microscope| : . manufacturing -first sample suspicious or defective material with red label;
250.31 Details die s); (As . 1.- QC (1 sample;) [faudit, Process . . H -
(tool) f (as applicable) § OGP N . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
applicable). - adjustment,Last run; |.. ] " X
laccording iio / [finalaudit -Tool maker setup adjust and revalidate.
drawing
Presence of
Serrations(stripe Iserration(stripes 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
Blanking Details — K p ), on core wings |Visual / Microscope|2.- Mfg (each samplefand document an manufacturing -first sample supervisor and Tool maker; place red tag; place
250.311 Details die S); (As . X ) . . . L .
(tool) ! (as applicable) |/ OGP retained) inspection every two [released -MFG inspection -Q.C material in area of red labels; correct and
applicable). M N - .
laccording iio / hours [finalaudit -Tool maker setup revalidate the process.
drawing
Presence of
knurls on core 1.-Set-up, Final (P) -Set up released by Stop the press; segregate material; identify
Blanking Details — Knurls; (As ings (as isual / Microscopel, _ R C ! manufacturing -first sample suspicious or defective material with red label;
250.32 (tool) Petails die applicable). applicable) OGP L- QC (1 sample:) au_dlt, Process . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
e adjustment,Last run; .. . " .
laccording iio / [finalaudit -Tool maker setup adjust and revalidate.
[drawing
Presence of
knurls on core 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
b50.321 Blanking Details Details die Knurls; (As ings (as isual / Microscopef2.- Mfg (each samplefland document an manufacturing -first sample supervisor and Tool maker; place red tag; place
. (tool) applicable). applicable) OGP retained) inspection every two [released -MFG inspection -Q.C[material in area of red labels; correct and
laccording iio / hours [finalaudit -Tool maker setup revalidate the process.
[drawing
Burrs are not 1 -Set-up. Final (P) -Set up released by Stop the press; segregate material; identify
Blanking Details o No burrs in coins lallowed in coins |Visual / Microscope| R -Setup, manufacturing -first sample suspicious or defective material with red label;
250.33 Details die . 1.- QC (1 sample;) [faudit, Process . N H A
(tool) areas. areas accordingl) OGP diustment Last run: released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
Jiio / drawing ) ! " [finalaudit -Tool maker setup adjust and revalidate.
Burrs are not 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
Blanking Details o No burrs in coins lallowed in coins Visual / Microscope|2.- Mfg (each samplefland document an manufacturing -first sample supervisor and Tool maker; place red tag; place
250.331 Details die ) ) N - ) N S .
(tool) areas. lareas accordingf OGP retained) inspection every two [released -MFG inspection -Q.C [material in area of red labels; correct and
iio / drawing hours Jfinalaudit -Tool maker setup revalidate the process.
(P) -Preventive maint. routine -
Tool isfree of feloasod by manufacung -
260 Forming details (tool)[Details die Excessive Tool free wear |Visual 100% each setup Fi ly | ) Contact Supervisor, tool maker, adjust process
car i irst sample re eaged -MFG
insp -Q.C final audit -Tool
maker set up
(P) -Preventive maintenance
Correct tool routine -Set up released for
260.01 [[Forming details (tool)[|Details die Correct tool according \Visual 100% leach setup imfg -MFG inspection -QC final |Contact Supervisor, tool maker, adjust process
drawing laudit -Set up released -Tool
maker set up
(D) -Released of set up for mfg
Correct Correct details [First sample released -MFG
260.04 [Forming details (tool)[Details die design of the laccording isual 100% each setup inspection -Q.C final audit -P- - IContact Supervisor, tool maker, adjust process
. die details drawin [Tool maker set up,Tool maker ! !
9 erification of Critical Stations
laccording to format.
(P) -Preventive maint. routine -
ITool maker set up -D- -Set up
. . I tool not Tooling without | . o released by manufacturing - . .
260.09 [Forming details (tool)|Details die Breakage breakage isual 100% leach setup First sample released -MFG [Contact Supervisor, tool maker, adjust process
insp -Q.C final audit -Tool
maker set up
Not Over cero problems \Visual, Preventive (D) -released of set up for mfg -|
260.12  [Forming details (tool)[Details die Driven Rocker o epr ' |maintenance 100% each setu [first sample released -MFG IContact Supervisor or maintenance and tool
. 9 : prop routine / Tool ° P inspection -Q.C final audit -P- [maker, adjust process
Station adjustment
maker set-up [Tool maker set up
. 125 +/- .075 . o .
Coins on the . Ny : (P) -Tool maker set up -D- -Set |Stop the press; segregate material; identify
. . - ings p/n: mm Dimentions isual / OGP 1.-S_et-up, Final up released by manufacturing - lsuspicious or defective material with red label;
260.14 [[Forming details (tool)[Details die 5 . QCI 25 of coins the . y 1.- QC (1 sample;) [faudit, Process : H ST
33350989,33351 ings within Optical comparator | L diustment Last run: First sample released -Q.C Notify Mtto, tool maker and manufacturing;
002,33351008, esp%cification d ! ! Ifinal audit -Q.C 110 inspection [fadjust and revalidate.




Characteristics Methods
; ; ; ; Product / .
Part / Process Name / [Machine, Device, Jig, Special Char. Evaluation / .
Proc # [[Operation description| ~ Tools For Mfg.  [No. Product Process Class s Process Measurement Sample Sample Control Method Reaction Plan
pecification / Techni Size Freq.
Tolerance echnique
laccording 110 /
Drawing
Coins on the ‘nl1r2n5I;ilr-n£n7tﬁ>ns
ings of coins the 1 -Set-up. Final (P) -Tool maker set up -D- -Set |Stop the press; segregate material; identify
260.141 [Forming details (tool)|Details die 20 p/n:33350987,33 oci 30 ings within isual / OGP, 1.- QC (1 sample)) ainit Pr%cess up released by manufacturing - |suspicious or defective material with red label;
. 9 350990,3335099 os %cification Optical comparator.| pie: ad'uétment Last run: First sample released -Q.C Notify Mtto, tool maker and manufacturing;
3,33350995,333 acgordin 10/ d ’ ' ffinal audit -Q.C 110 inspection [ladjust and revalidate.
50997,33350999 ding
Drawing
(D) -Preventive maint. routine -
Correct gal .53 - .67 mm isual / OGP 1.-Set-up, Final [Tool maker set up -D- -Set up [[Stop the press; segregate material; identify
260.15 [Forming details (tool)|Details die ithin gap laccording [ evence. / 3 K 1.- QC (1 sample;) [faudit, Process released by manufacturing - suspicious or defective material with red label;
. 9 L product drawing Y T 3.- 100% adjustment,Last run; JFirst sample released -MFG Notify Mtto, tool maker and manufacturing;
Ispecification ision . A ) . " N
110 3.-continuos insp -Q.C final audit -110 - adjust and revalidate.
ision system -Keyence.
:f)ombeortfle;(rjneon (D) -Preventive maint. routine -
P, ICorner Seam . [Tool maker set up -D- -Set up [[Stop the press; segregate material; identify
must be closed on top closed isual / Microscope L.-Set-up, Final released by manufacturing first Jsuspicious or defective material with red label;
260.16  [Forming details (tool)|Details die 6 22%338530393857632 QCI 6 laccordin OGP L- QC (1 sample:) au_dlt, Process . Isample released -MFG insp -  [[Notify Mtto, tool maker and manufacturing;
) . adjustment,Last run; " - . . " .
3 33350995.333 drawing / 10 Q.C final audit -AVP inspection [fadjust and revalidate.
50997,33350999 10
tCQornk;ec:ﬂs]esa:‘r;‘leon (D) -Preventive maint. routine -
P, ICorner Seam 2.- In Run ; each reelTool maker set up -D- -Set up [Stop the press; to register; notify QC, MFG
must be closed
260.161 [Forming details (tool)|Details die 5 /n:33350987.33 oci 6 on top closed  |Visual / Microscope|2.- Mfg (each samplefand document an released by manufacturing first fsupervisor and Tool maker; place red tag; place
. 9 550'990 3335d99 laccordin OGP retained) inspection every two fsample released -MFG insp - [material in area of red labels; correct and
3 33350’995 333 drawing / 110 hours Q.C final audit -AVP inspection [revalidate the process.
50997,33350999 10
(Corner seam on D) -Preventive maint. routine -
(D)
top, both side ICorner Seam 1 -Set-up. Final ITool maker set up -D- -Set up [Stop the press; segregate material; identify
260.162 [Forming details (tool)|Details die b must be closed oci 1 on top closed  |Visual / Microscope| 1.-QC (1 sample;) ainit Pr%cess released by manufacturing first jsuspicious or defective material with red label;
. 9 p/n:33350989,33 laccordin OGP . pie; ad'uétment Last run: Isample released -MFG insp - [[Notify Mtto, tool maker and manufacturing;
351002,3335100 drawing / 110 ) ' ' IQ.C final audit -AVP inspection ffladjust and revalidate.
8 -110
(Corner seam on (D) -Preventive maint. routine -
top, both side ICorner Seam 2.- In Run ; each reelTool maker set up -D- -Set up [Stop the press; to register; notify QC, MFG
. . o must be closed on top closed  |Visual / Microscope|2.- Mfg (each samplefand document an released by manufacturing first fsupervisor and Tool maker; place red tag; place
260.1621}Forming details (tool)[Details die L p/n:33350989,33 QCI 1 laccordin OGP retained) inspection every two fsample released -MFG insp - [material in area of red labels; correct and
351002,3335100 drawing / 110 hours Q.C final audit -AVP inspection [revalidate the process.
8 10
Coin at the top 125 +/- .075
rear of the box mm Dimentions ) (P) -Tool maker set up -D- -Set [Stop the press; segregate material; identify
p/n: of coins the \Visual / OGP L.-Set-up, Final up released by manufacturing - Jsuspicious or defective material with red label;
260.17 [Forming details (tool)|Details die 24 {33350997,33350 QCI 24 ings within : y 1.- QC (1 sample;) [audit, Process : _ : P
090,33350993.3 specification Optical comparator. adjustment Last run; |fFlrslt sample releas_ed Q.C No_tlfy Mtto, tooll_maker and manufacturing;
3350995 333509 2 ccording 110 / inal audit -Q.C 110 inspection [adjust and revalidate.
97,33350999 Drawing
125 +/- .075
(Coin at the top mm Dimentions ) (P) -Tool maker set up -D- -Set |Stop the press; segregate material; identify
fear of the box of coins the isual / OGP L.-Set-up, Final up released by manufacturing - [suspicious or defective material with red label;
260.171 [Forming details (tool)[Details die 22 p/n: QClI 22 ings within (Optical comparator, 1.- QC (1 sample;) faudit, Process _[First sample released -0.¢ Notify Mtto, tool maker and manufacturing:
33350989,33351 lespecification adjustment,Last run; linal audi cloi 9 di d lid
00233351008 according 110 / inal audit -Q.C 110 inspection [fadjust and revalidate.
Drawing
Heigth of box
p/n: b 9 +/- 1 mm (D) -Preventive maint. routine -
33350987,33350 ‘ithin . 1 -Set-up. Final ITool maker set up -D- -Set up [Stop the press; segregate material; identify
260.18  [Forming details (tool)[Details die h 989,33350990,3 == especification \Visual / Keyence / 1.- QC (1 sample;) al:ldit Pr%cess released by manufacturing first jsuspicious or defective material with red label;
. 9 3350993,333509 acgordin 10/ OGP . pie; ad'uétment Last run: Isample released -MFG insp - [[Notify Mtto, tool maker and manufacturing;
95,33350997,33 Drawin 9 ) ! " |Q.C final audit -AVP inspection [ladjust and revalidate.
350999,3335100 9 110
2,33351008
idth of box . . .
. 3 (D) -Preventive maint. routine -
p/n:33350987,33 (425 +/-.05 mm| 1.-Set-up, Final ITool maker set up -D- -Set up [Stop the press; segregate material; identify
350989,3335099 ithin isual / OGP, : " o - . " N i
260.19  [Forming details (tool)[Details die b |0.33350093 333 FE2 especification  |kevence. / 3.- 1.- QC (1 sample;) [faudit, Process released by manufacturing first jsuspicious or defective material with red label;
. 9 ’ ’ pecl ey T 3.- 100% adjustment,Last run; fsample released -MFG insp -  [[Notify Mtto, tool maker and manufacturing;
50995,33350997 according 110/ JVision 3.-continuos Q.C final audit -AVP inspection fladjust and revalidate
33350999,3335 Drawing : 50 viaion syerom T ) :
1002,33351008 Y
"?‘h of box 4'.25. +-.05mm . 1.-Set-up, Final (D) -Preventive maint. routine - |Stop the press; segregate material; identify
p/n:10757690- ithin isual / OGP, 1.- QC (1 sample;) [faudit, Process [Tool maker set up -D- -Set up fsuspicious or defective material with red label;
260.191 [Forming details (tool)[Details die 22 |7691,10762770, cs 22 lespecification  |keyence, / 3.- - pie; att, ) p -D--Setup i ¢ 'abel;
N ) 3.- 100% adjustment,Last run; freleased by manufacturing first [Notify Mtto, tool maker and manufacturing;
10762772,10762 laccording 110/ Vision

803,13627267,1

Drawing

3.-continuos

Isample released -MFG insp -

adjust and revalidate.




Characteristics Methods
Part / Process Name /  |[Machine, Device, Jig,| Special Char. Product / Evaluation / | | Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class Process Measurement Sample Sample Control Method
Specification / N Size Freq.
Technique
Tolerance
3681975,139489 Q.C final audit -AVP inspection
55,13979933,15 -110 -Vision system
470590,1550907
5,15512657,155
143466-
3468,33123734,
33153107,33350
987,33512053,3
3512058335120
62-2063,
idth of box 4 25 +/- .05 mm (D) -Preventive maint. routine -
p/n:35229817, v ’ 1.-Set-up, Final [Tool maker set up -D- -Set up [Stop the press; segregate material; identi
ithin isual / OGP
260.1911fForming details (tool)[Details die o 35294097,35294 cs 22 especification  |keyence, / 3.- 1.- QC (1 sample;) au_dlt, Process . released by manufactur!ng first suspicious or defective material with ret_‘j Ia_bel;
098, ccording 110 / ision 3.- 100% adjustment,Last run; fsample released -MFG insp -  [[Notify Mtto, tool maker and manufacturing;
33370369,35270 Drawin 9 3.-continuos Q.C final audit -AVP inspection fladjust and revalidate.
378, 35589655 9 110 -Vision system
L D) -Preventive maint. routine - o -
ithin . ( Stop the press; segregate material; identify
. : I Insulation wing lespecification isual / OGP, i L.-Set-up, Final Tool maker set up -D--Set up suspicious or defective material with red label;
260.192 [Forming details (tool)|Details die . N " 1.- QC (1 sample;) [audit, Process released by manufacturing first H -
height difference| according 10/ [keyence. . X y Notify Mtto, tool maker and manufacturing;
. adjustment,Last run; fsample released --Q.C final " .
Drawing i adjust and revalidate.
laudit -110.
. D) -Preventive maint. routine - s .
ithin . ( Stop the press; segregate material; identify
. : - Core wing height lespecification  [Visual / OGP, i L-Set-up, Final ool maker set up -D- -Set up suspicious or defective material with red label;
260.193 [Forming details (tool)|Details die " " 1.- QC (1 sample;) [audit, Process released by manufacturing first H -
difference. according 10/ [keyence. . X y Notify Mtto, tool maker and manufacturing;
. adjustment,Last run; fsample released --Q.C final " .
Drawing i adjust and revalidate.
laudit -110.
. D) -Preventive maint. routine - s .
ithin . ( Stop the press; segregate material; identify
. : I Insulation wing lespecification  |Visual / OGP, i L-Set-up, Final ool maker set up -D- -Set up suspicious or defective material with red label;
260.193 [Forming details (tool)|Details die : 1.- QC (1 sample;) [audit, Process released by manufacturing first H -
angle. according 10/ [keyence. . X y Notify Mtto, tool maker and manufacturing;
. adjustment,Last run; fsample released --Q.C final " .
Drawing i adjust and revalidate.
laudit -110.
- (D) -Preventive maint. routine - X s .
Step between ithin 1 -Set-up. Final ool maker set up -D- -Set u Stop the press; segregate material; identify
. . o insulation wings lespecification  |Visual / OGP, R --Setup, P >etup suspicious or defective material with red label;
260.194 [Forming details (tool)|Details die : 1.- QC (1 sample;) [audit, Process released by manufacturing first H -
land conductor according 110/ [keyence. . X Y Notify Mtto, tool maker and manufacturing;
A . adjustment,Last run; fsample released --Q.C final " .
ings. Drawing i adjust and revalidate.
laudit -110.
. - (D) -Preventive maint. routine - X s .
Distance from ithin 1 -Set-up. Final ool maker set up -D- -Set u Stop the press; segregate material; identify
260.195 [Forming details (tool)|Details die [the front of the especification - Visual / OGP, 1.- QC (1 sample;) al:ldit Pr%cess released b manSfacturin fifst suspicious or defective material with red label;
. 9 box to the lower according 110/ [keyence. . pie; ad'uétment Last run: lsample relt)elased -Q.C fin%l Notify Mtto, tool maker and manufacturing;
indow. Drawing ) ’ ’ P ) adjust and revalidate.
laudit -110.
D) -Preventive maint. routine -
(
\Within \isual / OGP 1.-Set-up, Final [Tool maker set up -D- -Set up [[Stop the press; segregate material; identify
. . - idth of the core! lespecification ! 1.- QC (1 sample;) [audit, Process released by manufacturing first fsuspicious or defective material with red label;
260.196 |Forming details (tool)[Details die ings. laccording 110 / ktiesyiigce, /3. 3.- 100% adjustment,Last run; fsample released -MFG insp - [Notify Mtto, tool maker and manufacturing;
Drawing 3.-continuos Q.C final audit -AVP inspection fladjust and revalidate.
-110 -Vision system
(D) -Preventive maint. routine -
ithin \isual | OGP 1.-Set-up, Final ITool maker set up -D- -Set up [Stop the press; segregate material; identify
260.197 [Forming details (tool)|Details die idth of the lespecification evence, / 3 ! 1.- QC (1 sample;) [faudit, Process released by manufacturing first jsuspicious or defective material with red label;
. 9 insulation wings. laccording 110 / igion T 3.- 100% adjustment,Last run; fsample released -MFG insp -  [[Notify Mtto, tool maker and manufacturing;
Drawing 3.-continuos Q.C final audit -AVP inspection [fadjust and revalidate.
-110 -Vision system
No Fractures,
ﬁsg:jf::ani not (D) -Preventive maint. routine -

Not Fractures, allowed in the 1 -Set-up, Final ITool maker set up -D- -Set up [Stop the press; segregate material; identify
b60.2 Forming details (tool)|Details die lbumps and ! entire terminal \Visual / Microscope 1.- QC (1 sample;) al-Jdit Pr%cess released by manufacturing first Jsuspicious or defective material with red label;
- 9 Ifissu‘:es esoecially in tHe OGP. . pie; ad'uétment Last run: Isample released -MFG insp - [[Notify Mtto, tool maker and manufacturing;

trapnsilionyareas ) ! ' IQ.C final audit -AVP inspection fladjust and revalidate.
laccording 110 / 110
Drawing
No Fractures,
ﬁggfésagfe not (D) -Preventive maint. routine -
Not Fractures, allowed in the 2.- In Run ; each reelTool maker set up -D- -Set up [[Stop the press; to register; notify QC, MFG
260.21 [Forming details (tool)[Details die lbumps and ! entire terminal [Visual / Microscope|2.- Mfg (each sampleffand document an released by manufacturing first fsupervisor and Tool maker; place red tag; place
) 9 Ifissu‘:es esoecially in tHe OGP. retained) inspection every two fsample released -MFG insp - [material in area of red labels; correct and
trapnsilionyareas hours Q.C final audit -AVP inspection [revalidate the process.
laccording 110 / 110
Drawing
. . . . et ) (P) -Set up released by Stop the press; segregate material; identify
. . o Insulation wings Insulation wing \Visual / Microscope R L S.EI up, Final imanufacturing -first sample suspicious or defective material with red label;
260.34 [Forming details (tool)|Details die Curls (as curls should be 1.- QC (1 sample;) [audit, Process B N H o<
applicable) inward OGP adjustment,Last run; released -MFG inspection -Q.CNotify Mtto, tool maker and manufacturing;

Ifinalaudit -Tool maker setup

lladjust and revalidate.




Characteristics Methods
Part / Process Name / [Machine, Device, Jig, Special Char. F';roduct/ Evaluation / s I s I Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class rocess Measurement ample ample Control Method
Specification / N Size Freq.
Technique
Tolerance
laccording iio /
drawing
. . Insulation wing 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
Insulation wings curls should be | . 1/ Mi f h I dd f ing -fi ' - d | maker ol 4 tag: ol
260.341 |Forming details (tool)[Details die Curls (as inward isual / Microscope|2.- Mfg (each samplefand document an manufacturing -first sample supervisor and Tool maker; place red tag; place
. - A OGP retained) inspection every two [released -MFG inspection -Q.C material in area of red labels; correct and
applicable) laccording iio / h kinalaudi | maki lid h
drawing ours inalaudit -Tool maker setup revalidate the process.
Back of box is . (P) -Set up released by Stop the press; segregate material; identify
. . - properly shaped|Visual / Microscope 1"S.et'Up' Final manufacturing -first sample suspicious or defective material with red label;
260.35 [[Forming details (tool)[|Details die Back of the box. 2o 1.- QC (1 sample;) [faudit, Process . . H S
laccording iio/ Jf OGP N . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
. adjustment,Last run; |.. ] " X
[drawing [finalaudit -Tool maker setup adjust and revalidate.
Back of box is 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
. . I properly shaped|Visual / Microscope|2.- Mfg (each sampleffand document an imanufacturing -first sample supervisor and Tool maker; place red tag; place
260.351 |Forming details (tool)[Details die Back of the box. laccording iio/ Jf OGP retained) inspection every two [released -MFG inspection -Q.C material in area of red labels; correct and
drawing hours {finalaudit -Tool maker setup revalidate the process.
Open the
terminal body,
take out the clip
land make sure . (P) -Set up released by Stop the press; segregate material; identify
the clip has no |Visual / Microscope L.-Set-up, Final imanufacturing -first sample suspicious or defective material with red label;
26036 [Forming details (tool)[Details die nternal clip. die marks, burrslf OGP L- QC (1 sample:) au_dlt, Process . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
adjustment,Last run; [.. " " .
or excess [finalaudit -Tool maker setup adjust and revalidate.
material
laccording iio /
[drawing
(Open the
terminal body,
take out the clip
land make sure 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
. . — . ithe clip has no |Visual / Microscopef2.- Mfg (each sampleffand document an manufacturing -first sample supervisor and Tool maker; place red tag; place
260.361 [Forming details (tool)[Details die nternal clip. die marks, burrsjf OGP retained) inspection every two [released -MFG inspection -Q.C [material in area of red labels; correct and
or excess hours [finalaudit -Tool maker setup revalidate the process.
material
laccording iio /
drawing
The tip of the
ﬁ:’g tTal:j([ (t::;)n 1 -Set-up. Final (P) -Set up released by Stop the press; segregate material; identify
260.37 [Forming details (tool)[Details die Clio position of the front folds \Visual / Microscope 1.- QC (1 sample;) al:ldit Pr%cess imanufacturing -first sample suspicious or defective material with red label;
. 9 pp . OGP . pie; - . Jreleased -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
of the box. adjustment Last run; [finalaudit -Tool maker setu adjust and revalidate
laccording iio / P ! ’
drawing
The tip of the
f}:'g t';léit(t::;)n 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
260.371 [Forming details (tool)|Details die Clip position. of the front folds |sue}13|/ Microscope|2.- l\_/Ifgd(each sample _and dot_:ument an m?nufagtu’\rlllr;g -_flrst sample super\_nfqr and Tc;ol r;?ksri place red tag; place
of the box oG retained) inspection every two released -| G inspection -Q.C mate_rla in area of red labels; correct an
S hours [finalaudit -Tool maker setup revalidate the process.
laccording iio /
[drawing
Presence coins 1 -Set-up, Final (P) -Set up released by Stop the press; segregate material; identify
260.38  [Forming details (tool)|Details die Coins on core lon core wings  |Visual / Microscope| 1.- QC (1 sample;) al-Jdit Pr%cess imanufacturing -first sample suspicious or defective material with red label;
. 9 ings laccording iio/ Jf OGP . pie; o . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
: adjustment,Last run; |.. . " .
drawing [finalaudit -Tool maker setup adjust and revalidate.
Presence coins 2.- In Run ; each reel|(P) -Set up released by Stop the press; to register; notify QC, MFG
. . o Coins on core lon core wings  |Visual / Microscope|2.- Mfg (each samplefland document an manufacturing -first sample supervisor and Tool maker; place red tag; place
260.381 Forming details (tool)[Details die ings laccording iio / OGP retained) inspection every two [released -MFG inspection -Q.Cmaterial in area of red labels; correct and
drawing hours [finalaudit -Tool maker setup revalidate the process.
Coins on Presence coins ) (P) -Set up released by Stop the press; segregate material; identify
260.39  [Forming details (tool)|Details die insulation on insulation isual / Microscope 1.- QC (1 sample)) ;;;?tgjr%,;?sl manufacturing -first sample suspicious or defective material with red label;
} 9 ings(as ings accordingl) OGP . pie; ad'uétment Last run: released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
applicable) fiio / drawing ) ! ' [finalaudit -Tool maker setup adjust and revalidate.
Coins on Presence coins 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
. . - insulation on insulation isual / Microscopef2.- Mfg (each samplefland document an manufacturing -first sample supervisor and Tool maker; place red tag; place
260.391 [Forming details (tool)[Details die ings(as ings accordingl OGP retained) inspection every two [released -MFG inspection -Q.C [material in area of red labels; correct and
applicable) iio / drawing hours [finalaudit -Tool maker setup revalidate the process.
Coins are
present at the
Lo back_ of the box . (P) -Set up released by Stop the press; segregate material; identify
Coins in the box and in the Visual / Microscope| L.-Set-up, Final manufacturing -first sample suspicious or defective material with red label;
260.4  [Forming details (tool)[Details die and transition transition area Peh.- QC (1sample;) [audit, Process 9! np P S
OGP . . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
area. between the adjustment,Last run; finalaudi | maki " i
body and the inalaudit -Tool maker setup adjust and revalidate.

box according
Jiio / drawing




Characteristics Methods
. . . ; Product / .
Part / Process Name / [Machine, Device, Jig, Special Char. Evaluation / .
Proc # [[Operation description| ~ Tools For Mfg.  [No. Product Process Class Process Measurement Sample Sample Control Method Reaction Plan
Specification / N Size Freq.
Technique
Tolerance
Coins are
present at the
L back_ of the box 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
Coins in the box land in the . . N N . . h
A . - . - isual / Microscope2.- Mfg (each samplefland document an manufacturing -first sample supervisor and Tool maker; place red tag; place
260.401 [Forming details (tool)|Details die and transition transition area X 3 N . . . X
OGP retained) inspection every two [released -MFG inspection -Q.C material in area of red labels; correct and
area. between the h - "
hours [finalaudit -Tool maker setup revalidate the process.
body and the
box according
Jiio / drawing
[The ears of the
clip are sgated . (P) -Set up released by Stop the press; segregate material; identify
correctly in the | . . 1.-Set-up, Final . : L . I .
. . I . - . isual / Microscope R " imanufacturing -first sample suspicious or defective material with red label;
260.41 [Forming details (tool)|Details die Clip ears. side windows of 1.- QC (1 sample;) [faudit, Process . N H -
- OGP N . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
the terminal box adjustment Last run; Ifinalaudit -Tool maker setu adjust and revalidate
laccording iio / P ) ’
drawing
The ears of the
E:I)lr)r:?;;?natﬁg 2.- In Run ; each reel |(P) -Set up released by Stop the press; to register; notify QC, MFG
260.411 [Forming details (tool)|Details die Clip ears. side windows of \Visual / Microscope|2.- Mfgd(each sample _and do_cument an mlanufagturlng -_f|rst sar_nple super\_n?qr and Tc;ol rg?ksri place red tag; place
khe terminal box OGP retained) inspection every two released -MFG inspection -Q.C mate_rla in area of red labels; correct an
A hours [finalaudit -Tool maker setup revalidate the process.
laccording iio /
drawing
Presence of the
upper and lower
Side windows of side windows in . (P) -Set up released by Stop the press; segregate material; identify
X the body of the | ,. . 1.-Set-up, Final N N L N " N X
. . o Jthe terminal bodyj . \Visual / Microscope R " imanufacturing -first sample suspicious or defective material with red label;
260.42 [Forming details (tool)|Details die terminal and 1.- QC (1 sample;) [audit, Process . N H o
(Top and OGP N . Jreleased -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
that they are adjustment,Last run; [.. N " .
bottom). [finalaudit -Tool maker setup adjust and revalidate.
properly formed
laccording
drawing / 110
Presence of the
upper and lower
Side windows of ;:ieb‘g/ljndgf\’\{ién 2.- In Run ; each reel|(P) -Set up released by Stop the press; to register; notify QC, MFG
. . o Jthe terminal bodyj ody Visual / Microscope|2.- Mfg (each sampleffand document an imanufacturing -first sample supervisor and Tool maker; place red tag; place
260.421 [Forming details (tool)|Details die terminal and X ) N . . L X
(Top and ihat they are OGP retained) inspection every two [released -MFG inspection -Q.C[material in area of red labels; correct and
bottom). broperly formed hours [finalaudit -Tool maker setup revalidate the process.
laccording
drawing / 110
ithin 1 -Set-up. Final (P) -Set up released by Stop the press; segregate material; identify
260.43  [Forming details (tool)|Details die Arc camber lespecification  [Visual / manual / 1.- QC (1 sample;) al:ldit Pr%cess imanufacturing -first sample suspicious or defective material with red label;
. 9 laccording 110/ |G-9396 . pie; ad'uétment Last run: released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
Drawing ) ! ’ [finalaudit -Tool maker setup adjust and revalidate.
ithin 1.-Set-up, Final (P) -Set up released by Stop the press; segregate material; identify
. . - Burr in other lespecification isual / OGP / : . . y manufacturing -first sample suspicious or defective material with red label;
26044 [Forming details (tool)[Details die areas according 10/ [Optical comparator L. QC (1 sample;) ggﬁ:gtrzg’riefzst run: released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
Drawing ) ! " [finalaudit -Tool maker setup adjust and revalidate.
o R vy e S S
260.45 [[Forming details (tool)[|Details die IAssembly test. " G-F009 / Force 1.- QC (1 sample;) [faudit, Process . . H ST
laccording 110 / ester diustment Last run: released -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
Drawing ) ! ' ffinalaudit -Tool maker setup adjust and revalidate.
\Within 1.-Set-up, Final (P) -Set up released by Stop the press; segregate material; identify
260.46 [Forming details (tool)|Details die Clip Height espemflcauon Vlsgal /OGP / 1.-QC (1sample;) faudit, Process manufacturing -_flrst sample suspicious or defective material with rel_j Ia\.bel;
laccording 110/ |Optical comparator . . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
: adjustment,Last run; [.. . " .
Drawing Ifinalaudit -Tool maker setup Ed]ust and revalidate.
ithin 1 -Set-up, Final (P) -Set up released by Stop the press; segregate material; identify
260.47 [Forming details (tool)[Details die Clio Length lespecification  |Visual / OGP / 1.- QC (1 sample;) al-Jdit Pr%cess manufacturing -first sample suspicious or defective material with red label;
. 9 P 9 laccording 110/ |Optical comparator |~ pie; - . Jreleased -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
: adjustment,Last run; [.. . " .
Drawing [finalaudit -Tool maker setup adjust and revalidate.
" ' e i -ength wings esI;t)r:zr:]ification isual / OGP / L.-Set-up, Final Eszzlr;ﬁfs}atc?t?rifgle-?i?st(j st;)r/nple slﬁgi::ri]guzrﬁfsd;esfgg:iigara;gi:rﬂtzhldrigt:;ybeI'
260.5 [Forming details (tool)[Details die sﬁstfjg?nthe according 110/ |Optical comparator L.- QC (1 sample;) :g‘ci:gtsﬁfr(]:tel_szst run: released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
i Drawing ) ! ' [finalaudit -Tool maker setup adjust and revalidate.
ithin 1.-Set-up, Final (P) -Set up released by Stop the press; segregate material; identify
26051 [Forming details (tool)|Details die !_ength_ wings espe0|f|catlon |st_1a| /OGP / 1.-QC (1 sample;) faudit, Process manufacturing -_flrst sample suspicious or defective material with ren_:i Ial.bel;
insulation. laccording 110/ |Optical comparator L diustment Last run: released -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
Drawing ) ! ' [finalaudit -Tool maker setup adjust and revalidate.
]I(‘rg?]?t)hf (t)r:;hviin s ithin 1 -Set-up. Final (P) -Set up released by Stop the press; segregate material; identify
260.52  [Forming details (tool)[Details die of the core to tP?e lespecification  |Visual / OGP / 1.- QC (1 sample;) al:ldit Pr%cess manufacturing -first sample suspicious or defective material with red label;
. 9 ear wing of the according 110/ |Optical comparator |~ pie; ad'uétment Last run: released -MFG inspection -Q.C|Notify Mtto, tool maker and manufacturing;
9 Drawing ) i ’ Ifinalaudit -Tool maker setup adjust and revalidate.

insulation.




Characteristics

Methods

. . . ; Product / .
Part/ Process Name / [Machine, Device, Jig, Special Char. Evaluation / .
. N Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class Process Measurement Sar_nple Sample Control Method
Specification / Technique Size Freq.
Tolerance
ithin et . (P) -Set up released by Stop the press; segregate material; identify
260.53  [Forming details (tool)|Details die hirr‘ngttg ?rzéht?ack lespecification isual / OGP / 1.- QC (1 sample)) ;&;?t;r%'czgsl manufacturing -first sample suspicious or defective material with red label;
. 9 of the box according 110/ |Optical comparator |~ pie: ad'uétment Last run: released -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
i Drawing ) ! ' [finalaudit -Tool maker setup adjust and revalidate.
Length of the ithin 1 -Set-up. Final (P) -Set up released by Stop the press; segregate material; identify
260.54 [Forming details (tool)[Details die [front of the box lespecification isual / OGP / 1.- QC (1 sample;) a;Jdit Pr%cess imanufacturing -first sample suspicious or defective material with red label;
: 9 to the front of the according 110/ |Optical comparator | pie; ad'uétment Last run: released -MFG inspection -Q.C|[Notify Mtto, tool maker and manufacturing;
ings of the core Drawing ) ! * [finalaudit -Tool maker setup adjust and revalidate.
. ICorrect X - .
Plf’-,mng oninth orientation of cual | Mi 1.-Set-up, Final (P) -Sfet up.rele?lsed by | Stop(the pressd, sfegrlegate maltelrlql,hldezt:fyb )
260.55 [Forming details (tool)|Details die orientation in the ihe plating isual / Microscope| 1.-QC (1 sample;) faudit, Process manufacturing -first sample suspicious or defective material with red label;
terminal.(as M OGP ' S . [released -MFG inspection -Q.C |Notify Mtto, tool maker and manufacturing;
; laccording iio / adjustment,Last run; |.. ] " X
applicable) drawing [finalaudit -Tool maker setup adjust and revalidate.
(Common tooling Retainers, Preventive (D) -Released of set up for mfg
((shoes, backup stripper Tool maintenance -First sample released -MFG
270 plates, retainers, ITools details die pp alignment/Corre . 100% each set up X amp . " notify to supervisor, tool maker, adjust process
Stripper plates&. plates, square oty adiustment routine / Tool inspection -Q.C final audit -P- -
spr?npgs)?n die or parallel Y adj maker set-up [Tool maker set up
[Common tooling . .
( shoes, backup Spring No problems |s!JaI |/ Preventive (D_) -Released of set up for mfg
N I . N maintenance -First sample released -MFG - . .
270.06 [plates, retainers, ITools details die functional ith worn / . 100% each set up X N . " notify to supervisor, tool maker, adjust process
stripper platesg. broperly broken spring routine / Tool inspection -Q.C final audit -P- -
sorings) in die maker set-up [Tool maker set up
(Common tooling . isual / Preventive (D) -Released of set up for mfg
( shoes, backup . [Correct Spring N !
N I ICorrect spring " maintenance -First sample released -MFG - . .
270.08 [plates, retainers, ITools details die N laccording . 100% each set up X N . " notify to supervisor, tool maker, adjust process
stripper platesg. in die drawing routine / Tool inspection -Q.C final audit -P- -
sorings) in die maker set-up [Tool maker set up
[Common tooling Dimention of (D) -Released of set up for mfg
( shoes, backup \nsulation wings ings withing isual / OGP / -First sample released -MFG
270.12 [plates, retainers, ITools details die ithin of s ecg lespecification  [digital caliper/ 1 sample leach setup inspection -Q.C final audit - notify to supervisor, tool maker, adjust process
Istripper plates& P according 10/ |Keyence ision system -P- -Preventive
Isprings) in die Drawing maint. routine
[Common tooling Dimention of (D) -Released of set up for mfg
( shoes, backup core wings ings withing isual / OGP / -First sample released -MFG
270.15 [plates, retainers, ITools details die P 9 lespecification  |digital caliper / 1 sample leach setup inspection -Q.C final audit - notify to supervisor, tool maker, adjust process
ithin of spec
Istripper plates& P according 110/ |Keyence ision system -P- -Preventive
Isprings) in die Drawing maint. routine
280 Clip Assembly (tool) [Die Clip present Tool not ;Ligo%?sem isual 1 sample leach setu (D) -Operator method -Helm  [[Contact Supervisor and tool maker , adjust and
P Y pp breakage broduct c?rawing P p load monitor -Vision system revalidate the process.
correct wings ) (D) -Operator method -First . I
280.01 [Clip Assembly (tool) [Die Cprrect form Correct tool according visual/ 1 sample leach setup Isample release -Tool maker Cont_act Supervisor and tool maker , adjust and
ings the clip drawing (Ogp/Keyence released -Helm load monitor revalidate the process.
. . Correct . . . . .
’ . ings of clip : ings without " (D) -Operator method -First IContact Supervisor and tool maker , adjust and
280.02 [Clip Assembly (tool) [Die ithout burrs ng;lg of burrs isual L sample each setup [sample release revalidate the process.
. ) . . (D) -Operator method -First
280.03 [[Clip Assembly (tool) [Die D:tmhﬁ]mlon Of ciP e detail Ea;:s;;ig%in Ogn/Keyence 1 sample oach setu sample release -Tool maker  [[Contact Supervisor and tool maker , adjust and
. P 4 especification made properly| d’r)awin 9 [Q9prKey! p P released -110 -Tool adjustment [revalidate the process.
P 9 instruction
Correct )
" . Correct rool without assembly of clip] gg%gger;?égs? -e([)hg[ijn-s':plrescltion Contact Supervisor and tool maker , adjust and
280.04 [[Clip Assembly (tool) [Die . ear / correct in terminal \Visual 1 sample leach setup o N ’
lassembly of clip L diust - ccordin -Helm load system -Vision revalidate the process.
' product c?rawing System
(D) -Preventive maint. routine -
Gap of terminal [Tool without .53 - .67 mm ool maker set up -D- -Set up . "
280.05  [Clip Assembly (tool) [Die ithin of ear / correct 2ccording Keyence / Ogp 1 sample leach setup released by manufacturing - [Contact Supervisor and tool maker , adjust and
. specification L diust drawin / 110 according 110 First sample released -MFG revalidate the process.
P ! insp -Q.C final audit -Helm load
Jsystem -Vision System
(D) -Preventive maint. routine -
ITool maker set up -D- -Set up
boo Helm load system Helm C!lp_presem ire not Clip present \Visual / vision 100% continuos re_leased by manufacturing - Co_mact Superw_sor, tool maker or maintenance,
ithin terminal  [broken First sample released by Q -  [ladjust and revalidate the process.
MFG insp -Q.C final audit -
ision system (GAP)
(P)-Prev maint. routine -Tool
. . maker set up -D- -set up . .
Clip present ire not . . . o . . IContact Supervisor, tool maker or maintenance,
290.01 [Helm load system Helm ithin terminal  Ibroken Clip present isual / vision 100% continuos released by Mfg first sample 2 djust and revalidate the process.

released -MFG insp -Q.C final
audit -Helm load system -




Characteristics Methods
; ; ; ; Product / .
Part/ Process Name / [Machine, Device, Jig, Special Char. Evaluation / .
Proc # [[Operation description| ~ Tools For Mfg.  [No. Product Process Class Process Measurement Sample Sample Control Method Reaction Plan
Specification / N Size Freq.
Technique
Tolerance
ision System (GAP) -Bad
lterminal cutted from te carrier
(P) -Tool maker set up -D- -Set
290.02 [Helm load system Helm Clip present ire not Clip present isual / vision 100% continuos I#Estr?:risellg rt;):erzsggf_a’\;ggng "[Contact Supervisor, tool maker or maintenance,
. Y ithin terminal  [oroken PP ° A ple o\ adjust and revalidate the process.
insp -Q.C final audit -Vision
System (GAP)
(P) -Tool maker set up -D- -Set
up released by manufacturing -
' First sample released -MFG . .
290.03 [Helm load system Helm C!lplpresen_t Load cell not Clip present isual / vision 100% continuos insp -Q.C final audit -Vision antact Superw;or, tool maker or maintenance,
ithin terminal  [damaged adjust and revalidate the process.
System (GAP) -Autonomus
maintenance DPNP-5.3-ME-
P84-02 FO1
(D) -Tool maker set up -D- -Set
up released by manufacturing -
Clip present rooling of . . . . .F"St samplle releaged _.MFG IContact Supervisor, tool maker or maintenance,
290.04 [Helm load system Helm o . Load cell not Clip present isual / vision 100% continuos insp -Q.C final audit -Vision . N
ithin terminal ladjust and revalidate the process.
[damaged System (GAP) -Autonomus
maintenance DPNP-5.3-ME-
P84-02 FO1
(D) -Tool maker set up -D- -Set
up released by manufacturing -
. . . First sample released -MFG : .
290.05 [Helm load system Helm Tgrmlnal without ICutter present te_rmlnals' isual / vision 100% continuos insp -Q.C final audit -Vision antact Superw_sor, tool maker or maintenance,
clip cut ithout clip cut ladjust and revalidate the process.
System (GAP) -Autonomus
maintenance DPNP-5.3-ME-
P84-02 FO1
(D) -Set up released by
manufacturing -First sample
Clip present . . . . o . released -MFG insp -Q.C final [Contact Supervisor, tool maker or maintenance,
290.06 [Helm load system Helm ithin terminal Helm trained Clip present isual / vision 100% continuos audit -Vision System (GAP) - |adjust and revalidate the process.
lAutonomus maintenance
DPNP-5.3-ME-P84-02 FO1
Program in . .
ICorrect . . (D) -In process inspection/ .

300 ision system ision System corre_c_t ladjusment in Fault display in 100% Continuous Istabilized rails in vision block - Sto_p Process, antact Supervisor of
condition for e PLC program Ny N maintenance, adjust process
operation ision system MFG inspection -QC released

. . D) -In process inspection/ .
. - b\ " - Fault display in o . ( . ! > Stop process, Contact Supervisor or

300.01 ision system ision System Vision on ision on PLC program 100% Continuous Frolllng _blt logic -_MFG ] maintenance, adjust process

inspection -Q.C inspection
ision system (Correct Fault display in (D) -Setup/in-process Stop process, Contact Supervisor or

300.02 ision system Vision System free of ladjusment in bLC ropra?/n 100% Continuous inspection -MFG inspection - maieltznance ! adiust rocgss

/ariation ision system prog Q.C Inspection » acjust p
(D) -Blow Offs -P- -Preventive
300.03 ision system Vision System ision free of ision worked [Fault display in 100% Continuous maint. routine-Lead in / Vision  [Stop process, Contact Supervisor or
nuisance fault correctly PLC program Block with support rails / maintenance, adjust process
subsequent operation.
ision free of . . ; . . . .
- - ) ision worked  [Fault display in o . (D) -Diagnostic Fault Display - [[Stop process, Contact Supervisor or
300.05 ision system ision System fpaaﬂ:d to locate Correctly PLC program 100% Continuous Machine stop maintenance, adjust process
. . Trigger ision worked . N (D) -Keyence Fiber Optic Stop process, Contact Supervisor or
300.08 ision system Vision System precent and ! Sensor of trigger  |100% Continuous / ! T
unctional correctly Trigger maintenance, adjust process
Dimentions
s;;t:éﬂications(wi 4.20 - 4.30 mm Set-up released, First sample
300.14  [Vision system \Vision System dth of the box according  hicion 100% [Continuous feleased, Inspection QC, - [Stop process, Contact Supervisor, maintenance,
(front, back and Product drawing lAutomattic cutting of rejected  ftool maker, verify and recalibrate,
middle of 110 samples
terminal)
D:tmh%ntlons .53 -.67 mm Set-up released, First sample
300.15 ision system Vision System specifications(ga lazl‘ccvéj:rdmg ~ Wision 100% Continuous rAeIeasedj Insp_ectlor; Q_C, - ’ Stolp pricess, Qonta:j:t Supl_ebrwsor, maintenance,
lefth / rigth of roduct drawing utomatic cutting of rejecte ltool maker, verify and recalibrate,
p lett 110 lsamples
terminal)
Dimentions
ithin ithin
Ispecifications(wi especification Set-up released, First sample
300.16 ision system Vision System de core wings according \ision 100% Continuous released», Insp_ectlon Q_C, - Stop process, Qontact Sup_erwsor, maintenance,
land insulation of broduct drawing lAutomattic cutting of rejected  ftool maker, verify and recalibrate,
terminal) Isamples
according each o
/n




Characteristics Methods
; ; ; ; Product / .
Part/ Process Name / [Machine, Device, Jig, Special Char. Evaluation / .
. N Reaction Plan
Proc # [Operation descriptionf  Tools For Mfg.  [No, Product Process Class Process Measurement Sample Sample Control Method
Specification / N Size Freq.
Technique
Tolerance
[Correct grease (D) -Process card -Operator . . . .
310 (Grease post IAplicator of grease Correct grase laccording 110/ fVisual on time each setup method -MFG inspection -First noify Supervisor or QC , Maintenance, adjust of
aplication (if apply) . X X X process
Drawing piece released -QC inspection
Correct
Grease post application (no gowiigtion (D) -Process card -Operator Notify Supervisor or QC , Maintenance, adjust of]
310.01 285€ oS IAplicator of grease IToo much ppiical isual / applicator [100% continuos P P ! » adj
aplication (if apply) rease or laccording method process
9 drawing
lenough grease)
1.-Set-up, Final (D) -Low level sensor in grease Notlfy.Superwsor or QC ,l_M:mtt_enance,_S_top the
Grease post . isual / Microscopef1.- QC ( 1 sample;) [laudit, Process [pump -UV sensor in nest of press; segregate material; i entify suspicious or
310.02 aplication (if apply) IAplicator of grease Grease present IGrease present OGP 4.-sensor 4'_ 100% " ad'uétment Last run: lanplication -Operathor method defective material with red label; Notify Mtto,
P PRY. . . ° d - " [app P ltool maker and manufacturing; adjust and
4.- Continuos 110 .
revalidate.
2.- In Run ; each reel (D) -Low level sensor in grease Notlfy.Super\_llsor_ or Q.C : Malntenance,st_op the
N press; to register; notify QC, MFG supervisor
Grease post . - . 2.- Mfg (each samplefland document an [pump -UV sensor in nest of ] i .
310.021 aplication (if apply) IAplicator of grease Grease present (Grease present [Visual / Microscope| retained) L nspection every two lanplication -Operathor method land Tool maker; place red tag; place material in
p PPl hotlj)rs y ﬁ(p) p area of red labels; correct and revalidate the
) process.
310.08 Grgase_z pos_t lAplicator of grease Grease \_Nlthln of corr(_act ] isual / applicator [100% continuos _(D) »Prc_)cess card -QC Notify Supervisor or QC , Maintenance, adjust of]
aplication (if apply) Jthe terminal lapplication inspection process
(D) -Process card -First sample . ] . )
310.09 Grgasg pos_t IAplicator of grease Enough grease corrgct . isual / applicator [100% continuos release -Automated sensor in Notify Supervisor or QC , Maintenance, adjust of
aplication (if apply) application A process
lthe machine
|Automatic reiect cut (D) -Release of funtionality by
°Je . Functional Parts bad Visual / Cut : quality -Operator method -QC  [Notify to Supervisor or QC , Maintenance,
320 Isystem by vision IAutomatic reeler Bad part cutted N 100% Continuous N " A
lsystem loop sensor cutted JAutomatic / Sensor released -Automatic control erified and adjust process
Y stop the press
L (D) -Release of funtionality by
IAutomatic reject cut correct - . . . .
320.01 [system by vision IAutomatic reeler Bad part cutted [presion of Parts bad Visual / C_)ut 100% Continuous quality -Operator ”.‘e‘h“’ -QC NOt.'f.y to Superylsor or QC , Maintenance,
y cutted JAutomatic / Sensor released -Automatic control erified and adjust process
Isystem inder
stop the press
(D) -Release of funtionality by
IAutomatic reject cut . . lquality -Operator method -QC . . .
320.02 [system by vision IAutomatic reeler Bad part cutted Sy_stem with Parts bad Visual / (.;Ut 100% Continuous released -Automatic control NOt.'f.y to Super_\nsor or QC , Maintenance,
knives cutted JAutomatic / Sensor . erified and adjust process
Isystem stop the press -Preventive
maintenance
o D) -Release of funtionality by
IAutomatic reject cut Correct feed . ( h - . .
- . ; Parts bad isual / Cut o . quality -Operator method -QC  [Notify to Supervisor or QC , Maintenance,
320.03 [system by vision IAutomatic reeler Bad part cutted Iengtl’_\ load in cutted Automatic / Sensor 100% Continuous released -Automatic control erified and adjust process
Isystem the winder
stop the press
lAutomatic reject cut inder (D) -Release of funtionality by
320.04 [system by vision IAutomatic reeler Bad part cutted coun_tgr in Parts bad isual / (_Zut 100% Continuous qulallty ~Operator rr_1ethod -?C NOt.'ff.y to Super_\nsor or QC , Maintenance,
ystem possition / not cutted JAutomatic / Sensor released -Automatic control - erified and adjust process
[damage Istop the press -MFG inspection|
(D) -Release of funtionality by
IAutomatic reject cut . . quality -Operator method -QC . . .
o " Correct vision Parts bad isual / Cut o . N ’ Notify to Supervisor or QC , Maintenance,
320.05 [lsystem by vision IAutomatic reeler Bad part cutted Signal cutted Automatic / Sensor 100% Continuous released -Automatic qontrol ) erified and adjust process
Isystem stop the press -MFG inspection
-Preventive maintenance
(D) -Release of funtionality by
IAutomatic reject cut . quality -Operator method -QC . . .
o . - Parts bad Visual / Cut o . N Notify to Supervisor or QC , Maintenance,
320.06 [lsystem by vision IAutomatic reeler Bad part cutted [Vision On cutted Automatic / Sensor 100% Continuous released -Automatic qontrol ) erified and adjust process
Isystem stop the press -MFG inspection
-Preventive maintenance
(D) -Release of funtionality by
lquality -Operator method -QC
IAutomatic reject cut inding in ) released -Automatic control cut . . .
320.07 [system by vision IAutomatic reeler Bad part cutted fautomatic 5;?; dbad Xﬁiﬂé& u/t Sensor 100% Continuous ithe terminal detected in N;E;%éoaigfé.\ﬂz?r ?orcggs’ Maintenance,
Isystem mode icontinue and manual mode - Justp
MFG inspection -Preventive
maintenance
. (P) -Set up method -D- -First . ) .
330 IAutomatic reeler IAutomatic reeler N ﬁ’;{{;ﬁonem ICorrect wrap isual / manual 100% Continuous Isample released -MFG N;E'f%éoaigfé.\ﬂz?r :jorc(ggs’ Maintenance,
P inspection -QC final audit Justp
Direction .
) (D) -Set up method -D- -First . . .
330.03 [|Automatic reeler IAutomatic reeler correct winder correct \Visual 100% Each reel sample released -MFG insp - | \OUify to Supervisor or QC , Maintenance,
direction laccording N Ny erified and adjust process
Q.C final audit
method
. ) . . - o (D) -Operator method -MFG  [INotify to Supervisor or QC , Maintenance,
330.04 [JAutomatic reeler IAutomatic reeler Proper splice Correct splice isual / manual 100% Each reel inspection erified and adjust process
[Terminal in correct position (P) -Set up card -D- -First . . .
330.05 JAutomatic reeler IAutomatic reeler correct position accordin Visual / manual 100% Each reel Isample released -MFG insp - Notify to Supervisor or QC , Maintenance,

of reel

drawing

Q.C final audit

erified and adjust process




Characteristics Methods
Part/ Process Name /  |[Machine, Device, Jig,| Special Char. Product / Evaluation / | | Reaction Plan
Proc # [Operation description]  Tools For Mfg. No. Product Process Class Process Measurement Sample Sample Control Method
Specification / N Size Freq.
Technique
Tolerance
correct alignment] ICorrect (P) -Set up -Operator method - . . .
330.09 [Automatic reeler IAutomatic reeler of paper not out alignament of isual / manual 100% Each reel D- -First sample released - Notify to Supervisor or QC , Maintenance,
K . ! " - [verified and adjust process
rap of reel paper in the reel MFG inspection -Q.C final auditf
) (P) -Set up -Operator method - } . .
330.1 IAutomatic reeler IAutomatic reeler ot Twisted at Pqper not isual / manually  |100% Each reel D- -First sample released - Notlfy to Superylsor or QC , Maintenance,
hub of reel twisted - ; 1 -lverified and adjust process
MFG inspection -Q.C final auditf
No paper Correct (P) -Set up -Operator method - . ] .
330.12 [JAutomatic reeler IAutomatic reeler between lapplication of isual / manually  {100% Each reel D- -First sample released - Not_|f_y to Supervisor or QC , Maintenance,
. . ! " - [verified and adjust process
terminals paper MFG inspection -Q.C final auditf
ka0 Unload reel None Proper h_andlmg Material not isual 100% Each reel (_P) -Operator method -D- -Q.C [Notify to Supervisor or QC , verified and adjust
of material [damaged [final inspection process
340.01 lunioad reel None Flow cor_rect Material correct [Visual 100% Each reel (_P) -Qperatqr method -D- -Q.C [Notify to Supervisor or QC , verified and adjust
of material inal inspection process
; - Correct P/N - : o Each container / . . . .
350 Print shipping label None Correct part according to run Scanner / visual aid|100% [abel (D) -Label is scanned Notify to supervisor or QC, adjust process
correct
350.01 [[Print shipping label [None (Correct ID in dentified [Scanner / visual aid|100% Each container / (P) -Label is scanned -D- -Q.C Notify to supervisor or QC, adjust process
boxes according label [final audit
method
Correctly correct quantity Counting system in (P) -Counting system in n
350.02 [Print shipping label [None quantity of  d ty ting sy 100% Each reel . 9 sy Notify to supervisor or QC, adjust process
ieces laccording label Jmachine machine
- P/N correct B Each container / . . . .
360 IApply shipping label [None Correct part sccording run Scanner / visual 100% label (D) -Label is scaned Notify to supervisor, adjust process
A Correct ID in Boxes identified | . o Each container / (D) -Label scaned -QC final . . "
360.01 [|Apply shipping label {None boxes Correctly isual 100% label Sudit Notify to supervisor, adjust process
Correctly . . (D) -Mfg inspection -QC
360.02 [|Apply shipping label {None quantity of quantny correct v|sua_| / Counter 100% Each reel inspection -Operator packing [[Notify to supervisor, adjust process
. laccording label |machine
ieces method
barts good \Visual / Microscope 2.- In Run ; each reel|(D) -Final audit by QC - Stop the press; to register; notify QC, MFG
370 Process inspection None Part does meet accoré;in 1o/ Gages 2.- Mfg (each samplefland document an Certificated material is supervisor and Tool maker; place red tag; place
by Mfg |the specification Drawin 9 applicables retained) inspection every two fstamping -Operator Inspection |material in area of red labels; correct and
9 according 110 hours instruction revalidate the process.
Sample Notify to supervisor, adjust process, require
380 IAnnual Layout None P/N available lavailable for isual 1 pc Initial ppap (D) -Yearly inspection program || . P or, adjustp eq
piece to have available
leach p/n
Measurement
) . equipment
o dimensions  1n55" optical
Pimentiosn ithin comparator, digital Initial ppap, as req'd |(D) -Revision level available -
380.01 JAnnual Layout None according specification . ! 1 pc ! : ¥ Notify to supervisor, adjust process
drawing 2ccording to the ;?Ilgzrél;zyence,las by Cust., each year [History change available
drawing applicables
according 110
Inspection Initial ppap, as req'd
380.02 JAnnual Layout None I.HSpeCt'on on ithin qalendar Visual / manual 1 pc by Cust, or each (D) -Yearly inspection program Notify to_ supervisor, adjust process, Perform
ftime laccording to the sample inspection
GSD ear.
- shipping label . . . . . . . .
390 Scan shipping label [Scanner resent Present label isual / Scanner  |100% Each container (D) -Container is not shipped  [Notify to supervisor, adjust process,
390.01 |[Scan shipping label [Scanner [Scanned label Label scanned |Visual / Scanner  |100% Each label (D) -Container is not shipped  |Notify to supervisor, adjust process,
. . Stop the press; segregate material; identify
lAccording to \Visual/Gages - . . - . " N .
100 0C audit None Verify attributes IG/Productg  fapplicables 1 pc rl\]/llnlmum every 2 DI) -Inspection according 110 / i‘us_plc;aus or d?fecive ma(ljterlal V\;Ith req Ia.bel,
drawing /110 |according 110 ours G otify Mto, tool maker and manufacturing;
adjust and revalidate.
According to Stop the press; segregate material; identify
400,01 [QC audit None correct terminal Product drawing|visual 1 pc rl\]/lmlmum every 2 DI) -Inspection according 110 / i‘usplc;\aus or dtlefecﬂve me(\jtenal V\?th ret_j Ia.bel;
and 110 ours G otify Mto, tool maker and manufacturing;
ladjust and revalidate.
According to Optical comparator, Stop the press; segregate material; identify
400.02 [QcC audit None \Verify product grawin digital caliper, 1 pe Minimum every 2 D) -Inspection according 110/ suspicious or defective material with red label;
. dimensions 9 ogp,keyence, P hours 1G Notify Mtto, tool maker and manufacturing;
land 110 - " N
laser,according 110 adjust and revalidate.
410 QC released None Label scanned Label scanned |Visual / Scanner  JAll label during the shifth S:ggr;(ggerator method -Label Notify to supervisor, adjust process
Correct label Correct label : : . (D) -Operator method -Label . . .
410.01 [QC released None eleased released isual / Scanner  JAll label during the shifth scaned Notify to supervisor, adjust process
eqible label (D) -Operator method -Label
410.02 JQC released None r?nted Label legible Visual / Scanner  JAll label during the shifth Iscanned -Manual print of label [Notify to supervisor, adjust process
P in materials
(D) -Operator method -Label
410.03 [QC released None label present Label available [Visual All label during the shifth Iscanned -Manual print of label [Notify to supervisor, adjust process

in materials




Characteristics

Methods

; ; ; ; Product / .
Part/ Process Name / [Machine, Device, Jig, Special Char. Evaluation / .
Proc # [[Operation description| ~ Tools For Mfg.  [No. Product Process Class Process Measurement Sample Sample Control Method Reaction Plan
Specification / N Size Freq.
Technique
Tolerance
410.04 [QC released None Eg;rect label in {_ha‘abggiorrect "N Nisual / Scanner Al label during the shifth ;I:r)e)}a-lMatenal retuned to quality Notify to supervisor, adjust process
20 Move parts to PPAP None Pack not Pack without isual il containers During the shift (D) -Material retuned to quality [[Notify to supervisor, adjust process, change
area (If apply) Damage damage larea pack
Correct
Move good reels to handiing of
. containers, Material . o . (P) -Operator method -QC final . .
430 Zupfr)market area (If [Carrier car Material inspected isual 100% Each Container inspection erified and return material of area the mfg.
pply. moved
inspected.
Move good reels to .
430.01 [supermarket area (If f[Carrier car germlnaljnot Not qarr|1aged isual 100% Each Container .(D) -Operator method -MFG erified and return material of area the mfg.
apply) amage terminals inspection
Correct
Move good reels to handling of . . . . .
430.02 [supermarket area (If |Carrier car containers, Packing without isual 100% Each Container (D) -Operator method NOtIfy. to supenvisor, adjust process, scan
damage container
apply) free of
[damaged
Move good reels to . . . .
430.04 [supermarket area (If [Carrier car '(Ij'ermlnaljnot Not QaTaged isual 100% Each Container _(D) -Op_eratorcm_ethod -_MFG Notlfy_ to supervisor, adjust process, scan
2pply) amage terminals inspection -QC inspection container
Move parts to . o
440 quarentine area (if  [Carrier car Pack not Pack without Each Movement  fall container (P) -Materlal is returned t(.’ . Notify to supervisor, Verified and change Pack
aoply) damaged damage quality area -Operator training
150 Quarentine (If apply) [None Mate_n_al Identified isual Al material each container (D) -Operator method -Visual _Notlfy_to supervisor, Verified material and
identified present | (I»] identified or scrap
450.01  [Quarentine (If apply) [None M_atenal not Material correct isual Al material each container (D) -Operator method -Visual _Notlfy_to supervisor, Verified material and
mixed lon box ID identified or scrap
Attributes
corrects isual / magnifying R i . . L .
450.02 [Quarentine (If apply) [None Correct attributes| laccording 110/ |glass 10x / JAll material Each reel or box (D) -Operator method -Visual Nc_mfy to supervisor, Verified material, separate
- . I'D, VIG rejected pieces for scrap.
Vig / product Microscope
drawing
460 Move part to EPS (If Carrier car Pack not Pack without isual JAll material leach container () -_Materlal is returned ‘F’ . Notify to supervisor, Verified and change Pack
apply) damaged [damage lquality area -Operator training
Material Identified ) . . (D) -Operator method work Notify to supervisor, Verified material and re-
470 EPS (If apply) EPS L dentified bresent \Visual / Bar read  JAll material leach container instruction -Scan identified or scrap
Push delivery is Push delivery Push delivery . o A notify to supervisor, adjust process, make
480 elaborated System elaborated bresent isual 100% Each shipping (D) Operator method delivery
Shipping to . package not Pack free of . . L (P) Operator method -Operator [notify to supervisor, adjust process, separate
(90 distribution center (Carrier car damaged [damaged isual each container [Fach shipping certified lthe damaged packaging
490.01 S.h'p.p'ng to Carrier car cont_alner manlfgst Visual/scanner leach container Each shipping (D) -Container is scanned notlfy_to supervisor, adjust process, manifest the
distribution center manifest containers container
Correct
Shipping to . correct shipments . . A R . . notify to supervisor, adjust process, correct the
490.02 distribution center Carrier car destiny - ccording to isual/scanner leach container Each shipping (D) -Container is scanned Hestination
destination
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Part Certification

CONTROL PLAN

(Control Plan Category

Key Contact Name

[Prototype

1 [Pre-Launch

X [Production

ILLANUEVA, ARNULFO

Date (Orig)
4-May-2016

Date (Rev)
25-Nov-2022

Page 1

Control Plan Number:

00000471 TOOL ID#5661216

Key Contact Phone
[+52 844 8663400 EXT 5411

Customer Engineering Approval (If Req'd)

Date (If Req'd)

Part Number:
(Delphi:35589655)

Ecl
(Delphi:01)

ISupplier / Plant Approval / Date
ILLANUEVA, ARNULFO 11-Feb-2023

Customer Quality Approval (If Req'd)

Date (If Req'd)

Part Name / Description

(Delphi:ASM TERM F APEX 2.8 AG )

Other supplier approval by (If Req'd)

Other Approval (If Req'd)

Date (If Req'd)

Supplier / Plant
Delphi Packard Plant 84 MEXICO

Supplier Code
814988309

Other Approval Date (If Req'd)

Core team Members

ILLANUEVA, ARNULFO +52 844 8663400 EXT 5411 RAMIREZ CABELLO, EDGAR +52 01844 8663400 ALVARADO, JESUS +52 25903 8663400 CARBAJAL, ILIANA
JOSUE  +52 844 8663400 AGUILAR, EFREN +52 (844) 4389060 EXT.2722 CARDENAS, CARLOS E +52 844 8663400 SIGALA, ARTURO +52 844 8663400

+52 844 8663400 EXT 5441 RAMIREZ, VERONICA 3 +52 844 4389060 PENA,

Manufacturing plant maintains listing of all Gage Numbers

Characteristics Speci Methods
Part / Process Name /  |[Machine, Device, Jig,| al Product / Process Evaluation / .
: s L Reaction Plan
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement Saéingle Ssrmeple Control Method
Class Tolerance Technique 9:
Eri?)‘:(\iﬁ;r::w lCorrect 1.D. according Each raw material (D) -Inspection of material [[Notify to supervisor /Discrepancy is
10 material at receiving None Correct id material hip received Visual Al material eceived operator method IDT-001  fgenerated to the supplier,material is
area land IDT-010 lsent to incoming inspection
5;?)2&/51 ar:gw Each raw material (D) -Inspection of material [Notify to supervisor /Discrepancy is
10.01 material gt receivin None Material free of damaged Materail not damaged [Visual All material eceived loperator method IDT-001  [generated to the supplier,material is
area 9 land IDT-010 isent to incoming inspection.
Recelv_e and I . . . . Notify to supervisor /Discrepancy is
unloading raw Identification of material s - . . Each raw material (D) -Inspection of material y 7
10.02 : - None Material identified isual All material . lgenerated to the supplier,material is
material at receiving present received loperator method IDT-010 Sent to incoming inspection
area 9 Insp!
Receive and . . . .
10.03 unloading raw None Correct stack( from Correct stack acording isual Al pallet Each raw material (D) - Operathor method N:;'z;?ezutgive's;; IDIIii ?rﬁ-lpaatlgrciilliss
. material at receiving arehouse) method P received |IDT-001 - Operator certified gent to incoming insF;)F:ecti(‘m
area
Receive and . . . .
; . . . D) - Operathor method Notify to supervisor /Discrepancy is
unloading raw Correct stack (containers Correct stack acording |, ,. Each raw material ( o N 0
10.04 - - None N isual All pallet . [!DT-001 - Operator certified jgenerated to the supplier,material is
imaterial at receiving ithout damage) method P received  Operator mzthod IDT-010 gent to incoming insF:)’?ection
area
Erflgggagr:gw Correct stack from Correct stack acording |, ,. Each raw material (D) - Operator certified - Notify to supervisor /Di§crepanc_y i.s
10.05 : L None . isual All pallet . lgenerated to the supplier,material is
material at receiving supplier method received (Operator method IDT-010 sent to incoming inspection
area
Material verified Material verified . . Each raw material (D) -Operator method IDT- . . .
20 Pyment process None ith invoice against invoice isual JAll material eceived 010 Notify to supervisor, adjust process
correct register of . . . . L
Correct register of p/n | . : Each raw material (D) -Operator method IDT- [Notify to supervisor and expedition /
20.01 Pyment process None piri;?humber and and weigth isual Al material eceived 010 - djust process
Material ) . ! Each raw material (D) -Operator method IDT- [Notify to supervisor and expedition /
20.02 Pyment process None aymented Material Paymented isual / mannual All material eceived 010 adjust process, generate discrepancy
- . . Material identified p/n |, . . Each raw material (D) -Operator method IDT- [Notify to supervisor; Adjust process
30 Identification of coils [None Correct ID of coils correct isual all coils eceived 010 (check and correctly identify the coils)
. D) -Operator method IDT- . . .
. . . - - . . Each raw material ( Notify to supervisor; Adjust process
30.01 Identification of coils [None ID of coils present Material identified isual all coils eceived 33(7) -Operator method IDT- (check and identify the coils)
Material identified (D) -Operator method (D) -Operator method IDT- . A
30.02 Identification of coils [None iﬁgﬁ:;'; (g;:me to (sames labels fifo and JVisual / mannual all coils IDT-010 -Operator 010 -Operator method IDT- z\::?gé’kt(;:g’éirr\r’:g[’ %ﬂz;;yp{ﬁgi?ns)
internal) method IDT-007 o7 Y
. X . . . . . : Each raw material (D) -Operator method IDT- [Notify to supervisor; Adjust process
40 Raw material registerfNone Material register Material register isual / mannual lall material eceived 007 (check and register material)
Register of arrival ) ] . .
. . . . . . : Each raw material (D) -Operator method IDT- [Notify to supervisor; Adjust process
40.01 Raw material registerfNone of material Register available isual all material eceived 007 (check and register material)
available
Validation of tare - } ) . -
40.02 Raw material registerfNone and weight alldatlpnhMatenaI tara isual / scale lall material Each raw material (D) -Operator method IDT- N?]“fykto SUpeI?IISOI’, Adjus_t ?rocess
erformed and weigt received 007 (check and validate material)
Each raw material (D) -Operator method IDT- [Notify to supervisor; Adjust process
40.03 Raw material registerfNone Material identified Material identified isual all material eceived 010 -Operator method IDT- f(check and identify material) or send
007 discrepancy
Correct orientation of (D) -Incoming Inspection Notify to supervisor, adjust
50 selective raw None Correct orientation Correct orientation isual 1 sample of a coil of |Each raw material DPNP-5 2-Cg-01\2-01 o1 process(separate the material, place
- delivered to run laccording visual aid the pallet received o ’ red label and generate discrepancy to
material (If apply) FO1 -Visual ID Jtne supplier)




Characteristics Speci Methods
Part / Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
. S L Reaction Plan
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement Sféimzzle Sng)ple Control Method
Class Tolerance Technique g-
Cut of sample for . . . . .
60 incomming shears of cutting Sample cutted Sample available isual 1 sample of a coil of Each raw material (D) -Operator method IDT- [Notify to supervisor, adjust
. ) the pallet received 007 process(cutted sample)
inspection
Cut of sample for . . . ] .
60.01 incomming shears of cutting [Sample identified [Sample identified isual / mannual 1L sample of a coil of Each raw material (D) -Operator method IDT- [Notify to Supervisor, adjust
inspection lthe pallet received 007 process(identified sample)
Cut of sample for . . (D) -Operator method IDT- . . .
60.02 incomming Ishears of cutting Label Printed Printed label isual / mannual 1L sample of a coil of Each raw material 010 -Operator method IDT- Notify to supervisor, adjust
. ) the pallet received process(printed label)
inspection 007
.Cm of slample for . Correct dimention of Correct dimention isual / mannual 1 sample of a coil of |Each raw material (D) -Operator method IDT- Notify the supervisor, a.ldJUSt the
60.03 incomming shears of cutting h . . process (cut sample with the correct
X . Isample according method metric rule the pallet received 007
inspection length)
. . . (P) -Operator method IDT- . . .
70 De]lvery O.f samplgs None Available samples [Samples availables isual L sample of a coil of Each raw material 011 -Operator method IDT- Notify to supervisor, adjust
lto inspection receipt the pallet received 007 process(deliver samples)
. . . . .(P) -In;trucmon}ncomlng Notify to supervisor, adjust
Samples inspection ] Correct dimention . . inspection, Registro de )
A correct width of raw . isual / electrodigital . Each pallet of raw . N process(separate the material, place
80 of raw material in None ! according MSpec nad N 1 coil H . lembarques e inspeccion de .
A S . material - caliper material received . red label and generate discrepancy to
incoming inspection drawing material DPNP-S.Z-CS-OM-|the supplier)
01.01 FO7; PP
(P) -Instruccion Incoming . . .
[Samples inspection . Correct dimention . - inspection, Registro de Notify to supervisor, adjust .
v correct thickness of raw . isual / electrodigital . Each pallet of raw . N process(separate the material, place
80.01 of raw material in None ! laccording MSpec nad N . 1 coil H . lembarques e inspeccion de "
X e N material . caliper / Micrometer material received : red label and generate discrepancy to
incoming inspection drawing material DPNP-S.Z-CS-OM-|the supplier)
01.01 FO7; PP
(P) -Instruccion Incoming
inspection, Registro de
. . . . lembarques e inspeccion de [[Notify to supervisor, adjust
80.02 S?gwens];?:}?;ciﬂon None correct orientation of raw gggg?g}norl\?igha;oar}d / Wisual Al coils/ 1.- QC (1 rai(ileqrgl‘lleetcce)ifv?c\;v/ 1- material DPNP-5.2-CS-OM- [process(separate the material, place
: A Bl N material in coil ding sample;) * 101.01 FO7; criterios de red label and generate discrepancy to
incoming inspection Drawing / 110 Set-up, X N
laceptacion y rechazo [the supplier)
M6666CNO DPNP-5.2-CS-
[OM-01.01 FO7 / 1O
(P) -Instruccion Incoming
inspection, Registro de
Samples inspection Correct orientation 2.- In Run ; each reel Jembarques e inspeccion de |Notify to supervisor, adjust
p pec correct orientation of raw . . . . 2.- Mfg (each samplefand document an material DPNP-5.2-CS-OM- [process(separate the material, place
80.021 [of raw material in None o ¥ according visual aid /  JVisual . N . S "
L ncoming inspection material in coil Drawing / 110 retained) inspection every two  01.01 FO7; criterios de red label and generate discrepancy to
g insp 9 hours. laceptacion y rechazo [the supplier)
M6666CNO DPNP-5.2-CS-
[OM-01.01 FO7 / 110
Move material to . . Material free of . : Each raw material (D) -Operator method IDT- Notify to supervisor, adjust .
90 supermarket Carrier car Material not damage. ldamaged isual lall material eceived 007 process(cut damaged material and
P 9 lgenerate discrepancy)
Move material to . . certified operator with | . . " (D) -Certified in training Notify to supervisor, adjust
90.01 supermarket Carrier car Operator certified [ dentification isual lall operators during the shifth dept brocess:certify the operator.
Move material to . . Correct location of : : } " (D) -Operator method IDT- [Notify to supervisor, adjust
90.02 supermarket Carrier car Correct location material in rack isual lall material during the shifth 007 brocess(relocate material)
. . P) -Operator method IDT-
Move coils to - ’ ) . ) . . each material pallet ( B o )
100 stamping area Carrier car Material registered Registered material isual all material moved to the press ggi -Operator method IDT- [[Notify Supervisor; register material
(P) -Operator method IDT-
100.01 Move _cmls to Carrier car Material identified Material identified isual 2l material leach material pallet  J008 -Operator method IDT- Notlfy_Superwsor; review and identify
Istamping area moved to the press 004 -Operator metod PROC|material
023
. o : (P) -Operator method IDT- [[Notify Supervisor; remove and return
100.02 ggf ﬁ]onzrtga Carrier car Material not damaged L\jﬂ;r;e;i! without isual [all material ifye?giﬂzl prilg 008 -Operator method IDT- fthe material, review and send
ping 9 P 004 incoming inspection
(D) -Operator method IDT-
. . 005 -Op. method PROC- ] N .
110 Print labels (if apply) [[Printer Correct label gggg?gitr:atiglthe run Manually - visual All labels ;i?flt“red during the 023 -Process card -Check II\;E?;I}; ?of;’()fsrv'sor’ remove and print
9 |list of previous activities
DPNW-5.3-MG-7-4-00.01
(D) - KANBAN method
. . . Correct kanban i required during the HS881 -Check list of Notify to supervisor; remove and
110.01 [Print labels (if apply) [[Printer Correct KANBAN according to the run Manually - visual All labels shift previous activities DPNW-  |required correct kanban
5.3-MG-7-4-00.01
Correct label (D) - Process inspection - . .
Move labels to h . . Each movement of - ; Notify to supervisor and PCL; remove
120 machine (if apply) None Correct label according to np in the [Manually - Visual All labels abels Final inspection - KANBAN and print labels corrects
ress o Kamban method HS881
. (D) - Process inspection -  [Notify to supervisor and PCL;
120.01 Move labels to None Labels not mixed No labels of different isual Al labels Fach movement of Final inspection - KANBAN [Remove the labels from the incorrect

machine (if apply)

PN

labels

method HS881

hp and deliver them to PCL




Characteristics Speci Methods
Part / Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / -
Proc # [Operation description| ~ Tools For Mfg.  [No, Product Process Char. Specification / Measurement S‘;.mple Sample Control Method Reaction Plan
Class Tolerance Technique 1z& Freq.
(D) -Op. method PROC-023
erify incoming i correct material delivered Correc? material ) ) each Set up or i land IDT-l007 -Proqess card [Notify Supervisor and ECL, adjust
130 material at machine Carrier car to press according process isual / leach coil of press material and material J-Check list of previous [process(remove material and supply
card received in the press  Jactivities DPNW-5.3-MG-7- |the correct)
4-00.01
(P) -Process card -Method
Set up verification of Correct pressure in Correct pressure isual / pressure Proc 023 -Autonomus INotify Supervisor and maintenance
140 good conditions to  [None hydraulic system laccording Process P 1 time each Set up maintenance DPNP-5.3- di P '
run (not low) card gauge ME-P84-02 FOL -Low limit | just process
pressure switch
(P) -Process card -Material
id -Method Proc 023 -
lAutonomus maintenance
Set up verification of Correct material of Correct raw material DPNP-5.3-ME-P84-02 FO1 Notify Supervisor and PCL, adjust of
140.01 [good conditions to  [None Correct Raw material supplier according drawing / isual Each coil leach Set up -Check list Previous process(change raw material)
run 110 / Process card lactivities DPNW-5.3-MG-7-
4-00.01 FO1 -Check list set
up DPNW-5.3-MG-
7.4.00.02 FO1
(P) -Method Proc 023 -
Set up verification of (Correct raw material (Operator method IDT 007 -
. . Material id during . Ny . . lAutonomus maintenance  [Notify Supervisor and PCL, adjust of
140.02 |fgood conditionsto  [None Correct Raw material according drawing / isual Each coil each Set up !
un process 110 / Process card DPNP-5.3-ME-P84-02 FO1 [process(change raw material)
-Format ING-MATS-012
IAO1
(P) -Process card -Material
id -Method Proc 023 -
lAutonomus maintenance
Set up verification of DPNP-5.3-ME-P84-02 FO1 Contact Supervisor and PCL; adjust
140.03 |fgood conditionsto  [None Present label Labels availables isual Each run each Set up -Check list Previous of process(Require labels) '
run activities DPNW-5.3-MG-7- [*' P a
4-00.01 FO1 -Check list set
up DPNW-5.3-MG-
7.4.00.02 FO1
(D) -Operator method
Set up verification of (Correct part number PROC 023 - KANBAN Notify Supervisor and PCL, adjust of
140.04 |[good conditions to  [None Correct label on labels according \Visual All labels leach Set up imethod HS881 -Autonomus fprocess(return labels to PCL and print
run run maintenance DPNP-5.3- icorrect labels)
ME-P84-02 FO1
(P) -Method Proc 023 -
lAutonomus maintenance
I DPNP-5.3-ME-P84-02 FO1 . .
Set up verification of . : . Notify Supervisor and Ing Process;
140.05 [good F():onditions to  [None Process card Proces_s card available isual Each run leach Set up -Che_c_k list Previous adjufs),,t of grocess(Requirge Process
run [present according run lactivities DPNW-5.3-MG-7- card)
4-00.01 FO1 -Check list set
up DPNW-5.3-MG-
7.4.00.02 FO1
(P) -Method Proc 023 -
lAutonomus maintenance
I DPNP-5.3-ME-P84-02 FO1 . .
Set up verification of : Notify Supervisor and Ing Process;
140.06 [good F():onditions to  [None (Correct process (Correct process card isual Each run leach Set up »Ch_eck list -Autonomus adjufs),,t of grocess(removigng process
un card of the run maintenance DPNP-5.3- card and require the n / p correct)
ME-P84-02 FO1 -Check list
Iset up DPNW-5.3-MG-
7.4.00.02 FO1
Set up verification of Present tooling (P) -Verification of tooling . .
140.07 |[good conditionsto  [None [Tooling is present according letter isual Each tool die each Set up DPNW-5.3-MG-7-4-05.02 No_tlfy Supervisor and tool maker,
ladjust of process(add tool)
run change FO1 -110
Set up verification of Correct tooling (P) -Verification of tooling  [Notify Supervisor or tool maker, adjust|
140.08 [good conditions to  [None Correct tooling according letter isual Each tool die leach Set up DPNW-5.3-MG-7-4-05.02 [of process(remove tools and place the
run change FO1 -110 correct)
(P) -Process card -Method
Set up verification of . Correct pressure . Proc 023 -Autonomus ] . .
140.09 |[good conditionsto  [None (Correct air L laccording Process isual / pressure 1 time each Set up maintenance DPNP-5.3- N(;)_tlfyt Supervisor and maintenance ,
run pressure (not Low) card gauge ME-P84-02 FO1 -Low limit [2USt Process
pressure switch
e Correct orientation of (D) -Set up verification - .
140.1 gsg(t)(;lgc\)/r?(riliflliz?]téol?)m None Correct o_rientation of raw materia_\l in press isual / Vision Each poil / Vision: All each» Set up / Vision: isual ID HS472 - g&zﬁ%&l;ggé\gzgﬁ:&gg éﬂi‘i;{i'on
run material in press. according drawing or material Continuos lAutonomus maintenance o the raw material)
aid visual DPNP-5.3-ME-P84-02 FO1
I Previus reels is (D) -PN change routine - ) .
Set up verification of Correct reels MFG inspection -QC final  [Contact Supervisor and PCL, Adjust
. removed from h . -
140.11 |good conditionsto  [None inder at according process Manually - Visual all reels each Set up audlt -Autonomus process (remove reels and place
run changeover card maintenance DPNP-5.3- corrects)

ME-P84-02 FO1




Characteristics Speci Methods
Part / Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement S‘;.mple ngple Control Method Reaction Plan
Class Tolerance Technique z€ '€a.
(D) -Vision system
only goods parts is erification according to the
Set up verification of call()e,dgfor vis?on [Samples according method with destructive Contact Supervisor manufacturing,
140.12 |fgood conditionsto  [None <vstem when app! dimentions and ision System 1 sample each Set up pieces -Autonomus QC and maintenance, Adjust
run h tolerances in Vision maintenance -5.3- rocess(verify and recalibrate vision
(;/d usted cameez)y ! in Visi i DPNP-5.3 P i d lib isi
! ME-P84-02 FO1, Check list
laudit calest 07 FO1
(D) -Vision system
Set up verification of Bad parts are sent [Samples according erification according to the [Contact Supervisor manufacturing,
140.14 |[good conditions to  [None [to scrap by vision dimentions and ision System 1 sample leach Set up method with destructive QC and maintenance, Adjust
run system when apply tolerances in Vision pieces, Check list audit process(verify and recalibrate vision)
calest 07 FO1
Set up verification of Not burrs in the insulation| |(r|1js) ;hﬂ:grl:f_aétgr;:r;gal Notify to supervisor and tool maker,
140.15 [good conditionsto  [None . X No burrs in Wings isual 1 sample each set-up inspectl . P ’
un ings of terminal inspection -Set up release - fladjust process
ltool book
Set up verification of (D) -Set up released -mfg
14017 p vertii ITerminal not . ; . ] inspection -QC final audit - [Notify to supervisor and tool maker,
A good conditions to  [None S JAligned terminal isual 1 piece each set-up .
un misalignment Tool maker set up -Nest of [adjust process
ision system
Set up verification of ccording to 110
. [Terminal within JAccording to product |(keyence, optical . g Inspection visual According Process stop, Contact Supervisor
140.18 ?Ifr?d conditions to None specifications dimentions Drawing, 110 lcomparator,OGP, 1 piece each set-up o, VIG Mfg, QC and Tool maker
laser)
150 Main dereeler Dereeler Contfcl electronico C_ontrol elgctronlco isual / PLC system [100% Continuos (D) -Swich detect the fault No_tlfy to Supervisor or maintenance,
ffunctional propertly ithout failures ladjust process
150.01 [Main dereeler Dereeler Rollers function Rollers without failures fVisual / PLC system [100% Continuos ([.)) -Diagnostic Fault No.t'fy to Supervisor or maintenance,
correctly Display ladjust process
. (D) -Diagnostic Fault . . .
150.02 [Main dereeler Dereeler S_peed COT‘"O' SPGEd control without Visual / PLC system [100% Continuos Display -Switch stop the Supervisor or maintenance, adjust
ithout fail ffailures bress process
. (D) -Diagnostic Fault . . .
150.03 [Main dereeler Dereeler Speeq control [Speed control without isual / PLC system [100% Continuos Display -Switch stop the Supervisor or maintenance, adjust
Functional damaged bress process
. ffunccional table . . . ([.)) -Diagno_stic Fault Supervisor or maintenance, adjust
150.04 [Main dereeler Dereeler (turn) [Table functional Visual / PLC system [100% Continuos Display -Switch stop the brocess '
press
: " Motor functional . . (D) -Diagnostic Fault Supervisor or maintenance, adjust
150.05 [Main dereeler Dereeler functional motor . - isual / PLC system [100% Continuos Display -Switch stop the !
ithout fails bress process
. . Feed rollers correct Correct function of . o . (D) -First piece released -  [Notify to Supervisor or maintenance,
160 Straightener Straightener operating properly ollers isual / 100% Continuos Operator method adjust process
. correct functionality: Ground sensor without], . o . (D) Maintenance routine Notify to Supervisor or maintenance,
170 Dereeler side feed [Dereeler ground sensor damaged isual /PLC system [100% Continuos Operator method L djust process
. (D) Helm sensor Diagnostic . . .
: complete assembly (clip " Helm sensor / PLC o . . L ; Notify to Supervisor or maintenance,
170.01 |[Dereeler side feed [Dereeler bresent) Clip present system / vision 100% Continuos :)ar:I;Sm main display in the - djust process
. (D) -Diagnostic Fault : . .
180 Die lube system Lube Applicator alve frge of alve W'.thOUt isual / PLC system [100% Continuos Display -In process visual No_tlfy to Supervisor or maintenance,
obstructions obstructions inspections ladjust process
. L . D) -Diagnostic Fault : . .
. . Functional Proximity Switch . o . ( ! . Notify to Supervisor or maintenance,
180.01 [Die lube system Lube Applicator Proximity Switch ithout dafios isual / PLC system [100% Continuos :?]lssgéacyt/i&rsprocess visual - djust process
(D) -Automatic diagnostic
Fault in feeed screen -
190 Main feed Feed Proper Position of Not failures of feed isual / Set up 100% Each set up Setup method, (D) - Potify to Supervisor or maintenance,
feed Diagnostic Fault -Setup ladjust process
method -P- -Preventive
maint routine
. No problems with . o (D) -Sensor in feed Notify to Supervisor or tool maker,
190.02 [Main feed Feed Not Stock buckle stock buckle isual / Set up 100% each set up entrance L djust process
(D) -Diagnostic fault Display
100.06 [Main feed Feed Correctly release No problems with isual / set u 100% each set u in the feed Signature Notify to Supervisor or tool maker,
. point release point P P lanalysis,, pressure swich in [fadjust process
ithe feed
(D) -Diagnostic fault display
190.1  [Main feed Feed Proper timing Correct timing isual / set up 100% each set up in feed screen,(D) -~ Notify to Supervisor or tool maker,
Diagnostic fault Display in  jadjust process
ithe feed Signature analysis
] Correct air presure isual / Setup / o (D) -Diagnostic fault display [Notify to Supervisor or maintenance,
190.12 |Main feed Feed of rollers Correct Pressure Pressure Gauge 100% leach set up n the soreen L djust process
190.14 |[Main feed Feed Resolver function resolver without isual / set up 100% each set up Diagnostic Fault Display Notify to Supervisor or maintenance,

correctly

[failures

ladjust process




Characteristics Speci Methods
Part / Process Name /  |Machine, Device, Jig al Product / Process Evaluation / i
. s ! P L Reaction Plan
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement S‘;.mple ngple Control Method
Class Tolerance Technique z€ req-
200 Side feed Feed Not jam Feed without failures isual / Sensor 100% Continuous (D) -Sensor in the die - No_tlfy 1o Supenvisor or maintenance,
[Operator method ladjust process
. . . (D) -Process card -Operator[Notify to Supervisor or maintenance,
0,
200.02 [Side feed Feed Correct feed length Length correct of feed |Visual / Sensor 100% Continuous method -Sensor in the die  Jadjust process
. . (D) -Bearing drop .
210 Press Minster Ram in correct Correct adjust of ram isual / Manual/ 100% leach setup inspection, -Vision system - Process stop , notify to tool maker,
adjusment setup tool maker . s . _ladjust process
P- -Preventive maint routine
. . . (D) -Diagnostic fault display [Process stop , notify to
210.03 [Press Minster grgltfrrr]?lrirsaslﬂlrz Pump functional inliuli/ Frsulrta?]!lsplay 100% leach setup in the press screen -P- - Isupervisor ,maintenance, tool maker,
Y prog Preventive mant routine ladjust process
(D) -Diagnostic fault display Process stop , notify to
210.06 [Press Minster Hydr_aullc pump Pump functional X isual / Fault display 100% leach setup n t_he screen, pressure Isupervisor ,maintenance, tool maker,
[functional in PLC program Iswich -P- -Preventive mant ;
. ladjust process
routine
I Non-excessive stop . isual / Fault display . (D) -MFG inspection -Q.C  [Pracess stop , nofify to
210.09 [Press Minster kimes Not excessive stop in PLC program 100% Continuos inspection -Vision system - [jsupervisor ,maintenance, tool maker,
prog P- -Preventive maint routinefadjust process
L (P) -MFG inspection -Q.C  [Process stop , notify to
210.11 [Press Minster :Dnrces?/lr;%teRun @ Eé?;iﬁggg;g in isual / Mannual 100% during the shifth inspection -P- -Preventive [supervisor ,maintenance, tool maker,
maint routine ladjust process
(P) -Operator method -D- - N
. - B L Process stop , notify to
210.12 [Press Minster Corr_ect startin Press running in isual / Mannual 100% during the shifth MFG |n'specF|0n Q.C Isupervisor ,maintenance, tool maker,
continuous mode correct mode inspection -first sample :
ladjust process
released
Correct . . . (D) -Diagnostic fault Process stop , notify to
210.13 [Press Minster functionality the ;ii?é\lser without m?ﬁg Frgulrtatgrllsplay 100% Continuos displayin the screen -P- - |[supervisor ,maintenance, tool maker,
Resolver prog Preventive maint routine ladjust process
- . . . (D) -Diagnostic Fault Process stop , notify to
210.14 [Press Minster Not f_Iywhe_eI Flyyvheel bea_n_ng n X isual / Fault display 100% eac_h preventive Display / Sealed bearing - fsupervisor ,maintenance, tool maker,
bearing failures optimus conditions in PLC program maintenance . . "
Preventive maintenance ladjust process
T erminal without (P) -Operator method -first [Process stop , notify to
210.15 [Press Minster ITerminal not damaged Hamaged isual / Microscope |1 sample each set up isample released -mfg Isupervisor ,maintenance, tool maker,
9 inspection -QC final audit  fadjust process
(P) -Set up method -
Visual / Preventive maint -D- - [Process stop , notify to supervisor.
220 Bolster Minster ithin parallelism Correct Parallelism measurement 100% each set up Released of set up for mfg p. P !
y X tool maker, adjust process
lequipment |first sample released -MFG
inspection -Q.C final audit
(P) -Preventive maint
Micro adjust in isual / foutine -D- -First sample o, oo stop , notify to supervisor,
220.05 [Bolster Minster lgood condition Correct Micro adjust measurement 100% Each set up relea_sed MFG inspection ool maker, adjust process
lequipment Q.C final audit,Press shut
[down
(P) -Set up method -
Rail in correct Preventive maint -D- -Set
230 [chutes/blowoff  [Chutes / blowoff machine rails free adjustment / without [ iSual, preventive ) 5, Each set up up released by ! Process stop , notify to supervisor,
of jams [ ams maintenance routine manufacturing -Machine maintenance, adjust process.
stop -Ffirst sample released
-MFG insp -Q.C final audit
. . . D) -Diagnostic fault display N .
. Pump in correct isual / Fault display o . E - s . Process stop , notify to supervisor,
240 Central lube system [System lube Pump functional operation in PLC program 100% Continuos rsuﬁﬁ;eventlve maint maintenance, adjust process.
L ) ) ) (D) -Diagnostic fault display - :
240.02 [central lube system [System lube Proximity sensors [Sensor in correct Fault display in PLC 100% Continuos 'p- _Preventive maint [Process stop , nqtlfy to supervisor,
Functional operation program Foutine maintenance, adjust process.
. . . . D) -Diagnostic fault display N .
Functional float (Correct operation of isual / Fault display o . E - s . Process stop , notify to supervisor,
240.03 [Central lube system [System lube switches kioat in PLC program 100% Continuos ITF)’uﬁﬁgsventlve maint maintenance, adjust process.
: Correct function of isual / Fault display o . (D) -Diagnostic fault display [[Process stop , notify to supervisor,
240.04 [Central lube system [System lube alve functional alve in PLC program 100% Continuos 'p- _Preventive maint maintenance, adjust process.
. . . D) -Diagnostic fault display 3 .
X . . Pump in Correct isual / Fault display o . E - X ) Process stop , notify to supervisor,
240.05 [Central lube system [System lube IApropiate mix ratio kunction in PLC program 100% Continuos I’I:)’uﬁséevenuve maint maintenance, adjust process.
(D) -First sample released -
. . . - . . leach setup / MFG inspection -Q.C final . . .
Blanking Details I not Excessive [Tooling in good isual / Preventive 5 - o . f notify to supervisor, tool room, adjust
250 (to0l) Details die ear ondition maintenance routine 100% pre_vemlve audl_t Preventive maint brocess.
maintenance routine -P- -Tool maker set
up using optical comparator
(D) -First sample released -
) . ) . . . MFG inspection -Q.C final : : .
b50.03 Blanking Details Details die Correct Die detail Parts inside spec isual / Tool maker 100% each set up udit -Preventive maint notify to supervisor, tool room, adjust

(tool)

design

laccording drawing

set-up

routine -P- -Tool maker set
up

[process.




Characteristics Speci Methods
Part/ Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
! S L Reaction Plan
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement Sféimzzle Sng)ple Control Method
Class Tolerance Technique g-
(D) -First sample released -
Blanking Details Details without Details in optimus isual / Tool maker MFG inspection -Q.C final notify to supervisor, tool room, adjust
250.06 Details die "~ 100% each set up laudit -Preventive maint ’ ’
(tool) breakage conditios Iset-up : process.
routine -P- -Tool maker set
up
(D) -Released of set up for
Blanking Details o [Chamber punch is - isual / Tool maker o imfg -First sample released -[notify to supervisor, tool room, adjust
250.1 (tool) Details die [functional Parts inside spec Iset-up 100% each set up MFG inspection -Q.C final [process.
laudit -Tool maker set up
(P) -process card -D- -set
Blanking Details I correct terminal Progression according Visual / tool maker P released_ by ) notify to supervisor, tool room, adjust
250.11 (to0l) Details die Progression rocess card set-u 1 sample each set up manufacturing first sample rocess ! !
9 P P released -MFG insp -Q.C [P :
ffinal audit
(P) -Set up method -D- -
b50.12 Blanking Details Details die Not broken bolts Bolts not damaged isual / Tool maker 100% each set up R_eleased of set up for mfg - |notify to supervisor, tool room, adjust
(tool) Iset-up First sample released -MFG|process.
inspection -Q.C final audit
isual / (P) -Set up released by
. . - s P manufacturing -first sample . . .
b50.13 Blanking Details Details die Com_v_wthl_n of ithin _esp_guflcatloﬂ mea_surement 1 sample oach set up released -MFG inspection - notify to supervisor, tool room, adjust
(tool) specification according iio / drawing fequipment / Tool N . process.
maker set-u Q.C finalaudit -Tool maker
p setup
Presence of the PED i ' (P) -Set up'relea_sed by _Stop_the press; segregate m_atenal;
Blanking Details o ) stamping on the body [Visual / Microscope / 1.-Set-up, Final audit, Jmanufacturing -_f|rst sar_nple |dent|f_y suspicious or defeqtlve
250.14 Details die [Stamping PED K 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
(tool) of the terminal. OGP di L . C finalaudit -Tool mak | mak d B ina: adi
according iio / drawing adjustment,Last run;  Q.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
Presence of the PED .- In Run : each reel (P) -Set up'relea_sed by Stop the press; to register; notlfyAQC,
Blanking Details " . stamping on the body [Visual / Microscope / |2.- Mfg (each sampleffand document an manufacturing '.ﬂrSt sar_nple MFG supervisor and Tool _ma_ker,
250.141 Details die [Stamping PED K . N Ny released -MFG inspection - [place red tag; place material in area
(tool) of the terminal. OGP retained) inspection every two y . 7 .
[ ccording iio / drawin hours Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
9 9 ) setup Jthe process.
Presence of the
stamping according to (P) -Set up released by Stop the press; segregate material;
. . . . he tool as appropriate |, . . 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
250.15 g:)aonl;(mg Details Details die gtlzrﬁeirr:al Number land must be below the gg:)al I Microscope / 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
ping ransition area of the adjustment,Last run;  |Q.C finalaudit -Tool maker ftool maker and manufacturing; adjust
body according iio / setup land revalidate.
drawing
Presence of the
stamping according to > - 1n Run : each reel (P) -Set up released by Stop the press; to register; notify QC,
Blanking Details Die Serial Number he tool as appropriate isual / Microscope / [2.- Mfg (each sample aﬁd docum’ent an manufacturing -first sample |MFG supervisor and Tool maker;
250.151 (to0l) 9 Details die Stampin land must be below the oGP P rétaingd) p nspection every two released -MFG inspection - [place red tag; place material in area
ping transition area of the hoﬁrs i Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
body according iio / ’ setup Jthe process.
drawing
Presence of the ID 1 -Setup, Final aucit, manctaciuring frst sarmple Jdontty suepicious or defecive.
250.16 Blanking Details Details die ID Cable C_able in the |_nsu!_at|on isual / Microscope / 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
(tool) ings according iio/ JOGP di L . finalaudit -Tool mak | mak d B ing: adi
drawing adjustment,Last run;  Q.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
. P) -Set up released by Stop the press; to register; notify QC,
Presence of the ID 2.- In Run ; each reel ( . N N .
Blanking Details I Cable in the insulation [Visual / Microscope / |2.- Mfg (each sampleffand document an manufacturing '.f“'SI sar_nple MFG superwlsor and Tool mqker,
250.161 Details die ID Cable N Lo . N : released -MFG inspection - [place red tag; place material in area
(tool) ings according iio/ JOGP retained) inspection every two - . 7 "
drawi Q.C finalaudit -Tool maker [fof red labels; correct and revalidate
rawing hours.
setup |the process.
P) -Set up released by Stop the press; segregate material;
Presence of the week ) . ( . ; . . > -
. . f : . 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
250.17 Blanking Details Details die Code of the week code_ in the body_ of F_he isual / Microscope / 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
(tool) terminal. according iio JOGP di L R finalaudit -Tool mak | mak d B ing: adi
drawing adjustment,Last run;  Q.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
. P) -Set up released by Stop the press; to register; notify QC,
Presence of the week 2.- In Run ; each reel ( . N N .
50.171 Blanking Details Details die Code of the week code in the body of the|Visual / Microscope / |2.- Mfg (each samplefand document an gi?r;isf:gtj\r/llr;ge-iﬂr::l Zg&’ﬂ? Nllgnse S,gﬁet;‘"-soﬁaildnrggrgﬂﬁe;}ea
. (tool) terminal. according iio JOGP retained) inspection every two - . P P g p "
drawi Q.C finalaudit -Tool maker [fof red labels; correct and revalidate
rawing hours.
setup |the process.
(P) -Set up released by Stop the press; segregate material;
. . L . . Presence of the hole in, . . 1.-Set-up, Final audit, fmanufacturing -first sample [identify suspicious or defective
250.18 3':;};('"9 Details Details die Rs)gién;nsrlftlon wings |the insulation wings O'él::,al / Microscope / 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
PRy, according iio / drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
. 2.- In Run ; each reel . .
) : o ) ) Presence of the hole in, . . R X (P) -Set up released by Stop the press; to register; notify QC,
b50.181 Blanking Details Details die Hole in insulation wings isual / Microscope / |2.- Mfg (each samplefand document an manufacturing -first sample [MFG supervisor and Tool maker;

(tool)

(when apply)

he insulation wings
according iio / drawing

OGP

retained)

inspection every two
hours.

d -MFG inspection -

place red tag; place material in area




Characteristics Speci Methods
Part/ Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
. S L Reaction Plan
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement Sample Sample Control Method
Class Tolerance Technique Size Freg.
Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
setup Jthe process.
. (P) -Set up released by Stop the press; segregate material;
Blanking Details Er:etieen&ioztewgf ;Ir?: isual / Microscope / 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
250.19 9 Details die Ribs on the tongue. - gue ot the e - QC (1sample;) [Process rell i -MFG inspection - |material with red label; Notify Mtto,
(tool) terminal according iio / JOGP
drawin 9 adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
9 setup land revalidate.
Presence of two ribs > - In Run : each reel (P) -Set up_relea_sed by Stop the press; to register; notlfy_ QC,
. . . . manufacturing -first sample [MFG supervisor and Tool maker;
Blanking Details o " on the tongue of the isual / Microscope / |2.- Mfg (each samplefand document an . N X i
250.191 Details die Ribs on the tongue. . A . N - released -MFG inspection - [place red tag; place material in area
(tool) terminal according iio / JOGP retained) inspection every two - " " .
N Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
drawing hours. setup Jthe process
. . (P) -Set up released by Stop the press; segregate material;
Blanking Details F;]rsienceer 0;r2t Z}l?:z n isual / Microscope / 1.-Set-up, Final audit, fmanufacturing -first sample [identify suspicious or defective
250.2 (tool) 9 Details die Inlays in the box box gscorZin o/ oGP pelty - QC (1sample;) [Process rel 1 -MFG inspection - [material with red label; Notify Mtto,
dra\}vin 9 adjustment,Last run;  |Q.C finalaudit -Tool maker [tool maker and manufacturing; adjust
9 setup land revalidate.
Presence of 2 inlays in > - In Run : each reel (P) -Set up_relea_sed by Stop the press; to register; notlfy_QC,
. . . . manufacturing -first sample [MFG supervisor and Tool maker;
Blanking Details — . he upper part of the isual / Microscope / |2.- Mfg (each samplefand document an . N N i
250.201 Details die Inlays in the box M- . 3 N released -MFG inspection - [place red tag; place material in area
(tool) box. according iio / OGP retained) inspection every two - " 2 .
: Q.C finalaudit -Tool maker [fof red labels; correct and revalidate
drawing hours.
setup Jthe process.
Presence of .
. y (P) -Set up released by Stop the press; segregate material;
Blanking Details SET:nLc;Z?EOSa?Lg? Zz;::ggzg?rlﬁa;:)sgr \Visual / Microscope / manufacturing -first sample fidentify suspicious or defective
250.21 (tool) 9 Details die serrations(st?i es) oyr nurls on corF:e wings  locp g QC (1 sample;) [1.-Set-up, Last run; released -MFG inspection - [material with red label; Notify Mtto,
. pes) " 9 Q.C finalaudit -Tool maker [tool maker and manufacturing; adjust
knurls; (. (As applicable). (as applicable) "
laccording iio / drawing setup and revalidate.
(P) -Set up released by Stop the press; segregate material;
. . . ithin especification . manufacturing -first sample [identify suspicious or defective
250.22 Blanking Details Details die B[ank Width of the core according 110 / isual / OGP, 1.- QC (1 sample;) [1.-Set-up, Last run; released -MFG inspection - [material with red label; Notify Mtto,
(tool) ings. . keyence - . I
Drawing Q.C finalaudit -Tool maker [tool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
. . . ithin especification . manufacturing -first sample [identify suspicious or defective
250.23 Blanking Details Details die Blank W'dth. of the according 110 / isual / OGP, 1.- QC (1 sample;) [1.-Set-up, Last run; released -MFG inspection - [material with red label; Notify Mtto,
(tool) insulation wings. . keyence - . I
Drawing Q.C finalaudit -Tool maker [tool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
. . . . ithin especification . manufacturing -first sample [identify suspicious or defective
250.231 Blanking Details Details die Blank width of the coin on according 110 / isual / OGP, 1.- QC (1 sample;) [1.-Set-up, Last run; released -MFG inspection - [material with red label; Notify Mtto,
(tool) Ithe back of the box . keyence - . I
Drawing Q.C finalaudit -Tool maker [tool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
. . . . ithin especification . 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
250.24 3L5;;};<Ing Details Details die (Sagt:tlol;(:g;gfs) Depth according 110 / kés":rzlcleOGP’ 1.- QC (1 sample;) [Process released -MFG inspection - [material with red label; Notify Mtto,
pp Drawing 4 adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
. . . ithin especification . 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
250.241 3L5;;};<Ing Details Details die (Sair?“ﬂ?c(:gges) Depin according 110 / kés":rzlcleOGP’ 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
pp Drawing 4 adjustment,Last run; JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
Blanking Details ithin especification isual / OGP 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
250.2411 9 Details die Depth of the tongue inlay. according 110 / ’ 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
(tool) ) keyence : . N . I
Drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
. . ithin especification . 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
250.2411 3';:}?'”9 Details Details die znulrilcsaai‘)nh @s according 110 / kés"::cleOGP’ 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
pp Drawing 4 adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
Presence of (P) -Set up released by Stop the press; segregate material;
. . . . serration(squares), on | . . 1.-Set-up, Final audit, fmanufacturing -first sample [identify suspicious or defective
250.3 ;?t'loagtlng Details Details die ierr”act;ci)r::)(squares), (As core wings (as O'é";,al I Microscope / 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
pp . applicable) according adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
fiio / drawing setup land revalidate.
Presence of > - 1n Run : each reel (P) -Set up released by Stop the press; to register; notify QC,
. . . X serration(squares), on | . . . ! manufacturing -first sample [MFG supervisor and Tool maker;
50.301 Blanking Details Details die Serrations(squares); (As core wings (as isual / Microscope / |2.- Mfg (each samplefand document an released -MFG inspection - |place red tag; place material in area

(tool)

applicable).

applicable) according
Jiio / drawing

OGP

retained)

inspection every two
hours

Q.C finalaudit -Tool maker

setup

lof red labels; correct and revalidate
Jthe process.




Characteristics Speci Methods
Part/ Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
R - Reaction Pl
Proc # [Operation description| ~ Tools For Mfg.  [No, Product Process Char. Specification / Measurement S‘;.mple ngple Control Method eaction Fan
Class Tolerance Technique z€ '€a.
Presence of (P) -Set up released by Stop the press; segregate material;
. . . . . serration(stripes), on . . 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
250.31 gli:;(mg Details Details die ierrlfct;c;)r::)(smpes), (As core wings (as O'été,al I Microscope / 1.- QC (1 sample;) {Process rel 1 -MFG inspection - [material with red label; Notify Mtto,
pp . applicable) according adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
fiio / drawing setup land revalidate.
Presence of > - 1n Run : each reel (P) -Set up released by Stop the press; to register; notify QC,
Blanking Details Serrations(stripes); (As serration(stripes), on isual / Microscope / [2.- Mfg (each sample a'nd docurr;ent an manufacturing -first sample [MFG supervisor and Tool maker;
250.311 (to0l) 9 Details die pplicable) pes); core wings (as oGP P rétaingd) P [ nspection every wo I I i -MFG inspection - [place red tag; place material in area
pp . applicable) according hOl?rS i Q.C finalaudit -Tool maker [fof red labels; correct and revalidate
fiio / drawing setup |the process.
(P) -Set up released by Stop the press; segregate material;
Blanking Details Eé?:mﬁesz:snu”s on isual / Microscope / 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
250.32 9 Details die Knurls; (As applicable). - wing " Peh-qQc (1 sample;) [Process rel 1 -MFG inspection - material with red label; Notify Mtto,
(tool) applicable) according JOGP
Iii(’))’l) drawin 9 adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
9 setup land revalidate.
bresence of knurls on > - In Run : each reel (P) -Set up_relea_sed by Stop the press; to register; notlfy_QC,
Blanking Details o " core wings (as isual / Microscope / |2.- Mfg (each sampleffand document an manufacturing '.ﬂrSt sample MFG supervisor and Tool mqker,
250.321 Details die Knurls; (As applicable). f . o N : rel i -MFG inspection - [place red tag; place material in area
(tool) applicable) according JOGP retained) inspection every two - " " .
- - Q.C finalaudit -Tool maker [of red labels; correct and revalidate
lio / drawing hours
setup Jthe process.
(P) -Set up released by Stop the press; segregate material;
. . Burrs are not allowed | . . 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
250.33 Blanking Details Details die No burrs in coins areas. in coins areas Visual / Microscope / 1.- QC (1 sample;) [Process released -MFG inspection - [material with red label; Notify Mtto,
(tool) OGP
according iio / drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
> 1n Run : each reel (P) -Set up released by Stop the press; to register; notify QC,
Blanking Details Burrs are not allowed Visual / Microscope / |2.- Mg (each sample al"1d docun;ent an manufacturing -first sample [MFG supervisor and Tool maker;
250.331 9 Details die No burrs in coins areas. in coins areas P - Mg plefe - released -MFG inspection - [[place red tag; place material in area
(tool) N . |OGP retained) inspection every two N g 2 "
according iio / drawing hours Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
setup Jthe process.
(P) -Preventive maint.
routine -Tool maker set up -
. D- -Set up released by . .
260 Forming details (tool)[Details die Eggtle!sssif\:e\/\(;(fear [Tool free wear Visual 100% leach setup manufacturing -First sample Cr(z)rlt:;:; Supervisor, tool maker, adjust
released -MFG insp -Q.C P
Ifinal audit -Tool maker set
up
(P) -Preventive
maintenance routine -Set
260.01 [[Forming details (tool)[Details die Correct tool Corrgct tool according isual 100% leach setup P relegsed for r_nfg 'MF.G Contact Supervisor, tool maker, adjust
drawing inspection -QC final audit - [process
Set up released -Tool
maker set up
(D) -Released of set up for
mfg -First sample released -|
. . MFG inspection -Q.C final ] .
260.04 [[Forming details (tool)[|Details die ﬁgrrdeig[ ddeet:Ii?sn of gggg?gi[ndeg:!ivm isual 100% leach setup audit -P- -Tool maker set C&ng; Supervisor, tool maker, adjust
9 9 up, Tool maker Verification P
of Critical Stations
laccording to format.
(P) -Preventive maint.
routine -Tool maker set up -
. . D- -Set up released by . .
260.09 [Forming details (tool)|Details die tool not Breakage [Tooling without isual 100% leach setup manufacturing -First sample (Contact Supervisor, tool maker, adjust
breakage . process
released -MFG insp -Q.C
Ifinal audit -Tool maker set
up
isual. Preventive (D) -released of set up for
. . I Not Over Driven cero problems, proper S - mfg -first sample released - [[Contact Supervisor or maintenance
260.12 [[Forming details (tool)[|Details die N " maintenance routine [100% leach setup X N N "
Rocker Station adjustment Tool maker set-u MFG inspection -Q.C final fand tool maker, adjust process
P laudit -P- Tool maker set up
bliiq‘r)e;/t_io'g;ifny:ins (P) -Tool maker set up -D- - |Stop the press; segregate material;
Coins on the wings p/n: oci |ihe wings within isual / OGP. Optical 1.-Set-up, Final audit, [Set up released by identify suspicious or defective
260.14 [[Forming details (tool)[Details die 25 [33350989,33351002,333 o5 s ecifi%:ation comparator. 1 OP 1.- QC (1 sample;) [Process manufacturing -First samplefmaterial with red label; Notify Mtto,
51008, acgordin 10/ P . adjustment,Last run; Jreleased -Q.C final audit -  ftool maker and manufacturing; adjust
brawing 9 Q.C 11O inspection land revalidate.
(Coins on the wings Sifnse:/t_idgf;fmcr:ins (P) -Tool maker set up -D- - [Stop the press; segregate material;
] ] o b/n:33350987,33350990 oct fthe wings within isual / OGP, Optical 1.-Set-up, Final audit, [Setup released b_y idemif_y su_spicious or defec_tive
260.141 [Forming details (tool)|Details die 30 333'50993 333;50995 33?; 30 ospecification comparator. ’ 1.- QC (1 sample;) {Process manufacturing -First samplematerial with red label; Notify Mtto,
50997 333;50999 ' acgordin 10/ p . adjustment,Last run; Jreleased -Q.C final audit -  ftool maker and manufacturing; adjust
! Drawing 9 Q.C 110 inspection land revalidate.
L . I . R . car ) - |(D) -Preventive maint. Stop the press; segregate material;
260.15 [Forming details (tool)|Details die Correct gap within 53 - .67 mm accordingjvisual / OGP, L- QC (1 sample;) |1.-Set-up, Final audit, routine -Tool maker set up - fidentify suspicious or defective

specification

product drawing / 110

keyence, / 3.- Vision

3.- 100%

Process

D- -Set up rel d by

material with red label; Notify Mtto,




Characteristics Speci Methods
Part/ Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
R - Reaction Pl
Proc # |Operation description|  Tools For Mfg.  [No, Product Process Char. Specification / Measurement S‘;.mple Sample Control Method eaction Flan
- ize Freq.
Class Tolerance Technique
adjustment,Last run;  Jmanufacturing -First sampleftool maker and manufacturing; adjust
3.-continuos rel d -MFG insp -Q.C  [and revalidate.
[final audit -110 -Vision
system -Keyence.
(D) -Preventive maint.
Corner seam on top, both routine -Tool maker set up - |Stop the press; segregate material;
Iside must be closed (Corner Seam on top isual / Microscope / 1.-Set-up, Final audit, |D- -Set up released by identify suspicious or defective
260.16 [[Forming details (tool)[Details die 6 |p/n:33350987,33350990, QCI 6 |closed accordin oGP pelty - QC (1 sample;) [Process manufacturing first sample [material with red label; Notify Mtto,
33350993,33350995,333 drawing / 110 adjustment,Last run;  [rel i -MFG insp -Q.C  [tool maker and manufacturing; adjust
50997,33350999 Ifinal audit -AVP inspection - jand revalidate.
110
(D) -Preventive maint.
[Corner seam on top, both > - 1n Run : each reel routine -Tool maker set up - |Stop the press; to register; notify QC,
side must be closed Corner Seam on top isual / Microscope / [2.- Mfg (each sample aﬁd docun;ent an D- -Set up released by MFG supervisor and Tool maker;
260.161 [Forming details (tool)|Details die 6 [p/n:33350987,33350990, QCI 6 |closed accordin oGP P rétaingd) p [ nspection every two manufacturing first sample [place red tag; place material in area
33350993,33350995,333 drawing / 11O P y rel d -MFG insp -Q.C  [of red labels; correct and revalidate
50997,33350999 hours Ifinal audit -AVP inspection - fthe process.
110
(D) -Preventive maint.
routine -Tool maker set up - [Stop the press; segregate material;
gg;n;russ?at\)r;‘l gzégz’ both (Corner Seam on top \isual / Microscope / 1.-Set-up, Final audit, |D- -Set up released by identify suspicious or defective
260.162 [Forming details (tool)|Details die 1 /n:33350989 33351002 QCI 1|closed accordin oGP g QC (1 sample;) [Process manufacturing first sample [material with red label; Notify Mtto,
233;51008 ! ! drawing / 11O adjustment,Last run;  [released -MFG insp -Q.C  Jtool maker and manufacturing; adjust
[final audit -AVP inspection - fand revalidate.
110
(D) -Preventive maint.
B . routine -Tool maker set up - |Stop the press; to register; notify QC,
) ) L ;:ig:en;russﬁ)z ((:)Iz;gg' ot (Corner Seam on top isual / Microscope / [2.- Mfg (each sample iﬁ(ﬁlr:i(?cuur:r;eena:c:nreel D- -Set up released by MFG supervisor and Tool maker;
260.1621)Forming details (tool)|Details die 1 b/n:33350089,33351002, QCI 1 [cjlose_d aﬁlordln oGP retained) inspection every two m?nufagtu’\r,llr;g(]sf[rst sam;():Ie p:{accfj rlectj) tIaQ, place mat;nal |r|1_darea
33351008 rawing / 110 hours |;_e elased_t- AVP|_nsp Qt |:)h red labels; correct and revalidate
inal audit - inspection - fthe process.
110
Coin at the top rear of the blifnse;/t-ic;gzgg{r::r:ins (P) -Tool maker set up -D- - |Stop the press; segregate material;
box p/n: . e . . 1.-Set-up, Final audit, [Set up released by identify suspicious or defective
QCI  fthe wings within isual / OGP, Optical
260.17 [Forming details (tool)|Details die 24 [33350997,33350990,333 >4 especification comparator. ’ 1.- QC (1 sample;) {Process manufacturing -First samplematerial with red label; Notify Mtto,
50993,33350995,333509 actr:)ording 1o/ P . adjustment,Last run; Jreleased -Q.C final audit -  ftool maker and manufacturing; adjust
97,33350999 . Q.C 110 inspection land revalidate.
Drawing
125 +/- .075 mm .
. " . . (P) -Tool maker set up -D- - [Stop the press; segregate material;
Eg)’(ﬂ 7rt1'the top rear of the oc n[::lren\z?ntlosna’%:i?|ns isual / OGP, Optical 1.-Set-up, Final audit, [Set up released by identify suspicious or defective
260.171 [Forming details (tool)|Details die 22 3335’)09-89 33351002.333 5> especifi?:ation comparator 1 OP 1.- QC (1 sample;) Process manufacturing -_First sample material with red label; Noti_fy Mtto,
! ’ ’ . adjustment,Last run; Jreleased -Q.C final audit -  ftool maker and manufacturing; adjust
51008 ?)?galri?mlgg o/ Q.C 11O inspection land revalidate.
(D) -Preventive maint.
Heigth of box p/n: > 9 +/- .1 mm within routine -Tool maker set up - |Stop the press; segregate material;
33350987,33350989,333 eé ecification isual / Keyence / 1.-Set-up, Final audit, |D- -Set up released by identify suspicious or defective
260.18 [[Forming details (tool)[Details die 1 [50990,33350993,333509 FF1 acgordin 10/ oGP 4 1.- QC (1 sample;) [Process manufacturing first sample [material with red label; Notify Mtto,
95,33350997,33350999,3] Drawin 9 adjustment,Last run; Jreleased -MFG insp -Q.C  ftool maker and manufacturing; adjust
3351002,33351008 9 [final audit -AVP inspection - fand revalidate.
110
(D) -Preventive maint.
idth of box ] . cat ) .. [routine -Tool maker set up - |Stop the press; segregate material;
p/n:33350987,33350989, :'szse;/ﬂégﬁowm within isual / OGP 1.- QC (1 sample) é}ci?s:p' Final audit, D- -Set up released by identify suspicious or defective
260.19 [[Forming details (tool)[|Details die 2 [33350990,33350993,333 FF2 acgordin 1o/ evence /3-’Vision 3'_ 100% pie; diustment Last run: manufacturing first sample [material with red label; Notify Mtto,
50995,33350997,333509 Drawin 9 4 T ! 3 -lcontinuovs " freleased -MFG insp -Q.C  |tool maker and manufacturing; adjust
99,33351002,33351008 9 . |final audit -AVP inspection - fand revalidate.
110 -Vision system
idth of box
p/n:10757690- K . .
7691,10762770,1076277 Ec?atir?ée-\!l%rglwniamkg:nstét up - [Stop the press; segregate material;
. . - 31075, 13046055.43975 cs :ézr)se;i/f}égtsior:m ] VIR, 1.- QC (1 sample;) Eroves” | 21t Io- et up released by - fdentiy suspicious or defeciive
260.191 [[Forming details (tool)[Details die 22 033,15470590, 15509075, > according 110 / keyence, / 3.- Vision [3.- 100% adjustment,Last run; m?nufagtu’\r/llr;g f|_rst sample malterlall(wnh r:jed Iabefl, Notl_fy r.vlttg_,
15512657,15543466- Drawing 3.-continuos released -MFG insp -Q.C  ftool maker and manufacturing; adjust
3168 3312’3734 3315310 Ifinal audit -AVP inspection - jand revalidate.
7,33350087,33512053,33 10 -Vision system
51205833512062-2063,
(D) -Preventive maint.
idth of box . . ot . .. [routine -Tool maker set up - [Stop the press; segregate material;
p/n:35229817, 425 +./. 05 mm within . R k L.-Set-up, Final audit, D- -Set up released by identify suspicious or defective
. . i ICS  [especification isual / OGP, 1.- QC (1 sample;) [Process S b N : "
260.1911)Forming details (tool)|Details die 22 [35294097,35294098, » - ceording 110 / kevence. / 3.- Vision 13.- 100% L diustment Last run: manufacturing first sample [material with red label; Notify Mtto,
33370369,35270378, Drawingg 4 e ’ ° A -](:ontinuoé ' [released -MFG insp -Q.C  ftool maker and manufacturing; adjust

35589655

I(inal audit -AVP inspection -
110 -Vision system

land revalidate.




Characteristics Speci Methods
Part/ Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
Proc # [Operation description| ~ Tools For Mfg.  [No, Product Process Char. Specification / Measurement Sféimzzle Sng)ple Control Method Reaction Plan
Class Tolerance Technique g-
(D) -Preventive maint. . o
. Stop the press; segregate material;
\nsulation wing height ithin especification isual / OGP 1.-Set-up, Final audit, rDo_u_tg];-uTo;);Ir;aaSI(:c; Eet up - identify suspicious or defective
260.192 [[Forming details (tool)[|Details die difference 9 helg according 110 / evence ! 1.- QC (1 sample;) [Process manufact'l)Jrin first sa)rln e material with red label; Notify Mtto,
. Drawing 4 . adjustment,Last run; | g fir P ltool maker and manufacturing; adjust
r d --Q.C final audit - "
1o land revalidate.
(D) -Preventive maint. . o
ithi ificati inal audit._Jroutine -Tool maker set up - %top_the press, segrega}e material;
) ) o lCore wing height ithin especification isual /| OGP 1.-Set-up, Final audit, D- -Set up released by dentify suspicious or defective
260.193 [[Forming details (tool)[|Details die difference according 110 / \evence ! 1.- QC (1 sample;) [Process manufacturing first sample material with red label; Notify Mtto,
’ Drawing 4 ’ adjustment,Last run; | gt P ltool maker and manufacturing; adjust
r d --Q.C final audit - .
0. land revalidate.
(D) jPreventlve maint. Stop the press; segregate material;
- - ) - [routine -Tool maker set up - | - o -
ithin especification isual / OGP 1.-Set-up, Final audit, D- -Set up released b identify suspicious or defective
260.193 [Forming details (tool)[Details die Insulation wing angle. according 110 / Levence ’ 1.- QC (1 sample;) [Process manufact’zlrin first Sa}/ﬂ e material with red label; Notify Mtto,
Drawing 4 ’ adjustment,Last run; | : g Pi€ Tool maker and manufacturing; adjust
r 1 --Q.C final audit - 9
o land revalidate.
EBI)J t;sée_\./r%r:)t;\ﬁ;::nstét o - Stop the press; segregate material;
Step between insulation ithin especification isual / OGP 1.-Set-up, Final audit, D- -Set up released b P identify suspicious or defective
260.194 [[Forming details (tool)[Details die ings and conductor according 110 / Levence ! 1.- QC (1 sample;) [Process manufact[l).lrin first sa)rln e material with red label; Notify Mtto,
ings. Drawing 4 : adjustment,Last run; g fir P ftool maker and manufacturing; adjust
released --Q.C final audit - "
o land revalidate.
E(?at;r?é‘:‘-\‘ll'?)r:)tllvn?;;::nstét o - Stop the press; segregate material;
Distance from the front of ithin especification \Visual / OGP 1.-Set-up, Final audit, D- -Set up released b P identify suspicious or defective
260.195 [[Forming details (tool)[|Details die Ithe box to the lower according 110 / ! 1.- QC (1 sample; Process P . N Y material with red label; Notify Mtto,
keyence manufacturing first sample
indow. Drawing 4 ’ adjustment,Last run; 9 1 € ool maker and manufacturing; adjust
released --Q.C final audit - "
o land revalidate.
(D) -Preventive maint.
cat. . .. [routine -Tool maker set up - [Stop the press; segregate material;
ithin especification isual / OGP 1.- QC (1 sample) é‘rOSCZtS:p' Final audit, D- -Set up released by identify suspicious or defective
260.196 [Forming details (tool)|Details die idth of the core wings. according 110 / g ! ple; : . |manufacturing first sample [material with red label; Notify Mtto,
keyence, / 3.- Vision [3.- 100% adjustment,Last run
Drawing 4 T ) ° 3 -]continuovs ' Jreleased -MFG insp -Q.C  [tool maker and manufacturing; adjust
. [final audit -AVP inspection - fand revalidate.
110 -Vision system
(D) -Preventive maint.
) .. [routine -Tool maker set up - |Stop the press; segregate material;
. I 1.-Set-up, Final audit, X ) o .
) . . ithin especification . R . ! ' |D- -Set up released by identify suspicious or defective
260.197 [[Forming details (tool)[|Details die ,'dlh of the insulation according 110 / isual / OGP, - L.- QC (1 sample;) Prc_)cess . |manufacturing first sample [material with red label; Notify Mtto,
ings keyence, / 3.- Vision [3.- 100% adjustment,Last run
9 Drawing 4 T ’ 3 -lcontinuo's ' Jreleased -MFG insp -Q.C  ftool maker and manufacturing; adjust
. |final audit -AVP inspection - fand revalidate.
110 -Vision system
No Fractures, bumps (D) -Preventive maint.
and fissures are not routine -Tool maker set up - [Stop the press; segregate material;
Not Eractures, bumps allowed in the entire isual / Microscope / 1.-Set-up, Final audit, |D- -Set up released by identify suspicious or defective
260.2 Forming details (tool)[Details die and fissures ’ P terminal, especially in oGP pelty - QC (1 sample;) [Process manufacturing first sample [material with red label; Notify Mtto,
|the transition areas. ’ adjustment,Last run; Jreleased -MFG insp -Q.C  ftool maker and manufacturing; adjust
according 110 / [final audit -AVP inspection - fand revalidate.
Drawing 110
No Fractures, bumps (D) -Preventive maint.
and fissures are not > - 1n Run : each reel routine -Tool maker set up - |Stop the press; to register; notify QC,
allowed in the entire . : R . ! D- -Set up released by MFG supervisor and Tool maker;
260.21 [[Forming details (tool)[|Details die g‘:{tj ';;iit:'efs’ bumps terminal, especially in O'é"é,al I Microscope / rzéta’\i/:'lfgd()eaCh sample ﬁ:‘sd g;?;::\:; antwo imanufacturing first sample [place red tag; place material in area
|the transition areas. . hoﬁrs i released -MFG insp -Q.C  [of red labels; correct and revalidate
according 110 / Ifinal audit -AVP inspection - fthe process.
Drawing 110
(P) -Set up released by Stop the press; segregate material;
Insulation wings Curls (as Insulation wing curls isual / Microscope / 1.-Set-up, Final audit, fmanufacturing -first sample [identify suspicious or defective
260.34 [[Forming details (tool)[|Details die applicable) 9 should be inward oGP pelty - QC (1 sample;) [Process rel d -MFG inspection - [material with red label; Notify Mtto,
pp according iio / drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
Jsetup land revalidate.
> - 1n Run : each reel (P) -Set up released by Stop the press; to register; notify QC,
Insulation wings Curls (as Insulation wing curls isual / Microscope / |2.- Mfg (each sample aﬁd docurr;ent an manufacturing -first sample [MFG supervisor and Tool maker;
260.341 [[Forming details (tool)[|Details die applicable) 9 should be inward oGP P rétaingd) p [nspection every two released -MFG inspection - [place red tag; place material in area
pp according iio / drawing hoSrs Ty Q.C finalaudit -Tool maker [fof red labels; correct and revalidate
setup |the process.
(P) -Set up released by Stop the press; segregate material;
Back of box is properly}, ,. . 1.-Set-up, Final audit, fmanufacturing -first sample [identify suspicious or defective
. . - N isual / Microscope / - N A "
260.35 [[Forming details (tool)[Details die Back of the box. shaped according iio / oGP 1.- QC (1 sample;) [Process released -MFG inspection - [material with red label; Notify Mtto,
drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
Back of box is properly}, . . R : . (P) -Set up released by Stop the press; to register; notify QC,
260.351 [[Forming details (tool)[|Details die Back of the box. shaped according iio / isual / Microscope / |2. Mfg (each sample|2.- In Run ; each reel manufacturing -first sample [MFG supervisor and Tool maker;
OGP retained) land document an
drawing rel d -MFG inspection - fplace red tag; place material in area




Characteristics Speci Methods
Part / Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / -
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement S‘;.mple Sample Control Method Reaction Plan
Class Tolerance Technique 1ze Freg.
inspection every two  |Q.C finalaudit -Tool maker fof red labels; correct and revalidate
hours setup |the process.
Open the terminal
body, take out the clip (P) -Set up released by Stop the press; segregate material;
land make sure the clip isual / Microscope / 1.-Set-up, Final audit, fmanufacturing -first sample ffidentify suspicious or defective
260.36 [Forming details (tool)|Details die Internal clip. has no die marks, oGP 1.- QC (1 sample;) {Process rel 1 -MFG inspection - [material with red label; Notify Mtto,
burrs or excess adjustment,Last run;  |Q.C finalaudit -Tool maker ftool maker and manufacturing; adjust
material according iio / Isetup land revalidate.
drawing
Open the terminal
body, take out the clip > - 1n Run : each reel (P) -Set up released by Stop the press; to register; notify QC,
land make sure the clip isual / Microscope / [2.- Mfg (each sample a'nd docurr;ent an manufacturing -first sample [MFG supervisor and Tool maker;
260.361 [[Forming details (tool)[|Details die Internal clip. has no die marks, oGP rétained) inspection every two rel d -MFG inspection - [place red tag; place material in area
burrs or excess hours Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
material according iio / setup |the process.
drawing
[The tip of the clip must (P) -Set up released by Stop the press; segregate material;
be on the back (rear) isual / Microscope / 1.-Set-up, Final audit, fmanufacturing -first sample [identify suspicious or defective
260.37 [Forming details (tool)|Details die Clip position. of the front folds of the oGP 1.- QC (1 sample;) {Process rel 1 -MFG inspection - [material with red label; Notify Mtto,
box. according iio / adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
drawing setup land revalidate.
[The tip of the clip must > 1n Run : each reel (P) -Set up released by Stop the press; to register; notify QC,
be on the back (rear) isual / Microscope / |2.- Mfg (each sample| a'nd docurr;ent an manufacturing -first sample [MFG supervisor and Tool maker;
260.371 [[Forming details (tool)[Details die Clip position. of the front folds of the oGP rétained) inspection every two released -MFG inspection - [place red tag; place material in area
box. according iio / hours Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
drawing setup Jthe process.
(P) -Set up released by Stop the press; segregate material;
Presence coins on isual / Microscope / 1.-Set-up, Final audit, fmanufacturing -first sample ffidentify suspicious or defective
260.38 [[Forming details (tool)[|Details die Coins on core wings core wings according oGP 1.- QC (1 sample;) [Process released -MFG inspection - [material with red label; Notify Mtto,
fio / drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
) > 1n Run : each reel (P) -Set up»relea_sed by Stop the press; to register; notify QC,
Presence coins on isual / Microscope / |2.- Mg (each sample| a'nd docurr;ent an manufacturing -first sample [MFG supervisor and Tool maker;
260.381 [[Forming details (tool)[Details die Coins on core wings core wings according oGP rétained) inspection every two released -MFG inspection - [place red tag; place material in area
fio / drawing hours Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
setup Jthe process.
(P) -Set up released by Stop the press; segregate material;
: . . Presence coins on . ) 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
260.39 [[Forming details (tool)[|Details die Cif;lnz(gg :SLllliiggRa) insulation wings O'é"é,al I Microscope / 1.- QC (1 sample;) [Process released -MFG inspection - [material with red label; Notify Mtto,
9 pp according iio / drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
N ) > - 1n Run : each reel (P) -Sfet ;Jp»rele?_setd by | '?At'c__)gthe press; to rt(ejg_li_stelr; noliify QC,
] - ) resence coins on . : X manufacturing -first sample supervisor and Tool maker;
260.391 [[Forming details (tool)[|Details die Cif;lnz(gg :SLllliiggRa) insulation wings O'é"é,al I Microscope / rzé;a’\i/:gd()ea(:h sample ﬁ:‘sd g;?;r:n::; antwo released -MFG inspection - [place red tag; place material in area
9 pp according iio / drawing hoﬁrs i Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
setup Jthe process.
&S%Saglieofp:ﬁzel;g;t ] ) (P) -Set up»relea_sed by _Stop _the press; segregate m_aterial;
5 ) ) o Coins in the box and and in the transition isual / Microscope / . 1.-Set-up, Final audit, jmanufacturing -_flrst sample |dent|f_y suspicious or c'iefec_tlve
60.4 Forming details (tool)[Details die ransition area area between the bodyJOGP 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
. and the box according adjustment,Last run;  JQ.C finalaudit -Tool maker |tool make_r and manufacturing; adjust
liio / drawing setup land revalidate.
Coins are present at X . § .
- rebadcoveor | 2 inun:cacnreat () SB[ e e e ey O
260.401 [[Forming details (tool)[Details die g;l?rilgr:};ezox and :?:algé?vségntsr:gogo dy O'é"::al I Microscope / rzéia’\i/rlfg d()e ach sample %r;?)g;?gr:n:\?ér?rlwo released -MFG inspection - [place red tag; place material in area
and the box according hours SQét(;;lnalaudn -Tool maker ;ger%c:;ile)glss, correct and revalidate
fiio / drawing i
IThe ears of the clip are| (P) -Set up released by Stop the press; segregate material;
seated correctly in the isual / Microscope / 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
260.41 [Forming details (tool)|Details die Clip ears. side windows of the oGP 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
terminal box according adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
fiio / drawing setup land revalidate.
IThe ears of the clip are| > - 1n Run : each reel (P) -Set up released by Stop the press; to register; notify QC,
seated correctly in the isual / Microscope / [2.- Mfg (each sample aﬁd docurﬁem an manufacturing -first sample [MFG supervisor and Tool maker;
260.411 [Forming details (tool)[Details die Clip ears. side windows of the oGP rétained) inspection every two released -MFG inspection - [[place red tag; place material in area
terminal box according hours Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
fiio / drawing setup |the process.
Presence of the upper
and lower side (P) -Set up released by Stop the press; segregate material;
Side windows of the indows in the body of isual / Microscope / 1.-Set-up, Final audit, fmanufacturing -first sample ffidentify suspicious or defective
260.42 [[Forming details (tool)[|Details die terminal body (Top and he terminal and that 1.- QC (1 sample;) [Process released -MFG inspection - [material with red label; Notify Mtto,

bottom).

hey are properly
‘ormed according
drawing / 11O

OGP

adjustment,Last run;

Q.C finalaudit -Tool maker
setup

tool maker and manufacturing; adjust
land revalidate.




Characteristics Speci Methods
Part/ Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
R - Reaction Pl
Proc # |Operation description|  Tools For Mfg.  [No, Product Process Char. Specification / Measurement S‘;.mple ngple Control Method eaction Flan
Class Tolerance Technique z€ '€a.
Presence of the upper
and lower side > - 1n Run : each reel (P) -Set up released by Stop the press; to register; notify QC,
Side windows of the vindows in the body of}, . ) i X manufacturing -first sample [MFG supervisor and Tool maker;
260.421 [Forming details (tool)|Details die terminal body (Top and he terminal and that isual / Microscope / |2.- Mfg (each sample _and dom_:ument an rel i -MFG inspection - [place red tag; place material in area
. OGP retained) inspection every two - - 2 .
bottom). hey are properly hours Q.C finalaudit -Tool maker Jof red labels; correct and revalidate
[formed according Isetup |the process.
drawing / 110
(P) -Set up released by Stop the press; segregate material;
ithin especification isual / manual / G- 1.-Set-up, Final audit, fmanufacturing -first sample ffidentify suspicious or defective
260.43 [[Forming details (tool)[|Details die JArc camber according 110 / 9396 1.- QC (1 sample;) [Process rel d -MFG inspection - [material with red label; Notify Mtto,
Drawing adjustment,Last run;  |Q.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
ithin especification isual / OGP / 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
260.44 [[Forming details (tool)[|Details die Burr in other areas according 110 / Optical comparator 1.- QC (1 sample;) [Process rel d -MFG inspection - [material with red label; Notify Mtto,
Drawing P P adjustment,Last run;  |Q.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
ithin especification isual / Manual / G- 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
260.45 [Forming details (tool)|Details die IAssembly test. according 110 / F009 / Force tester 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
Drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
ithin especification isual / OGP / 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
260.46 [Forming details (tool)|Details die Clip Height according 110 / Optical comparator 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
Drawing P p adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
ithin especification isual / OGP / 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
260.47 [Forming details (tool)|Details die Clip Length according 110 / Optical comparator 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
Drawing P p adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
Length winas excludin ithin especification isual / OGP / 1.-Set-up, Final audit, fmanufacturing -first sample [identify suspicious or defective
260.5 Forming details (tool)[Details die ke griver c%in 9 according 110 / Optical comparator 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
. Drawing P p adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
ithin especification isual / OGP / 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
260.51 [Forming details (tool)|Details die Length wings insulation. according 110 / Optical comparator 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
Drawing P p adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
L?:g;ho?mzecg:);:oomze ithin especification isual / OGP / 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
260.52 [Forming details (tool)|Details die rea?win of the according 110 / Optical comparator 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
insulatiogr]\ Drawing P P adjustment,Last run;  |Q.C finalaudit -Tool maker [tool maker and manufacturing; adjust
i setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
ithin especification : 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
260.53 [Forming details (tool)[Details die t:gslgf?;;hsglom tothe laccording 110 / Olsttijgl\llgfnpal\ramr 1.- QC (1 sample;) [Process released -MFG inspection - [material with red label; Notify Mtto,
’ Drawing P p adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
Length of the front of the ithin especification isual /| OGP / 1.-Set-up, Final audit, manufacturing -first sample ffidentify suspicious or defective
260.54 [Forming details (tool)|Details die box to the front of the according 110 / N 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
: . (Optical comparator : R - . I
ings of the core Drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
(P) -Set up released by Stop the press; segregate material;
. . - Correct orientation of | . . 1.-Set-up, Final audit, fmanufacturing -first sample fidentify suspicious or defective
260.55 [Forming details (tool)|Details die g?rg?lgalo(r;n;atlc:;;rglge he plating according O'él::,al / Microscope / 1.- QC (1 sample;) {Process released -MFG inspection - [material with red label; Notify Mtto,
. PP io / drawing adjustment,Last run;  JQ.C finalaudit -Tool maker ftool maker and manufacturing; adjust
setup land revalidate.
[Common tooling
. . . D) -Released of set up for
( shoes, backup Retainers, stripper [Tool Preventive ( e - . .
270 plates, retainers, ITools details die plates, square or alignment/Correctly maintenance routine 100% leach set up mfg First sar_nple relea_lsed notify to supervisor, tool maker, adjust
X > MFG inspection -Q.C final [process
Istripper plates& parallel adjustment Tool maker set-up 2udit -P- -Tool maker set up
Isprings) in die
[Common tooling
. . D) -Released of set up for
( shoes, backup . - : isual / Preventive ( e - ] .
270.06 [plates, retainers, Tools details die Spring functional No problem§ with worn maintenance routine 1100% each set up mfg l_:lrst sar_nple relea_lsed notify to supervisor, tool maker, adjust
X [properly broken spring MFG inspection -Q.C final [process
Istripper plates& Tool maker set-up 2udit -P- -Tool maker set up
Isprings) in die
(Common tooling Correct spring in Correct Sprin isual / Preventive Etl?f) —i?::fssaer?\ Olfi-zsfetls;)s?é -Inotify to supervisor, tool maker, adjust
270.08 |[( shoes, backup ITools details die " pring pring maintenance routine [100% each set up 9 p P ’ »acl

plates, retainers,

die

according drawing

Tool maker set-up

MFG inspection -Q.C final
Jaudit -P- -Tool maker set up)|

[process




Characteristics Speci Methods
Part / Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
. S L Reaction Plan
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement Sféimzzle Sng)ple Control Method
Class Tolerance Technique g-
Istripper plates&
Isprings) in die
[Common tooling . . . (D) -Released of set up for
Dimention of wings -
( shoes, backup Insulation wings within of ithing especification Jvisual / OGP / digital mfg -First sample released - notify to supervisor, tool maker, adjust
270.12 [plates, retainers, ITools details die 9 9 esp - 9 1 sample leach setup MFG inspection -Q.C final p ’ »ad)
X Ispec according 110 / caliper/ Keyence o\ process
stripper plates& Drawi laudit -Vision system -P- -
t P rawing - ! -
Isprings) in die Preventive maint. routine
[Common tooling . ) . (D) -Released of set up for
Dimention of wings -
( shoes, backup ithing especification Jvisual / OGP / digital mfg -First sample released - notify to supervisor, tool maker, adjust
270.15 [plates, retainers, ITools details die Core wings within of spec 9 €sp - 9 1 sample each setup MFG inspection -Q.C final p ’ »ad
X according 110 / caliper / Keyence o\ process
stripper plates& Drawi laudit -Vision system -P- -
t P rawing - ! -
Isprings) in die Preventive maint. routine
Clip present accordin (D) -Operator method - Contact Supervisor and tool maker
280 Clip Assembly (tool) [Die Clip present [Tool not breakage PP - 9 lvisual 1 sample each setup Helm load monitor -Vision - PErVis ’
[product drawing system ladjust and revalidate the process.
(D) -Operator method -First
. . Correct form wings the correct wings . Isample release -Tool makerfContact Supervisor and tool maker ,
280.01 |[Clip Assembly (tool) [Die clip Correct tool 2 ccording drawing isual/ Ogp/Keyence |1 sample each setup el d -Helm load adjust and revalidate the process.
monitor
. . ings of clip without Correct desing of . . . (D) -Operator method -First [[Contact Supervisor and tool maker ,
280.02 [Clip Assembly (tool) [Die burrs Jetail ings without burrs isual 1 sample leach setup sample release adjust and revalidate the process.
(D) -Operator method -First
. . Dimention of clip within  |Die detail made Parts inside spec Isample release -Tool makerjContact Supervisor and tool maker ,
280.03  [Clip Assembly (tool) [Die lespecification properly according drawing (Ogp/Keyence 1 sample each setup released -110 -Tool ladjust and revalidate the process.
ladjustment instruction
Correct assembly of (D) -Operator method -First
. 5 . [Tool without wear / clip in terminal . Isample release -QC Contact Supervisor and tool maker ,
280.04  [Clip Assembly (tool) [Die Correct assembly of clip correct adjust according product isual 1 sample each setup inspection -Helm load ladjust and revalidate the process.
drawing system -Vision System
(D) -Preventive maint.
routine -Tool maker set up -
. L . . D- -Set up released by .
. . Gap of terminal within of [Tool without wear / .53 - .67 mm according|Keyence / Ogp N Contact Supervisor and tool maker ,
280.05  [Clip Assembly (tool) [Die specification correct adjust drawin / 11O laccording 110 1 sample each setup manufacturing .F"St sample ladjust and revalidate the process.
released -MFG insp -Q.C
Ifinal audit -Helm load
system -Vision System
(D) -Preventive maint.
routine -Tool maker set up -
Clio present within D- -Set up released by Contact Supervisor, tool maker or
290 Helm load system  fHelm s PP ire not broken Clip present isual / vision 100% continuos manufacturing -First samplemaintenance, adjust and revalidate
erminal .
released by Q -MFG insp - [the process.
Q.C final audit -Vision
system (GAP)
(P)-Prev maint. routine -
[Tool maker set up -D- -set
up released by Mfg first .
' L . Contact Supervisor, tool maker or
290.01 [Helm load system Helm Clip present within ire not broken Clip present isual / vision 100% continuos sampl_e releas_ed -MFG insp maintenance, adjust and revalidate
terminal -Q.C final audit -Helm load line process
system -Vision System p .
(GAP) -Bad terminal cutted
ifrom te carrier
(P) -Tool maker set up -D- -
Set up released by )
290.02 [Helm load system  [Helm (Clip present within ire not broken Clip present isual / vision 100% continuos manufacturing - first sample %Z?r:?g;:nuc‘:aer;ésjﬁgt[gr?cli Tea:/?lirdgrte
: terminal released -MFG insp -Q.C line process ’
Ifinal audit -Vision System p ’
(GAP)
(P) -Tool maker set up -D- -
Set up released by
manufacturing -First sample Contact Supervisor, tool maker or
290.03 [Helm load system  [Helm Clip present within Load cell not Clip present isual / vision 100% continuos released -MFG insp -Q.C maintenance, adjust and revalidate
terminal damaged Ifinal audit -Vision System line process
(GAP) -Autonomus P .
maintenance DPNP-5.3-
ME-P84-02 FO1
(D) -Tool maker set up -D- -
Set up released by
manufacturing - First Contact Supervisor, tool maker or
290.04 [Helm load system Helm Clip present within Tooling of Load cellf Clip present isual / vision 100% continuos sample released -MFG insp maintenance, adjust and revalidate

terminal

not damaged

-Q.C final audit -Vision
System (GAP) -Autonomus
maintenance DPNP-5.3-
ME-P84-02 FO1

|the process.




Isystem

sensor

lAutomatic / Sensor

Characteristics Speci Methods
Part/ Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
. S L Reaction Plan
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement Sample Sample Control Method
. Size Freq.
Class Tolerance Technique
(D) -Tool maker set up -D- -
Set up released by
kerminals without cli m?nUfaitij,\rA";l%;_i';I?t _sgncmple Contact Supervisor, tool maker or
290.05 [Helm load system  [Helm [Terminal without clip cut |Cutter present P Visual / vision 100% continuos [ M ISP - maintenance, adjust and revalidate
cut [final audit -Vision System
|the process.
(GAP) -Autonomus
maintenance DPNP-5.3-
ME-P84-02 FO1
(D) -Set up released by
manufacturing -First sample
Clio present within rel d -MFG insp -Q.C  [Contact Supervisor, tool maker or
290.06 [Helm load system Helm termenaI Helm trained Clip present isual / vision 100% continuos Ifinal audit -Vision System  [maintenance, adjust and revalidate
(GAP) -Autonomus |the process.
maintenance DPNP-5.3-
ME-P84-02 FO1
Program in correct (D) -In process inspection/
- . gra Correct adjusment in  JFault display in PLC . Istabilized rails in vision Stop process, Contact Supervisor or
300 ision system ision System condition for L 100% IContinuous . . K "
operation ision system program block -MFG inspection -QC [maintenance, adjust process
rel d
. . (D) -In process inspection/ :
300.01 ision system ision System " Vision on " ision on F;c\c:Jltr;i::play inPLC 100% Continuous trolling bit logic -MFG ﬁfgi?n';':;necs:’ ;93;?(:{555:;\/'80" or
Prog inspection -Q.C inspection » adjust p
. . . . . (D) -Setup/In-process .
300.02 ision system ision System ision SYStem free C.O."eCt adjusmentin  |Fault display in PLC 100% Continuous inspection -MFG inspection Sto_p process, antact Supervisor or
of variation ision system program ; maintenance, adjust process
-Q.C Inspection
(D) -Blow Offs -P- -
. . . Preventive maint. routine- :
1300.03 ision system ision System V|s_|on free of ision worked correctly Fault display in PLC 100% Continuous Lead in / Vision Block with Sto_p Process, antact Supervisor or
nuisance fault program f maintenance, adjust process
support rails / subsequent
loperation.
300.05 ision system ision System ision free of failed ision worked correctly Fault display in PLC 100% Continuous (IZ_)) -Dlagnostlg Fault Sto_p process, antact Supervisor or
to locate part program Display -Machine stop maintenance, adjust process
. . ITrigger precent and . . o . (D) -Keyence Fiber Optic  |Stop process, Contact Supervisor or
1300.08 ision system ision System kunctional ision worked correctlyjSensor of trigger 100% Continuous Trigger maintenance, adjust process
Dme_ntlor_\s W'th!n 14.20 - 4.30 mm Set-up released, First . __IStop process, Contact Supervisor,
. . specifications(width of K - : lsample released, Inspectionf~ .
300.14 ision system ision System according Product ision 100% Continuous . : maintenance, tool maker, verify and
Ithe box (front, back and . IQC, -Automatic cutting of Ny
N . drawing / 11O - recalibrate,
middle of terminal) rejected samples
. . . Set-up released, First .
300.15 ision system ision System Elrggﬁggtri\gnv;n(th;n lefth / 53 -.67 mm according ision 100% Continuous sample released, Inspection itgiﬂt’;?;:::’t%glnr[ﬁ;}«frup\)/g\ilfl;cgﬁd
: 4 4 ripth of termina?l) P Product drawing / 11O IQC, -Automatic cutting of recalibrate ’ !
9 rejected samples ’
Dimentions within )
Ispecifications(wide core ithin especification f:;u%rr:as:e% FI:? ection Stop process, Contact Supervisor,
300.16 ision system Vision System ings and insulation of according product ision 100% Continuous P ed, Insp maintenance, tool maker, verify and
N . . IQC, -Automatic cutting of .
terminal) according each drawing / 11O - recalibrate,
n rejected samples
D) -Process card -Operator|
Correct grease ( N . . . .
Grease post . . : . method -MFG inspection - [noify Supervisor or QC , Maintenance,
310 aplication (if apply) IAplicator of grease Correct grase gt;galricri]lng o/ isual on time leach setup First piece released -QC L djust of process
9 inspection
Correct application (no - . .
Grease post . Correct application . . o . (D) -Process card -Operator[Notify Supervisor or QC ,
310.01 aplication (if apply) IAplicator of grease IToo much grease or according drawing isual / applicator 100% continuos method Maintenance, adjust of process
lenough grease)
Notify Supervisor or QC,
1.-Set-up, Final audit, (D) -Low level sensor in Maintenance, Stop the press;
Grease post " isual / Microscope / |1.- QC ( 1 sample;) [Process lgrease pump -UV sensor in fsegregate material; identify suspicious|
310.02 aplication (if apply) AAplicator of grease (Grease present (Grease present (OGP 4.-sensor 4.- 100% adjustment,Last run;  [nest of application - lor defective material with red label;
j4.- Continuos (Operathor method / 110 Notify Mtto, tool maker and
imanufacturing; adjust and revalidate.
Notify Supervisor or QC ,
2.- In Run ; each reel |(D) -Low level sensor in Maintenance,Stop the press; to
310.021 (Grease post lAplicator of grease Grease present Grease present isual / Microscope 2.- Mfg (each sample and doz_:ument an grease pump -UV sensor in fregister; notify QC, MFG superwsor
aplication (if apply) retained) inspection every two  [nest of application - land Tool maker; place red tag; place
hours. (Operathor method / 110 material in area of red labels; correct
land revalidate the process.
51008 [Crease post Aplicator of grease (Grease within of the correct application isual / applicator ~ [100% continuos (D) -Process card -QC Notify Supervisor or QC
aplication (if apply) terminal inspection Maintenance, adjust of process
D) -Process card -First ’ .
Grease post . - . . . ( Notify Supervisor or QC
310.09 P IAplicator of grease Enough grease correct application isual / applicator 100% continuos lsample release -Automated ] . ’
aplication (if apply) ensor in the machine Maintenance, adjust of process
. (D) -Release of funtionality . .
IAutomatic reject cut : : o Notify to Supervisor or QC ,
320 Isystem by vision IAutomatic reeler Bad part cutted Functional loop Parts bad cutted isual / Cut 100% Continuous by quality -Operator method Maintenance, verified and adjust

-QC released -Automatic
icontrol stop the press

[process




Characteristics Speci Methods
Part / Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
. S L Reaction Plan
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement Sféimzzle Sng)ple Control Method
Class Tolerance Technique g-
Automatic reject cut correct presion of isual / Cut E)?/)q-l?aelilgla-sgpoefr;utgr?ﬁeatﬁgd Notify to Supervisor or QC ,
320.01 [system by vision IAutomatic reeler Bad part cutted inder Parts bad cutted Automatic / Sensor 100% Continuous LQOC released -Automatic Maintenance, verified and adjust
Isystem process
control stop the press
(D) -Release of funtionality
IAutomatic reject cut isual / Cut by quality -Operator method|Notify to Supervisor or QC ,
320.02 [system by vision IAutomatic reeler Bad part cutted System with knives Parts bad cutted Automatic / Sensor 100% Continuous -QC released -Automatic ~ [Maintenance, verified and adjust
system control stop the press - process
Preventive maintenance
L (D) -Release of funtionality ] .
IAutomatic reject cut : e Notify to Supervisor or QC ,
320.03 [lsystem by vision IAutomatic reeler Bad part cutted (Correct feed_length Parts bad cutted isual / Cut 100% Continuous by quality -Operator me.thod Maintenance, verified and adjust
System load in the winder lAutomatic / Sensor -QC released -Automatic rocess
Y icontrol stop the press P
(D) -Release of funtionality
IAutomatic reject cut inder counter in isual / Cut by quality -Operator method|Notify to Supervisor or QC ,
320.04 [system by vision IAutomatic reeler Bad part cutted possition / not Parts bad cutted Automatic / Sensor 100% Continuous -QC released -Automatic ~ [Maintenance, verified and adjust
Isystem damage control stop the press -MFG|process
inspection
(D) -Release of funtionality
. by quality -Operator method . .
IAutomatic reject cut . : i N . Notify to Supervisor or QC ,
320.05 [system by vision IAutomatic reeler Bad part cutted C.O"eCt vision Parts bad cutted isual / (.:Ut 100% Continuous QC released -Automatic Maintenance, verified and adjust
lsystem signal lAutomatic / Sensor control stop the press -MFG rocess
Y inspection -Preventive P
maintenance
(D) -Release of funtionality
IAutomatic reject cut isual / Cut %gl:::g);sgfiitg) rmn;(teitchod Notify to Supervisor or QC ,
320.06 [system by vision IAutomatic reeler Bad part cutted [Vision On Parts bad cutted IAutomatic / Sensor 100% Continuous control stop the press -MFG Maintenance, verified and adjust
Isystem A N N process
inspection -Preventive
maintenance
(D) -Release of funtionality
by quality -Operator method
IAutomatic reject cut inding in Visual / Cut ;%ﬁrﬁliﬁffﬁe_g:ﬁr:;m Notify to Supervisor or QC ,
320.07 [lsystem by vision IAutomatic reeler Bad part cutted 9 Parts bad cutted N 100% Continuous N - Maintenance, verified and adjust
automatic mode lAutomatic / Sensor detected in continue and
Isystem process
manual mode -MFG
inspection -Preventive
maintenance
(P) -Set up method -D- - Notify to Supervisor or QC ,
330 IAutomatic reeler IAutomatic reeler rap in correct aplication Correct wrap isual / manual 100% Continuous First sample released -MFG|Maintenance, verified and adjust
inspection -QC final audit  [process
Direction correct (D) -Set up method -D- - Notify to Supervisor or QC ,
330.03 JAutomatic reeler IAutomatic reeler correct winder direction . isual 100% Each reel First sample released -MFG|Maintenance, verified and adjust
according method A A "
insp -Q.C final audit process
. } Notify to Supervisor or QC ,
330.04 [Automatic reeler IAutomatic reeler Proper splice Correct splice isual / manual 100% Each reel i(r?s)pec():?iz;awr method -MFG Maintenance, verified and adjust
process
- . (P) -Set up card -D- -First  [[Notify to Supervisor or QC,
330.05 JAutomatic reeler IAutomatic reeler Ts;mgslolfnrggl"ea gz::ffcjtirﬁ)%srglv?/% isual / manual 100% Each reel lsample released -MFG insp [Maintenance, verified and adjust
P 9 -Q.C final audit process
(P) -Set up -Operator . .
. . H Notify to Supervisor or QC ,
330.09 JAutomatic reeler IAutomatic reeler correct alignment of Correc_t alignament of isual / manual 100% Each reel method -D- 'F”S‘ samp_le Maintenance, verified and adjust
[paper not out wrap of reel paper in the reel released -MFG inspection -
N h process
Q.C final audit
E:;&]SOZI_UE’;_ __'?ﬁ:{i‘;; le [Notify to Supervisor or QC,
330.1 IAutomatic reeler IAutomatic reeler not Twisted at hub of reel Paper not twisted isual / manually 100% Each reel released -MFG ins ec’t)ion _ [Maintenance, verified and adjust
N h P process
Q.C final audit
(P) -Set up -Operator : .
330.12 [Automatic reeler IAutomatic reeler No paper between (Correct application of | 41 / manuall 100% Each reel method -D- -First sample :\\‘/I(;tilr?t/s;:a?\lcjge\rl\gfiz;graagéd'ust
. terminals paper Y ° rel d -MFG inspection - ! !
> h process
Q.C final audit
ka0 Unload reel None Proper handling of Material not damaged [Visual 100% Each reel (P) -Operator mgthod -D- - [Notify to Supervisor or QC , verified
material Q.C final inspection land adjust process
Flow correct of " . o (P) -Operator method -D- - [Notify to Supervisor or QC , verified
340.01 [Unload reel None material Material correct isual 100% Each reel 0.C final inspection and adjust process
350 Print shipping label [[None Correct part I((:)O:[;?]Ct PIN according Scanner / visual aid [100% Each container / label |(D) -Label is scanned gggsls supervisor or QC, adjust
350.01 [Print shipping label [None Correct ID in boxes correct identified Scanner / visual aid [100% Each container / label |(7)7L-abel is scanned -D- - INotify to supervisor or QC, adjust
according method Q.C final audit process
550.02 [Print shipping label  [None C_orrectly quantity of correct quantity [Counting system in 100% Each reel (P) -Counting system in n Notify to supervisor or QC, adjust
ieces laccording label machine machine process
360 IApply shipping label [None Correct part PIN correct according Scanner / visual 100% Each container / label |(D) -Label is scaned Notify to supervisor, adjust process

run




Characteristics Speci Methods
Part / Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
! S L Reaction Plan
Proc # [Operation description] ~ Tools For Mfg.  [No. Product Process Char. Specification / Measurement Sféimzzle Sng)ple Control Method
Class Tolerance Technique g-
360.01 [JApply shipping label [None Correct ID in boxes ?gﬁ:it:Senufled isual 100% Each container / label (ali)di-tLabeI scaned -QC final Notify to supervisor, adjust process
. . . (D) -Mfg inspection -QC
360.02 [JApply shipping label [None C_orrectly quantity of quantity correct |sua_| / Counter 100% Each reel inspection -Operator Notify to supervisor, adjust process
pieces according label machine .
packing method
. . 2.- In Run ; each reel (D) -Final audit by QC - Stop the press; to register, notlfy_QC,
. . . isual / Microscope / o L MFG supervisor and Tool maker;
Process inspection Part does meet the Parts good according . 2.- Mfg (each samplefand document an Certificated material is ) -
870 by Mf None specification 110 / Drawin: (Gages applicables retained) inspection every two  fstamping -Operator place red tag; place material in area
Yy Mig P 9 according 110 P y ping ~Op - of red labels; correct and revalidate
hours Inspection instruction
|the process.
k80 lAnnual Layout None b/N available [Sample available for isual 1 pc initial ppap (D) -Yearly inspection Not|f_y to supervisor, ad]us_t process,
leach p/n program require piece to have available
Measurement
lequipment
Dimentiosn according dimensior}s within . OGP ,Optical . Initial ppap, as req'd  [(D) -Revision level available . . .
380.01 JAnnual Layout None A specification according jcomparator, digital {1 pc ! ! - Notify to supervisor, adjust process
drawing . . by Cust., each year -History change available
to the drawing caliper keyence,laser
, Gages applicables
laccording 110
Inspection within - | . . . . .
380.02 JAnnual Layout None Inspection on time calendar according to [Visual / manual 1 pc Ibnmgl ppap, as Leq d (D) -vearly inspection Notlffy to superlws_or, ad“.JSt process,
ke csD y Cust, or each year. [program Perform sample inspection
390 Scan shipping label [Scanner shipping label present Present label Visual / Scanner 100% Each container g[r:i)p-r(;%ntamer is not Notify to supervisor, adjust process,
1390.01 [Scan shipping label [Scanner [Scanned label Label scanned Visual / Scanner 100% Each label g[lzi)p-é%ntamer is not Notify to supervisor, adjust process,
Stop the press; segregate material;
JAccording to Visual/Gages Minimum every 2 D) -Inspection according 110 identify suspicious or defective
400 QC audit None erify attributes |G/Productg drawing fapplicables 1 pc i P 9 material with red label; Notify Mtto,
N hours VIG I
110 laccording 110 tool maker and manufacturing; adjust
land revalidate.
Stop the press; segregate material;
. - . . identify suspicious or defective
400.01 |QC audit None correct terminal Acco_rdmg to Product isual 1 pc Minimum every 2 D) -Inspection according 110 material with red label; Notify Mtto,
drawing and 110 hours VIG I
tool maker and manufacturing; adjust
land revalidate.
. Stop the press; segregate material;
100.02 foc audit None erify dimensions JAccording to Product gg;zi;ﬁ&e?mwn 1 oc Minimum every 2 D) -Inspection according 110 ﬁi?etirfi);llsvl\]/istﬁi(r:ieodulsagreﬁﬁﬁ;@l?\mo
: drawing and 110 logp.keyence, P hours VIG | mak d f’ S d"
laser,according 110 tool maker and manufacturing; adjust
’ land revalidate.
410 QC released None Label scanned Label scanned isual / Scanner Al label during the shifth (Lz)b_e?gs;:g method - Notify to supervisor, adjust process
410.01 [QC released None Correct label released Correct label released |Visual / Scanner Al label during the shifth (Lz)b_e?gsarlifé method - Notify to supervisor, adjust process
(D) -Operator method -
410.02 [QC released None legible label printed Label legible isual / Scanner Al label during the shifth Label scanned -Manual Notify to supervisor, adjust process
print of label in materials
(D) -Operator method -
410.03 JQC released None label present Label available isual All label during the shifth Label scanned -Manual Notify to supervisor, adjust process
print of label in materials
410.04 JQC released None correct label in box I[;;?EI correct in the isual / Scanner All label during the shifth E]?lgixaat:é:l retuned to Notify to supervisor, adjust process
Move parts to PPAP ] . . " . (D) -Material retuned to Notify to supervisor, adjust process,
420 area (1f apply) None Pack not Damage Pack without damage |Visual lall containers During the shift quality area change pack
Move good reels to Correct handling of . .
430 Isupermarket area (If [[Carrier car containers, Material Material inspected isual 100% Each Container (.P) -Qperatqr method -QC erified and return material of area
N [final inspection |the mfg.
apply) moved inspected.
Move good reels to . )
. . Not damaged . o . (D) -Operator method -MFG|Verified and return material of area
430.01 ;L;gﬁ/r)market area (If [Carrier car [Terminal not damaged kerminals isual 100% Each Container inspection fine mfg.
Move good reels to (Correct handling of Packing without Notify to supervisor, adjust process
430.02 [supermarket area (If f[Carrier car containers, free of 4 9 isual 100% Each Container (D) -Operator method 1P »adjustp !
amage Iscan container
apply) ldamaged
Move good reels to . ; .
. . Not damaged . o . (D) -Operator method -MFG|Notify to supervisor, adjust process,
430.04 :;gieyr)market area (If [Carrier car ITerminal not damaged kerminals isual 100% Each Container inspection -QC inspection _|scan container
Move parts to (P) -Material is returned to Notify to supervisor, Verified and
440 quarentine area (if  [[Carrier car Pack not damaged Pack without damage [Each Movement lall container quality area -Operator change Pa(g( !
apply) ltraining 9
450 Quarentine (If apply) [[None Material identified Identified present isual JAll material leach container (L.)) ~Operator method - Notlf_y to supervisor, Verified material
isual ID land identified or scrap
450.01 [Quarentine (If apply) [None Material not mixed Material correct on box|Visual JAll material leach container (D) -Operator method - Notify to supervisor, Verified material

isual ID

land identified or scrap




Characteristics Speci Methods
Part/ Process Name /  [Machine, Device, Jig,| al Product / Process Evaluation / .
. S L Reaction Plan
Proc # [Operation descriptionf  Tools For Mfg.  [No, Product Process Char. Specification / Measurement Sample Sample Control Method
Class . Size Freq.
Tolerance Technique
Attributes corrects isual / magnifying (D) -Operator method - Notify to supervisor, Verified material
450.02 [Quarentine (If apply) [None Correct attributes according 110/ Vig/  |glass 10x / All material Each reel or box isual ED VIG separate rePected ieces for scra '
roduct drawing Microscope ' P ) P! P-
(D) -Material is returned to . . "
460 Move part to EPS (If Carrier car Pack not damaged Pack without damage fvisual IAll material leach container lquality area -Operator Notify to supervisor, Verified and
apply) raining ichange Pack
470 EPS (If apply) EPS Material identified Identified present isual / Bar read Al material leach container .(D) -Operator method work [Notify {0 supervisor, Verified material
instruction -Scan land re-identified or scrap
Push delivery is Push delivery . . o L notify to supervisor, adjust process,
480 elaborated System elaborated Push delivery present |Visual 100% Each shipping (D) Operator method make delivery
Shipping to - [package not . . - (P) Operator method - notify to supervisor, adjust process,
(490 distribution center (Carrier car damaged Pack free of damaged [Visual each container Each shipping [Operator certified Iseparate the damaged packaging
490.01 S_hlp_pmg to Carrier car container manifest manifest containers isual/scanner leach container Each shipping (D) -Container is scanned not|fy to supervisor, adjust process,
distribution center manifest the container
Shipping to (Correct shipments notify to supervisor, adjust process
490.02 pping Carrier car correct destiny according to isual/scanner leach container Each shipping (D) -Container is scanned P - adjust p !

distribution center

destination

correct the destination




“APTIV- ATTRIBUTE CHECK SHEET
Part Certification
Part Number Description ECL
(Delphi:35589655) (Delphi:ASM TERM F APEX 2.8 AG ) (Delphi:01)
Make Department (Completed by [Checked on date
8474 MEXICO ILLANUEVA, ARNULFO 25-Nov-2022

ATTRIBUTES CHECKED:

No.

DESCRIPTION

1 Correct identification

2 Cable ID present and correct

3 Stamping PED present and correct

4 Stamping serial number Given correct and present
5 Code present and correct the week

6 Body side windows present

7 Internal Free of clip marks and bruises.

8 Front corners of the body properly formed
9 Correct position of the clip.

10 Ribs on the Tongue present.

12 ITerm. free of cracks or bumps in transition areas
13 Coin present in the wings of the core

14 Coins present in the back of the box

15 Coin in the area of trancision

16 ICoin present in the wings of the insulation
17 Embedded present on top of the box

18 Clip ears properly seated.

19 No burrs on coined areas

20 Back of box is properly formed.

21 [Correct orientation of plating

21 Stamped Serration on core wings present

NOTES:




ATTRIBUTE CHECK SHEET

~APTIV-
Part Certification
Part Number

FAIL

ECL

(Delphi:01)
Checked on date
J25-Nov-2022

(Delphi:ASM TERM F APEX 2.8 AG )

[Completed by
[VILLANUEVA, ARNULFO

[Description

(Delphi:35589655)
Make Department
8474 MEXICO
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