7 hsEEE  Product Number : 6605122BSS
(110 TYPE FMALE TERMINAL)

HH EA HE fHiEE
1 Design Records of Saleable Product 1 Drawing Name : 110 TYPE FMALE TERMINAL
GRS [l 4 )2 SRR [
5 Engineering Change Documents ( if any ) N/A
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HERE AR I ERAE Part Submission Warrant
Hu Lane Associate Inc. %%ﬁ%%

Part Name ZH{- 44 Fi 110 TYPE FMALE TERMINAL Cust. Part Number Z5{4-5%115

Shown on Drawing Number iR B #7557 605122 Org. Part Number #H#% 224 #7 6605122BSS

Engineering Change Level T.F2 %85 54K 4.2 Dated H #f 2012/6/4

Additional Engineering Changes [fifjl117% T Rt 5 Dated H #f

Safety and/or Government Regulatio - Purchase Order No. Weight (kg)

SR | B TIves RONOT g roaiens ER (V) 000025

Checking Aid No. Checking Aid Engineering Change Level Dated

EREDAR EERAS T B TAZ R R HEA
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION
HRBLERETR BREEAL

HU LANE ASSOCIATE INC. WWELK

Organization Name and Supplier Code / Vendor Code Customer Name / Division

AR IR (e RS AR / A

NO. 68, HUAH HO ST.

Street Address B Buyer / Buyer Code #Ri&E A 2 #RiE N B(CHE

Xizhi Dist., New Taipei City 221, Taiwan(R.O.C.)

City #irfi  Region #il&  Postal Code HJEEFE  Country B Application 3t Ff G [Z

MATERIALS REPORTING #6154
Has customer-required Substances of Concern information been reported?

R SR R R R A s 0 O ve® [ No#& [ n/afe

Submitted by IMDS or other customer format 3753EBIMDS &5 B¢ F A& R E Y HAD AR R 509718119
Are polymeric parts identified with appropriate ISO marking codes? [] Yes & No & [0 o e
S & (=) iy

BB R AR TR B ERISOBURAR AR ?
REASON FOR SUBMISSION 3243

Initial submission B ZREEAE J Change to Optional Construction or Material {48 55
[l Engineering Change (s) TH2## 5 [] Sub-Supplier or Material Source Changef3t [ 5714} 2 JEie 5
| Tooling : Transfer » Replacement > Refurbishment > or additional | Change in Part Processing
T8 R - B - BEEGRID FA IR

[l Correction of Discrepancy 78 {S1F ] Parts produced at Additional Location 3/ 45 e 2 gt

ooling Inactive > than 1 year T ~ {5 E{ZE#EE— ther - please specify below E.T - FHHGIE
[] Tooling Inactive > than 1 year T ~ S E{SEEHEE 4 [] Other-pl ify below & - ZEi

REQUESTED SUBMISSION LEVEL (Check one) ESR:2#4 @i (E—I)

Level 1 - Warrant only (and for designated appearance items, an Appearance Approval Report) submitted to customer.
PR R E CEIEERIMEPEE - BB VB E) -
Level 2 - Warrant with product samples and limited supporting data submitted to customer.
PR RS~ BRI B AR
Level 3 - Warrant with product samples and complete supporting data submitted to customer.
= IRACRRET - R R -
Level 4 - Warrant and other requirements as defined by customer.
FUURIR R RS ~ BFEEER -
Level 5 - Warrant with product samples and complete supporting data reviewed at supplier's manufacturing location.
BHMARES - EabR AT AR R ARSI - frE A -
SUBMISSION RESULTS 244558
dimensional measurements material and functional tests |:| appearance criteria statistical process package
ReFEH] PRI SMEEHME e TR
These results meet all drawing and specification requirements [, F#& 52 B 554 PG B 1 FORASER ¢
Yes®  [] No (If"NO" - Explanation Required ) 75 (AT T 75 FEUREE)
MOLDAI CavityZ%157%  Production ProcessELE 7R «

& OO

o O

DECLARATION EgHH Get material -> Production -> Package -> Move to warehouse
I affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all PPAP Manual
4th Edition Requirements. I further affirm that these samples were produced at the rate of 19.2K /1 hrs. T also certify that documented

evidence of such compliance is on file and available for review. T have noted any deviations from this declaration below.
BNFEEARFERTTR N B R A RUR IR R TR - RPPAPEEIURRZRATAEZE - TORGEILARG_ 19.2K 4 /1 INFEZ A
BERTTERA © FrERFE RS iR i > DU - WEARA T BL iR A R AN » T -
EXPLANATION/COMMENTS ZtBH /7#3% :

Is each Customer Tool properly tagged and numbered? EEE%E@IE\.%@%BEE%M%&%U%@%}% ? L] Yesig L] No#5

D
Organization Authorized Signaturef&IZAEFIFHR R T H ’W il Date H#f 2014/11/21
Print NameF[IRl 5 #E4 Ryan kao Phone No. B35 (02)2694-0551#1501  Fax {# K 886-2-2694-8700
Titlelk5 Supervisor E-mail A0933@hulane.com.tw

FOR CUSTOMER USE ONLY (IF APPLICABLE ) EEZH M (E#A)
PPAP Warrant Disposition {f25E I H, : [] Approved £%#t [ Rejected fEI% [ OtherEiAh :

Customer Signaturef&ZERIFEERCFREHL Date HEf
Print NameF[1fl 5744 Customer Tracking Number EEZE SRS

4262-1.3
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Supplier I

PART INSPECTION REPORT |

HU LANE ASSOCIATE INC. |

Part Certification

Part Number ECL Part Name
605122 4.2 110 TYPE FMALE TERMINAL
Type of Tool ® Part Wt. (1 pc)
o PRODUTION With carrier (term) 0.00025 Kilograms
PRE-PRODUTION
Loose 0.00025 Kilograms
O PROTOTYPE
@ NewTOOL O REVISEDTOOL O TRANSFER TOOL
Purchased Part: @ Yes O nNo

Die Master Mold No. (Components) or Master Board No. (Harnesses) if applicable

Tool No.
6605122BSS

No. of Tool Cavities (Components) Cav. #

1

Tool / Part Supplier

Material

C2680

Material Spec
Brass

Max % Regrind Actual % Regrind

Report Requested By

Type of Inspection

@ Complete O Partial

Type of drawing

@ Product Drawing O Tool Drawing

Drawing is being changed by Product Engineering per ECN No. [Chg Leve
Part Number ECL Part Name Cav #
605122 4.2 110 TYPE FMALE TERMINAL
Dim Ref Drawing Acceptance PARTS / TOOL CAVITIES CHECKED Discrep [PRODUCT ENG. NOTES
No. Only DimensiorjLower |Upper 1 2 3 4 5 6 7 8 Col # [Fix Tog Will Change Dwg. To
1 W 276 | 2.66| 286 | 281 ]| 2.80| 2.79| 2.79( 2.80
2 W1 3.80| 3.70| 390 3.81| 3.81| 3.80| 3.81| 3.82
3 F 230 210) 230| 223]| 224 | 222| 223 2.23
4 G 0.62]| 0.60| 0.64| 0.62]| 0.63]| 0.63| 0.62| 0.63
5 J 0.30]| 0.30| 050 0.38]| 0.38| 0.39| 0.38| 0.38
6 L 20.70 [20.40 | 21.00 | 20.87 | 20.88 | 20.88 | 20.86 | 20.87
7 L1 25.00 | 24.70 | 25.30 [ 25.17 [ 25.18 | 25.19 | 25.18 | 25.17
8 X 4.60| 430 490 4.68| 4.68| 4.67| 4.68| 4.69
9 Y 3.40( 3.10) 3.70| 3.42| 3.43| 3.43| 341 342
10 E1 10.40 [{10.25110.55[10.44 110.43|10.42 (10.43 [10.42
Inspection Source Company Name
HU LANE ASSOCIATE INC.
Inspected by Title Inspection Report Date
BRAIN ZHENG Auditor 2014/11/21
Inspector Supervisor Title Date
N/A N/A N/A
Approved by Title Date
Ryan kao Supervisor 2014/11/21




) CERTIFICATE OF TEST e

Sheet No. : 3S1F8K0010
Specification : JIS H 3100 Onsan Plant :
Material : C2680R-HO.5X310 611, DaeJung-Ri, Onsan-Up, Ulju-Kun,
Size 2 0.500 (mm) X 310.000 (mm) X 0.000 (mm) Ulsan Metropolitan City, Korea
Date - 2014.08.27 Tel : (052) 231-9114
Fax : (052) 231-9400
Cu Zn Pb ’ Fe Tensile
Strength
(%) (%) (%) (%) (N/mar)
SPEC. Min 64.0000 R 420.000
MAX 68.0000 0.0500 0.0500 530.000
48795D0 64.7800 R 0.0042 0.0054 482.487
- Blank Line -
Elongation Hardness GrainSize Conductivity Thickness
(Outdiameter)
(%) (Hv 5kg) (mm) (%1ACS) (mm)
SPEC. Min 15.000 145.000 10.000 0.490
MAX 165.000 0.015 0.510
4879500 19.000 153.000 0.010 26.200 0.495
0.503
- Blank Line -
Width . BendingTest ~Appearance Weight
(Thickness) (Badway)
(mm) (kg)
SPEC. Min 309.750 (180 ° ,
MAX 310.250 R/t=0.5)
48795D0 309.900 Good Good 1,185.000
ORIGINAL
- Blank Line - :
ey S
Eonky H
Sheiu P\E i
Toof b b W7 KA VR
Total Weight : 1,185.000 (kg)
Remark : We hereby certify that above material has been 1/:’
tested to comply with the specification. . So " yoah
* 1 kg/mt = 9.806 N/m *

Manager of Quality Assurance Dept.




Part Certification

MATERIAL TEST RESULTS

Page

Supplier

Part Number

6605122BSS
Name of Laboratory Part Name
HU LANE ASSOCIATE INC. 110 TYPE FMALE TERMINAL
TYPE OF MATERIAL SPEC. NO / DATE / SUPPLIER TEST RESULTS OK [NOT OK
TEST SPECIFICATION
1 . Material
THICKNESS 0.50 +0.01 -0.01 (mm) 0.504 OK
WIDTH 37.0 40 -0.10 (mm) 36.93 OK
2. Elements
Cu 64~68% 64.78% OK
Zn R R OK
Pb MAX 0.05% 0.0042% OK
Fe MAX 0.05% 0.0054% OK
3.Mechanical
property
TENSILE 420 ~ 530 (N/mni) 482.487 OK
STRENGTH
ELONGATIO MIN 15% 19.0% OK
HARDNESS 145 ~ 165 (HV) 153 OK
Signature Title Date
Ryan kao Supervisor 2014/11/21




Part Certification

[ PROCESS FLOW DIAGRAM |

Family name Date (Orig.) Prepared by
2008/12/20 DAVID WANG

Part Number Date (Rev.) Title

0 N/A Product Engineer

|Part Name Page Phone Number

110 TYPE FMALE TERMINAL

Cross Functional Team Members Symbol Key:

K. C. CHEN, CHUN MIN LAIL BO BO CHANG, FKP, SWC, CO CO, FANNY g Manufacturing/Assembly
@® Movement of Materials/Parts
A Storage of Materials/Parts
B Inspecition

Step #|Fab Move |Store |[Insp Operation description ltem # Special Characteristics

® (0 | A ]
10 * Receiving Material label,material weight contact supervisor
20 % |Incoming Inspection dimensional thickness,width,hardness,tensile
strength,percentage elongation

30 * Storage storage specification contact supervisor

40 * To get material label contact supervisor

50 * To set up a mold process speed tool and process adjustments

60 * Stamping visuals,gages tool and process adjustments

70 * |process quality Inspection dimensional,visual,performance W,W1,F F1,G,J,L,L1,X,Y,E1

80 * Production(Labeling) label quantity

90 * |Final Inspection dimensional,visual,performance W,W1,F,G,J,LL1,X)Y,E1

100 * Storage

110 * Deliving




Production Part Approval Process

POTENTIAL FAILURE MODE AND EFFECTS ANALYSIS

O Design FMEA

O Process FMEA

D GM Restricted

Page FMEA Number
O System O Subsystem ® Component |
Part Number Design or Process Responsibility Prepared by Telephone #
0 Ryan kao Ryan kao 886-2-2695-0551#1501
Model Year(s) / Vehicle(s) Key Date Original FMEA Date FMEA Revision Date
605122 2008.12.20 N/A
Core Team
K. C. CHEN, STEVEN PAN, BO BO CHANG, FKP, SWC, CO CO, FANNY
Design It ¢ C t
esp'g” em or Potential Fail S| 1| potential o / Mechani ] ””e”t. Dl R Responsibility & R
Frocgss otential Failure Potential Effect(s) of Failure el|a otentiat ause(sl) lechanism(s) o preventive Current Design or ProcessControls e P Recommended Actions Target Completion Actions Taken P
unction Mode Failure to Process
. vis t N Date N
Requirements s Controls
Receymg to receive MatinTl account not check material account &
Material wrong symbo 4 supply wrong material | 1 SUoolv quality manaqer 7| 2
material pply qualily 9
Incoming |In the raw
Inspection | material has material pollution 2 Material problem 3 incoming quality inspection | 5| §
the impurity
Storage
wet the . . the Storage got out of Thermometer & 2
. roduct funtion fail 4 1 . 7
material P control Storage Thermometer check list 8
To get 1.Picking 1.Extruding, damaged mold,| 5 A. Wrong picking card 1 A. The operational process of | 7| %
material wrong items extraordinary guality the product structure system
B. Mixed items 1 B.C. Multi control and 5|
examination during picking,
mold-erecting, initial items
and changing items
C. Wrong mark 1 5
2. Picking the |1.Cause abnormality in 5 A. Careless inspection 1 A Assure the accurate quality | 7| %
items of wrong [quality of the end items
specifications
To setup [1.The module [1. This might cause the |4 A. Screws not tighten up 1 A. Managed by the operator | 7| 28
a mold is not fixed up |up and the down module
to deviate from the mold
and be damaaed
(Fix the 2. The depth is not fixed | 4| [B. Over tightened screws that| 1 B. Managed by the mold- 5[ 20
module) up that causes the quality cause a break erecting personnel
of the terminal (highly)
unstable
C. Over tightened screws that| 1 C. Non 8| %
cause a crack (not break)




2.The module

1. This causes the

The parallel of the mold has

-

The mold-erecting operational

is not parallel |terminal tape to bend not yet been measured. instruction: the measurement
the operation should
implement

25

2. Unstable feeding
causes extrusion and
damages the mold

To set up |1.Insufficienct |1.The customer’s A. The configuration was not | 4 A Confirm by the operator of
a mold amount for complaints adjusted the initial products
each volume
(Punch B. Wrong engineering sheet | 1 B Control and confirm by the 40 11.TOOLING MOLD
configurati operator 2.USE DIGITAL MACHINE [ENGINEER
on) VISION 100% CHEAK
C. The counter was out of 1
order
2.The speed [1. Exceed the ability of A. The configuration isnot | 3 A. Confirm by the operator of %
rate (RPM) of [the mold that causes adjusted in accordance with the initial products
the punch extrusion and damage the specification
becomes too |the mold
fast
2. RPM is too fast that B. The configura.tion isnot |4 B Molq-erecting.operational 4 1 TOOLING MOLD
cause§ unstat.)Ie corrected according to the 1nstruct10n.(C0nf1rmed by the 2 USE DIGITAL MACHINE |ENGINEER
punching quality (t.he watch mold-erecting operator) VISION 100% CHEAK
thrust and the pulling
3. The unstable forming C. Wrong specification and | 1 C. Sensed by the operator %
of the terminal cause standard
intermittent deformation
process 1. Size wrong |Insufficient function W|A. defected material 1 A. mode?mg reconflm{at.l(.)n 42 1 TOOLING MOLD
quality . (S|(B. mode wear . B operation; QQ staff 1p1t1a1 2 USE DIGITAL MACHINE |ENGINEER
Inspection P|C. 1In1:.>r0per staff operation plioduct; rr.latenal passing VISION 100% CHEAK
D eguinment abnormal circular: final test bv rule
W/A. defected material 1 A. mode}mg reconﬁm?at.u.)n 42 1. TOOLING MOLD
1(B. mode wear . B operation; QC; staff 1p1t1a1 2 USE DIGITAL MACHINE |ENGINEER
C. improper staff operation product; material passing VISION 100% CHEAK
D eauinment abnormal circular: final test bv rule
F |A. defected material 1 A. mode?mg reconflm{at.l(.)n 42 1. TOOLING MOLD
B. mode wear . B operation; QQ staff 1p1t1a1 2 USE DIGITAL MACHINE |ENGINEER
C. 1In1:.>r0per staff operation plioduct; rr.latenal passing VISION 100% CHEAK
D eauinment abnormal circular: final test bv rule
F |A. defected material 1 A. mode}mg reconﬁm?at.u.)n 42 1. TOOLING MOLD
1 [B. mode wear B operation; QC staff initial 2 USE DIGITAL MACHINE |ENGINEER

C. improper staff operation
D eauinment abnormal

product; material passing
circular: final test bv rule

VISION 100% CHEAK




G|A. defected material 1 A. modeling reconfirmation | 6| 1 TOOLING MOLD
B. mode wear B operation; QC staff initial 2 USE DIGITAL MACHINE |ENGINEER
C. improper staff operation product; material passing VISION 100% CHEAK
D eauinment abnormal circular: final test bv rule
J |A. defected material 1 A. modeling reconfirmation | 6| 1 TOOLING MOLD
B. mode wear B operation; QC staff initial 2.USE DIGITAL MACHINE |ENGINEER
C. improper staff operation product; material passing VISION 100% CHEAK
D eauinment abnormal circular: final test bv rule
L |A. defected material 1 A. modeling reconfirmation | 6| 1. TOOLING MOLD
B. mode wear B operation; QC staff initial 2 USE DIGITAL MACHINE |ENGINEER
C. improper staff operation product; material passing VISION 100% CHEAK
D eauinment abnormal circular: final test bv rule
L |A. defected material 1 A. modeling reconfirmation | 6| 1 TOOLING MOLD
1|B. mode wear B operation; QC staff initial 2.USE DIGITAL MACHINE |ENGINEER
C. improper staff operation product; material passing VISION 100% CHEAK
D eauinment abnormal circular: final test bv rule
X|A. defected material 1 A. modeling reconfirmation | 6| 1 TOOLING MOLD
B. mode wear B operation; QC staff initial 2 USE DIGITAL MACHINE |ENGINEER
C. improper staff operation product; material passing VISION 100% CHEAK
D eauinment abnormal circular: final test bv rule
Y [A. defected material 1 A. modeling reconfirmation | 3| 1 TOOLING MOLD
B. mode wear 2 B operation; QC staff initial 2.USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
E [A. defected material 1 A. modeling reconfirmation | 3| 1 TOOLING MOLD
1 [B. mode wear 2 B operation; QC staff initial 2 USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
Stamping |[1.defected Customer complaint A defected material 1 A modeling staff modeling 2(
surface reconfirmation 2
B. operation, QP staff
independence; initial product;
independence; circular; final
evecight tac
Production|1.wrong label [1. Wrong transfer, wrong A. . Wrong label 2 A chief approval; 3| # 1.QUANTITY TO
(Labeling) account B. the old label remained 2 independence; final test; 3 CONTROL. MANUFACTU
2. Client misuse; removed, or deleted 2 material control 3 2 0OLD LABEL TO RE
Complaint C. Wrong data B operator independence; final RETRIEVE IT.
test control
Final 1. Size wrong |Insufficient function W |A. defected material 2 A. modeling reconfirmation | 3| “ 1 TOOLING MOLD
Inspection |2. Function B. mode wear 2 B operation; QC staff initial | 3 5 USE DIGITAL MACHINE |ENGINEER
fail C. improper staff operation | 2 product; material passing 3 VISION 100% CHEAK
D eauninment abnormal circular: final test bv rule
WI|A. defected material 1 A. modeling reconfirmation | 3| 1 TOOLING MOLD
1|B. mode wear 2 B operation; QC staff initial 2.USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule




A. defected material
B. mode wear

A. modeling reconfirmation
B operation; QC staff initial

22

1.TOOLING MOLD

1
2 2.USE DIGITAL MACHINE [ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
A. defected material 1 A. modeling reconfirmation 42 1 TOOLING MOLD
B. mode wear 2 B operation; QC staff initial 2.USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
A. defected material 1 A. modeling reconfirmation 42 1 TOOLING MOLD
B. mode wear 2 B operation; QC staff initial 2 USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
A. defected material 1 A. modeling reconfirmation 42 1 TOOLING MOLD
B. mode wear 2 B operation; QC staff initial 2.USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
A. defected material 1 A. modeling reconfirmation 42 1 TOOLING MOLD
B. mode wear 2 B operation; QC staff initial 2 USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
A. defected material 1 A. modeling reconfirmation 42 1 TOOLING MOLD
B. mode wear 2 B operation; QC staff initial 2.USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
A. defected material 1 A. modeling reconfirmation 42 1 TOOLING MOLD
B. mode wear 2 B operation; QC staff initial 2 USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
A. defected material 1 A. modeling reconfirmation 42 1 TOOLING MOLD
B. mode wear 2 B operation; QC staff initial 2.USE DIGITAL MACHINE |ENGINEER
C. improper staff operation | 2 product; material passing, VISION 100% CHEAK
D eauinment abnormal 2 circular: final test bv rule
Storage
1.EVERYDAY STORAGE
AREA CHECK
pg’:;gtgeto product funtion fail | 4 thecit:trri?esf‘;;ggt of 1, packing check list 5 |THERMOMETER. STORAGE
2.TRAIN OPERATOR
PRODUCTION STORAGE.
Deliving |The feed bag |product funtion or surface 5 The feed bag damage | 2 supply quality manager 1

bursts

fail




Part Certification

HU LANE ASSOCIATE INC.

CONTROL PLAN

Control Plan Categoro Prototype O Pre-Launch @ Production Key Contact Name Date (Orig) Date (Rev) Page
SUPER HU 2008/12/20 N/A
Control Plan Number Key Contact Phone Customer Engineering Approval (If Req'd) Date (If Req'd)
886-2-2694-0551
Part Number ECL Supplier / Plant Approval / Date Customer Quality Approval (If Req'd) Date (If Req'd)
0
Part Name / Description Other supplier approval by (If Req'd) Other Approval (If Req'd) Date (If req'd)
110 TYPE FMALE TERMINAL
Supplier / Plant Supplier Code Other Approval Date (If Req'd)
HU LANE ASSOCIATE INC.
Core team Members
K. C. CHEN, SUPER HU , BO BO CHANG, CO CO, FANNY
Manufacturing plant maintains listing of all Gage Numbers.
Characteristics Methods
Part/ Process Name / Machine, Device, Jig, Special Product / Process Specification / Evaluation / Measurement N .
Proc # | Operation description Tools For Mig. No. Product Process Char. Class. Tolerance Technique Sample Size| Sample Freq. Control Method Reaction Plan
10  [Receiving Material ONCE Visual insp.
PUT OUT THEN REPORT TO
LABEL QUANTITY PERFORMANCE PERFORMANCE RECORD %
100% PURGHASER
20 Incoming 0
- +
Inspection MATERIAL WIDTH 37.0 mm|VERNIER CALIPER
: -0.1 per lot
package/roll
MATERIAL 1~5: 1PC
0.50 +0.01mm MICROMETER ~10- "
THICKNESS 6~10: 2PCS CHECK "RECEIVING segregate, put out then
i $1720:3P0S RECERT report to supervisor and
TENSILE 420~530(N/mi) 21~30: 4PCS SPEGIFICALLY FOR  |"6P upervi
STRENGTH MICRO-COMPUTER 31~40: 5PCS Part No. pUrChaser
UNIVERSAL TESTING 41~50: 6PCS
ELONGATION >15% MACHINE 51~60: 7PCS
RATE 61: 8PCS
145~1 65(HV) Micro-Vickers.
HARDNESS HARDNESS TESTER
30 Storage ONCE RECEIVING RECEIPT
AVOIDING DAMP |P ACKAGE AND stack 100% PUT OUT
ayers Visual insp.
40 To get material STAMPING STOCK REF. PART SPECIFIC REF. PART SPECIFIC ISSUE MATERIAL REPORT TO SUPERVISER
PRESS SPECIFICATION CONTROL PLAN CONTROL PLAN ACCORDING TO
DOCUMENTS NO.3086 DOCUMENTS NO.3052 PICKING CARD
50 Tosetupamold |STAMPING REF. PART REF. PART SPECIFIC REF. PART SPECIFIC MOLD MAINTENANCE [CONTACT SUPERVISER
PRESS SPECIFIC CONTROL PLAN CONTROL PLAN RECORD
CONTROL PLAN DOCUMENTS NO.3167 DOCUMENTS NO.3167
DOCUMENTS
A 2107
60 Stamping STAMPING REF. PART REF. PART SPECIFIC REF. PART SPECIFIC MOLD MAINTENANCE [CONTACT SUPERVISER
PRESS SPECIFIC CONTROL PLAN CONTROL PLAN RECORD
CONTROL PLAN DOCUMENTS NO.3167 DOCUMENTS NO.3167
DOCUMENTS
AO 2107




Part Certification

HU LANE ASSOCIATE INC.

CONTROL PLAN

Control Plan CalegorO Prototype O Pre-Launch @ Production Key Contact Name Date (Orig) Date (Rev) Page
SUPER HU 2008/12/20 N/A
Control Plan Number Key Contact Phone Customer Engineering Approval (If Req'd) Date (If Req'd)
886-2-2694-0551
Part Number ECL Supplier / Plant Approval / Date Customer Quality Approval (If Req'd) Date (If Req'd)
0
Part Name / Description Other supplier approval by (If Req'd) Other Approval (If Req'd) Date (If req'd)
110 TYPE FMALE TERMINAL
Supplier / Plant Supplier Code Other Approval Date (If Req'd)
HU LANE ASSOCIATE INC.
Core team Members
K. C. CHEN, SUPER HU , BO BO CHANG, CO CO, FANNY
Manufacturing plant maintains listing of all Gage Numbers.
Characteristics Methods
Part/ Process Name / Machine, Device, Jig, Special Product / Process Specification / Evaluation / Measurement " "
Proc #| Operation description Tools For Mfg. No. Product Process Char. Class. Tolerance Technique Sample Size| Sample Freq. Control Method Reaction Plan
70 process quality STAMPING w SPC 2.76 £ 0.05 . INITIAL SAMPLE CONTACT mold-erecting personnel
Inspection PRESS CALIPERS 5PCS  |20Min  ||NSPECTION REPORT
Wi1 3.80 £ 0.06 INITIAL SAMPLE CONTACT mold-erecting personnel
CALIPERS 5PCS 20MIn INSPECTION REPORT
F 2.30 +0.00-0.20 INITIAL SAMPLE CONTACT mold-erecting personnel
F1 1.20 +0.00-0.10 INITIAL SAMPLE CONTACT mold-erecting personnel
CALIPERS 5PCS 20MIn INSPECTION REPORT
G 0.62 +0.02 INITIAL SAMPLE CONTACT mold-erecting personnel
J 0.30 +0.20-0.00 INITIAL SAMPLE CONTACT mold-erecting personnel
PROJECTOR 5PCS 20MIn INSPECTION REPORT
L 20.70 £0.20 INITIAL SAMPLE CONTACT mold-erecting personnel
L1 25.00 £0.30 INITIAL SAMPLE CONTACT mold-erecting personnel
CALIPERS 5PCS 20MIn INSPECTION REPORT
X 4.60 +0.20 INITIAL SAMPLE CONTACT mold-erecting personnel
Y 3.40£0.20 INITIAL SAMPLE CONTACT mold-erecting personnel
CALIPERS 5PCS 20Min INSPECTION REPORT
E1 10.40 £ 0.15 . INITIAL SAMPLE CONTACT mold-erecting personnel
PROJECTOR 5PCS  [20Min

INSPECTION REPORT




Part Certification

HU LANE ASSOCIATE INC.

CONTROL PLAN

Control Plan CategorO Prototype O Pre-Launch @ Production Key Contact Name Date (Orig) Date (Rev) Page
SUPER HU 2008/12/20 N/A
Control Plan Number Key Contact Phone Customer Engineering Approval (If Req'd) Date (If Req'd)
886-2-2694-0551
Part Number ECL Supplier / Plant Approval / Date Customer Quality Approval (If Req'd) Date (If Req'd)
0
Part Name / Description Other supplier approval by (If Req'd) Other Approval (If Req'd) Date (If req'd)
110 TYPE FMALE TERMINAL
Supplier / Plant Supplier Code Other Approval Date (If Req'd)
HU LANE ASSOCIATE INC.
Core team Members
K. C. CHEN, SUPER HU , BO BO CHANG, CO CO, FANNY
Manufacturing plant maintains listing of all Gage Numbers.
Characteristics Methods
Part/ Process Name / Machine, Device, Jig, Special Product / Process Specification / Evaluation / Measurement N .
Proc # | Operation description Tools For Mig. No. Product Process Char. Class. Tolerance Technique Sample Size| Sample Freq. Control Method Reaction Plan
80 PRODUCTION STAMPING REF. PART REF. PART SPECIFIC REF. PART SPECIFIC DAILY PRODUCTION |CONTACT mold-erecting personnel
PRESS SPECIFIC CONTROL PLAN CONTROL PLAN REPORT
CONTROL PLAN DOCUMENTS NO.3125 DOCUMENTS NO.3125
DOCUMENTS
90  |FINAL W SPC 2.76 £0.10 PRODUCT CONTACT mold-erecting personnel
INSPECTION CALIPERS SPCS  1TDAY  |NSPECTION REPORT
Wi1 3.80+£0.10 PRODUCT CONTACT mold-erecting personnel
CALIPERS 5PCS 1DAY INSPECTION REPORT
F 2.30 +0.00-0.20 PRODUCT CONTACT mold-erecting personnel
CALIPERS SPCS  |1DAY " lINSPECTION REPORT
G 0.62 +0.02 PRODUCT CONTACT mold-erecting personnel
CALIPERS 5PCS 1DAY INSPECTION REPORT
J 0.30 +0.20-0.00 PRODUCT CONTACT mold-erecting personnel
PROJECTOR 5PCS 1DAY INSPECTION REPORT
L 20.70 +£0.30 PRODUCT CONTACT mold-erecting personnel
CALIPERS 5PCS 1DAY INSPECTION REPORT
L1 25.00 £ 0.30 PRODUCT CONTACT mold-erecting personnel
CALIPERS SPCS  |1DAY " lINSPECTION REPORT
X 4.60 £0.30 PRODUCT CONTACT mold-erecting personnel
CALIPERS 5PCS 1DAY INSPECTION REPORT
Y 3.40 +£0.30 PRODUCT CONTACT mold-erecting personnel
CALIPERS SPCS  |1DAY " lINSPECTION REPORT
E1 10.40 £ 0.15 PRODUCT CONTACT mold-erecting personnel
PROJECTOR 5PCS 1DAY INSPECTION REPORT
100 |Storage AVOIDING 4 layers max WAREHOUSE . .
DAMP/stack layers visual 100% |perlot |[WARRANT segregate. review or adjust
the storage envirenement
110 |Deliving label customer requirement visual 100% per lot PACKING LIST segregate and sort




Part Certification

PHROCESS CAPABILITY CERTIFICATION REPOIFT

PROCESS IS CAPABLE

@ Two sided spec (bilateral) O One sided (MIN) OOnesided(MAX)l |Numberofreadingspersubgroup| 4 | PROCESS INFORMATION
Significant trends of data po| X Chart | R Chart
LOCATION Plant THSICHIH CITY, TAIPETHSIEN, TAIWAN,R.O.C. [Dept: [Quality inspection [Date:  [2014/11/21 Increasing RUN LENGTH 4 2
PART Part number: 0 Part description [110 TYPE FMALE TERMINAL HOW MANY RUNS 0 0
Drawing number | 605122 Eng. chg. level 4.2 Decreasing RUN LENGTH 3 3
TOOL Tool number 605122 # Cavities HOW MANY RUNS 0 0
DIMENSION Description W Units mm Out of control limits 0 0
SPEC 2.76 PLUS 0.1 MINUS 0.1 Consecutive data points above avg. 3 2
Lower Sg 2.66 NOMINAL 2.76 Upper Sg 2.86 Consecutive data points below avg. 4 3
2895 Average (X chart)
; $ 5 5 8 s 58 s 88 888 8888888 8 8s
@ 282 S— S8 & &8 & <S8 S S8 ST T T°o T T T T T T T T o T T TT
o A B a8 6 N ©o o 2 £ & 2 ¥ 2 @ = 2 2 & &8 & 3§
2.815 4
() o
te)] o
© o 2811 2 3 4 5 6 > 8 10 11/} 13 15 16 17 19 20 24122 24—25
[0 ol \/ \/
>
< 2.805 -
g g 8 8 8 8 g 8 8 "8 & & & & & & & & 8 8 8 & & "8 ¢
& 28 & ¢ 9 < o & ¢ S <% <Y & a8 5 8 e = = s 5 © 1 5 9=«
o ol ™ < [s) © ~ © o =2 = = 2 = 2 2 - s 2 x ~ & ~ P «
2.795 4
279 . . . . . . . . . . . . . . . . . . . . . .
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PFI%OCESS CAPABILITY CERTIFICATION REPOlhT PROCESS IS CAPABLE
RSNV I Piant  |HSICHIH CITY, TAIPEI HSIEN, TAIWAN,R.O.C. [Dept:  [Quality inspection [Date: | 2014/11/21

PART Part number: 0 Part description  |110 TYPE FMALE TERMINAL Number of readings 100
Drawing number | 605122 Eng. chg. level 4.2 Lower spec limit (LSL) 2.6600
TOOL Tool number 605122 # Cavities Nominal 2.7600
DIMENSION Description W Units mm Upper spec limit (USL) 2.8600
SPEC 2.76 0.1 MINUS 0.1 Total sum _ 281.0200
Lwr Spec 2.66 2.76 Upr Spec 2.86 Average readings ( X) 2.8102
HISTOGRAM WITHOUT LIMITS HISTOGRAM WITH LIMITS Maximum 2.8200
LSL UsL Minimum 2.8000
E#ITE 120 Readings below LSL 0
50 6 Readings above USL 0
45 ] 100 4 2.6600 100 2.8600 Average Range (R) 0.0132
40 D, Value n=4 2.0590
| 80 1 Upper capability index (CPU) 2.5893
® Lower capability index (CPL) 7.8096
301 26 23 5 Capability index (Cy) 5.1995
251 Process Capability (Cpi) 2.5893
20 4 | 40 | Capability ratio (CR) 0.1923
15 4 Std Deviation (n-1) 0.0074
10 Std Deviation (n) 0.0073
20 4 Variance (n-1) 0.0001
51 0 0 4 0 0 0 0 0 0 0 0 0 0 0 0 Variance (n) 0.0001
0 . . f . . . . : . | 0 . ; - ; - f - f - f - f - f - f - Performance index (Pp) 4.5150
g g 8 ¢ s 8 ¢ z ¢ = 2 8 3 8 & ©& g8 3 & §  |Performance ratio (PR) 0.2215
T S s e e e e e Performance index (Pp) 2.2485
= = O D
n 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20
1 2.81 2.80 2.81 2.81 2.80 2.81 2.80 2.82 2.82 2.80 2.81 2.81 2.80 2.81 2.82 2.81 2.81 2.80 2.81 2.81
R B 2.80 2.80 2.81 2.82 2.81 2.80 2.81 2.81 2.81 2.80 2.80 2.80 2.81 2.81 2.82 2.81 2.81 2.80 2.81 2.82
3 2.82 2.81 2.82 2.82 2.82 2.81 2.81 2.80 2.81 2.81 2.80 2.82 2.81 2.80 2.81 2.80 2.81 2.81 2.82 2.82
A B 2.81 2.81 2.82 2.82 2.81 2.80 2.81 2.81 2.82 2.80 2.81 2.82 2.82 2.81 2.81 2.82 2.80 2.82 2.82 2.82
D
Average 2.81 2.805 2.815] 28175 2.81 2.805] 2.8075 2.81 2.815]  2.8025 2.805] 28125 2.81| 2.8075 2.815 281 2.8075| 2.8075 2.815] 28175
Range 0.02 0.01 0.01 0.01 0.02 0.01 0.01 0.02 0.01 0.01 0.01 0.02 0.02 0.01 0.01 0.02 0.01 0.02 0.01 0.01
n| 21 22 23 24 25 N (¢] T 3 S
1 2.81 2.80 2.82 2.80 2.81
2 2.82 2.81 2.81 2.80 2.80
3 2.82 2.82 2.81 2.81 2.80
4 2.82 2.81 2.82 2.80 2.81
Average 2.8175 2.81 2.815]  2.8025 2.805
|Range 0.01 0.02 0.01 0.01 0.01




IMEASUREMENT SYSTEM ANALYSIS FOR VARIABLES]|

@ Using TOLERANCE method

(@) Using Part to Part variation

| NON DESTRUCTIVE TEST

PLEASE SPECIFY THE FOLLOWING PARAMETERS AND COMPLETE THE FORM ACCORDINGLY

PARAMETERS ARE:

Ky [Number of Trials Must be either 2 or 3 3 OK
Kz |Number of Operators Must be either 2 or 3 OK
K; [Number of Parts Can be any value between 2 and 1 10 OK
GAGE APPROVED, USE IT |
Part number 6605122BSS Part name 110 TYPE FMALE TERMINAL Plant HU LANE ASSOCIATE INC
Characteristic W Gage number BDAO07 Coord by Kyan Kao
Tolerance 0.2 Units mm Gage name CALIPERS Phone #  886-2-2694-0551
Total Variation (TV) 0.2 Gage ECL/revision Date I
OPERATOR P A R T RESULTS
TRIAL # 1 2 3 4 5 6 7 8 9 10 AVG
A 1 2.81 2.82 2.79 2.79 2.78 2.78 2.77 2.81 2.81 2.81 Ay 2.79700
2 2.82 2.83 2.79 2.79 2.77 2.77 2.77 2.80 2.81 2.81 A, 2.79600
3 2.82 2.83 2.80 2.79 2.77 2.77 2.77 2.80 2.80 2.81 As 2.79600
Average 2.81667 2.82667 279333 2.79 277333 2.77333 2.77 2.80333 2.80667 2.81 Xa 2.79633
Range 0.01 0.01 0.01 0.0 0.01 0.01 0.0 0.01 0.01 0.0 Ra 0.00700
B 1 2.82 2.83 2.80 2.79 2.77 2.78 2.78 2.81 2.81 2.81 B, 2.80000
2 2.82 2.83 2.80 2.79 2.77 2.78 2.78 2.80 2.81 2.82 B, 2.80000
3 2.82 2.83 2.80 2.79 2.77 2.77 2.78 2.81 2.81 2.82 Bs 2.80000
Average 2.82 2.83 238 2.79 2.77 2.77667 2.78 2.80667 2.81 2.81667 Xs 2.80000
Range 0.0 0.0 0.0 0.0 0.0 0.01 0.0 0.01 0.0 0.01 Re 0.00300
C 1 2.81 2.82 2.79 2.80 2.78 2.78 2.77 2.80 2.81 2.81 Cy 2.79700
2 2.82 2.82 2.79 2.79 2.77 2.78 2.78 2.80 2.81 2.81 C, 2.79700
3 2.82 2.83 2.79 2.80 2.78 2.77 2.77 2.80 2.81 2.81 Cs 2.79800
Average 2.81667 2.82333 2.79 2.79667 2.77667 2.77667 277333 2.8 2.81 2.81 Yo 2.79733
Range 0.01 0.01 0.0 0.01 0.01 0.01 0.01 0.0 0.0 0.0 Re 0.00600
Part Avg 2.81778 2.82667 2.79444 2.79222 2.77333 2.77556 2.77444 2.80333 2.80889 281222 | Xpapr= 2.79789
Part Range RparT = 0.05333
R= R+ Rg + Rc/ No of operators = 0.00700 + 0.00300 + 0.00600 / 3 R-= 0.00533
Kore= [Max (X)agcl - [Min (X)agc] = 2.80000 - 2.79633 Yo = 0.00367
UCLg= R * D, = 0.00533 * 2.580 UCLg = 0.01376
LCLg= R * D; = 0.00533 * 0.000 LCLg= 0.00000
OPERATOR NAME NOTE: The Total Tolerance Method should be used when the gage is used for produc
A HUANG SU LIN When out of control conditions exist, analyze the data for Gage acceptablity. The total
B AMY WU variation method is generally used for variation reduction activities.
C RONNIE PENG
GOOD UNTIL GAGE ECL/revision CHANGE
FROM DATA SHEET: R= 0.00533 Xoirr = 0.00367 Rpart = 0.05333
Measurement Unit Analysis Based on the TOLERANCE Method
Repeatibility - Equipment Variation (EV)
EV= R*K, Trials K, % EV = 100[EV/Tol]
EV = 001627 3 3.05 % EV = 8.13
Reproducibility - Appraiser Variation (AV) (n parts, r trials)
AV=\[[ o * Ko)* - (EVE/r)] Oper Ke % AV = 100[AV/Tol]
AV=_ 0.00944 3 2.70 % AV = 4.72
Repeatibility & Reproducibility (R & R) % R&R = 100[R&R/Tol]
R&R=\ (EV®+ AV?) % R&R = 9.40
R&R= 0.01881
Part Variation (PV)
PV= Rpart * K3 Parts K % PV = 100[PV/Tol]
PV= 0.08640 10 1.62 % PV = 43.20
Total Variation (TV) Number of Distinct Categories
TV=\ (R&R?+PV?) ndc = 1.41[PV/R&R]
TV=  0.08842 ndc = 6 should be greater than or equal to

Conclusion:
GAGE IS ACCEPTED
All ranges OK




IMEASUREMENT SYSTEM ANALYSIS FOR VARIABLES]| ® Using TOLERANCE method

O Using Part to Part variation

| NON DESTRUCTIVE TEST |

PLEASE SPECIFY THE FOLLOWING PARAMETERS AND COMPLETE THE FORM ACCORDINGLY PARAMETERS ARE:

K;  |Number of Trials Must be either 2 or 3 3 OK

K, |Number of Operators Must be either 2 or 3 3 OK

K3 [Number of Parts Can be any value between 2 and 1 10 OK

GAGE APPROVED, USE IT |

Part number 6605122BSS Part name 110 TYPE FMALE TERMINAL Plant HU LANE ASSOCIATE INC
Characteristic Gage number BDAO07 Coord by Kyan Kao
Tolerance 0.2 Units mm Gage name CALIPERS Phone #  886-2-2694-0551
Total Variation (TV) 0.2 Gage ECL/revision Date HHH

Guidelines for acceptance of gage repeatability and reproducibility (%R&R):
UNDER 10% ERROR: Gage system OK
10% to 30% ERROR: May be acceptable based upon importance of application. Calculate "breakpoint” = RPN x (% Gage R&R/100) and

check that is less than 37.8 and (% Gage R&R) less than 30%. See next page for conclusion of usage.
OVER 30% ERROR: Gane svstem needs imnravement ldentifv the nrohlems and have them corrected

DETERMINE THE RISK PRIORITY NUMBER (RPN) FROM THE FMEA ASSOCIATED BREAKPOINT = RPN # X %GRR/100
WITH THE DIMENSION BEING GAGED. TYPE THE RPN # UNDER THE RPN # FIELD l
PROVIDED (RIGHT) AND FOLLOW INSTRUCTION OF USAGE IN NEXT ROW: 3.949978 | = 42.0 X 0.09405

For information on the theory and constants used in the form see MSA Reference Manual, Third edition.

CONCLUSION IS ... GAGE APPROVED, USE IT

Range Chart by operator
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Notes: |




