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37 Equipment/Process Control Items g 3 w3 o 5 = e Vi / MEFEAR Responsible Department Response Plan
3 . 'y ] b 8 g 2 Product/ Process 58 Pt Control
Operation Description = = 8 PP &
a £ Specification / Tolerance Size Frequency Methods
&
BT TR R R R A
10 | Recoepurase s y A TRl g% sms oA 21 T A
Order Purchase Order Refer To Order Checklist Visual Check Each Type Each Batch Full Inspection Administration Department Inform Customer
Quantity and Type
N REFHERES N - .
o | TEEFES ol B A RIfFESS Bl sms iR 21 1518 A
Issue Work Order and Type ¥ Refer To Work Order Number Visual Check Each Type Each Batch Full Inspection Administration Department Inform Customer
1. Baydur 110 FR-2N
2. PC 240 +0.505%Ti02
3.20104332
4.20104330
5.20115710 A REAAEE
AR BCHR 6. LOCTITE AA 3106 LIGHT = . -

30 Purchase Raw  [CURE ADHESIVE specification & Type v A RMBSEFF-mBOMZE Beie f5icis) =2 218 SRUTER $EW kIR
Material and s - Refer To BOM List Visual Check Each Type Each Batch Full Inspection Purchasing Department Reject or Return
Accessories 7. J]G% 1 E61AP5027-020P1 | o gy \aterial and Ype p ¢ Dep ;

El5IvesvPS001-002P8 Accessories
FEEEFIRO7KP1039-016P7
T : F635P3805-18KG
ELHIV66VE0001-004P8
HERERIRO7KP1004-016P7
R R BT E
BRI 2 oy ; Ny = N
40 Recxeive material Specifi ;% &T v A TR SRR BtaLs BRES iR 218 RUIEB EWERRIREY
pecification & Type Refer To PO and DO Visual Check Each Type Each Batch Full Inspection Purchasing Department Reject or Return
and components of Raw Material and
Accessories
HRIFFEFR v A M AIEHREER Bae BES SR 218 1ac TEERIR Y
Supplier Name ”Check "Qualified Supplier List" Visual Check Each Type Each Batch Full Inspection Reject or Return
=3 Es)
rEE ES . SRAGTR AL /500 % Bl sw8 SR 218 ac kR
1. Baydur 110 FR-2N pType ' Check Purchase Order / Delivery Order / BOM List Visual Check Each Type Each Batch Full Inspection Reject or Return
2. PC 240 +0.505%Ti02
3. LOCTITE AA 3106 LIGHT _
CURE ADHESIVE WEEEB v A AL RARE Biale RS =3 i 1ac TEER BT
Shelf-life of Chemicals Check Label on Chemical Goods Visual Check Each Type Each Batch Full Inspection Reject or Return
HBRIERR v A IQCHHIR IR & Ba BES SR 218 oF TEERIR Y
Material Certification 1QC Report Visual Check Each Type Each Batch Full Inspection Warehouse Management Reject or Return
BRI RIRE . N o
1.20104332 ) - En IQCHHIR IR & Ba BES iR 218 TEERIR Y
Material Certification, v A ; ) ac -
2.20104330 ) . 1QC Report Visual Check Each Type Each Batch Full Inspection Reject or Return
Dimension report
1 OIHRTER AN | ROHSRIUEHRMHIRIREE |
IR,
1. Check the physical property table provided by the supplier, ROHS
and test the production batches painted coupon and the
performance test for the painted coupon.
2 R RBER AR | B RN A e, BRSO
°C5°C , |k \Bg,
. 1&;31 gA 2. IGFRERE | JEF.
R 2b. BIRAE7V/ENERE  F  BE , B WEREE
Wi, SREEISFRE  CREE | HER RSN EEE
#4, 2. Test spray one product and substrate coupon 75 x 150 x 4mm 1LEBEM 2. XFY 332T7] 4.B18IR
JEi% : E61AP5027-020P1 (for every batches), and then measure the color, gloss for Painted S5IRE70%ERS 6. EFHLERRERIR 7. 3M 250
ElE#IvesvP5001-002p8 e o2 el Part. For Painted coupon to meause the color, gloss and test the B 8 ARTRERE 9. EEHISCIGHB8. R
FEEFIR0O7KP1039-016P7 | ii’c‘)lm ésloss v A hardness, alcohol and hundred grid test after drying according to the | #1 Color Spectrometer ( KONICA MINOLTA ) . #2 s =2 hEiES 1QC/BEFRAR $EW kIR
% : F635P3805-18KG Performa’nce te;t product spray painting operation process, Gloss Meter. #3 Pen Knife. #4 100-Grid Plate. #5 Each Type Each Batch 1 bucket of paint 1QC/Painting Technician Reject or Return
E5ve6VE0001-004P8 3. AE<2.0 Gloss: 25+5@60°, Alcohol 70% ethanol. #6. Customer signed Master
HEREFIRO7KP1004-016P7 4. BRIV RCEERABRE 10%, URFTZENEFSR | Coupon. #7. 3M 259 Adhesive Tape. #8 Cotton
#E15019430_E 5511.4.2IR 4. The 100-Grid Crosscut Test allows no Cloth or Cotton Swab. #9 Friction Machine.
more than 10% of the shedding area. The test method is as per
Customer Appearance Standard 15019430_E, item 11.4.2
5.l : 70%Z,88500g70/cm IR S0RKIE] 5. Alcohol
resistance: 70% ethanol with 500g force/cmZ wipe at least 100 times
back and forth
6. B EEE>F (MR 755% ¢ Paint hardness test >F (Test method
ASTM D3363)
7EIRSEL « KFSOREHH , FTH1.65kg , FEFIRTORER.
Abrasion test : >50 rubs per minute with load of 1.65kg using cotton
cheesecloth
W /R v B TURARERIDER X B/FREEN 8RS =3 i) oF 1BE
Weighing Scale Quantity / Weight Check Raw Material Purchase Order/Delivery Order Dimension Measurement Each Type Each Batch Full Inspection Warehouse Management Return Goods
BT 5 } R TR ASIATS Bl 100 N 218 pac BT/
Incandescent lamp Appearance Check Drawings / Inspection Specification Visual Check Each Batch Full Inspection Rework / Scrap
RMRIRECENEE IRTARE

60 Storage of Raw NERREEF v 8 R, TEERIR , iR Bieie RS iR EXis 1ac Rework or ReD:urn
Materials and Forklift or Hydraulic Lift Correct Quantity, Packaging Intact and Correct Labels Visual Check Each Type Each Batch Full Inspection Goods
Accessories

N STHSEHETE. Gk
- 1 Baydur 110 FR-2N S ISR, o N - o g T@ e SEBHEAE ]
et #i WHOFER BtaLs BHS SR . ) i
70 D . |2.20104332 v B . L " FIFO, Material Production / Warehouse Reject and Inform
Requisite Material Lot Number, Name of| Material Requisition Record Sheet Visual Check Each Type Each Batch o
3.20104330 N ) Requisition Form, Management Relevant Department
Material and Quantity
Work Order Form
S/ AR N y &8 ;
il Material S| ﬁﬁcion \ A CURIAIAL S5 TT B8 /A BH/mER =R SR i Production ;Warehouse &L
Weighing Scale P . ' Check Purchase Order and Drawing Visual Check / Weighing Inspection Each Type Each Batch Full Inspection Rework
Quantity Management
WE BB v A T RiRE Ba =2 iR 218 & BEIGE
Chemical shelf life Check Chemical Goods Label Visual Check Each Piece Each Batch Full Inspection Production Return to Warehouse
o | PEEEE
Preparation before
Molding PUPURIIRBELLE
. D d N N s
B waroramemveeu | v A TS EEi sus N 218 Eo BT
Mixing Barrel 1498 and Exolit AP422 Molding Card Visual Check Each Type Each Batch Full Inspection Production Rework
Mixing Proportion
SRES/ TR M A UEIHESH Btais =5 3N 21 T RT/ARE
Screw/Insert See Operating Instructions Visual Check Each Piece Each Batch Full Inspection Production Rework / Scrap

AR EENRRRE ERE v A FBTZR Bais 8RS =3 218 & it

90 Moldi - Control Parameters Injection Volume Molding Card Visual Check Each Type Each Batch Full Inspection Production Scrap

olding Injection
. _— N " N " itht, BIMEE N N
W R ) ' A EBTER il 100 SR 21t e BT
Control Parameter Injection Time Molding Card 3 ! Each Batch Full Inspection Production Rework / Scrap
Visual Check
o | PuER ) R ' A MURBERLE : 60-65°C BENRY Lo N 218 Eo BT/
Curing Temperature Controller Mold Temperature Measure Mold Temperature 60-65°C Temperature Measurement Each Batch Full Inspection Production Rework / Scrap
" Mould Release B85 R 8, BER, TBWEANR | R, KBl ; . 5
Bt o o T TN RRURIR TR T L B SR 2t B L/

110 it RIM Machine 84/, Appearance v B No voids, No unfilled cavity, No Dragging Marks, No Welding Lines, N 100% . .

Ejection Visual Check Each Batch Full Inspection Production Rework / Scrap

Press S1EH No Burr

N 9RES. IRMPREEIL. TR , BT,

FBRER EU) VN ~ AT e ;

; FRELSE. HR Bimale " iR i) &7 RT/ARE
Self Check by Molding Appearance v B N o y 100% . .
Technician Screw, Insert assembly in place, No Missing Insert, No overflow Visual Check Each Batch Full Inspection Production Rework / Scrap
material in the Thread, No voids or dragging marks on the surface
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cnh55616
cnh55616:
过程名称/操作描述
与过程流程图中描述一致

cnh55616
cnh55616:
与该过程/操作相关的设备

cnh55616
cnh55616:
控制的项目

cnh55616
cnh55616:
自定义特殊特性等级

cnh55616
cnh55616:
如果该控制项目控制失败, 计划如何行动

cnh55616
cnh55616:
过程名称/操作描述
与过程流程图中描述一致

cnh55616
cnh55616:
该控制项目属于产品特征

cnh55616
cnh55616:
该控制项目属于过程特征

cnh55616
cnh55616:
该控制项目属于过程特征

cnh55616
cnh55616:
对改控制项目的规范要求

cnh55616
cnh55616:
对改控制项目的规范的测量方法

cnh55616
cnh55616:
定义测量样本

cnh55616
cnh55616:
对该控制项目的控制方法
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x B
3] P
a8/ IH M ¥5y e 307 Rz
e 8 2 5 8 R TR A% : B e
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Operation Description a_°. o} E Lol T _r? u. rocess & a8 2z ontro
£ Specification / Tolerance Size Frequency Methods
&
REF, E: L, ToiResE 8. R Screw, Insert N
o SR SRIEREEIN %Ez% %E?Eﬁ:ﬁ! FIiR . i,
A v A Assembly In Place, No Missing Insert, No voids and dragging marks on Visual Check
ppearance the Surface isual Checl e 1pc /
o B/ IR0/ RHE HIFEAEK 1 pc/
Ll % (30) 24.52+0.2 Control dimension/CMM FA4HEI1pc/ RIS
In Process Quality . . N . TR WEVZIANEN N
120 |7k First Time | MSPection of Ist Article /In- (46 ) 5X 374.0240.50 Control dimension/CMM Inspection of st Article SR Inspection Pac ELARE
Pac) process Production 1pc/ Each Batch Specifications Rework / Scrap
( Inspection / Final Article R (182) 2X12.02+0.20 Control dimension/CMM In-process Production
i . . v A X X
nspection Dimension (133) 4X84.10:030 Control dimension/CMM Inspection 1pc /Final
Article 11PC
(135) 24.52+0.2 Control dimension/CMM
(1138) 331.9+0.55 Control dimension/CMM
BN B /I HE/ RS 55 . . N
IR s URRE/SSE RS ST Bl SR 218 BT/
v A Check Drawings / Inspection Specification / Revision Number & Date N 100% ) 1PQC
Incandescent lamp Appearance of Injection Visual Check Each Batch Full Inspection Rework / Scrap
1 ERRRETY. EEAMMERIIERIE 1. Check whether
the fixture is intact. Are there any defects that affect use?
2OERRFREIER , RBEARMES , BfGRHT-mINTE
INTRIES X, AERINT , ST 2. Check whether the program is e Sk 248 e ET/ARE
i v A i i i 100%
Preparatlon.before corre.ct, is the latest version, and m‘ee‘ts the Iates} product p.rccessmg Visual Check Each Batch Full Inspection Production Rework / Scrap
processing requirements. There must be no missing processing, excessive
3. ARENEG HIRAHER | RFE.
3.The fixture is locked with screws on the machine table and installed
firmly.
LEFREEEER LR  SMNTHREIMER | # T8RN
TifEif. 1.Each processed material package is processed and
FERINLTE debugged after the product is fixed to the jig, individually. STHADA . .
product processing |V A |mENGRENTEE, 95 GEESSTR. DEFA B 100% SR =8 = LR
- e . Visual Check Each Batch Full Inspection Production Rework / Scrap
and debugging 1%, BEEE , ERFERAKEALE 2.Check whether the material
bag is processed flat, over-cut, milled to the nut, etc. If there is any
failure, re-debug until the product is qualified.
CNC SRR
130 CNC Milling
Material Estar MIFmERE , BAEVERRK—RE. HITERES. BN SR PN s ETARE
- . v A Official production will start after all the small programs are " 100% . .
Official Production . N . Visual Check Each Batch Full Inspection Production Rework / Scrap
connected in series after the processed products are qualified
1 AREREIN TSR BRERIGEINL.
1.Check the appearance according to the package processing
AN v A specifications and drawing requirements BagE 100% =24 ES i e BRIARE
Appearance 2. EXBEZREE, HRO%TE , Fasgt Visual Check Each Batch Full Inspection Production Rework / Scrap
2. Excess Material, remove the gate flush to the surface but
overcutting is not allowed
- EifHR 10/
v A (46) 5X374.02+0.50 MEASURE p1-p5 Control dimension/CMM IR 1pc/
ReEKpc /
! Rj Inspection of 1st Article ‘iR 20 Drawing IPac prawil3
Dimension 1pc/ Each Batch Rework / Scrap
In-process Production
v A (89 6X 11.20+0.30/-0.10 Control dimension/CMM Inspection 1pc /Final
Article Inspection 1pc
RENSCFTEE (FEFIFIENL AT,
TR, W], T TTREBEE , WRE#4DERFTE |
Sander, fille baml’mo chip REFTE v A HNEE#3208L#400FD4EFTEE ) Surface polishing and grinding (use BiiteE 100% SR 218 =l RT/ARE
4240 ’ #3£0 A0 Surface polishing grinder, file, bamboo chips are wrapped with sandpaper, and the Visual Check Each Batch Full Inspection Production Rework / Scrap
! : e inner surface is polished with #240 sandpaper. Polish the outer
surface with #320 or #400 sandpaper)
1. IR REHFEIR AR | BT8R IEH8E LN, L
IRERSIERIRSURIAEITD.  1.T0 avoid problems such as
thread damage caused by improper operation, Fixed personnel must
be assigned to plug screw holes, and they must undergo strict
training and pass the job
2 ARIEIRETEAIRE , CAIEAEFLIRY | IRALTFEURER
SBMBSFLIRE | LARIRLLIT \BIF 4IRS, 2.According to
the nut position specification diagram, select the appropriate hole
blocing screw. The thread length of the screw must not exceed the
et imey depth of the threaded hole to prevent the product from being broken
LRmETLIRL install blockin ‘;o\e v A when the screw is screwed in BeE 100% =z 216 o BRIARE
Special blocking hole screws screwsg 3. IR FLIERGT | ITNIRLRT | 1R SIRLFIRIIE | 3, Visual Check Each Batch Full Inspection Production Rework / Scrap
LASBHRLLTERHRANT NISFHREBHIRIAR. 3. Ensure all screw holes
are well covered. When screwing in the screws, the screws should be
aligned with the threaded holes to prevent the screws from being
H3EERIINT screwed in skewed and misaligned and causing damage to the nuts.
140 Polishing 4. B | IRIRSIREFESINES | BHREIN |, BRHENER
department K, RIGEBRAN IR NRK,
processing 4. After the hole is blocked, the nut and nut planes are all fitted
together to prevent sand particles from entering the threads during
ing and paint from entering the threads during subsequent
painting.
1. BERLESK - #60%D , MERDESI50-65PSI
B, 4008 , VST OB o) | B ,
ISESEE sandblastin 1. Sandblasting requirements: use #60 sand, sandblasting pressure
TS oandvlasne | e } W o B Lok N 218 Eo BT/
%
machine, HE0 sand, Specil | g piasting 2 FRAEERINET | FS R TRES , MBI, Visual Check Eoch Batch Full Inspection Production Rework / Scrap
8 . 2. The inner and outer surfaces of the product and the corners are
sandblasting . .
fully sprayed, and no spray is allowed to be missed.
XFEREREMI , B, SHL, BRSARETEWE | FIEF
JRFR REEAS v A 2, Polish to make it smooth after repairing defects such as pits, B/FREE 100% =2 218 =l RT/ARE
Putty Filler Surface Repair missing materials, pores, and sunken corners on the surface of the Visual / Hand Feel Inspection Each Batch Full Inspection Production Rework / Scrap
product
RIS C SRR | BRI MR ERIT RINAIES
v o) Fioy) v A #J. Inspect the appearance and structure of the product according BieE 100% =2 Eivs &= prawil3
Inspection Appearance to the polished grade surface area map, drawings and appearance Visual Check Each Batch Full Inspection Production Rework / Scrap
standards of the Customer
o S } . TSR PSS i Lo N i o BT/
Packaging Packaging Methods Refer Work Instruction for Packaging before Painting Visual Check Each Batch Full Inspection Production Rework / Scrap
VRV AT IR =
1. 2] B 3. 5
& Prepare protective SRR K}ﬁ@%m? BEFE o Btaie ‘iR 218 &= BT /ARE
N v B 4.BhEEEBAR S.BHEFEBEEE 1. Protective mask 2. Anti-static cap 3. ; 100% . X
equipment before . . . . . Visual Check Each Batch Full Inspection Production Rework / Scrap
work Rubber gloves 4. Anti-static clothing 5. Anti-static shoe covers
LAMRERIER | 2 8ROH0R | 34O,
1R A REFIER . = N .
Weating rearemens| ¢ . o SHPRTHEE , TRL | IH5%. B Lo N 218 o BT/
for staff 1. Tighten the zipper, 2. Fasten the collar, 3. Tie the cuffs tightly. Visual Check Each Batch Full Inspection Production Rework / Scrap
4. Wearing supplies are clean and tidy, free of dust, dirt, etc.
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Operation Description N g o} E Lol T P.rf)du.a/ (RS & a8 2z @i
o £ Specification / Tolerance Size Frequency Methods
&
LR3I PR e R T P N S AR VBC .
1.0nly allow to enter the paint room and start mixing paint after
wearing complete protective equipment
2.JEE% © E61AP5027-020P1
ENL5IVe6VP5001-002P8
HERERIR07KP1039-016P7
EZ : F63SP3805-18KG
ke s EHLIV66VE0001-004P8
AR IR ER N N
paint mix'mgland v A FEEEFIRO7KP1004-016P7 FRLL. 6L 1EKA-5 BEaI/ETFR 100% =2 218 el RIARE
spraying requirements Primer:E61AP5027-020P1, hardener V66VP5001-002P8, thinner Visual Check Each Batch Full Inspection Production Rework / Scrap
RO7KP1039-016P7, ratio: 10:1:1
Topcoat: F63SP3805-18KG,
curing agent V66VE0001-004P8,
diluent RO7KP1004-016P7 ratio: 6:1:4-5
2. BEESEL-2KG/cm? , BHIEA#260.8-1.5mm
JEGZREERI15-25 cm
2. Spray painting air pressure 1-2KG/cm2, spray gun diameter $0.8-
1.5mm, spray painting distance 15-25 cm
1 IREMBHTINURLE | ERFRERRERSE |, REESEES
ROREAR (BERHURERR IR )
1. Conduct appearance inspection on materials and remove surface
dust of qualified products. And prepare the substrate coupon
(batches coupon) at the same time
2. X3 ERG40.0STERAEHITIEARER (44k ) | AHEELS (I
RF#9%0#21 ) 2. Mask the @4+0.05 positioning posts of the product
1 EHHeE with stickers (4 places), no need to spray paint (see dimensions #9
CRBURE -
; and #21 SR sl P I e R eS| y ;
Material check v A s E‘;ﬁﬂzj'ﬁﬂs‘z%EEEﬂz’\uﬁ@ EHTMRERR Visual Ch/eck/Custor;\e/ri earance 100% SR i 2 BL/RIE
2. EB5> NGB . o R ! R T e . - PP Each Batch Full Inspection Production Rework / Scrap
P 3. The light guide light dispensing assembly area is not spray-painted Standard/Painting Area Map
and is covered with stickers.
4. IMEFRERSIRABEIRXITE |
Reillumina SMIAREZR, I :
200050774 WindufS(EE5M IS
P 4. For appearance grade requirements, refer to the internal painting
150 m:?ﬁ area diagram and illumina Appearance standard requirements. For
Painting details, see: Redline 200050774 Windu Instrument Cosmetic
Specification
R EERNERS | REALERD RIS , SRR
=, FEWBSEXIEE Note: The front and sides are spray-painted.
Some areas on the back are not spray-painted. Flying paint is
acceptable. See the spray-painting area map for details.
1 B , Hkes0°C+5 °C , VNFLLE.
1. Spray with primer and bake at 50°C+5°C for more than 1 hour.
2 GBI, ANRFIR , POSEFTIE.
2. Check the appearance, add putty, and polish.
" 3EFEIREBER | 50°C+s ChtkE/\LLE, Bltele /R RN E/ R EIES B, y ;
TP RO X e U SR R RS . iR 21 7 ET /R
. . N A 3. Spray the first coat of silver topcoat on the and bake at 50°C+5°C Visual Check/ Spray Painting Operation 100% ) )
Painting operations ) Each Batch Full Inspection Production Rework / Scrap
for more than half an hour. Instructions
ARESNANRF IR | HEFTRE | B RS, BUEs0°Ces
°C, VNEILAE , BEVINLLE,
4. Check the appearance/add putty, polish and polish, and spray the
second coat of topcoat. Bake at 50°C+5°C for more than 1 hour and
let stand for more than 1 hour.
SARKS , BEEE. WERR , WBRESEE.
5. Check the appearance, color difference and gloss. If there is any
defect, repair it again.
1.Photo Spectrometer " . " .
( KONICA MINOLTA ) BRI v A 1. RFEHR LUMINOUS SILVER, POLANE 8300 B + B AR 100% =317 E=) ac RT/RE
5 Gloss Meter Colour of Spray Paint 2.DeltaE<2  Gloss:2515 gloss unit @60° Visual + Color Chip Sample Each Batch Full Inspection Rework / Scrap
1. BEUR AV EERA B 10%, WLSEENEFINUR
LETT] 28R 3.RE #15019430_E 5511.4.2I0
T0%EHE 4. BFRUERE 1. The allowed peeling area in the 100-grid test shall not exceed 10%.
1R 5. 3M 25005 64575 For details on the test method, please refer to item 11.4.2 of the
o SIS N = customer’s appearance standard 15019430_E
BRE TEERSCIOIE. | msasng vy i S e . " .
1. Utility knife 2. Hundred Paint Performance v A 2. THEEME : 70% 282 | 500g7]/cm AR/ SOIRSE 2. Alcohol BtaIEHhRER it =2 1pc 1ac BT /ARE
grid board 3. 70% alcohol Test resistance: 70% ethanol, 500g force/cm’ wipe at least 50 times Visual Check+ batches coupon Each Box Each Batch Rework / Scrap
concentration 4. Customer- 3REBEF (M5 : ASTM D3363)
approved standard color 3. Paint layer hardness > F (Test method: ASTM D3363)
plate 5. 3M 250 tape 6. 4 BRSNS | >EHHISOR | HELSAT , (EFBHER
Cotton cloth or cotton swab 4. Wear test: >50 rubs per minute with load of 1.65kg using cotton
7. Friction test machine. cheesecloth
shomiees A . " " ;
Pttt y . TSN FLESH B Lo N 218 ac BT/
Ii?pection Refer Spray Painting Appearance Inspection Operation Instructions Visual Check Each Batch Full Inspection Rework / Scrap
1 ZEDHRICERE R MBI (22 FIENR)
(PMS Cool Gray 6C HE¥¢ )
BRI E LR /A58
1. Color of Silk Screen Print, Adhesive and Abrasion test (SCREEN Mﬁﬂ@f/ﬁﬁm
160 SED 20098636 Fioy) v A PRINT, PMS Cool Gray 6C MATT) B, tvEs |, FEMA 100% =58 Check [:E‘ ings/ ac RIARE
SILK Appearance 2 4EFRCAT B , B8, TERR., Visual Check , Standard color card , Film Each Batch elcns Er::i\;l:gs Rework / Scrap
2. Defects of Silk Screen Print Logo is not allow p .
- Specifications
3. ARSI LENF R B R AN
3. Film comparison of screen printing character position and size
S/ £4ENLOGON B
RRY ~
o 0 (SRR Appearance /SIK | A BRI RS i, R , A Lo sl 2i rac &L
Inspection Appearance/Film Dimensions, Silk Painting Inspection Work Instruction Visual Check , Standard color card , Film Each Batch Full Inspection Rework
screen character
position and size
e IR STHSEHETE. Gk
" ' ' . ; Ny N = 477/ B BIKHEAT ]
o0 I . @ . . TR e SRS SR # L5 Er/el SEBHBAERE )
- N . L " FIFO, Material Production / Warehouse Reject and Inform
Requisite Material Lot Number, Name of| Material Requisition Record Sheet Visual Check Each Type Each Batch o
Material and Quantity Requisition Form, Management Relevant Department
Work Order Form
RESBEEMEAT25mm , BHDSEURIPIRINSHFATIE
BERA2mm , FMBHER2L | RIPROSNREEDS |
RS Nt ; -
TS Wcsvediorioil ?Eqéll;l B{RER .:;F'LEEQQH:W/E, Th: dlamfeter of surf:cT MRS S S PSR AR SR s BT
190 | Apply protective 20115710 = v A ubbles must not be greater than 25mm, the maximum parallel Pasting of Film Instructions/Customer Filming 100% o FQc
i appearance and distance from the edge of the part to the edge of the protective film . Each Batch Full Inspection Rework
ilm A . 3 o Standard Requirements
masking effect control is 2mm, each part has <2 wrinkles, and the edge of the protective film
is separated from the product surface and is rejected. For details,
please refer to the customer's film appearance standards.
BT RALE , . N ‘
oo | T AR i B . FERESIE LB | BEAL. Bl sw8 s 218 a« BT
to be assembled Appearance‘ The products are neatly placed on the shelves to avoid collisions. Visual Check Each Type Each Batch Full Inspection Rework
e NS SEHESEHETER. k)
' ' N W &8 TEFFERIERER ]
- o - " ym o @ TEm G
210 o 240+ 0.50596Ti02 & v B  THERE Ettis o SR FIFO, Material | Production /Warehouse | Reject and Inform
Requisite Material Lot Number, Name of]| Material Requisition Record Sheet Visual Check Each Type Each Batch -
Material and Quantity Requisition Form, Management Relevant Department
Work Order Form
1. RETHIR
1. No dragging marks on the Surface
2R WHERAR
2. No Shortage of Material, Damage and Other Defects
3HOMTFE Efftalipc/ St
e v A 3. Remove the gate flush from part by machining process B, T 1pc/ FHa :h o y
N Appearance 2 fEAREFEAUARSIINL , BREUES , B visual Check ST 1pe / 4;2%? AR/ 384
p i +31 s S 4 3 e N
220 Ir’\'ection parts 20098961 W, TR 185, 6, RER, IISEARR. 4. Operators use Inspection of 1st Article = ' Check D> ings / Ipac BT /iR
JP ) special lighting fixtures to fully inspect the appearance. The light 1pc/ Start by checking ec rav}llngs Rework / Scrap
rocessing transmittance is required to be uniform and good, and there are no In-process Production everv4.hours follow| |n5|.a.ectu.)n
defects such as missing materials, damage, flash, odd-colored spots, Inspection 1pc /Final by 1|t\mehfor the Specifications
" . t t
ol stains, etc. Article Inspection 1 PC astsho
<+ (1) 217:0.65 Control dimension/sS
R v A
Dimension
(5) 344.000.575 Control dimension/SS
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$=i#itEN control Plan

=25 m] FREE( [m] HREF KRR BHAGES) IR/ T it/ BEA
Prototype Pre-Launch Production Key Contact Date (Orig) Supplier/Factory Approval/Date
ST RIRS 5 021-67763541 13564787030
BRI ARS/IRAS CP20098635-1 A0O (R%EE) 2024.06.03 2024.06.03
Control Plan No./Rev No
TS RL/RFE MUK Part Number/Latest Revision Level #IM)\EB Core Team ZE P I/ HHA Customer Engineering Approval/Date
20098635 REV B NA
General Manager Chew Ee Hang
" Engineering Manager Lu Chuanhai = EEHE/BEA Customer Quality Approval/Date
F{ZFR/HEIAR Part Name/Description : FRONT COVER ¥t y App!
QA Chu Libo NA
RIS/ T Supplier/Plant NSRS Supplier Code: NA Designer Sheng HaiFeng Mao FeiFei EftbittE(RNTEEE) Approval by Others (if required)
Hansin Precision Engineering Shanghai NA
{TEERBER Process Name 451 characteristics g 75i% Methods
2
i % g * #Asample .
BRE/IF =HIRE . " £ R SR A P =RERID REzTR
37 Equipment/Process Control Items g 3 w3 o 5 = e Vi / MEFEAR Responsible Department Response Plan
3 . ] b 8 g 2 Product/ Process 58 Pt Control
Operation Description & & 8 PP &
£ Specification / Tolerance Size Frequency Methods
&
i mfE S > N N N
NP it NEESE @ B i SHox 2i BT
230 Storage of Semi- Parts Position, N B . I . 100% . Qc
o Storage Record Sheet Packing Specifications / Visual Check Each Batch Full Inspection Rework
Finished Products Appearance
N SEHESEHETE. k)
o [L200se WS P PR - . I ey e E BN ERIRES )
240 Re uisi-‘;: Material 2. LOCTITE AA 3106 LIGHT Lot Numb EN f| v B Material Reuuisition Record Sheet Visual th—emck Each T‘Ee Each B;)t\ch FIFO, Material Production / Warehouse Reject and Inform
q CURE ADHESIVE ot |{m o amevo q VP Requisition Form, Management Relevant Department
Material and Quantity
Work Order Form
1 ERRIF 20098961,20098636, L2MEIFEE |
RER3106 K, FE , T2, mABH.
1. Get ready 20098961, 20098636, UV goggles,
Loctite 3106 glue, gloves, lint-free cloth, dispensing machine.
2.468200986365M , ERFCHALE , R , HT , WREFR.
{EAKTYEAER 2. Check the appearance of 20098636. It must be free
of bumps, burrs, oil stains, scratches and other defects. Use lighting
fixtures #E52009896 15N , BERIENMIDS | RIF , Kkt B
B, K, BEBERR, Check the appearance of 20098961. The
light transmittance is required to be uniform and good, and there are
no defects such as missing materials, black spots, flash edges, and
abnormal colors.
3 EMRBNREFRBAR , WFFE , FBR. HEaRR
B BRFg , P, TRES. BOKIINRBALEEE
i) . N - SO O 52
PR - e = SR o BERT AR
Glue Dispensing v A 3. Install the dispensing fixture on the automatic dispensing machine, " . Non-conforming Part
Visual Check Each batch Each Batch Full Inspection The assembly workers
assembly and wear gloves and goggles. Check the sticker on the surface of the Control Procedure
fixture to ensure it is clean, flat and free of sharp foreign objects.
Glue is added into the injection tube of the dispensing machine.
4. ¥520098636EEEIMIRHAR L , FHARE , EREXEEL
MR | IRt mERSTAE | RASHET  WFBSHITA
NETE , ERH-RESEE FIMEERE, 4. Fix
20098636 to the dispensing machine fixture and start dispensing
glue. The glue dripping process is required to be linear without
interruption. After dispensing is completed, install the light guide and
press the light guide downward with both hands so that all the
buckles on the joint surface of the two products are stuck with each
other.
5. MBIERBESBERKEL , 6  BELmRETR.
5. Check whether there is glue overflow on the front and back sides.
If so, wipe it clean with a lint-free cloth.
=L
250 A 'H'éb‘ 20098635
ssembly N . - . N -
LESTRIGR , BEiRTF , oRImMe*4ommPA/ fiRLL, FBzR
RFHAERARY , RIMTHE THHUEER : ZINERK
395nm ) , 1.Prepare the glue fixture, electric wrench, and 9
M8*40mm hexagon socket screws. Adjust the torque of the electric
screw wrench to level 2, UV light box (lighting specification
requirements: UV wavelength 395nm)
2 BRI RENGR RS AEPRER | RAEE25UE
£, ERFISRLYRERE | SHhE— , BHOIE
REHEhRE,
2. Put the assembled product into the jig, press it with a special
transparent plate, install and fix the 22 screws, lock the screws with
an electric wrench, first lock the middle one, then lock the four
LHNTHRET opposite corners, and finally lock the others. screw.
(ERIKEE 3B RIENRINTEN |, SR , FEXR , ARvERC Biies p— P ot EaT R EITERE
- N N LR HER
Ultraviolet light v A B, BRgTRdiERDassLA L |, RIHGAR , BT REINIZ Visual Clheﬂck Each batch Each B;tch Full Ins zction The asseml;\ workers Non-conforming Part
irradiation TELE, R, R, BOKEERHERR, 3. push the ” Y Control Procedure
for glue solidify product into the UV light box, cover the door baffle, turn on the light
source, use a stopwatch to record the time, the exposure time is at
least 45S, pull out the jig, remove the product, and check whether
there are scratches or indentations on the appearance. Bumps, glue
spillage, etc.
4 BrRBEIERIT AR L2 , ERSUTEUREF 19
8, TR B, BUKTEHE, 4. Place the product on a
special lighting fixture for full inspection. The light transmittance of
the light guide lamp is required to be good, uniform, free of
impurities, different colors, and no glue spillage.
5. FrERESETEYF AN, 1B, BUESAR
Part Assembly Completed, No Misalignment, Gap, Dropping and
Other Defects
N N . REIRREEITE
RY (44) +0/-0. 15 ERGHNTETES =R EETFUETF 2T , = SR 216 EERT BRI
. . v A = Control dimension/HG . Non-conforming Part
Dimension £K0.15mm) Each batch Each Batch Full Inspection The assembly workers
Control Pracedure
1. R BRI FIES:
Packaging after Spray Painting Work Instruction
2. IS/ B (TGERT , BRARSE R , I
BHEHTIFHIRE, (Before the video inspection, the packer
picks up the part and carefully inspects all the sides. FAFAREME(T
AEHITINE , F2IEEME. No angle will be specified and parts
are subject to check at any angles. ) /ASTHABEE
FEERIE SN Packing Specifications / Visual Check/ EEENR EIAGIR/ERP SR 2146 BT
Parts Position, v B Video Recording Check . . . 100% . oQc
_, —— . Packing Specifications / Visual /ERP Each Batch Full Inspection Rework
4 Appearance 3NEFREE , IACRER , BICRIERPRS Ensure that the
BRNEE ) ; }
. quantity of products in store, the version records are clear before
260 Packaging for - ;
st registered in the ERP system
orage N N A N — o
€ 4 BEF IR ERICRECRFORBIRITE L , HF
%
4. For Painted substrate coupon (batches coupon), record the
production date and test result on the Painted substrate coupon and
keep into the Archive Room
N S, B, PR LER ; N N N _
HEE B RS B8 RSEEEASEATE B i SHox N BEER, ER
o v B Ensure the Accurary and Consistency of Part Name, Part number, . . 100% ) oaQc .
Hydraulic Lift . . . Visual Check / Check Against Each Batch Storage List Return to label again
Quantity and Revised Production Date
. FEREERL. . RSIRE —
270 Ol N B Clear Identificatio?\uof Parts Stfa e“li:za,t;onlzuanm and Parts Bl 100% i ity eH EfTA
Storage of Parts Numser ' v Visual Check Each Box Each Shipment Warehouse Management Label Again
B, @S, 8,
WRAS
—
AP RIS FEIEREHES
280 5 MR n‘sju(;e .e ccura;y v c [ oanpd] B —R it it oac Non-conforming
Outgoing Appearance and Consistency o Inspection plan Visual Check 1Time Each batch Each Shipment product control
Part Name, Part
procedure
number , Quantity
and Revised
Production Date
HEER | HSIE
B e eI
Rz ! == R B =t k=20 k=20 e Non-conforming
290 N Number of Shipments, N c s . .
shipment e Check invoice Visual Check Each Box Each Box Each Shipment Warehouse Management product control
Correct Specifications
; procedure
and Proper Protection

HETREFMES 2 Remarks for Special Features categories:
A SITFREATRREE , EEEAITRIREIZSR Itis an important level of process control for the final part
B: IR ROV | TEEF-IIT2hA S12H! Easy to control the production process that can affect the characteristics of the final part

C: WRAEFRIMSMREN , EEFIEPRESSEH Slight impact on the characteristics of the final part and easier to control during the production

AT
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