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B2
3
. ﬁ £ 4 sample )
98/ LI 25RE 5 | ws By R ASTRAAITS 2% e SR
1RIERIR Equipment/Process Control Items o 3 m o o 5 3 o B P / MEEAR Responsible Department
i o 3 5 8 a et Product/ Process o L = e Control
Operation Description £ 2 £ CJ B ificati | & T = -
S Specification / Tolerance Size Frequency Methods
&
e TR REERE
10 | Rece porerase ) v A TRTE— Bities 52 SR 218 e
Order Purchase Order Refer To Order Checklist Visual Check Each Type Each Batch Full Inspection Administration Department
Quantity and Type
N mAEFHENES = = N p
o | TEEFES iicoiastd I R RIfFESS B sns BHoR 21 5B
Issue Work Order and Type v Refer To Work Order Number Visual Check Each Type Each Batch Full Inspection Administration Department
1. Baydur 110 FR-2N
2.20089484
3.20035240
4. 20090643
5.20103622
AR B AR EL
IR R R | & 20115740 =
Purchase Raw |- EfSAUEIRPOLANE 8300 | S TRAOEE SEFT=EBOME Biiel sme SR =it A
30 N LUMINOUS SILVER Specification & Type v A . . . .
Material and i Refer To BOM List Visual Check Each Type Each Batch Full Inspection Purchasing Department
Accessories  |IFEi% : E61AP5027-020p1 , | of Raw Material and
EMLFIVE6VP5001-002P8 , Accessories
FETEFIR07KP1039-016P7 ,
TEIZ : F63SP3805-18KG ,
EHEFIVe6VE0001-004P8 ,
FHEEEFIRO7KP1004-016P7
AR R AR EY
H R B S 5 N = N 2
o | MR AT R RE Skt BamieR sms SR 218 R
pecitication N ype Refer To PO and DO Visual Check Each Type Each Batch Full Inspection Purchasing Department
and components of Raw Material and
Accessories
BB ERR y A R B S S Btias sus SR 2ig e
Supplier Name ”Check "Qualified Supplier List" Visual Check Each Type Each Batch Full Inspection
RS, BS NETURN = N
FEE RS A TSR] 82/ 1558 /50M Biliek sus SR 248 ac
pType ! Check Purchase Order / Delivery Order / BOM List Visual Check Each Type Each Batch Full Inspection
Baydur 110 FR-2N
fe R y A TR B sus SiHx 2t ac
Shelf-life of Chemicals Check Label on Chemical Goods Visual Check Each Type Each Batch Full Inspection
HAGIERR v A IQCHFHEINIR & Bee BRS BHR 218 eE
Material Certification 1QC Report Visual Check Each Type Each Batch Full Inspection Warehouse Management
1. Baydur 110 FR-2N
2.20089484
VIERE, RO RS . ; N
320035240 RERRIEE | R IQCHtkHET RS Eittes sms SR 2t ac
4. 20090643 Di A it ! 1QC Report Visual Check Each Type Each Batch Full Inspection
520103622 imension repo
6. 20115740
1. BRI RERAHAMINER | ROHSRMIEIEZ
MIEHORIREE | IREMREGT.
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. SRR B FARE | WAL A
IR, ERRES0°CS°C , /N,
2a. 1EMF=MERE | FiF.
ac 2b. BRWE7ZNSENRG , JF, BE 8
50 NI 1B MEREEUS. eREEMFRE 18
L A NN "
REE  HFORRAGNR S, 2. Test
spray one product and substrate coupon 75 x 150
e x 4mm (for every batches), and then measure the
EFEARIEIRPOLANE 8300 color, gloss for Painted Part. For Painted coupon 1LBEN 2. FFY 3.5TT] 4. 518K
LUMINOUS SILVER to meause the color, gloss and test the hardness, |5 REE70%EHE 6. ZFHUEIRAERIR 7. 3M 250
JEGIE : E61AP5027-020P1 G Y2 peE alcohol and hundred grid test after drying B 8ARFREARES o EEHRSLIAHES.
EML57Ive6vP5001-002P8 . "th | (’5I v A according to the product spray painting operation | #1 Color Spectrometer ( KONICA MINOLTA ) . #2 f=zidi=s E=2i UEHZE /BRI R
FREIR07KP1039-016P7 12, Color, Gloss, process, Gloss Meter. #3 Pen Knife. #4 100-Grid Plate. #5 Each Type Each Batch 1 bucket of paint 1QC/Painting Technician
N Performance test "
THIZ : F63SP3805-18KG 3. AE<2.0 Gloss: 25+5@60°, Alcohol 70% ethanol. #6. Customer signed Master
ENL5ve6VE0001-004P8 4. B ARG EERNARE10%, WS Coupon. #7. 3M 259 Adhesive Tape. #8 Cotton
FEEEFIRO7KP1004-016P7 SRIENZFINIARAEL5019430_E 5511.4.2IF 4. Cloth or Cotton Swab. #9 Friction Machine.
The 100-Grid Crosscut Test allows no more than
10% of the shedding area. The test method is as
per Customer Appearance Standard 15019430_E,
item 11.4.2
5. MEEME © 70%ZEE500g70/cm R AN S0IRE
[a] 5. Alcohol resistance: 70% ethanol with 500g
force/cm2 wipe at least 100 times back and forth
6. EREE2F (MR 757X : Paint hardness test 2F
(Test method ASTM D3363)
7.BE4RSEE  Abrasion test >50 rubs per minute
with load of 1.65kg using cotton cheesecloth
Weighing Scale Quantity / Weight Order v Dimension Measurement Each Type Each Batch Full Inspection Warehouse Management
BT 5ML y A AR A Bitiek 100 SR 248 pac
Incandescent lamp Appearance Check Drawings / Inspection Specification Visual Check Each Batch Full Inspection
BAHREENE . T
Storage of Raw REHRESE SEERR | TSR UG B sus SR 218
60 ) ! o v B Correct Quantity, Packaging Intact and Correct N R lac
Materials and Forklift or Hydraulic Lift Labels Visual Check Each Type Each Batch Full Inspection
Accessories
2, #E ST, TN
1. Baydur 110 FR-2N WS SR, 5; E'Iﬁ o ETadien-1
Rt ’ e TMEHERE Bae [=3dss iR ) ) )
70 - . |2.20090643 N B . o . FIFO, Material Production / Warehouse
Requisite Material Lot Number, Name of Material Requisition Record Sheet Visual Check Each Type Each Batch o
3.20103622 Material and Quantit Requisition Form, Management
aterial and Quantity Work Order Form
N ey X N 4 3
it Mafezr*i:ﬂftgc/iﬁcation v A SRR 551T £8 /B BH/FREIRI BRS SR =i Productiofj ?Iagrlehouse
Weighing Scale P . ’ Check Purchase Order and Drawing Visual Check / Weighing Inspection Each Type Each Batch Full Inspection
Quantity Management
. W ERBERER v A DUt Bee =2t iR 218 &=
80 FRELHIER Chemical shelf life Check Chemical Goods Label Visual Check Each Piece Each Batch Full Inspection Production
Preparation before
Molding PUPURIBALLE
iy Desmodur N N \
BHERS 44P01 Bayder VP PU v A FRTZR Biiae s SR i 4=
Mixing Barrel 1498 and Exolit AP422 Molding Card Visual Check Each Type Each Batch Full Inspection Production
Mixing Proportion

BT UG EA: Q-HX-58-16 A0D
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E/LE 25mE 5 | .8 il BTG/ A e SR
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i o 3 5 8 a et Product/ Process . = e Control
Operation Description 2 b | £ “n B e & L L
a S Specification / Tolerance Size Frequency Methods
&
SRES/ET v A RIESH Biaie =3 SR i &=
Screw/Insert See Operating Instructions Visual Check Each Piece Each Batch Full Inspection Production
[~ WERRILE IR y N EBT Bilies B2 SR 218 7
90 . - Control Parameters Injection Volume Molding Card Visual Check Each Type Each Batch Full Inspection Production
Molding Injection
N N N N " it BIeE N
ERORE ) y A EET sl 100% SR 218 7
Control Parameter Injection Time Molding Card a c.u ate fime, Each Batch Full Inspection Production
Visual Check
oo | PUEHE N HERE y A MR : 60-65°C REME 100% BiR 2if o
Curing Temperature Controller Mold Temperature Measure Mold Temperature 60-65°C Temperature Measurement Each Batch Full Inspection Production
Mould Release B . TS, TN, TR T, TS
Bt . iR . Beie " BHX 218 &
110 S RIM Machine 84/, Appearance v B . § - . ; 100% . .
Ejection P oEh No voids, No unfilled cavity, No Dragging Marks, Visual Check Each Batch Full Inspection Production
ress | No Welding Lines, No Burr
28, BMEEERIIN. TR IBATTHEKR
TERER ! . S, i \
Self Clheckgsal\jl_;ldin Al izxr:nce ) B S | nﬁﬁ%:’@ I}MﬁN Missi i 100% SR 2/ £
_V_ g PP crew, Insert assembly ',n pﬁce, 0 Missing Visual Check Each Batch Full Inspection Production
Technician Insert, No overflow material in the Thread, No
voids or dragging marks on the surface
26, BEREEN. TR, RELSE.
51 7R o iR,
v A Screw, Insert Assembly In Place, No Missing i
Appearance ) ) Visual Check ATA
Insert, No voids and dragging marks on the Bt 1pc /
e BRI/ GRS/ RIS Surface HIFEHEIR1pc/
120 In Procefs Q\{allty % i 1pc /
Check First Time Inspection of 1st Article / In- (3) 10.86 +0/-0.3 Control dimension/DC Inspection of 1st Article SR 2D Drawing IPQC
(IPQC) process Production " K 1pc/ Each Batch
Inspection / Final Article ( 12 ) 3X8.1:0.1 Control dimension/DC In-process Production
Inspection R ( 24 ) 15.0+0/-0.3 Control dimension/SS Inspection 1pc /Final
. . v A Article Inspection 1 PC
Dimension (30) 2X 7.4040.20 Control dimension/DC
(132) 3.01+0.20 Control dimension/DC
(133) 83.0+0.30 Control dimension/CMM
/A IS NS RS
ERRT 498 TERIELR/A IS/ S ST R e SR 26
N A Check Drawings / Inspection Specification / . 100% . IPQC
Incandescent lamp Appearance L o Visual Check Each Batch Full Inspection
Revision Number & Date of Injection
1L MERARETE. ERBMIBERIERG
1. Check whether the fixture is intact. Are there
any defects that affect use?
WRERFESIER  BEARNERE , B
nTEES AR mINTER , AMERINT , ZINIE
preparation before v A |BJ&R 2. Check whether the program is correct, is Bie 100% =2 248 &
° rocessin the latest version, and meets the latest product Visual Check Each Batch Full Inspection Production
P € processing requirements. There must be no
missing processing, excessive
3. AEAENE HRAHER | RFE.
3.The fixture is locked with screws on the machine
table and installed firmly.
LEFREERAE LS , SMITAREN
2R, BHTEIRINTEE. 1.Each processed
material package is processed and debugged after
o NI the product is fixed to the jig, individually.
PRI, REAMERINTEE , 91, sEiees Etee =S 248 &=
Product processing v A LEERERAIIFE , 1Y), A fED 100% [=3)1N i
and debugging AR, BAREE , EFE  BRRE Visual Check Each Batch Full Inspection Production
JLE 2.Check whether the material bag is
CNC i processed flat, over-cut, milled to the nut, etc. If
” there is any failure, re-debug until the product is
130 RANERT ualified
CNC Milling a :
Material
MTFRERE  EREIMEFSRK—E, B
EEF= v A 1TIEREEF=. Official production will start after Buiaie 100% R 218 &=
Official Production all the small programs are connected in series Visual Check Each Batch Full Inspection Production
after the processed products are qualified
B 1pc /
v A (39) 392:0.6 Control dimension/SS HIFEIRIE 1 pc/
KRS 1pc / .
‘ Rﬁ Inspection of 1st Article R 2D Drawing PaC
Dimension 1pc/ Each Batch
5 X In-process Production
v A (45) 438.0+0.9 Control dimension/SS Inspection 1pc /Final
Article Inspection 1pc
1 iRER SN TALERERERIGEI.
1.Check the appearance according to the package
processing specifications and drawing N —in,
i i /N )
A o v A requirements V'E ulﬁc_:\gk 100% E ﬁ:tgdt\ h Full |2M ti P dEF:
earance wy by isual Chec ach Batcl ull Inspection roduction
o 2ERBRRD, HROHTE , FIS% P
2. Excess Material, remove the gate flush to the
surface but overcutting is not allowed
REMITEE ((ERFTEN W
T EEE , NREH240EITE |
TN, , 7], TR EEE HPRTE#3208}#400RVURITEE ) Surface polishing e Sior PN o
Sander, file, bamboo chip . v A and grinding (use grinder, file, bamboo chips are N . 100% " :
4 Surface polishing X s EE N Visual Check Each Batch Full Inspection Production
#240 , #320. #400RDLE wrapped with sandpaper, and the inner surface is
polished with #240 sandpaper. Polish the outer
surface with #320 or #400 sandpaper)
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RE/IE

Equipment/Process

4514 Characteristics

ZHRE
Control Items i3

2

Al
Product

=2
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SPC
IR S R

Special Characteristics
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5% Methods

SRS/ A%
Product/ Process
Specification / Tolerance

Vi / MEHEAR
& T

B4 sample

2 $mEE

Size Frequency

by
Control
Methods

G=ERD

Responsible Department

YEERIIANT
Polishing
department
processing

140

SRR

Special blocking hole screws

R LIRL
Install blocking hole v
screws

1. IR T WREHIEEAR | BET T8
NEBELR. URRFRSEMIRSIRITE
|E8&, 1.To 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 HRIRIZRHUEAIEE |, EENAIERETLIR
# | BUFERENMGRIRILRE , LR
1Re43T NRSF=EA#JIBR, 2.According to the nut
position specification diagram, select the
appropriate hole blocing screw. The thread length
of the screw must not exceed the depth of the
threaded hole to prevent the product from being
broken when the screw is screwed in

3. FrEIRLLFLIERGT | I NIRLLRT | BREL 508
SELIIE , S, AR ERIEAITNIER
BREHAIR, 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 screwed in skewed

and misaligned and causing damage to the nuts.
4. 31/E  RIESRETESMWE | B
WA, RVRIHENIRER |, R RERBERRNHREN
8847, 4.After the hole is blocked, the nut and
nut planes are all fitted together to prevent sand
particles from entering the threads during
sandblasting and paint from entering the threads
during subsequent painting.

BieE
Visual Check

3N

100%
Each Batch

i

Full Inspection

4=

Production

BEROH , #608) , BERDEF
RIXFE Sandblasting
machine, #60 sand, special
rubber gloves for
sandblasting

IEERbALIE
Sand blasting

1. IEROEESK : {ERAH60RD | BEHPE50-65PSI

1. Sandblasting requirements: use #60 sand,
sandblasting pressure 50-65PS|

2P RRRERSNRE , Ak T mER
iR, FMBiRE, 2.The inner and outer surfaces of
the product and the corners are fully sprayed, and
no spray is allowed to be missed.

BeE
Visual Check

SR

100%
Each Batch

218

Full Inspection

&=

Production

BFX
Putty Filler

REEH

Surface Repair

FEmERELNG , BE, S3L, BREARE
1TERNS | $FTEEFEE |, Polish to make it smooth
after repairing defects such as pits, missing
materials, pores, and sunken corners on the
surface of the product

BW/FRaIE

Visual / Hand Feel Inspection

<3N

100%
5 Each Batch

Ei

Full Inspection

4=

Production

1036

Inspection

U

Appearance

IR S REXIRE |, EERZFINRE
TRIGFTRAINRAILEH,  Inspect the appearance
and structure of the product according to the
polished grade surface area map, drawings and
appearance standards of the Customer

BiaE
Visual Check

3N

100%
Each Batch

i

Full Inspection

4=

Production

255

Packaging

12

Packaging Methods

MEEEAaEFIES
Refer Work Instruction for Packaging before
Painting

Biaie
Visual Check

R

100%
Each Batch

i

Full Inspection

4=

Production

IE5i%
Painting

150

{RAVEER TR
HA Prepare protective
equipment before
work

LIFPOE 2. fi3ealE 3 8 RFE
4 rEHERER 5 PRREEEE
1. Protective mask 2. Anti-static cap 3. Rubber
gloves 4. Anti-static clothing 5. Anti-static shoe
covers

Bee
Visual Check

SR

100%
Each Batch

218

Full Inspection

&=

Production

{RIL AREFHER
Wearing requirements \
for staff

LRIGHUE | 2R0O0E | 340
4. FRBRTSEE  TRE, 5%,
1. Tighten the zipper, 2. Fasten the collar, 3. Tie
the cuffs tightly. 4. Wearing supplies are clean and
tidy, free of dust, dirt, etc.

Biae
Visual Check

=3

100%
5 Each Batch

i

Full Inspection

4=

Production

HRERRERER
Paint mixing and N
spraying requirements

1Y AR E AT AN R EAA
BCEEZE. 1.0nly allow to enter the paint room
and start mixing paint after wearing complete
protective equipment

JEGE © E61AP5027-020P1 ,
Eft5Iv66vP5001-002P8 ,
FEFEFIRO7KP1039-016P7 ,

Fiokt, : 10bkatbl

% | Ef5HRF635P3805-18KG ,
Ef45IV66VE0001-004P8 ,
HERERIR07KP1004-016P7 Figkt:6tt 1EK4-5
Primer: E61AP5027-020P1, hardener V66VP5001-
002P8, thinner: RO7KP1039-016P7, ratio: 10:1:1
Topcoat:

Sherwin-Williams Silver F63SP3805-18KG, curing
agent V66VE0001-004P8,

diluent RO7KP1004-016P7 ratio: 6:1:4-5

2. BERS[E1-2KG/em’ |, BHEM#200.8-1.5mm
JBZREERS15-25 cm

2. Spray painting air pressure 1-2KG/cmz2, spray
gun diameter $0.8-1.5mm, spray painting
distance 15-25 cm

B0/ FIR
Visual Check

<3N

100%
Each Batch

i

Full Inspection

4=

Production

=

Material check

1 XIS TINURIE | SIEF-mREPRREK
&, ARERBHEIUR SR ( BEUREHE
)

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. MRS RER SR RXIERE |
Reillumina SMIHTEER, FH :

200050774 Windu{X 285N

2. For appearance grade requirements, refer to
the internal painting area diagram and illumina
Appearance standard requirements. For details,
see: Redline 200050774 Windu Instrument
Cosmetic Specification

BaI0/ Z IR/ R R

Visual Check

[=5iN

100%
Each Batch

218

Full Inspection

&

Production

30T
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Operation Description £ = E #® s ificati 1 & Ti = h
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&
TR EERONEES , RERBES, ©F
R, FBEXEE
1. BEEERE , #iE50°Ce5°C , VNILLE,
1. Spray the front surface with primer and bake at
50°C+5°C for more than 1 hour.
2. EINI , ANRFIR , HSEFTE.
2. Check the appearance, add putty, and polish.
3MRIEEFIBREMEE | 50°CL5 “CbEH/\
Ak,
3. Spray the first coat of silver topcoat on the
. front and bake at 50°C+5°C for more than half an e s N N
AR y PR o B R S I ARS8, 100% SiR 2if o
Painting operations )y w. . Visual Check Each Batch Full Inspection Production
4IEBINIANREFIR , H5EHTE | B TEm
B BES0°Ces °C, VNRILAL | BRELNTLL
£
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.
SARIRIE , BEFDEE. MBFR , NER
BESRE,.
5. Check the appearance, color difference and
gloss. If there is any defect, repair it again.
1.Photo Spectrometer . NN R
( KONICA MINOLTA ) BRI v A 1. &3¢4R LUMINOUS SILVER, POLANE 8300 B + iR 100% S 216 ac
Colour of Spray Paint 2.DeltaE<2 Gloss:25%5 gloss unit @60° Visual + Color Chip Sample Each Batch Full Inspection
2.Gloss Meter
1. B RS EAAEBIT 10%. K75
P ITEELS019430_E $511.4.210
. 1. The allowed peeling area in the 100-grid test
1§IE 2 B8R 3'2575 shall not exceed 10%. For details on the test
70% B 4. @fﬁ;&’m& method, please refer to item 11.4.2 of the
1R 5. 3M 25085 6.4 customer’s appearance standard 15019430_E
. <IA B = -
ﬁ$%§ 7@_%;&!&%&& AR, 2. BB © 70%ZB8 , 500g]/cm RS0k BRI R St SR
1. Utility knife 2. Hundred 5 .+ pe formance v A [ 2. Alcohol resistance: 70% ethanol, 500g ) IR SR 1pc ac
grid board 3. 70% alcohol S, X Visual Check+ batches coupon Each Box Each Batch
tration 4. Cust Test force/cm” wipe at least 50 times
concentration 4. Customer- 3. BEEEF (MR 75i% - ASTM D3363) 3. Paint|
approved standard color
plate 5. 3M 250 tape 6 layer hardness 2 F (Test method: ASTM D3363)
: N BRSNS - A\ S & N\
Cotton cloth or cotton swab A4BERL  SEBOs0R , BELSAF , £
7. Friction test machine. PR
4. Wear test: >50 rubs per minute with load of
1.65kg using cotton cheesecloth
WEE MM IR ESH . )
A% ::fr:nce v B Refer S)\r_'aN;ai\t?:}i 41: raifff:: ection BliG 100% SR =i 1ac
PP . pray ) 8 APP . P Visual Check Each Batch Full Inspection
Inspection Operation Instructions
EREee N/ER/EE/ cMM M/ERRT o 5 N
160 F\ﬁliiéecj;jn Al 92}‘;:“:52\‘“‘ er//Fixture/ Aahxet/ran)i}/az v A BRSO PES T Btk 100% iR £i FQC
P L PP P pp( | Y Painting Inspection Work Instruction Visual Check Each Batch Full Inspection
After Spray Painting CMM Dimensions
f 1SR Vi T A= S TEERTELR HIZ 3%, B ilf, - N
HETPRECER r“uu{é}flﬂk FrERTEBER LIEREEST | ERRRRRIL B sne SHx PN
170 | Placed on the shelf Parts Position, v B The products are neatly placed on the shelves to . . Qc
. - Visual Check Each Type Each Batch Full Inspection
to be assembled Appearance avoid collisions.
S, RIS FRHICIHEE, H "
" 1. 20089484 [y U, STALA P P B THE &0
Tkt = SEHCRE Bt sRE =27 " .
180 N .. |2.20035240 v B . L N FIFO, Material Production / Warehouse
Requisite Material Lot Number, Name of Material Requisition Record Sheet Visual Check Each Type Each Batch o
3.20115740 Material (’i Quantit Requisition Form, Management
aterialand Huantity Work Order Form
5 L2 et S = VA |=] - G| -2 N EREIIES: =
o s TRAERTERF | T IUB‘? PSR e it PN AERfRIESH EERT
190 20104756 \ B Part Assembly Intact, No Misalignment, Gap, N . Assembly Work
Assembly Appearance . Visual Check Each batch Full Inspection . The assembly workers
Dropping and Other Defects Instruction
RESBEENMIATF25mm , FHHLEEUR
FESAEHFTIER R 2mm , SMEHER
<At FRFIBLENRERESE , Bl B
MEREINRRL PRENEFPGEEINARE,  The diameter of . ~ ‘
20 | rophomece | SORFR | wwmsmn | e e an ey | Fasigot i mssssrCotomer g | 1008 i e
pply P Apply protective film appearance and the maximum parallel distance from the edge of g " g Each Batch Full Inspection
film . the part to the edge of the protective film is 2mm, Standard Requirements
masking effect control X
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.
1. RmEEFIESH
Packaging after Spray Painting Work Instruction
2. SR/ BGLE (YBIGERT , BEAR
2R, WENEITFEE. (Before
the video inspection, the packer picks up the part
and carefully inspects all the sides. Z{EMRLUE
AIREHTIOE | FTRISEME. Noangle wil
be specified and parts are subject to check at any
angles. ) /ASHARIGE
Fﬁ{@;?i‘m Pécking Speci‘fications / Visual Check/ G BT ERP ! SR 246
Parts Position, v B Video Recording Check Packing Specifications / Visual /ERP 100% Each Batch Full Inspection oac
5 Appearance 3 NEFREE | ACRIERE | BCZIERPE|
ENE ; . )
3 45 Ensure that the quantity of products in store,
210 Packaging for . . .
the version records are clear before registered in
Storage
the ERP system
4. BEF BEFIRARICRAETIRBAIIR
BIRIFE L, FHRFEIRRE
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
iR, B, H&  RSEF-ARSIRAER
RIEE v B Ensure the Accurary and Consistency of Part B/izxd 1009 BHR NEEER oac
b
Hydraulic Lift Name, Part number , Quantity and Revised Visual Check / Check Against Each Batch Storage List
Production Date
. FEEEE(L, B, RSTRREHT \
b e e B " it it eE
220 v B Clear Identification of Parts Storage Location, . 100% 5
Storage of Parts N Visual Check Each Box Each Shipment Warehouse Management
Quantity and Parts Number
BiR, @S, &,
RS,
& AHEHRIRAER
HEE s Ensure the Accurary o] B —R it it
230 ) and Consistency of v C . . N N oQc
Outgoing Appearance Inspection plan Visual Check 1Time Each batch Each Shipment
Part Name, Part
number , Quantity
and Revised
Production Date

AT
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$=#0i1%I control Plan

=24 O FREE O HEEF KIEERFR IR AEAER) Rz T #tif/ BER
Prototype Pre-Launch Production Key Contact Date (Orig) Supplier/Factory Approval/Da
SRS 5 021-67763541 13564787030
EHITHIRS/EAS CP20104756-1 A00 (FI5eE) 2024.06.01 2024.06.
Control Plan No./Rev No
TSR/ S EBUKIE Part Number/Latest Revision Level #ZiM)\E Core Team Z T2/ BHEA Customer Engineering Approval/Date
20104756 REV C NA
General Manager Chew Ee Hang
- in Lu CF I ZFEREHE/BHE Customer Quality Approval/Date
T{HEFR/REAR Part Name/Description : ASSY, TOP COVER ° IR Y App!
QA Chu Libo NA
RIS/ IJ Supplier/Plant NSRS Supplier Code: NA Designer Sheng HaiFeng Mao FeiFei Hftbft#EENFEE) Approval by Others (if required)
Hansin Precision Engineering Shanghai NA
JSFEZFR Process Name 4514 Characteristics 8 5% Methods
B2
3
. ﬁ 2 B4 sample N
B8/ TF SRS . ) dEy ey s D
12(EHNR Equipment/Process Control Items e 3 m g %) S 3 o e PEf / EFEAR Responsible Department
o re K B 8 = = Product/ Process . . = B Control
Operation Description 2 e w = . & T -4
a S Specification / Tolerance Size Frequency Methods
&
HEHE  MBIE
. , BFEs o = - .
RiE - I REEER B =3 =3 =3 eE
240 N Number of Shipments, v oy . .
shipment L Check invoice Visual Check Each Box Each Box Each Shipment Warehouse Management
Correct Specifications
and Proper Protection

4TRSS S Remarks for Special Features categories:

AT RETREEE , EEEAHITEEHIELR Itis an important level of process control for the final part

B: MINGRR = MIVEYE | EAETSIRE A 5154 Easy to control the production process that can affect the characteristics of the final part

C: WRATRAMEEREERNN , TEETSIEHREFIEH] Slight impact on the characteristics of the final part and easier to control during the production

R
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te

01

REzTE

Response Plan

BHEA

Inform Customer

BAER

Inform Customer

TEERIRES

Reject or Return

TERERIRIRES

Reject or Return

TEERIRIRES

Reject or Return

TERERIRIRES

Reject or Return

TERERIRIRES

Reject or Return

HEEIRIRER

Reject or Return

TEERIRES

Reject or Return

BRI ER

Reject or Return

Bt
Return Goods

RT/ARE
Rework / Scrap

IRT RS
Rework or Return
Goods

FEFHERERERI]
Reject and Inform
Relevant Department

j-un

Rework

BEGE

Return to Warehouse

BT

Rework

65T
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cnh55616
cnh55616:
如果该控制项目控制失败, 计划如何行动


te

01

REzTE

Response Plan

RT/ARE
Rework / Scrap

bl 3

Scrap

RT/ARE
Rework / Scrap

RIT/ARE
Rework / Scrap

RIT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RIT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RIT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RIT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RIT/ARE
Rework / Scrap

T
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01

REzTE

Response Plan

RT/ARE
Rework / Scrap

RIT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RIT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RT/ARE
Rework / Scrap

RI/ARE
Rework / Scrap

891
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te

01

REzTE

Response Plan

RIT/ARE
Rework / Scrap

RI/ARE
Rework / Scrap

RT/AREK
Rework / Scrap

RT/ARE
Rework / Scrap

j-an

Rework

BT

Rework

TERFHBANERER ]
Reject and Inform
Relevant Department

TEtERIEHIER
Non-conforming Part
Control Procedure

BT
Rework

BT
Rework

1REZE(E), EFHRR

Return to label again

EIPR
Label Again

TEtERIEHIER
Non-conforming
product control
procedure

9T
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01

REzTE

Response Plan

TEtERIEHIER
Non-conforming
product control
procedure
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