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Supplier [ PROCESS FLOW DIAGRAM |

HU LANE ASSOCIATE INC.

Part Certification

Family name Date (Orig.) Prepared by
2010/8/12 S.W.WANG
Part Number Date (Rev.) Title
6604151BSS N/A Product Engineer

Part Name Page Phone Number

110 TYPE FEMALE TERMINALS

1of1l

025-52774425-2303

Cross Functional Team Members

Symbol Key:

SW.WANG LJIANG AZ.LV X.Y.WANG W.B.CHEN X.Y.LI AJJI D.Y.GUO X.M.SUN C.Q.QIAN € Manufacturing/Assembly
@ Movement of Materials/Parts
A Storage of Materials/Parts
I Inspecition
Step # |Fab Move Store Insp Operation description Item # Special Characteristics
L 4 [ J 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 H
80 * Production(Labeling) label quantity
90 * Final Inspection dimensional,visual,performance W H
100 * Storage
110 * Deliving




Supplier | POTENTIAL FAILURE MODE AND EFFECTS ANALYSIS |
HU LANE ASSOCIATE INC.

Production Part Approval Process

O Design FMEA ® Process FMEA

D GM Restricted

Page FMEA Number
O System O Subsystem O] Component 1of4 ?

Part Number Design or Process Responsibility Prepared by Telephone #
6604151BSS jiangli jiangli 025-52774425-6113
Model Year(s) / Vehicle(s) Key Date Original FMEA Date FMEA Revision Date

110 TYPE FEMALE TERMINALS N/A

Core Team

SW.WANG LJIANG AZLV X.Y.WANG W.B.CHEN X.Y.LI AJJI

D.Y.GUO X.M.SUN C.Q.QIAN

[
. Current —
Design Item or . . S | . . . D|R Responsibility & S R
Process Function Poten’\tl:aldFallure Potential Effect(s) of Failure | e a Potential Cause':(s?ll Mechanism(s) of {)re};/entlve Current Design or ProcessControls e | P | Recommended Actions Target ActionsTaken | e | c | e P
Requirements ode v s afure CO ;ocless t [N Completion Date viic|t N
s ontrols
;tep#_tl_o to receive Matin?l account not
ecerving wrong Symbo 4 supply wrong material check material account & supply quality manager | 7 g
Material )
material
Step#20 In the raw
'”Com'f‘g mat_erlal has material pollution | 2 Material problem incoming quality inspection 5 g
Inspection the impurity
Step#30
Storage wet the product funtion fail | 4 the Storage got out of Thermometer & Thermometer check list 7|2
material control Storage
Step#40 Picking wrong |1.Extruding, damaged | 5 A. Wrong picking card A. The operational process of the product structure 7%
To get material |items mold, extraordinary system
quality
B. Mixed items B.C. Multi control and examination during picking, 5 ;g
C. Wrong mark mold-erecting, initial items and changing items
Step#50 1.The module (1. This might cause | 4 A. Screws not tighten up A. Managed by the operator 7%
Tosetupa is not fixed up|the up and the down
mold module to deviate
from the mold and be
damaged
(Fix the 2. The depthisnot |4 B. Over tightened screws B. Managed by the mold-erecting personnel 5[
module) fixed up that causes that cause a break
the quality of the
terminal (highly)
unstable
C. Over tightened screws C. Non 8%
that cause a crack (not
break)




Supplier
HU LANE ASSOCIATE INC.

Production Part Approval Process

POTENTIAL FAILURE MODE AND EFFECTS ANALYSIS

O Design FMEA

@ Process FMEA

D GM Restricted

Page FMEA Number
O System O Subsystem O] Component 20of4
Part Number Design or Process Responsibility Prepared by Telephone #
6604151BSS jiangli jiangli 025-52774425-6113
Model Year(s) / Vehicle(s) Key Date Original FMEA Date FMEA Revision Date

110 TYPE FEMALE TERMINALS

N/A

Core Team

SW.WANG LJIANG AZLV X.Y.WANG W.B.CHEN X.Y.LI AJJI

D.Y.GUO X.M.SUN C.Q.QIAN

. ¢ Current .
Plr)oecs:slgg Il—‘tSrI::t(i)fzn Poten'\tlzaoldl;ailure Potential Effect(s) of Failure i aI\ Potential CauseF(;)IL/”l\élechanism(s) of Foreli\'/reonci\;es Current Design or ProcessControls 2 E Recommended Actions Res,{roanzlgmy . Actions Taken i c|le E
Requirements v s Controls t| N Completion Date vi]c|t N
S
2.The module|1. This causes the 5 The parallel of the mold has The mold-erecting operational instruction: the 5(2%
is not parallel {terminal tape to not yet been measured. measurement the operation should implement
bend
2. Unstable feeding | 4
causes extrusion and
damages the mold
Step#50 1.Insufficienct|1.The customer’s 5 A. The configuration was A Confirm by the operator of the initial products 2|4
Tosetup a amount for  |complaints not adjusted
mold each volume
(Punch B. Wrong engineering sheet B Control and confirm by the operator 71%
configuration)
C. The counter was out of
order
2.The speed |1. Exceed the ability | 6 A. The configuration is not A. Confirm by the operator of the initial products 2|3
rate (RPM) of of the mold that adjusted in accordance with
the punch causes extrusion and the specification
becomes too [damage the mold
fast
2. RPM is too fast 5 B. The configuration is not B. Mold-erecting operational instruction (Confirmed by | 2 | %°
that causes unstable corrected according to the the mold-erecting operator)
punching quality (the watch
thrust and the pulling
force)
3. The unstable 5 C. Wrong specification and C. Sensed by the operator 7%
forming of the standard
terminal cause
intermittent
deformation




Supplier
HU LANE ASSOCIATE INC.

Production Part Approval Process

POTENTIAL FAILURE MODE AND EFFECTS ANALYSIS

O Design FMEA

@ Process FMEA

D GM Restricted

Page FMEA Number
O System O Subsystem O] Component 30f4

Part Number Design or Process Responsibility Prepared by Telephone #
6604151BSS jiangli jiangli 025-52774425-6113

Model Year(s) / Vehicle(s) Key Date Original FMEA Date FMEA Revision Date

110 TYPE FEMALE TERMINALS

N/A

Core Team

SW.WANG LJIANG AZLV X.Y.WANG W.B.CHEN X.Y.LI AJJI D.Y.GUO X.M.SUN C.Q.QIAN

. ¢ Current —
Plr)oecs:slgg Il—‘tSrIE:t(i)f:n Potential Failure Potential Effect(s) of Failure i aI\ Potential Cause(s? / Mechanism(s) of S preventive Current Design or ProcessControls 2 E Recommended Actions Res,?;zs;my& Actions Taken i c|e E
Requirements Mode v s Failure c g;;;z;:lzss t| N Completion Date vi]c|t N
S
Step#60 1.defected Customer complaint | 5 A defected material 1 A modeling staff modeling reconfirmation 2|
Stamping surface B. operation, QP staff independence; initial product; 2|10
independence; circular; final eyesight tes
Step#70 1. Size wrong [Insufficient function [ 7 | W(SPC) |A. defected material 1 A. modeling reconfirmation B |3[*
process quality B. mode wear 2 operation; QC staff initial product; material passing
Inspection C. improper staff operation | 2 ,circular; final test by rule
D equipment abnormal 2
H(SPC) |A. defected material 1 A. modeling reconfirmation B |3]|%
B. mode wear 2 operation; QC staff initial product; material passing,
C. improper staff operation | 2 circular; final test by rule
D equipment abnormal 2
Step#80 1.wrong label |1. Wrong transfer, 3 A. . Wrong label 2 A chief approval; independence; final test; material 3|
Production(La wrong account 7 B. the old label remained 2 control B operator 3
beling) 2. Client misuse; removed, or deleted 2 independence; final test control 3
Complaint C. Wrong data C independence/chief
Step#90 1. Size wrong (Insufficient function | 7 W |A. defected material 1 A. modeling reconfirmation B |[3]|%
Final 2. Function B. mode wear 2 operation; QC staff initial product; material passing
Inspection fail C. improper staff operation | 2 ,circular; final test by rule
D. equipment abnormal 2
H  |A. defected material 1 A. modeling reconfirmation B |[3]|*
B. mode wear 2 operation; QC staff initial product; material passing,
C. improper staff operation | 2 circular; final test by rule
D equipment abnormal 2




Supplier

HU LANE ASSOCIATE INC.

Production Part Approval Process

POTENTIAL FAILURE MODE AND EFFECTS ANALYSIS

O Design FMEA

@ Process FMEA

D GM Restricted

Page FMEA Number
O System O Subsystem O] Component 4 of 4
Part Number Design or Process Responsibility Prepared by Telephone #
6604151BSS jiangli jiangli 025-52774425-6113
Model Year(s) / Vehicle(s) Key Date Original FMEA Date FMEA Revision Date

110 TYPE FEMALE TERMINALS

N/A

Core Team

SW.WANG LJIANG AZLV X.Y.WANG W.B.CHEN X.Y.LI AJJI D.Y.GUO X.M.SUN C.Q.QIAN

[
. Current —
Design Item or . . S | . . . D|R Responsibility & S D R
Process Function Potential Failure Potential Effect(s) of Failure | e a Potential Cause(s? / Mechanism(s) of preventive Current Design or ProcessControls e | P | Recommended Actions Target Actions Taken | e | c | e P
. Mode Failure to Process ;
Requirements \ s Controls t N Completion Date vi]ic]|t N
S
L A. defected material A. modeling reconfirmation
B. mode wear operation; QC staff initial product; material passing,
C. improper staff operation circular; final test by rule
D equipment abnormal
L1 |A. defected material A. modeling reconfirmation
B. mode wear operation; QC staff initial product; material passing,
C. improper staff operation circular; final test by rule
D equipment abnormal
X A. defected material A. modeling reconfirmation
B. mode wear operation; QC staff initial product; material passing,
C. improper staff operation circular; final test by rule
D equipment abnormal
Y A. defected material A. modeling reconfirmation
B. mode wear operation; QC staff initial product; material passing,
C. improper staff operation circular; final test by rule
D equipment abnormal
E A. defected material A. modeling reconfirmation
B. mode wear operation; QC staff initial product; material passing,
C. improper staff operation circular; final test by rule
D equipment abnormal
B A. defected material A. modeling reconfirmation
B. mode wear operation; QC staff initial product; material passing,
C. improper staff operation circular; final test by rule
D equipment abnormal
Step#100 products to . . the Storage got out of . . 5
4 7
Storage damage product funtion fail control Storage packing check list 6
Step#110 The feed bag | product funtion or . 1
Deliving bursts surface fail 2 The feed bag damage supply quality manager 415




Part Certification

HU LANE ASSOCIATE INC.

I CONTROL PLAN

Control Plan CategoryO Prototype O Pre-Launch @ Production

Key Contact Name

jiangli

Date (Orig) Date (Rev)

2010/8/12 N/A

Page

of 3

Control Plan Number

Key Contact Phone

025-52774425-6113

Customer Engineering Approval (If Req'd)

Date (If Req'd)

Part Number |ECL Supplier / Plant Approval / Date Customer Quality Approval (If Req'd) Date (If Req'd)
6604151BSS 2.0

Part Name / Description Other supplier approval by (If Req'd) Other Approval (If Req'd) Date (If req'd)
6604151BSS

Supplier / Plant

HU LANE ASSOCIATE INC.

Supplier Code

Other Approval Date (If Req'd)

Core team Members

SW.WANG LJIANG AZLV X.Y.WANG W.B.CHEN X.Y.LI AJJI D.Y.GUO X.M.SUN C.Q

Manufacturing plant maintains listing of all Gage Numbers.

Characteristics Methods
;::L Processdl:a:i'/i(aperation MBCTT:F' E{i";\ii“ Jig, No. Product Process Spe(c‘:‘ Char. Product / Process 1/ Tolerance 1/ 1t Technique | Sample Size | Sample Freq. Control Method Reaction Plan
10 Receiving Material ONCE Visual insp.
LABEL QUANTITY PERFORMANCE PERFORMANCE RECORD 100% PUT OUT THEN REPORT TO
PURCHASER
20 | Incoming Inspection
+
MATERIAL WIDTH 275 0 mm|VERNIER CALIPER
-0.1
MATERIAL
+
THICKNESS 0.30+0.01mm MICROMETER
TENSILE
~ 2
STRENGTH 411~539N/mm
per lot
package/roll
1~5:1PC
6~10: 2PCS CHECK "RECEIVING
11~20: 3PCS RECEIPT" segregate, put out then report
21~30: 4PCS SPECIFICALLY FOR to supervisor and purchaser
MICRO-COMPUTER 31~40: 5PCS Part No.
UNIVERSAL TESTING 41~50: 6PCS
MACHINE 51~60: 7PCS
ELONGATION 61: 8PCS
12%
RATE
Micro-Vickers. HARDNESS
HARDNESS 140-165HV TESTER
30 Storage ONCE RECEIVING RECEIPT
AVOINING NAMDP DACKAGE AND ctark lavare 10N0A PIITOLIT




Part Certification

HU LANE ASSOCIATE INC.

CONTROL PLAN

of 3

Control Plan CateQOWO Prototype O Pre-Launch @ Production Key Contact Name Date (Orig) Date (Rev) Page
jiangli 2010/8/12 N/A
Control Plan Number Key Contact Phone Customer Engineering Approval (If Req'd) Date (If Req'd)
025-52774425-6113
Part Number |ECL Supplier / Plant Approval / Date Customer Quality Approval (If Req'd) Date (If Req'd)
6604151BSS 2.0
Part Name / Description Other supplier approval by (If Req'd) Other Approval (If Req'd) Date (If req'd)
6604151BSS
Supplier / Plant Supplier Code Other Approval Date (If Req'd)
HU LANE ASSOCIATE INC.
Core team Members
SW.WANG LJIANG AZLV X.Y.WANG W.B.CHEN X.Y.LI AJJI D.Y.GUO X.M.SUN C.Q
Manufacturing plant maintains listing of all Gage Numbers.
Characteristics Methods
;::L Processdl:a:i'/i(aperation MBCTT:F' E{i";\ii“ Jig, No. Product Process Spe(c‘:‘ Char. Product / Process 1/ Tolerance 1/ 1t Technique | Sample Size | Sample Freq. Control Method Reaction Plan
40 To get material STAMPING STOCK REF. PART SPECIFIC REF. PART SPECIFIC ISSUE MATERIAL REPORT TO SUPERVISER
PRESS SPECIFICATION CONTROL PLAN DOCUMENTS|CONTROL PLAN ACCORDING TO
NO.3086 DOCUMENTS NO.3052 PICKING CARD
50 To set up a mold STAMPING REF. PART REF. PART SPECIFIC REF. PART SPECIFIC MOLD MAINTENANCE [CONTACT SUPERVISER
PRESS SPECIFIC CONTROL PLAN DOCUMENTS|CONTROL PLAN RECORD
CONTROL PLAN NO.3167 DOCUMENTS NO.3167
DOCUMENTS
NO.3167
60 Stamping STAMPING REF. PART REF. PART SPECIFIC REF. PART SPECIFIC MOLD MAINTENANCE [CONTACT SUPERVISER
PRESS SPECIFIC CONTROL PLAN DOCUMENTS|CONTROL PLAN RECORD
CONTROL PLAN NO.3167 DOCUMENTS NO.3167
DOCUMENTS
NO.3167
70 process quality STAMPING 4.20+0.10 . INITIAL SAMPLE CONTACT mold-erecting personnel
Inspection PRESS w i CALIPERS SPCS  [20Min |iNSPECTION REPORT
2.7+0/-0.1 INITIAL SAMPLE CONTACT mold-erecting personnel
H SPC CALIPERS 5PCS 20MIn INSPECTION REPORT
80 PRODUCTION STAMPING REF. PART REF. PART SPECIFIC REF. PART SPECIFIC DAILY PRODUCTION CONTACT mold-erecting personnel
PRESS SPECIFIC CONTROL PLAN DOCUMENTS|CONTROL PLAN REPORT
CONTROL PLAN NO.3125 DOCUMENTS NO.3125
DOCUMENTS
NO.3125
90 FINAL INSPECTION W 4.20+0.10 CONTACT mold-erecting personnel
CALIPERS 5PCS 1DAY PRODUCT INSPECTION g p
REPORT
H 2.7+0/-0.1 CONTACT mold-erecting personnel
CALIPERS 5PCS 1DAY PRODUCT INSPECTION g p
REPORT
L 15.60+0.30
CALIPERS
L1 20.20+0.30
CALIPERS
X 4.00+0.30
CALIPERS
Y 2.50+0.30

CALIPERS




Part Certification

HU LANE ASSOCIATE INC.

I CONTROL PLAN

Control Plan CategoryO Prototype O Pre-Launch @ Production

Key Contact Name

jiangli

Date (Orig) Date (Rev)

2010/8/12 N/A

Page

of 3

Control Plan Number

Key Contact Phone

025-52774425-6113

Customer Engineering Approval (If Req'd)

Date (If Req'd)

Part Number |ECL Supplier / Plant Approval / Date Customer Quality Approval (If Req'd) Date (If Req'd)
6604151BSS 2.0

Part Name / Description Other supplier approval by (If Req'd) Other Approval (If Req'd) Date (If req'd)
6604151BSS

Supplier / Plant

HU LANE ASSOCIATE INC.

Supplier Code

Other Approval Date (If Req'd)

Core team Members

SW.WANG LJIANG AZLV X.Y.WANG W.B.CHEN X.Y.LI AJJI D.Y.GUO X.M.SUN C.Q

Manufacturing plant maintains listing of all Gage Numbers.

Characteristics Methods
Part/ | Process Name / Operation | - Machine, Device, Jig, No. Product Process Special Char. Product / Process 1/ Tolerance 1/ 1t Technique | Sample Size | Sample Freq. Control Method Reaction Plan
Proc # descrintion Tools For Mfg Cla
B 1.00+0.10
CALIPERS
100 |Storage AVOIDING 4 layers max R | 100% | WAREHOUSE segregate review or adjust the
DAMP/stack layers visua o |periot  lywaArRRANT storage envirenement
110 |Deliving label customer requirement visual 100% per lot PACKING LIST segregate and sort




Supplier

REPEATIBILITY AND REPRODUCIBILITY ANALYSIS REPORT

[ HULANE ASSOCIATE INC. _|

Part Certification

PLEASE SPECIFY THE FOLLOWING PARAMETERS AND COMPLETE THE FORM ACCORDINGLY

| NON DESTRUCTIVE TEST ||

PARAMETERS ARE

® Using TOLERANCE method
@) Using Part to Part variation

K1 [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 10 10 OK
GAGE APPROVED, USE IT
Part number 6604151BSS Part name 110 TYPE FEMALE TERMINALS Plant 00
Characteristic Gage number BDAO7 Coord by  jiangli
Tolerance 0.2 Units mm Gage name CALIPERS Phone #
Tolerance (Tol) 0.2 Gage ECL/revision 0 Date 2014/11/19
OPERATOR A R T RESULTS
TRIAL # 1 2 3 4 5 6 7 8 9 10 AVG
A 1 4.21 4.17 4.25 4.18 4.23 4.20 4.18 4.21 4.19 4.25 Ay 4.20700
2 4.20 4.17 4.25 4.18 4.23 4.21 4.18 4.21 4.19 4.24 A, 4.20600
3 4.21 4.17 4.25 4.18 4.23 4.20 4.18 4.22 4.19 4.24 Az 4.20700
Average 4.20667 4.17 4.25 4.18 4.23 4.20333 418 421333 4.19 4.24333 Xa 4.20667
Range 0.01 0.0 0.0 0.0 0.0 0.01 0.0 0.01 0.0 0.01 Ra 0.00400
B 1 4.21 4.17 4.25 4.19 4.23 4.21 4.18 4.21 4.19 4.25 B; 4.20900
2 4.21 4.17 4.25 4.18 4.23 4.20 4.18 4.21 4.19 4.25 B, 4.20700
3 4.21 4.17 4.25 4.19 4.23 4.20 4.18 4.22 4.19 4.24 Bs 4.20800
Average 421 417 4.25 4.18667 4.23 4.20333 4.18 421333 4.19 4.24667 Xa 4.20800
Range 0.0 0.0 0.0 0.01 0.0 0.01 0.0 0.01 0.0 0.01 Re 0.00400
C 1 4.21 4.17 4.25 4.19 4.23 4.20 4.18 4.21 4.19 4.25 C; 4.20800
2 4.21 4.17 4.25 4.18 4.23 4.21 4.18 4.22 4.19 4.24 C, 4.20800
3 4.21 4.17 4.25 4.19 4.23 4.20 4.18 4.21 4.19 4.25 Cs 4.20800
Average 421 4.17 4.25 4.18667 4.23 4.20333 4.18 421333 4.19 4.24667 Xe 4.20800
Range 0.0 0.0 0.0 0.01 0.0 0.01 0.0 0.01 0.0 0.01 Re 0.00400
Part Avg 4.20889 4.17 4.25 4.18444 4.23 4.20333 4.18 421333 4.19 4.24556 i}ART = 4.20756
Part Range RparT = 0.08000
R= Rat R+ Re/ No of operators = 0.00400 n 0.00400 + 0.00400 / 3 R- 0.00400
Rore= [Max (Xagc] - [Min (psc] = 4.20800 - 4.20667 Xoire = 0.00133
UCLg= R * D, = 0.00400 * 2.580 UCLg= 0.01032
LCLg= R * D; = 0.00400 * 0.000 LCLg= 0.00000
OPERATOR NAME NOTE: It has been statistically proven that the Tolerance Method is better
A RYAN KAO to determine measurement equipment reliability. Even with negative
B AMY WU Kurtosis data sets, the recorded measurements will be less than 1% away
C RONNIE PENG from the true value if GR&R is below 30%. Contact Quality Group if you
GOOD UNTIL GAGE ECL/revision CHANGE need more information.
FROM DATA SHEET: R= 0.00400 Rowe = 0.00133 RparT = 0.08000
Measurement Unit Analysis Based on the TOLERANCE Method
Repeatibility - Equipment Variation (EV)
EV= TR*K; % EV = 100[EV/Tol]
EV = 0.01220 Trials Ky % EV = 6.10
3 3.05
Reproducibility - Appraiser Variation (AV)
AV=\|[ (Rower * Ko)* - (EV- /1 nr)] (n parts, r trials) % AV = 100[AV/Tol]
AV= 0.00283 Oper K, % AV = 1.41
3 2.70
Repeatibility & Reproducibility (R & R) % R&R = 100[R&R/Tol]
R&R= Y\ (EV* + AV?) % R&R = 6.26
R&R= 0.01252
Part Variation (PV)
PV= Rpart * Kg Parts Ks % PV = 100[PV/Tol]
PV= 0.12960 10 1.62 % PV = 64.80
Total Variation (TV)
Tv=\| (R&R? + PV?) GAGE IS ACCEPTED
TV= 0.13020 All ranges OK




Supplier

REPEATIBILITY AND REPRODUCIBILITY ANALYSIS REPORT

HU LANE ASSOCIATE INC. |

Part Certification

| NON DESTRUCTIVE TEST ||

PLEASE SPECIFY THE FOLLOWING PARAMETERS AND COMPLETE THE FORM ACCORDINGLY

PARAMETERS ARE

K1 [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 10 10 OK

O] Using TOLERANCE method
@) Using Part to Part variation

GAGE APPROVED, USE IT

Part number 6604151BSS Part name 110 TYPE FEMALE TERMINALS Plant 00
Characteristic Gage number BDAO7 Coord by  jiangli
Tolerance 0.2 Units mm Gage name CALIPERS Phone #

Tolerance (Tol) 0.2 Gage ECL/revision 0 Date 2014/11/19

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: Gage system needs improvement. Identify the problems 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
PROVIDED (RIGHT) AND FOLLOW INSTRUCTION OF USAGE IN NEXT ROW: 2.63 | = I 42.0 I X 0.06262
CONCLUSION IS ... GAGE APPROVED, USE IT
Range Chart by operator
0.012 |
0.01 ;. } =5 0.01032
\ PN V4
0.008 \ & Hy &
] \ 4 % &
o & B, &
5 0.006 \ 7 4 %, rd
\ # % &
0.004 \ § %%
\ 4 %
0.002 \ #
\ § uy,
0.0 g A —ef
1 2 3 4 5 10
Part
‘ ------ RYAN KAO AMY WU @ RONNIE PENG UCLr ‘
Average Run Chart
4.26
4.24
422
g 2 !\
]
2 4.18 v
4.16
4.14
412
1 2 3 4 5 6 7 8 9 10
Part
---¢-- RYAN KAO — B - AMY WU RONNIE PENG

Notes:




Supplier I

PART INSPECTION REPORT

HU LANE ASSOCIATE INC.
Part Certification

Part Number ECL Part Name
025 TYPE FEMALE TERMINALS 2.1 6805002KSS
Type of Tool Part Wt. (1 pc)
® PRODUCTION With carrier (term) 0.0002 Kilograms
O PRE-PRODUCTION Loose 0.0002 Kilograms
O proToTYPE @ NEW TOOL ORevisepTooL O TRANSFER TOOL
Purchased Part: O Yes ®No
Die Master Mold No. (Components) or Master Board No. (Harnesses) if applicable
Tool No. No. of Tool Cavities (Components) Cav. #
5

Tool / Part Supplier

Material Material Spec Max % Regrind Actual % Regrind
Brass MF202
Report Requested By
Type of Inspection Type of drawing
@ complete O Partial @ Product Drawing O Tool Drawing

Drawing is being changed by Product Engineering per ECN No. [Chg Level
Part Number ECL Part Name Cav #
110 TYPE FEMALE TERMINALS 2.0 6604151BSS 5

Dim | Ref |Drawing Acceptance PARTS / TOOL CAVITIES CHECKED Discrep [PRODUCT ENG. NOTES

No. | Only |Dimension [Lower Upper 1 2 3 4 5 6 8 Col # Fix Tool|Will Change Dwg. To
1 L 15.6 15.30 15.90 15.63 15.61 15.63 15.63 15.61
L1 | 20.20 | 19.90 20.50 20.21 20.22 20.27 20.25 20.24

4.00 3.70 4.30 4.07 4.06 4.07 4.06 4.07

2.50 2.20 2.80 2.64 2.64 2.65 2.64 2.66

4.20 4.10 4.30 4.19 4.19 4.19 4.20 4.19

2.70 2.60 2.70 2.65 2.65 2.66 2.65 2.64

6.80 6.65 6.95 6.86 6.86 6.87 6.86 6.85

N[O WIN
w|m|z|=|<|x

1.00 0.90 1.10 0.99 1.02 0.99 1.01 1.02

Inspection Source Company Name

HU LANE ASSOCIATE INC.

Inspected by

Title

Inspection Report Date

XUMIN INSPECTOR 2014/11/19
INSpEctor Supervisor Title Date

N/A N/A

 Approved by Title Date

Jiangli QA SUPERVISOR 2014/11/19




Supplier ECL Part Number Date

HU LANE ASSOCIATE INC. 2.0 6604151BS0 2014/11/19

Name of Laboratory Part Name Date

HU LANE ASSOCIATE INC. 110 TYPE FEMALE TERMINALS 2014/11/19
_ B . LS S| T
i AR BREF T T 5 53 2 = | ok | NG

£
1 HOLDING FORCE OF TERMINAL |0-3~0-85kgf| 0.65  0.60 0.65 0.65 060 | OK

2 %j‘ 7’J

TERMINAL INSERTION FORCE | 0-3~0:85kgf[ 0.72 0.75 1 0.77 074 | 0.74 | OK

A W Frs]
gl Q.A.Supervisor 2014/11/19




FERRELARAELT

CHINA €O LuoYang Copper Co,Ltd

Fﬂ : J;ﬁ‘ % i Hﬂ % FRPL
CERTIFICATE OF QUALITY F M Date 4003
WA Customer MR S5 Conthet No. »«
5 e Moy #E T B
Grade Number(No} | Condifon Of Supply Sie Bach Ne. L W welght
CaseBond Quany
0315 562
(2580 f §
038 W 332
L Mocharical Propetes b Prodct snda
JiH TEE BEE | BEAY) SHE REME | R0 Tlerame
! : (BITI030-2008
b | Vo) | AMW) | Rebns | Bpwim S gg | %
TosleStength | Elongaion Treatent| Thckeess | Widt A
STET T LA g E FR T |
i oM 0| WO AN ERTREBRATER A
. HEE- P ARAERERAL A
{tiﬁ;ﬁ-/(ﬁhemwa[ C@mp{)gition (') ‘Eﬁﬂ?ﬁlﬂ)\lﬁﬁﬁﬂf‘ u“uﬁ%ﬁf&\
MRAEEHE TR FE L
TiaElemeng (U Fe P Ni In MEEH Deseipion
OO OGS ammvng e |
il .
B | QL Qn | oSS | 43 03 dismount to check at onee and
Spec store indry place ndoor, Ifhere
| are ome objections please iform
" G L0 me | 0% | 4 013 Us by oail within 3 months from
teceiving he peoducts, Note
‘ § Cleary the date of storng, produet
B FRRIREREERES AR LI
e, grade No, condicions, size,
contract No,batch No, date of
Reimark Acemaey of size and qualty of sirace e in keeping wih sandard delery, weight, No. and
maanfactira No_ste tn arderfo_|

HERsecior:

FEAC0L-4-002



Supplier

HU LANE ASSOCIATE INC.

Part Certification

| [ PROCESS CAPABILITY CERTIFICATION REPORT |

O One sided (MAX) | |

Number of readings per subgroup | 4 |

(see if any notes are on page 2)

|@Two sided spec (bilateral) O One sided (MIN) PROCESS INFORMATION
Significant trends of data points: | X Chart | R Chart
LOCATION Plant [HSICHIH CITY, TAIPEI HSIEN, TAIWAN,R.O.C. |Dept: [Date: [2014112/29 Increasing RUN LENGTH 3 3
PART Part number: 110 TYPE FEMALE TERMINALS Part description 0 HOW MANY RUNS 0 0
Drawing number 6604151BSS Eng. chg. level 2 Decreasing RUN LENGTH 3 3
TOOL Tool number 0 # Cavities HOW MANY RUNS 0 0
DIMENSION w Units mm Out of control limits 0 0
4.2 PLUS 0.1 MINUS 0.1 Consecutive data points above avg. 2 3
4.1 NOMINAL 4.2 Upr Spec | 4.3 Consecutive data points below avg. 3 4
12a Average (X chart)
© - [=) [=) [=) [=) [=) [=) [=) [=)
re = = = = = = = = S S S S S S S S S S S S S S s B
IN S S S S S S S S < < N < < < e N = = = = N = = )
S sl & s 5 65 6 & & o g 4 § @ F ¥w g 5 ¥ g g F & & I K
$ az ~ TN /\ N —\ /N ,/\ /
o < 2 =T 4 5 6 7 9 IT 12U 13 14 15 17 Ts\}, 20 2 22 Db=—=35
g & V v
g
7] 421
2
8 g 8 g8 g g g g g & & & & & 8 & 8 & 8 & 8 & 8 g B
o 4.2 =% =Y =Y =% r=3 r=y r=s r=3 7 7 7 T 7 7 o
N o © < 0 © ~ o o S pa S 3 3 3 3 5 3 3 Q S N Q J <
<
4.19
418 . . . . . . . . . . . . . . . . . . . . . .
3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21 22 23 24 25
Data Points
Data Values UCLx AveX ——LCLx
0.06
o Range (R chart)
™ 2-0806—3-0000—4-0000—5-0000—6-0000—7-0000—8-0000—9-0006—10-00001+1-00061+2-0008+3-000014-000015-00001+6-00001+7-000018-060619-060626-000021+-000022-600023-0600026-6600
wn
=] 0.05
S
0.04
()
o
% 0.03
© & \ /\ / 2N \{ /\g / \\/ N
I 4
a 3 4 ) 7 8 10 T 13 T4 16 19 20 2 23 a 25
" \/ g \\/ ~ \/ \//
0.01
0.0
3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21 22 23 24 25
Data Points
Data Values ucCLr AveR ——LCLr

Page 1 of 2




HULANE ASSOCIATE NG, | [ PROCESS CAPABILITY CERTIFICATION REPORT || (see if any notes are on page 2)

LOCATION Plant___|HSICHIH CITY, TAIPEI HSIEN, TAIWAN,R.O..C. [Dept: 0 [Date: | 2014/11/19
PART Part number: 110 TYPE FEMALE TERMINALS Part description 0 Number of readings 125
Drawing number 6604151BSS Eng. chg. level 2 Lower spec limit (LSL) 4.1000
TOOL Tool number 0 # Cavities Nominal 4.2000
DIMENSION Description W Units mm Upper spec limit (USL) 4.3000
|PLUS 0.1 MINUS 0.1 Total sum _ 527.3000
Upr Spec | Average readings (X ) 4.2184
Maximum 4.2400
LSL USL Minimum 4.2000
50 47 100 Readings below LSL 25
45 | ] %0 | 20 Readings above USL 0
4.1000 4.3000 lAverage Range (R) 0.0236
401 80 - D, Value n=4 2.0590
35 1 0 70 Upper capability index (CPU) 2.3731
30 - —_ 60 | Lower -C-r’:lpjclblllty index (CPL) 3.4433
2 | 50 | Capability index (Cp) 2.9082
Process Capability (Cpy) 2.3731
20 17 40 1 35 (Capability ratio (CR) 0.3439
15 | \ 30 A Std Deviation (n-1) 0.0107
10 4 N 20 | Std_Deviation (n) 0.0106
\ ariance (n-1) 0.0001
5 5 o o o o o 5 10 o o o o o o o ariance (n) _ 0.0001
0 : : : : : : ; ; ; ; 0 + + + + + + + + Performance index (Pp) 3.1282
%% S« [0 Jo Ve To Ya Yo % %¢ %o §O §O ‘io EO §O §O §O §O §O Performancera_ltio(PR) 0.3197
~ ~ ~ ~ ~ ~ ~ ~ ~ ~ ~ Performance index (Ppk) 2.5526
B R @) P
n 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20
1 4.2 4.22 4.22 4.22 4.22 4.23 4.21 4.23 4.22 4.23 4.23 4.22 4.21 4.20 4.22 4.23 4.22 4.22 421 4.22
R 2 4.23 4.21 4.22 4.21 4.23 4.22 4.22 4.22 4.22 4.22 4.22 4.21 4.23 4.22 4.23 4.22 4.22 4.22 4.22 421
3 4.21 4.23 4.21 4.23 4.22 4.20 4.21 4.22 4.20 4.20 4.20 4.23 4.20 421 4.22 4.22 4.20 421 4.21 4.22
a 4 4.22 4.23 4.22 4.23 4.23 4.21 4.22 4.22 4.21 4.21 4.21 4.23 4.23 4.20 4.23 4.22 421 4.24 4.22 421
D 4.24 4.22 4.22 4.22 4.21 4.23 4.20 4.22 4.20 4.23 4.23 4.22 421 4.23 4.20 4.22 4.20 4.22 421 4.24
Average 4.22 4.222 4.218 4.222 4.222 4.218 4.212 4.222 4.21 4.218 4.218 4.222 4.216 4212 4.22 4.222 421 4.222 4214 4.22
Range 0.04 0.02 0.01 0.02 0.02 0.03 0.02 0.01 0.02 0.03 0.03 0.02 0.03 0.03 0.03 0.01 0.02 0.03 0.01 0.03
n 21 22 23 24 25 I\ O T E S
1 4.23 4.20 4.23 4.23 4.22
R 2 4.24 4.22 4.22 4.20 4.24
E 3 4.23 4.21 4.20 4.23 4.23
A 4 4.22 4.22 4.21 4.22 4.23
EI) 4.21 4.20 4.23 4.21 4.22
N
(€]
S
4.226 4.21 4.218 4.218 4.228
0.03 0.02 0.03 0.03 0.02
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@ ERERRERAE Part Submission Warrant Page : 1/1

Hu Lane Associate Inc. J::\S:Eﬁl'ﬂ%%;
Part Name 5" [ £/ 110 TYPE FEMALE TERMINAL Cust. Part Number %ﬂf”ﬂﬁ
Shown on Drawing Number 57 qm';,if;% 604151 Org. Part Number =58 %+ AF15E 6604151BSS
Engineering Change Level = Adf@ 1275k 2.0 Dated [ 1 # 2010/8/12
Additional Engineering Changes [fff I~ A7 Dated| '
Safety and/or Government Regulation . Purchase Order No. Weight (k
G P [ vesitld nopy R I e 9 0.00045kg
Checking Aid No. Checking Aid Engineering Change Level Dated
I 2! R e 2! T AR Y [y
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION
BT EL HTEHTEL
HU LANE ASSOCIATE INC. WWELEKTRONIK SPOLKA Z OGRANICZONA
Organization Name and Supplier Code / Vendor Code Customer Name / Division
R PR e O Bk €78 / A
#REF!
itéeEelt:,'Address 6 STkl Buyer / Buyer Code <& * ge’l/#ﬁé ~E I’*‘ﬁ
City ¥5[{] Region ®3l#  Postal Code Z[¥&ln%%  Country B4 Application 3 * | Ffg!
MATERIALS REPORTING ﬁﬂ%{
Has customer-required Substances of Concern information been reported? [] Yesil ] No ‘Jl\ N

BRI ORI PO EL B 2
Submitted by IMDS or other custome; format &;HIMDS% p“ S ,ﬂjiﬁg}a

Are polymeric parts identified with appropriate ISO marking codes’) . o
PP kL VR R ISOR - SR 2 u Yesf: Nopi L nsam
REASON FOR SUBMISSION i%,ﬁilgil

Initial submission 1% -4 ] change to Optional Construction or Material PRl
|:| Engineering Change (s) ~ *#@p1 |:| Sub-Supplier or Material Source Changef} 'ﬁ%ﬁg&ﬁa{eﬂsm%{l
] Tooling : Transfer - Replacement > Refurbishment - or additional [] cChange in Part Processing
25 W2~ R ST FF AR
O Correctlon of Discrepancy 7 £ V£~ [] Parts produced at Additional Location £y % 1/ FF
[] Tooling Inactive > than 1 year™ ~ 81! i & = [] Other - please specify below & - A
REQUESTED SUBMISSION LEVEL (Check one) EIsf2 (4R (GE- T

Level 1 - Warrant only (and for designated appearance items, an Appearance Approval Report) submitted to customer.
I7- AR Héx*j' FEIT IR - SRR RIS ) -

Level 2 - Warrant W|th procfuct samples and limited supporting data submitted to customer.

Y L TR R TR -

Level 3 - Warrant W|th product samples and complete supporting data submitted to customer.

BYZ A NG T R IR -

Level 4 - Warranf and other requirements as defined by customer.

SYDREG R - K AR

Level 5 Warrant with product samples and complete supporting data reviewed at supplier's manufacturing location.

EISAE %?} jﬁéj TR BERYR] B T A RS P - AR R R -

O 0Od

0 0O

SUBMISSION RESULTS 3= {55
. dimensional measurements material and functional tests |:| appearance criteria statistical process package
RS ERE] FHE P RIS It Eﬁ' ARF B
These results meet all drawing and specification requwements P ERf N RLA = M & Vfr* Qﬁ‘ﬂp |7v’$' 1\

YeshL ] No (If "NO" - Explanation Required) 75 ([0 ™A | HJ EMLD)
MOLD#! %[~ Cavity %4817k /Production Process%iyﬁ%

DECLARATION P To get material—production— storage
| 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 30k /1 hrs. I also certify that documented
evidence of such compliance is on file and available for review. I have noted any deviations from this declaration below.
F S R WW’E% 4 ‘E’fﬁéﬁ!m“ﬂ/ [”“‘% * [PPAPSYINRELT T e - 25 (EIH I#xfd"v’f:” 30k fF/__1 IHYER
EJVEVW‘LF‘% S m E’B“'ﬁﬁ"f’éﬂfﬁ I Iﬂféﬁjé‘ SRR e A E ) f] L FL pL™ .
EXPLANATION/COM ENTS SN
Is each Customer Tool properly tagged and numbered? = /g% 9 & 'iﬂ F’B“'ﬁ;él AR A E[T%FF L] YestL NOF}
Organization Authorized SignatureSSH VA 3 Y4 55 ¢, = ] Datef I #] 2014/11/19
Print Namef{|pl/f4%: £ T Phone No. ?' 025-52774425 Fax (& 025-52771366
Titles3s QA SUPERVISOR E-mail jiangli@hulane.com.cn

FOR CUSTOMER USE ONLY ( IF APPLICABLE) E?&Ej E'Hﬁ (:E'Iiﬁf'l b}
PPAP Warrant Disposition |§>\$1F“F~ bl FL o ] Approved £ [[] Rejected fif>  [] Other®l {4 :

Customer Signatures= FAfIvAt 5 55 £, Date | 1]
Print Name[[[[#&1E €, Customer Tracking Number &% 3| 555154

4262-1.3



