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PROCEDURE TITLE: 
Scope


EFFECTIVE DATE: 6/30/04

WRITTEN BY: 

Ronald J. Corey

TITLE:


President

1.0 These procedures are written to conform to Fancort quality control of parts, finished goods and formed components produced by Fancort Industries. Contents of these procedures become effective immediately. Procedures that refer to Fancort lead forming services will specifically address only those services as noted in the procedure title.

2.0 Fancort Industries has been operating as a New Jersey corporation since 1977. Our business is the manufacturing of lead forming and cutting equipment and lead forming services for manufacturers and users of high-reliability components. Fancort designs and manufactures all of the equipment sold utilizing a full state-of-the art shop. Fancort customers include all of the major aerospace manufacturers in the US and many in Europe and the Middle East.

3.0 Fancort is a privately held corporation with two principal owners, Ronald Corey and Jerry Fank.  A complete organization chart can be found in this manual as Appendix A.

4.0 Fancort will consider incorporating any additional procedures required by contracts upon their receipt.

5.0 All Quality Control documents will be kept for a minimum of two years or as the contract requires. If products require a guarantee, those documents will be kept as long as the guarantee or contract requires.

6.0 The master copy of these procedures will be kept in the Quality Control files maintained by the President. Copies will be made available to all concerned departments or persons.

7.0 Inspections, test procedures, calibration and standards are all governed by this document.

8.0 This Quality Control program will be reviewed on an annual basis by management for effectiveness and updated as necessary.

PROCEDURE TITLE:
Prints and Documents

/Lead Forming Services               No. 1000LFSA

DEPARTMENTS AFFECTED: Purchasing, Engineering QC and Production

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

1.0 This procedure establishes the system for issuing and checking the proper drawings, prints, specifications and documents and their revisions for all lead forming service jobs.

2.0 When contracts are received the Engineering Manager will review the overall contract requirements and assign a job number (FS#). MIL-STD 1686C will take precedence of all referenced documents.

3.0 If there are any discrepancies between the customer purchase order and the parts received, or if there are any damaged components, the customer will be notified immediately using Form #QCR2.

4.0 After receipt of the parts a shop traveler Form QCP-LFS1 will be released with the parts to the lead forming service technician. 

5.0 The technician shall read and fully understand the lead forming requirements. He shall transfer those requirements to a Fancort LFS Specification Sheet Form #QCP-LFS3, 4, 5 or 6, and obtain from the customer an approval to proceed. 

6.0 When the customer makes a change or Engineering Manager during production, the Engineering Manager will instruct the technician to stop work until the new specifications or documents have been issued using form QCE1, Engineering Change Order.

7.0 The Shop Traveler QCP-LFS1 along with the drawings and specifications will accompany the work until final inspection of the formed components.

PROCEDURE TITLE: Prints and Documents/Hardware No.1000A   Rev. 4

DEPARTMENTS AFFECTED: Purchasing, Engineering QC and Production

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

0.0 This procedure establishes the system for issuing and checking the proper drawings, prints, specifications and documents and their revisions as necessary for all tooling hardware products.

2.0
When orders or contracts are received, the Engineering Manager will   review the overall contract for documentation requirements and prepare all the necessary drawings for components and final assembly. These drawings, along with the Shop Traveler, Form QCP10, will be contained in the blue shop book and released to the shop floor by the 


Production Manager after release by the Engineering Manager.

3.0 The Engineering Manager will be responsible for reviewing all prints for        latest or proper revision and any items that need further details for manufacturing. If more information is needed, Engineering or sales will notify the customer. It is acceptable that the Engineering Manager can redline changes in the documents and initial and date any changes made.

4.0 Drawings and specifications will be reviewed by the Engineering Manager and Purchasing for identification of purchased material. All specifications and drawings will be checked for latest revision. If the latest revision of specifications is not on hand, the Chief Engineer will order it.

5.0 When the customer or Production Manager makes a change during production, the Engineering Manager or Sales Manager will issue instructions to the Production Manager to stop work until the new specifications or documents have been issued using form QCE1, Engineering Change Notice.

6.0 The blue book with the Shop Traveler, drawings and specifications will   accompany the work until final inspection of the tool.

PROCEDURE TITLE:

Purchase Orders

No. 1000B REV: 4

DEPARTMENTS AFFECTED: Purchasing, and Production

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

1.0 This procedure establishes the system to be followed when placing purchase orders with approved vendors for raw materials, finished products or services required by Fancort to produce the final product.

2.0 The Production Manager, Engineering Manager, or President, will prepare Purchase Orders, stating all requirements and specifications needed for items being purchased.  Purchase orders will then be maintained in a file until the goods are received and processed.

3.0
A list of approved vendors will be maintained by the Production Manager, Engineering Manager and President and will be reviewed on an annual basis. A list of approved vendors can be found in Appendix B.

4.0
If an order is placed for a fabricated non-standard part, it will be accompanied by a print, and when necessary referenced the specific customer job in which the part is used.

5.0
Fancort will annually visit, or require, documentation to assure that the vendors supply materials that conform to government standards or Tool and Die Standards. This includes heat-treating, inspection laboratories, production facilities, foundries, etc. used to supply materials or parts for final assemblies. Fancort Management will maintain a log of vendor performance for monitoring how well vendors meet our requirements and will be documented on the Approved Vendor List, Form QCP11.

6.0
The criteria used for rating vendors will be quality of parts that meet the purchase order requirements and on-time delivery. A supplier will be removed from the list of Qualified Suppliers if their rating drops below 3 on a scale of 1-5. 

PROCEDURE TITLE:
Receiving Inspection


No. 1000C  REV: 4

DEPARTMENTS AFFECTED: Purchasing, QC and Production

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

1.0 This procedure establishes the system to be followed when conducting receiving inspection of raw material and/or purchased parts and services for tools.

2.0 The Receiving Manager will sign for most materials, parts and supplies coming into our main plant by any transportation method. Some vendors will deliver parts directly to the production area and are signed by the Production Manager.

3.0 Parts for lead forming services are received into a special log and hand delivered to the sales support person who will check them against the paperwork and fill out a shop traveler form QCP-LFS1 for eventual delivery to the Lead Forming Supervisor.

4.0 The Production Manager will conduct Receiving Inspection on all raw materials, parts, supplies and services upon receiving and prior to release for production.

5.0 It will be the responsibility of the Production Manager to establish workmanship standards, and receiving inspection requirements, and document the required inspections in Fancort’s Receiving Report QCR 20.

6.0 All incoming material, parts and supplies will be checked for any type of damage that may have occurred during shipping. If damage is evident, either the Receiving Manager or Production Manager makes a note on the receiving document. 

7.0 The receiving in checker will provide all inspection papers included in the shipment to the Production Mgr. For his subsequent action.

8.0 Materials, parts and supplies delivered to our plant will be receipted by the receiving in checker. He will provide adequate safeguarding and storage to the item being received and forward the receiving documentation and any inspection papers to the Production Manager.

9.0 The Production Manager, along with copies of the applicable purchase orders, will maintain Fancort’s Receiving Log. The Receiving Manager will maintain the Log for Lead Forming Services.

10.0 Upon receipt of material, receiving inspection will be conducted, and results documented on Fancort’s Form QCR20. Visual analysis is necessary on purchased material where a C of C is included. In the Lead Forming Services Department, all incoming customer parts will be 100% visually inspected.

11.0 If the incoming material is acceptable, the Production Manager will sign off and release the material for production to the shop floor with the proper shop traveler.

12.0 Unacceptable material will be rejected and dispositioned using Fancort Form QCR2, Non-conforming Material Evaluation and Corrective Action. The material will be identified with a red QC Hold tag and moved to the non-conforming material area until final disposition is made. Repairs shall not be made on non-conforming customer material without the written approval of the customer.

13.0 A copy of the Fancort form QCR2 will be sent to the requisitioner for information and corrective action.

14.0 After final disposition, a copy of Form QCR2 will be maintained by the Production Manager, along with the receiving inspection report, and a copy of the purchase order. A copy will also be maintained by the President to be used for vendor performance rating.

15.0 When material, which has been subjected to Fancort quality assurance actions, has been found to be defective, receiving inspection will notify the vendor and make all inspection records available to them for review. In addition, Fancort shall require the vendor to implement corrective action.

16.0 All receiving inspection records and associated documents shall be retained for two years after completion of the contract or order. If records are required to be maintained longer than two years, the required period of retention shall be specified on the face of the record documentation.

PROCEDURE TITLE:
Production and Final Inspection

No. 1000D




Lead Forming Services

DEPARTMENTS AFFECTED: Production and Quality Control

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

1.0 This procedure establishes the systems to be followed by the Lead Forming Services department when processing parts for customer orders.

2.0 The LFS supervisor shall be notified whenever an order is taken and the components arrive. A shop traveler, QCP-LFS1 is filled out and an FS number assigned to the order. 

3.0 MIL-STD-1686C takes precedence over all referenced documents.

4.0 The container and shop traveler will be taken to the forming service department and stored in an ESD safe area.

5.0 The LFS supervisor will review the shop traveler, Fancort order form and components along with any technical documentation to determine that all documents agree and the component count is correct. If there are any discrepancies between the customer’s purchase order and the parts received, or if there are damaged components, the customer shall be notified immediately by phone, fax and email.

6.0 The LFS supervisor will review the customer’s lead forming requirements including any other services that might be required. The lead forming specifications will be transferred to a Fancort specification sheet QCP-LFS3, 4,5 or 6 and the customer will be faxed a copy for written approval before we proceed. All dimensions and requirements noted on the purchase order shall be inspected and documented on Fancort document QCP-LFS3, 4, 5 or 6. If any form dimension listed on the customer’s purchase order is not included on QCP-LFS3, 4,5 or 6 or is dimensioned from different reference points, a copy of the customer’s drawing shall be referenced.

7.0 The LFS technician or supervisor will perform first article approval, if required, notifying the customer of the results obtained by sending a test report QCI-LFS3,4 or 5 or by sending the component for first article approval.

8.0 During the forming process, the technician of supervisor shall inspect the formed components at a 1:10 ratio (10% sampling) unless otherwise requested by the customer. These inspection results shall be recorded and kept in the job folder on Form QCI-LFS3, 4,5 or 6.

9.0 Upon completion of the service (forming, tinning, etc), the components shall be placed in a tray supplied by the customer, or a Fancort adjustable matrix tray. These trays will be placed into an ESD safe bag, marked with the customer PO, and placed in an ESD safe box for shipping.

10.0 A Certificate of Compliance (COC, Form QCI-LFS8) shall be completed and signed by the LFS supervisor completion of the order.

11.0 A copy of the Purchase Order and the job as it was processed will be kept on file at Fancort for future reference.

12.0 The controlling document shall be MIL-HDBK-263C and shall be followed where applicable concerning Fancort services.

See attached Appendix C for complete lead forming service workflow

PROCEDURE TITLE:
Production/Hardware
Procedure No. 1000E 

DEPARTMENTS AFFECTED: Production and Quality Control

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

1.0 This procedure establishes the systems to be followed by the Production Department when manufacturing hardware for customer orders, e.g. tools, presses, and related production equipment.

2.0 Production commences when the Blue Book with Shop Traveler, Form QCP10, and all pertinent drawings are released from Engineering. The Production Manager will be responsible for reviewing all documents in the Blue Book before releasing to the shop floor. This Blue Book shall follow the progress of the order as it travels through the shop with all procedures to be signed off as completed and approved.

3.0 The Production Manager will be responsible for following all procedures on Form QCP10. When a problem arises with the procedures, drawings or specifications, the Production Manager will notify the Engineering Manager to assist with the production difficulties. The problems will be noted on the Shop Traveler QCP10, and if necessary, the Failure Analysis/Corrective Action Form QC13 will be issued. The Sales Manager may be called into assist if necessary.

4.0 If special tooling is needed to produce some parts, the Production Manager will notify the Engineering Manager, who will be responsible for the engineering of the tool, or the design of the tool to be ordered from an outside vendor.

5.0 The Production Manager will be responsible for explaining any special procedures to the employees and making sure procedures are followed using QCP10. Good practices will be employed at all times by all employees.

6.0 When production is complete, the toolmaker assigned to the job will deliver the finished tool to the Inspection Dept. for final inspection by the QA Manager.

PROCEDURE TITLE:
Inspection Equipment/Hardware


Procedure
No. 1000F

DEPARTMENTS AFFECTED: 
Production and QC

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

1.0 This procedure establishes the system to be followed for the management of Fancort Industries inspection equipment. Because Fancort is producing tools designed to form and trim customer parts or processing parts for customers as a service, the only inspection equipment required is our comparator. This measuring instrument is used to check the results of parts produced on tools purchased by customers, or to check results of parts processed on Fancort tools used in the Lead Forming Service area. 

2.0 Measuring equipment used by toolmakers will be self-inspected using a master set of gage blocks.

3.0 All measuring equipment will be calibrated per manufacturer’s instructions.

a) Items that cannot be calibrated at Fancort will be sent to   laboratories for calibration and shall require signed certification sheets, which verify calibration traceability to N.I.S.T.

4.0 When a tool or gauge is found to exceed 25% of the acceptable tolerance set forth by the manufacturer, form QCI3 will be used to investigate and document the condition of the tool or gage, and possible acceptance of the item, which may be out of tolerance. If parts were shipped out having used the defective tool, gage or instrument, the customer or proper government agent will be notified for corrective action.

5.0 Each July the calibration system will be analyzed with the Quality Control Manager taking responsibility for the review process. The President and Production Manager will also be present.

6.0 All calibration sources will be traceable to the N.I.S.T. and evidence of traceability will be required on all certifications from outside sources. 

7.0 If an instrument is found to be out of tolerance, that is, exceeds 25% of the acceptable tolerance (4:1 test accuracy/ratio) for any characteristic being calibrated, then the following shall be analyzed relative to each particular piece of inspection equipment.

a) The percentage exceeding 25% of the acceptable tolerance shall be noted.

b) Cause of condition if it can be determined.

c) Adequacy of calibration procedures.

d) Age and adequacy of instrument for applied use.

8.0 The work area will maintain environmental controls to the extent necessary to assure continued accuracy of all measuring instruments.

9.0 The Quality Control Manager will destroy tools found to be unsuitable for use or unrepairable, or if owned by a toolmaker will be removed from the Fancort facility, and their respective card removed from the calibration file. 

10.0
If a piece of equipment such as a micrometer is found to be out of calibration, the toolmaker will bring it to the attention of the Manufacturing Manager who will determine all product verified by this equipment back to the last known good calibration date. The Manufacturing Manager will then use the following criteria to determine the status of this product and if product recall is necessary:


a)
Customer risk and product usage

b) Extent of magnitude of the out of calibration equipment

c)
Other factors deemed appropriate by the management team

TOOLS FOR CALIBRATION

TOOL/GAGE/INSTRUMENT


CALIBRATION INTERVAL

Comparators (2)





12 months

Gage blocks, master set (1)



12 months

PROCEDURE TITLE:
Inspection Equipment
Procedure
No. 1000G

Lead Forming Services


DEPARTMENTS AFFECTED: 
Production and QC

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

1.0 This procedure establishes the system to be followed for the management of Fancort’s Calibration system of the inspection equipment used specifically for inspecting customer parts that have been processed for lead forming. The only inspection equipment directly used for this procedure is the two comparator/

2.0 The Quality Control Manager will be responsible for the audit, management and review of the calibration of the two comparator used in the lead forming service area. The calibration of these machines will take place each year in July, or as needed, so that the dates between inspections do not exceed twelve (12) months.

3.0 
A file with the Comparator Inspection Certificates (see back of Quality Manual) with the calibration information shall be maintained indicating the following information:


a.  Date of audit

b. Results of said audit

c. Due date of re-inspection

3.0 The comparators will be calibrated so as to comply with N.I.S.T.

4.0 If the comparator cannot be calibrated at Fancort, it will be sent back to the manufacturer for calibration and shall require signed certification to verify calibration before being returned.

5.0 All calibration sources will be traceable to the N.I.S.T. and evidence of traceability will be required on all certifications from outside sources.

6.0 The Quality Control Manager will be responsible for overseeing the placement of stickers on the comparators to record the test date, initials of the person conducting the test and the date the instrument is due for re-inspection.

PROCEDURE TITLE:
Final Inspection/Hardware Procedure No. 1000H

DEPARTMENTS AFFECTED: 
Production and QC

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

1.0 This procedure establishes the system to be followed for final inspection of all tools, presses or ancillary equipment.

2.0 Before shipment, tools, which are completed in production, will be delivered to the inspection department for final inspection by the Production Manager. The toolmaker handling the job will be responsible for moving the finished tool from production to inspection with the Blue Book and completed Shop Traveler.

3.0 The Lead Forming Service Supervisor will be responsible for inspecting test components that have been processed on the finished tool, and checking all specifications and dimensions against the customer specifications. The Lead Forming Service supervisor will use as many of the customer components as possible to provide a reasonable statistical sampling. These dimensions will be noted on the final test sheet, Form QCI-LFS3, 4 or 5 and Shop Traveler QCP10.

4.0 Tools that have passed final inspection will be held in a designated area by the Production Manager until he closes out the order and delivers the tools to shipping with the appropriate shipping documents. The Blue Book is then delivered to Engineering where the order is officially closed out and the Job Folder is filed.

4.1 When a component is found to be out of tolerance, the Production Manager will look for the cause of the defect and what corrective action needs to be taken. He will consult with the Engineering Manager and note the problem on the Shop Traveler, and will also complete a Failure Analysis/Corrective Action Form, QCI3.

4.2 Parts that cannot be repaired will be taken to a non-conforming material area maintained by the Production Manager and red tagged until final disposition. Parts that are repairable will be put back into production with instructions on Form QCI3 and QCP10.

5.0 The Production Manager will be notified by the toolmaker handling the job when the repaired parts are finished. The parts will then be inspected by the Production Manager and so noted on QC13.

6.0 All inspection records, e.g. Test Sheets, Shop Travelers, etc will be kept for a period of two years in Job Folders in an active area unless otherwise specified in the purchase order. After two years, the ob folders will be maintained for five years in the Fancort records storage area.

PROCEDURE TITLE:
Customer Supplied Material


Lead Forming Services
Procedure No. 1000I

DEPARTMENTS AFFECTED: 
Production, QC and Engineering

WRITTEN BY: Bill Carpenter, Manager of Engineering

APPROVAL: Ronald J. Corey
DATE: 6/30/04

1.0 Material that is supplied by the government or a customer will be inspected immediately upon receipt. If the order is for hardware, the Production Manager will check for damage in transit and check paperwork that the proper material was shipped for tool tryout. If the order is for lead forming services, the LFS Supervisor will check for damage in transit and check paperwork. The material will then be stored in the proper ESD safe area until production will start in the case of lead forming services, or stored until completion of the customer’s hardware. All material will be tagged with the work order number, either FA# for hardware, or FS# for lead forming services.

2.0 Non-conforming material will be red tagged with “QC Hold” and placed in the non-conforming material area; Form QC13, Failure Analysis/Corrective Action, will be completed and remain with the defective parts until disposition by the Production Mgr. The customer will be immediately notified by phone and fax.

3.0 A periodic check will be made after receipt of material to assure there is no deterioration or damage of material while in storage; this is especially important for customer live parts waiting lead forming. The Production Manager or Lead Forming Service Supervisor (depending on the type of order) will be responsible for noting on the shop traveler the date parts in storage were inspected.

PROCEDURE TITLE:

ESDS Control

Procedure
No. 1000J

DEPARTMENTS AFFECTED: 
Production and QC

WRITTEN BY:
 

Bill Carpenter, Manager of Engineering

APPROVAL: 


Ronald J. Corey
DATE: 6/30/04

The controlling document shall be the Fancort ESDS Operating Standard issued 6/28/04, Rev. Aug 3, 2004, which complies with S20.20 certification.

PROCEDURE TITLE:

Preventive Maintenance

Program


Procedure
No. 1000K

DEPARTMENTS AFFECTED: 
Production and QC

WRITTEN BY:
 

Bill Carpenter, Manager of Engineering

APPROVAL: 


Ronald J. Corey 
DATE: 6/30/04

1.0
The purpose of this procedure is to define the responsibilities and methods for maintaining the Fancort infrastructure. The infrastructure includes such items as building, workspace, utilities, process equipment hardware and software.

2.0
It is the responsibility of the President to ensure that the resources necessary to maintain and improve the Fancort infrastructure are appropriately defined, managed and funded. In addition, the President will ensure that the information and communication technology and equipment infrastructure, which includes the business systems software, web site, and communications (e.g. Fax, phone, etc) are maintained and appropriate to the necessary customers and parties.

3.0
It is the responsibility of the Manufacturing Tooling Manager in conjunction with VP and Manager of PC Products Manufacturing to ensure that the manufacturing facilities are maintained and resourced appropriately to include equipment and tool maintenance, work space, supporting facilities, ground maintenance and transportation services.

4.0
A Maintenance Log, Form QCM1 will be maintained for all tools used in the lead forming service area. It is the responsibility of the Tooling Production Manager to maintain these tools.

5.0
The Fancort preventive maintenance program has been established using various methods of control; a) for equipment and tools that are used daily, the qualified users perform minor PM tasks such as oiling, cleaning, etc. This type of maintenance is on-going per job requirements and does not have to be recorded. b) Periodic (i.e. monthly, yearly) preventive maintenance: A schedule has been established that identifies the equipment requiring PM. This list will include equipment name, or number, instructions, timeframe (i.e. daily, monthly, semi-annually or annually) corrective maintenance (if any) and who completed the task. For tool maintenance, tool room personnel complete on going and as needed tool maintenance. 

6.0
The Fancort maintenance coordinator is responsible for identifying the equipment needing maintenance, the frequency of the maintenance, and the instructions for providing the needed maintenance. In addition, it is the responsibility of the maintenance coordinator to maintain the necessary maintenance records.

7.0
The Fancort workspace is appropriate to the task being performed. It is consistently being reviewed and updated by the President and Management team to ensure the optimum facility usage and operator needs being met. In addition, the Management team reviews the supporting facilities, building and ground maintenance needs on an annual basis. Updates are managed appropriately.

NON-CONFORMING MATERIAL EVALUATION/CORRECTIVE ACTION

Form QCR2

Today’s date: ________________________________________________________

Vendor:          ________________________________________________________

Date received: ________________________________________________________

Item(s) purchased: ________________________________________________________________________________________________________________________________________________________________________________________________________________________________
Drawing numbers:

Problem(s) identified:

________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________

Notified Vendor:_________Yes  _______No  

Date____________________________________________________

Recommended action:

________________________________________________________________________________________________________________

_______________________________________________________________

Approved by: ________________________________________________________

TOOLING INFORMATION SHEET-HARDWARE

Form QCP2

Fancort Order #_______________Customer PO#________________
Today’s Date____________________Taken by_____
__________

Customer________________________________________________

Address__________________________________________________

Buyer Name________________________Phone_________________

Engineer Contact______________Phone_____________________
Engineer Fax__________________________E-Mail_____________
Fancort Quote No._________Quote Date______________________
Delivery Date Given________________________HOT!! ________


TECHNICAL INFORMATION:

Tool Part Number_____________________________




Description_______________________________________________________________________________________________________________________________________________________________________________________________________________________

Tool to fit Press Model Number___________________

______

Drawings enclosed_________________________________________

Samples:  Enclosed____________
Requested on______________
_

Received on_______________     Not available until_______________

Mark tools with Drawing Part Number__________________________
Mark tools with Component Lead Counts________________________
Mark tools with the following information

____________________
Reviewed by: (initials and date)

Sales_____________Engineering_________Prod. ________________

Other information:

________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________________

SHOP TRAVELER-HARDWARE

Form QCP10

FA Number_________________Customer_______________________

Tool Model Number_____ _____Release Date____________________

Schedule Completion Date___________________________________

	Operation
	Signed by
	Date
	Part No.
	Problem/Action

	Drawing/Spec. Review
	
	
	
	

	Milling Inspection
	
	
	
	

	
	
	
	
	

	Received Heat Treat
	
	
	
	

	
	
	
	
	

	Prep for EDM, incl. Inspection
	
	
	
	

	
	
	
	
	

	Post Grinding Inspection
	
	
	
	

	
	
	
	
	

	Plating and Inspection on Receipt
	
	
	
	

	
	
	
	
	

	Final Assembly
	
	
	
	

	
	
	
	
	

	Final Test and Inspection
	
	
	
	


SHOP TRAVELER-LEAD FORMING SERVICE

FORM QCP-LFS7

Paperwork received by sales:  Date








FS# assigned










Company











PO#












Contact











Phone












Comments/Actions









Received in Production:  Date



By





Review of PO
  OK?









Failure



Reason






Action













Date












Components Stored In










Comments/Action









Specifications received in Engineering:  Date

By




Review of Specifications:  Date

By






Outcome of review:  OK









Incomplete Information









Date












Comments/Action









Processing of Components:


Start Date


Completion Date


By



# of Set-Up Components Available

S/U Verified




# of Components Measured


10% Other




Components Shipped in FII Matrix Tray

Other




Comments/Actions









Received in Shipping:


Date







By




Dated Shipped





By




Shipped Via






Method



Account #











Estimated Day of Arrival
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E. C. O. ENGINEERING CHANGE NOTICE

Form QCE1

Today’s Date______________________________________________

Product # ___________________________Drawing #____________

E.C.O. #1 ___________________________Tool #1_______________

DISPOSITION

______Next time made    ______Immediate
______Other, describe

	Change and Reason
	Rev. #

	
	

	
	

	
	

	
	

	
	

	
	

	
	

	
	

	
	

	
	

	
	

	
	

	
	

	
	

	
	

	Requested by: 
	


RECEIVING REPORT-HARDWARE

Form QCR20

Fancort Purchase Order No.__________________________________

Vendor Name_____________________________________________

Date Received____________________________________________

	Item Description
	Qty
	Part No.
	Drawing No.
	Acceptance (Y or N)

	1.
	
	
	
	

	2.
	
	
	
	

	3.
	
	
	
	

	4.
	
	
	
	

	5.
	
	
	
	

	6.
	
	
	
	

	7.
	
	
	
	

	8.
	
	
	
	

	9.
	
	
	
	


RECEIVING REPORT-COMPONENTS

Form QCR-LFS1

Today’s Date:











Job #





FS#






Received From:











Address:












Customer PO#











Fancort Order #










Number of Packages:










Quantity Received:










Quantity Shipped (according to customer’s paperwork:



Component Type(s):










Receiving Status:










Carrier:












Delivered to LFS Area on:









SHIPPING:

Quantity Shipped:











Quantity Shipped (unformed or misformed):





Total Components Shipped:








FAILURE ANALYSIS/CORRECTIVE ACTION

(Hardware)

Form QCI3

Priority:
Critical -A



Report Date_________________



High     -B



Page_______________of______



Routine-C

FA#_________________

         Customer___________________

	Item #
	Priority
	Problem

/

Objective
	Action
	Who
	Completion


	Schedule

	
	
	
	
	
	Target
	Actual
	ON
	Not ON

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	


CERTIFICATE OF COMPLIANCE-

LEAD FORMING SERVICE

Form QCI-LFS8

Attention:  Quality Control

Inspection Date:










Company:












Purchase Order No.:










Part No.:












Conforming To:











Fancort PO No.:











Forming Service No.:










This Certificate of Compliance certifies that the services furnished meet all the applicable material and/or process specifications as set forth on your purchase order referenced above.

Signed By:












Name:












Lead Forming Service Supervisor

COMPONENT TRACEABILITY DOCUMENT

Form QCI-LFS9

The operating technician has maintained component traceability by transferring components of the same lot/type to shipping containers clearly marked with the component designation number.

Today’s Date:











Company:












Customer Contact:










Phone:












Fax:













Purchase Order No.:










Fancort Order No.:











Forming Service No.:










Customer Component Designation No.:






Number of Parts Received:








Number of Packages Trays/Containers Received:





  Parts Per Container:




Number of Package Trays/Containers Shipped:










  Parts Per Container:




Check One:  Customer Container

Fancort Matrix Tray


Signed By:













Name:












Lead Forming Service Supervisor

APPROVED FANCORT VENDORS

FORM QCP11; Today’s Date_____________

	Vendor
	Material Supplied
	Rating*

	
	

	Lead Forming Service Vendors:
	

	RTP
	Plastic Resin
	

	Wycon Mold & Tool
	Matrix Tray Slides
	

	Argyle Industries
	Aluminum Top & Bottom
	

	Source Packaging
	Shipping Box
	

	Source Packaging
	Anti-static Foam & Film for cover
	

	Gary Plastics
	Cross-linked Static Dissipative Foam
	

	V-Tek
	Tape and Reel
	

	Six Sigma
	Lead Tinning
	

	Sypris
	Leak Testing
	

	
	
	

	Lead Forming Hardware Vendors:
	

	Danly Die Set
	Die Sets
	

	Producto Machine
	Die Sets
	

	Burgon Tool Steel
	Tool Steels
	

	Airoyal
	All Pneumatics
	

	Camptown Tool & Die
	EDM
	

	Comptrol
	Ball Screw Assembly
	

	R.H. Lytle
	5000-1 Control Unit
	

	Ironbound
	Heat treating
	

	Optical Surfaces
	Mirror for Coplanarity Inspection Mirror
	

	Union Hard Chrome
	Plating
	

	M.S. Tool
	CNC Machining
	

	Bauer Machine
	CNC Machining
	

	Mitutoyo
	Micrometers & Measuring Instruments
	

	Triple Cities Plating
	Plating, Black Anodizing & Hardcoat
	

	Yarde Metals
	Air Press Materials
	

	BAWA Machine
	Press Castings
	

	Atlantic Fluid Power
	Pneumatics
	

	Morse Pneumatics
	Pneumatics
	

	Lee Spring
	Die Springs
	


 *Rating is based on quality and meeting delivery date on time. Points (0-1) for on-time delivery, and 0-2 for quality. 

MAINTENANCE LOG: LEAD FORMING EQUIPMENT

Form QCM1

	FA#
	Function
	Visual
	Grease
	Clean
	Sharp
	Date
	Initials

	4392
	Toe Down
	
	
	
	
	
	

	1583
	Toe Up
	
	
	
	
	
	

	4249
	.045 Foot
	
	
	
	
	
	

	4214
	.050 Foot
	
	
	
	
	
	

	2282
	.055 Foot
	
	
	
	
	
	

	1542
	Cutting
	
	
	
	
	
	

	4398
	Multi

Purpose
	
	
	
	
	
	

	4399
	Cutting
	
	
	
	
	
	

	4397
	Dip to

Gullwing
	
	
	
	
	
	

	2125
	Dip to

Gullwing
	
	
	
	
	
	

	1716
	Motorola
	
	
	
	
	
	

	4262
	Adco
	
	
	
	
	
	

	4178
	BAE
	
	
	
	
	
	

	2763
	4” F-1B1

.060 ft
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APPENDIX A

List of Quality Control Documents

	Document Number
	Description
	Page No.

	
	
	

	QCR2
	Non-Conforming Material Evaluation/Corrective Active
	21

	
	
	

	QCP2
	Tooling Information Sheet-Hardware
	22

	
	
	

	QCP10
	Shop Traveler-Hardware
	24

	
	
	

	QCP-LFS7
	Shop Traveler-Lead Forming Service
	25

	
	
	

	QCP-LFS4
	Flat Pack Specification Sheet
	26

	
	
	

	QCI-LFS4
	Flat Pack Test Sheet
	27

	
	
	

	QCP-LFS3
	Quad Pack Specification Sheet
	28

	
	
	

	QCI-LFS3
	Quad Pack Test Sheet
	29

	
	
	

	QCP-LFS5
	DIP to Gullwing Specification Sheet
	30

	
	
	

	QCI-LFS5
	DIP to Gullwing Test Sheet
	31

	
	
	

	QCP-LFS6
	One-Sided SMD Specification Sheet
	32

	
	
	

	QCI-LFS6
	One-sided SMD Test Sheet
	33

	
	
	

	QCE1
	E.C.O. Engineering Change Notice
	34

	
	
	

	QCR20
	Receiving Report-Hardware
	35

	
	
	

	QCR-LFS1
	Receiving Report-Components
	36

	
	
	

	QCI3
	Failure Analysis/Corrective Action-Hardware
	37

	
	
	

	QCI-LFS8
	Certificate of Compliance-Lead Forming Service
	38

	
	
	

	QCI-LFS9
	Component Traceability Document
	39

	
	
	

	QCP11
	Fancort Approved Vendors
	40

	
	
	

	QCM1
	Maintenance Log: Lead Forming Equipment
	41

	
	
	

	
	Certification of Calibration-Optical Comparator - Tooling
	42-44

	
	
	

	
	Certification of Calibration-Optical Comparator – Forming Service
	45-47
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Fancort Organization Chart�June 28, 2004





Forming Service





QCP-LFS6





Source Inspection Buyoff





Approval or Rejection





Additional services available, I.e. Tinning, Leak Test, Tape & Reel.





All Parts Arrive (both setup and live)





Fancort Order Form Prepared


Job Folder Assembled





Client P.O. Arrives


Approved Lead Forming Specifications Arrive








Component Preparation Services


Basic Sequence of Events











Client notified by e-mail of shipment date and carrier.				           





At the completion of the job the following documents are created and shipped with the order:


Shipping/Receiving Report


Certificate of Compliance


Component Traceability 





Each container is sealed in a padded “egg crate” paperboard box.





Container is closed and sealed in an ESD-safe plastic zip-lock bag when filled to specified capacity.  The bag is identified with:


Client PO #


Part #


Part quantity


Current date


Fancort order #


Fancort Forming Service #.


Client identifying information may be placed on the container.





Part completed and placed in appropriate container. Either a Fancort Matrix Tray or a client-supplied container is used.





Achieving correct settings, the forming run begins.  One of every ten completed parts is inspected on the comparator with results recorded on the Fancort Test/Inspection Form. (Standard inspection ratio applies unless agreed otherwise with the client) 





If controllable dimensions are out of spec the press settings are changed accordingly.  Another setup part is processed and checked to verify corrections.  Adjustments to the upper former, pressure pad, and their associated springs may be necessary.





A setup part is formed and the results checked on the comparator.





Press setup of calculated micrometer-adjustable cutting/forming parameters. 





Proper forming tool selected and correct forming insert is chosen.





Forming parameters calculated & Fancort Test/Inspection Form is prepared.





Key dimensions of setup and live parts checked to verify physically identical.





Client notified of any discrepancies, or damage.





Part Containers Opened


 Verification of the following against client paperwork:


Part Count


Part Number


Part Type


Any Damage





The following steps are executed in an ESD-safe area


using ESD-safe techniques





QCI-LFS 6





DIP TO GULLWING TEST SHEET
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