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1.0 PURPOSE
1.1 These specifications provide inspection guidelines for all components (metal stamped, molded components, fuses etc.) that are provided to Sumitomo Electric Wiring Systems by Tier 2 suppliers to ensure that material received at SEWS can be used efficiently and effectively as designed.
2.0 SCOPE

2.1 The scope of this work instruction covers general inspection requirements for material provided by SEWS suppliers to SEWS. Any specific requirements agreed upon by SEWS and the supplier for the product being produced will supersede the requirements defined in this procedure. 
2.2 Any changes to this document will be highlighted in blue color.  The changes from the previous revision will all revert back to black.
3.0 DEFINITIONS

3.1 Item -A single part or material purchased.
3.2 Control Plan - A method for documenting the functional elements of quality control that are to be implemented in order to assure that quality standards are met for a particular product or service.
3.3 PFMEA - A methodical approach used for identifying risks on process changes. The Process FMEA initially identifies process functions, failure modes their effects on the process.
3.4 Class A Surface – Defined as a Texture or Grained cosmetic surface that is defined by an OEM and specified on the part print specifications.
3.5    Special Drawing Characteristics Identified by Symbol within Drawing – 
a. #   - Dimensions to be monitored at beginning of shift and CPK data retained, added to the control plan and process specifications.
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 – Critical dimensions to be checked at time of PPAP, added to the control plan and process specifications.
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- Dimensions to be monitored per the part drawing requirements, added to the control plan and process specifications.
4.0 REQUIREMENTS
4.1 Inspection Requirements

a. SEWS Supplier is responsible to assure Supplier has last version of Quality Standard. The suppliers PFMEA and control plan must include Quality Standard revision level.

b. Inspection area lighting should be 1,500~750LX to ensure proper visibility.

c. When inspection is required to be conducted using magnification, magnification lights should be 3.5X or greater. 

d. Noise and other potential distractions should be limited in inspection areas. 

e. Inspection area should be well organized in order to prevent suspect or defective material from being mixed with conforming material. 

f. Inspection procedures and other pertinent inspection documentation should be displayed prominently in inspection area to ensure accessibility by operators.

g. Special characteristics noted on the SEWS drawings are required to be controlled in the process and monitored on each lot of material produced. 
h. Requirements referenced in tables A or B below should be reflected on all control plan and PFMEA for proper monitoring. 

i. Unless, otherwise specified on drawing or through request of SEWS, the quantity and inspection frequency for special characteristics that are required to be controlled is 5 pcs. at the beginning and end of each lot. 
j. Defects referenced in Tables A and B should be controlled on 100% of material produced. 

k. If restraining component can alter the dimensions captured, all measurements should be taken in a non-restrained condition. 

l. Resin should be properly stored and used within one year from date of manufacture. 

m. Metal should be properly stored and used within six months from date of manufacture. 

n. Class A Surface classification shall have no sinks, imperfections, scratches, blemishes, flash, burrs, burn marks, cracks, or deformation that affect the appearance of the part.
o. All moveable or flexible molded locks need to be flexed 10 times to full stop or full travel as design intended motion within each lot to assure no breakage, damage, or degradation.  The inspection frequency to be documented on all control plan and PFMEA for proper monitoring.

p. Any special characteristics identified in section 3.5 are required to be controlled in the supplier process and referenced in all process flow documentation.
q. If the supplier has concerns of the contents of this document, contact SEWS SQA for clarification.  Deviations from this document must be agreed and formally documented before approval is granted.
TABLE A - DEFECT MODES AND INSPECTION CRITERIA FOR PLASTIC INJECTION MOLDING SUPPLIERS

	Defect Mode
	Inspection Criteria

	Flash
	No flash is allowed on any functional area. Flash on non-functional areas are allowed up to 0.3mm maximum. 

	Short Shot
	No short shot conditions are allowed. 

	Deformation
	No defect on functional area. Deformation on non-functional area is allowed within dimensional tolerances. 

	Cracks
	No cracks are allowed. 

	Weld Line
	No weld lines are allowed on functional area. Weld lines on non-functional areas should be no greater than the allowed dimensional tolerance. 

	Bubbles
	No bubbles are allowed on any functional area. Bubbles on non-functional areas should be no greater than 1 mm max in dimeter and 0.3 mm max in height. 

	Sink Marks
	No sink marks are allowed on any functional area. Sink marks in other areas should be reviewed and approved by SEWS SQA department for approval. (Pre-PPAP additionally requires SEWS Engineering approval) No sink marks allowed for pre-graining approval from the customer.

	Flow Marks/Splay
	No flow marks are allowed on A surfaces. Flow marks in other areas should be reviewed and approved by SEWS SQA department for approval. No flow or splay marks allowed for pre-graining approval from the customer.

	Scratches/Other Marks
	No scratches or other marks are allowed on A surfaces. Scratches or other marks in non-functional areas should be reviewed and approved by SEWS SQA department for approval. NOTE: Inspection of scratches/other marks should be conducted under standard illumination (see 4.1.a) at arm’s length. 

	Foreign Material Contamination within part
	No foreign material contamination is allowed on any functional area or A surface. Foreign material contamination in non-functional areas is allowed if it is no larger than .5mm2 and is not to exceed no more than 3 pcs. in any one area. (No metal contaminates are allowed within molded parts)

	Cardboard or Other Surface Contamination
	There is no cardboard or other surface contamination allowed on any surface. 

	Vestige
	Any gate vestige shall not exceed the surface defined within the design, unless otherwise pre-approval by SEWS engineering.


NOTE: Any defects that are found, regardless if they fall within the allowable tolerances referenced below or on released drawings, investigation should be conducted to eliminate the defect from occurring. 
TABLE B - DEFECT MODES AND INSPECTION CRITERIA FOR METAL STAMPING SUPPLIERS

	Defect Mode
	Inspection Criteria

	Burr/Sliver
	No burrs/slivers are to be present that exceed 10% of the material thickness. 

	Deformation
	No deformation is allowed. 

	Dents/Slugs
	No dents or slugs are allowed on any portion of the stamped component.

	Bare Metal
	No bare metal is allowed on any portion of the stamped component other than punch or die direction edge when using pre-plated material. 

	Oil Contamination
	No oil present on surface which is harmful to the function or manufacturing is not allowed. PCB terminals, busbars that are used for soldering shall use a vanishing oil or equivalent to prevent contamination of solder or creating solder defects. Suppliers process shall assure all oils use will dissolve with no residue.

	Winding Direction
	Winding direction of terminals should not deviate from that which was approved at time of PPAP/drawing specifications.

	Cardboard or Other Surface Contamination
	There is no cardboard or other surface contamination allowed on any surface. 

	Bent Busbar
	Any bends other than that specified on the drawing or specified bends that exceed allowable tolerances are not acceptable. 


NOTE: Any defects that are found, regardless if they fall within the allowable tolerances referenced below or on released drawings, investigation should be conducted to eliminate the defect from occurring. 
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