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" APPENDIX A
HANDLING OF CUSTOMER COMPLAINTS
(MOLEX THAILAND, 1997)
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3.

153

Title :

Handling of Customer Complatnt

Purpoge : :

To outline how the customer compiaints have been handled by the respective staffs of Molex

Thailand, in order to ensure the satisfaction of customer to our reaction activities recovering
of the transaction errors,

Scope:

All customer complaints handling procedures performed by the respective staffs of Molex
Thailend and jts subcontractor are complied by this procedure,

The transactjon errors that cause of customer complaining under this procedure are classified
into five catcgories.

~ — Manufacturing Errors which could cause of products quality. failed or partial packing

quality, for examplc poor quality or short quantity of the bundle/bag packege.

— Warehouse Operating Errors which could cause of shipping error, short quantity, mixed

4,

5.

7

o products,..., etc. A _ :
“— Buy/Rescll Quality Deficiency, el quality deficiency of the resell products,

— Design/Application Errors, ail quality deficiency which cause of quality of design.

— Customer Saics Services, all quality deficiency which cause of errors of administrative
works, for example order entered error, delivery planning error, delivery or customer |
information error,..., €tc. . .

Refasn® o~ g : ORIGINAL
THQA-0009 : Retuming Material procedure. —
THSA-0002 : Order Entry procedure. werIuL 23]

s | omme|

Indirect Sell : Shipment is made directly from manufacturing entity to customer, bt invoice
is made from Molex Thailand to customer. .
Resell : Shipment and invoice are made from Molex Thailand to customer.

i )
Equipment { Material : None
General Requirement : ot N
Once this procedure ls taken effectiveness, the 8.5 paragraph *Handling of Custorner’s

Complaints" in The THSA-0002 "Order Entry" procedure witl be obaciete
automatically. - : S

\

s




8.2 Received of customer complaint,

8 3 Establishment of Problem Solvmg Team. .

8.4 Interim Actions.

8. Procedures,

8.1 Quality Deficiency Repont (Refer to QDR form number THQA-0070}

The quality deficiency report is divided into two main sections, The first pan would
contain all necessary information of customer complaining and description of the
deficiency issue, For the second part, it would contain the information of our corrective
and preventive actions planfiaken to resolve the problem and prevent of reoccutrence,
Note: Please take & look for detsils st the specimen of QDR form in appendix 1.

Our contact channel with customer for the quality fssue are either Sales or QA. Engineer.
Once she got informed of customer complaint, she would try her best to get e muchas
information and translate to the QDR format, in order to help the process gwners to
isolate the problem, Any specific actions are required by customer must also describe in
the QDR. ' The QDR should be raised and sent to the process owners as s0on as possible,
in order for them to short the cycle time of the reaction activities, however, preferred
cycle time to issue the QDR is within 24 hours after received the complaint.

The QDR will be registered in the cumomer complaint log prior to issued, this is to
estabiish the historical racords and tracking system.

L]

QA. Engineer and/or the respective department irllh lenlor tuponsiblhty wnl from the
core team to solve the problem. The core team should combine with cross functionat
_ reaponsibilities and it should be a elear defined of responsibilifies wlth {n the team,

Wemeomminedtouhthemu!nmunncﬂmudmpondbukwthemm
" within 48 hours after recelved of customer complaint. -

The conteinment actions should be considered as following.

n) Disposition of customer stock, -

b) - Disposition of Molex Thailand and/or its supplier stock. -

¢) Short term actions to contain the problem, not to flow out to customer, T

d) Other actions which are requested by customer, '

The problem solving team will take full responsibility to provide the oontalmnent actions

and respond back to customer within the desire time frame.

Note: Guideline of 8Da corrective and preventive actions are dercrlbed In the second part
of QDR. Thcoonecﬂvemdpmenﬂvenﬂmrepoﬂuptob! are committed to -
submit to customer with in 48 hours after noticed of the problem. ”

Customer ¢laim or return requests are complied with the Rgtmim Material®

procedure THQA-0009.
ORIGINAL

|1997JUL23’ /

© g | -
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8.5 Verification of Problem and Investigation for Root Causes. :
The problem sotving team will perform the verification and i ivestigation of the
problem, to define both the root causes of problem occurred . .nd escaped

mechanisms. And then, the team will verify each cause and Jetermine the percentagel

of impact to the problem. .

If possible, we must received the defective samples for verification in order to get the
clear picture of the problem and to isolate it.

In case, the problem is finally identifled a2 the customer etrors or cuse of quality
failed did not generate by our operating, the QDR can be considered to drop at this
point. making note to the QDR explanation the reason for QDR dropped s required.
I the defective ratio is satisfied acceptance quality level (usually refer to 0.1% AQL)
and customer does not request us to teke corrective actions, team may consider to
drop the team activities at D3, then explain the reason for QDR dropped. However,
both cases QA. Engineer and Team Champion must review and approve,

8.6 Corrective Action and Implementation Plan. ’
After determined the root causes, the term Wil then define the corrective action to
corect esch causs. Nevertheless, the term must verify the effectiveness of each
sction and defined the percent of effected to the problem. . .
The implementation plan of esch corrective action wili be defined next, “when the
action can be implemented and who will take responsible for". o
8.7 Preventive Action and Implementation Plen,
The team need to consider for the preventive action as well as define the
implementation plan, The prevesntive action would be considerad on two significant
matters es a minimum, | st the need to revise of related documented procedures and
the trining that may need to be arranged. This is to ensure that the documented
procedures are maintained and the respective people are well understood, enable to
perform or adjust their work without doutrful. . -7

8.8 Verification to ensure the effectiveness of sctions taker. and congratulation.

QA. Engineer and Team Champion will take responsibility to verify the effectiveness

of actions taken to ensure the problem is solved and prevenied it from reoccurrence in -

next future, Neverthveless, they must ensute that those activities are reported and
very well communicated to the customer, a3 well s been satisfied them,

Y] ‘l"!_' m™ l
& [y ot
9. Appendices? } . PR

Form that illustrate in appendix 1 is a-specimen for referent purposc.'t; control -eopy can be
obtained at the documents control section. . :
ORIGINAL

Appendix [ : THQA-0070 "Quality Deficiency Report”
Appendix 1T ¢, Quality Deficiency Summary Monthty Keporth 4097 113 23
Appendix I1 Quality Deficiency Quistanding Report,

@ i N'Ti'.')‘LEm
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ORIGINAL

Appendix I
, 1997 JUL.2 3
| @ tmpper
Quality Deficioncy Report 0D o -
[scetianty [MTI . Reaktved Daiv § [QA Recorded Daig
Cusiomor Casoplabnd Roperi

of Cumomer ok -l ]

of Mole Seoh ; 335, Ma.
Lrmarivn, qumbon amowr.
Cove WedCo ool e, [ e by L Pelllemby

Comritla & Tl -
Astion Jiom | Respassive Dasi IC_D Complond D=2 Updeted By
-1 UsmD 1

" Up 10 03 =
| UpmDt

g




3.1 Conmalnemars Agicn
= Agtion M.
« irgphpmont & Vartly for Efastive.
3.2 Intevim Agtiom, .
+ Cupnounar sau Dispuoltiim.
= Miglen sigsk Dlepasiiiie,
= Other ,
© |+ Varlly B affasthvesmm -
| <
4, ] oot ey of greblen sevarred.
4.2 Yorlfy o sauis. 4,1} .
© 4.3 Roon esum of probiam moped. |
4.3 Valy mat anmt. (4.3}
Df  Datgrmine Cacrecilon Astiges,
3.1 Corramive sution 0 slirinms rosl meee. (4.1)
. 3.2 Vetty e alfosthama of soramive asies. (5.1)
$.) Cumvacthve astitn 'o alininge /est e, £}

imalerntnt Corretivs Actiant. (R2)

3.4 Vesify the efecthvabms of sumenie snies (3.3) —

7,1 Novise of donsmsmd pronniure / Tralning.
7.2 Considerstion of daller prpblan.

- Vertty by » Coeg

-

- QA Enginuar, Toyn Cmmplon.

LNt
L

ORIGINAL

1997 JUL 23

S
&
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APPENDIX B

WORKMANSHIP STANDARD FOR DEFECT TYPE
(MOLEX THAILAND, 1998)
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. CO62
WORK INSTRUCTION Wi Q
: REV# A
TITLE : Workmanship Standard — TTHQAD2S
PAGE 66 Of 76

Defoct Type 1 Termlnal Bewt Up or Beat Down

Defect Code H 64

Deflnition : Thia refers to the degree of terminal bending with respect to (from)

the horizontal axis crosses limits.

Possible Cause H a) Poor setup of applicater ooling.

ORIGINAL |

! b) Poor feeding of terminal from reel.
Criteria For Control :

1998 MAY 12

mupnd'bmdingupordammdiuunuimplwdﬂulhnilmmw.
’—‘mmglhmbn : The bending angle should be measured using the profile projector,

Rationale a2) Terminal bend up / down will causo the difficulty of inserting termiral into
housing

b) The eﬂ’ewve tab height of ierminal will te affected. This will pesult in
poor terminal / housing retention.

& TR

PREPARED BY |Name:  Phanit T. Sign: yd 7. Dste

s eeFer/n

APPROVED BY [Name:  Chowdhury M. R.. sign: <Flaskasd Date

: _737"3//?
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WORK INSTRUCYION wie Qcos2
‘ REVH A
TITLE : Workmanship Standard
‘ REF. : THQA-0005
PAGE 320 76
Defoct Type H Insatstor Over snd Under Crimp
Defoct Code H 0 -
Defialtion : Over crimp refen to insulsior thet is extruded / extended into the

conductor barrel while crimping . And under crimp refers {nsulater
that do not flushed of extended beyond inadation support (insulmor

barrel),
Causes . t #) Poor woling sed-aup
b} Poor foeding of wire during crimping process.
- .} Poor feading af terminal from seel.
Criterls For Controt t

8} - If wirs Insulation doos not extend bayond Lnsulation support / insulstor barrl o even do pol.

fiush with fasqlation barvel, reject tha prouct.
b) If wire insuiation is extraded / extended inty conducior barrel , reject the product. : ORIG_INAL ‘
Meamring / laspection :  Visoal ingpection undet low power microsope '

1898 MAY 12

. Sopd Bairx

Rationale : ) Under crimp may cromts poor retention foroe in the torminal,
b) Cver crimp may creme electrical failure as conductor [y not properly
matched with conductor barrel, ’
PKEFARED BY [Neme:  PhenitT. Sign: byt T Date . ¢&fos/r

APPROVED BY [Neme:  Chowdhury M. R. Sign : Rl shad Date : 78/65/11




e et

WORK INSTRUCTION wi¥ Qcoez
TITLE : Workmanghip Standard REVH A
' REF. THQA-0005
PAGE 19 Of 76
Defett Type Damaged Terminal /Pia
Defect Code H 17 l
Defloition This refer to deformadion of terminal / pin visible 81 a glance to naked
eyea. It also includes unhatanced crimping of conducter and insulator barrels..
Cause ) Peor wooling set-up
b) Tool wear and tear X
. ¢} Terminal jam, Qﬁ_'_G _l_ NAL
Crlserla For Contro! H 1888 HAY 12
Damaged terminal is considered a1 a serious defect and should be rojecied.
_'Mu-flnﬂ finspection ;  Visuat ingpoction with naked cyes / low power microscope. ‘

S iggen

Good il . - Balet .-
Rationale : * ) It may create insertion problem in Lo {he female parl
b} This may causes electrical failure.
c) May also causes poor retention force,
PREPARED BY |Name:  Phanit T. sign: Bamit T. Date : 9oy /-
APPROVED BY [Name:  Chowdhury M. R.. sign: &hustedd Date : * 75/%5/1

161
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WORK INSTRUCTION Wi Qcoe2
TITLE : ' Workmanship Standar:. REVE A
REF. THQA-0005
PAGE 26 OF 76
Defect Type H Extruded Wire Leagth Out of Spes,
Defect Code 4
Deflaltion : ‘This refers lo defected ( over / under ) length of conducior from the
tp of conductor barrel,
Causet H a) Poor pet-up of applicator tooling
b} Poor foeding of wire from real
Criteris For Contral :

The canductor , when flushed with conducior barrel is sa=piable. Extruded wir: length |hui:s ORIGINAL
out of crimp specification is not accepiable.

Messuring / Inspoction : Vieual inspection with low power microscope and the profie -
projector

Rationale ;

Good

a) Cmdmdoam(upuewmmww hanmdnlimd’

pocr pull « out foree.

[ -t oty

1898 MAY 12

@ am uocaut L

b) Over extruded condustor is nol accopiable. Tnu witl hinder the mating of |

“the Hamess / Conneclor during application,

PREPARED BY | Namc: Phanit T.

Sign: Bamd T,

Date : gafos /it

APPROVED BY | Name : Chowdhury M. R.,

Sign : Bashed

Dute:" 7857
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WORK INSTRUCTION WIH Qcoe2
; REV#H A
TITLE : Workmanship Standard
’ REF. THQA-0005
PAGE s Of 76
Defect Type : Burr ca Crimped Terminal ‘
Defect Code 08 ‘ .
Deflnition This refery to flashes a1 the conducior berrel of a crimpoed terminal.
Causes H ) Punch and Anvil clearance too large.

Criteria For Coatro! :

Meamuring / Inspectlon :  Visual inspection under low power microscope

b) Punch/ Anvil wear oo .

Bmﬂuthhplﬁmmuhﬁdudﬂlmmhndhmmu.
Ifin doubt, use a o/ No-Go gauge for the terminal type lo decide.

ORIGINAL
199eMaAY-12]
© igimneT

Rationale

Good

2) High Burr on tormina] med foe wire - insertion will reduce the effective
_tab- height of the crimped terminal. ‘This will resalt low terminal /
) housing retention force.
b) High Burr of board « in termimal will result high insertion force when
used on PCB. )

PREPARED BY |Name:  Phanit T, Sig: gy T.  |Date: a3for/m -

APPROVED BY [Name:  Chowdhury M. R.. Sign : ashes! Date » ¥5/25/7
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WORK INSTRUCTION Wi QC0e2
e REV# A
TITLE : Waorkmanship Standacd
REF, THQA-(00S
PAGE | saof
Defect Type ! One Side Crimping
Defott Code 1 o
Definition : Ona side crimping refers to incompicic crimping wiicre ingulator 15
covered by one gide of tnsulaior barret. Other sidc may e hroken of
not bend.
Poasible  Cause : 8} Poor slignment of punch / anvil with terminal and wire
b} Tetminal pm . '

¢) Poor alignment of terminal svith icnminal carrier

ORIGINAL

Eﬁ MAY 12

S TR

~,  Criterin For Controt p
The Insulstor must be covered properly wilh wo sides of insulaior barrel.

Measuring / Inspection + Visual ingpection with naked <ves.

Good ! | Belegt

Rationale @ 1t may causes poor retenlion foroe between (erininal and insulator,
I FREPARED RY |Name:  Phanit T. Sign: fapyd T. Date : ‘9@//; ,

APPROVED BY |Name:  Chowdhury M. R. Sign: <Rlached] Date: 745
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WORK INSTRUCTION wis Qcos2
TITI.LE: - Workmanship Standard REVH A
: ‘ REF. THQA-000%
. PAGE 9 0f To o
Defect Type H Conductor Barrel Not Cover Conductor
Defect Code ' [
Deflnition H This refer 10 conductar is not covered by conductar barrel.
Cause s a) Conducior barrel i not alignment with punch when crimping.
b) Foeding of terminal not unifarm.
€) Worn out of conductor punch
Criterta For Contrnl / e
— Conductor must be covered by conductor barrel. OR|G|NAL
Mel:nr'ugll.nlspul‘on i Visusl lnpactilon ﬁth naked eyes. 3\ 1098 MAY 12 ‘

© g |

Good Belyce
Rationale : It niay cause fray of wire that results dis-cngagod from tenninal,
PREPARED BY {Neme:  PhanitT. Sign: Bamd T Date: feor/a

APPROVED BY |Name:  Chowdhury M. R.. Sign : <Fhasred Date: F5//y -




WORK INSTRUCTION | WIH Qcos
. RE /# A
TITLE : Workmanship Standard —|
RE ;. THQA-0005
PAGE 67 Of 76
Defect Type : TTL (Totat Leagth) Out of Spec.
Defect Code 7]
Deflnjtion e This refers total Jength of wire / harness product is cut of epecification.
Pouible Csuse : #) Tooling st up problem
B} Feeding of wire s pot uniform .
€) Weac and tear on blade comting odges —-—-———-—-—A—C‘
Criterfa Por Cootrol OF“GlN :
~ TTL should bo controlled in socordance with the drewing specification. 1998 MAY 12

S

Good i1,
Rationale : a) The product can not be used properly
b} It may cause dissatisfaction to cnstomers.
PREPARED BY [Name:  Phanit T, Sgn: Bomd T Dute : 9gfos/r
APPROVED BY Neme:  Chowdhury M. R_. sign Hlaslas] Date: Y8/25 |
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"™ Criteria Fo

Rutipnale ;

‘Reject the par if 1ab of terminal docs not hold 10 the housing.

WORK INSTRUCTION Wiy Qcos2
REVH A
TITLE : Workmanship Standard —
] . REF. THQA-0005
PAGE 62 Of 76
Defect Type : Tab Too Low / Untoeked Ty
Defect Code : [} '
Definitlon This refers lo poor locking dac io tab of terminal dacs hold adoqualely
with housing. Due 1o untocking Lcrminal can be motod cusily and ub is
not visible 1 the window,
Poasible Cruse : ) Insertion of terminals ink housing not compleic EH IG l NAL ‘

b) Deformed terminal.
) Lance height is out of specification

1998 MAY 12]) |

r Control H

Measuring / Inspection t Visual inspection with manual pulting. If confusion Jo pull vomL

Good ‘ Balect

This results in poor reicnlion lores

& TR

[

PREPARED BY |Name:  Phanit T Sign: g5,,0d . Due. qufesih

APPROVED BY !Namc: Chowdhury M. R.. Sign: cﬁf‘\ikni Date "fr/'\’///
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WORK INSTRUCTION Wi Qcoez
REV#H A .
"TITLE:  Workmanship Standard
' REF. THQA-0005 |
PAGE 20 76
. l
Defect Type ¢ Alternation of Wire .
Defect Code 02
Definition his refers 1o wrong position of wira hetweon onc circuit (port of
- housing ) 1o am.s-y.bhdulm:houldhcinmm mpnne 3,
acrually it i insertcd in pin oo 4. -
Cause Human Error for wrong insertiou of terminals between clreuits (poris )
of housing. .
Criteris Por Control ¢ 7, E
- wmmﬂmmmhlnhmlmhrduﬁu specification. 0R|G|NAL
Mcasurtog / Inspection :  Visoal Inspection, : v
R ' j 1998 MAY 12

Good
Rationale @ Tt may cane electrical failure.
PREPARED BY [Name:  Phanit T Sign ﬁnm'}‘ T. Date:.ﬂf’rfr)
APPROVED BY {Name:  Chowdhury M. R.. Sign : f{ashes! Dute: 78/7y
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WORK INSTRUCTION W Qco62
TITLE: ' Workmanship Standard REV A
. : REF, THQA-0005
PAGE NOf 7
! Defect Type .« . Lance Helght Out of Spec.
Defect Code : k11
Deflniticn : This refers to wrong dimension of lanca haight.
Causes H &) Material itself
b) Poor set-up of crimping applicater
Criteria For Control 3
Lance heigit should be as per drawing specification. . QBLG_I._NAL
- Meamring / Inspection :  Visuat inspection nnder low/high microscope. - 1958 MAY 12

Rationale : ‘ It may create Jocking incomplete that results poor retention force between
PREPARED BY [Name:  PhanitT. sign: it T. Date :, 7%/

APPROVED BY |Name:  Chowdhury M. R.. Sign : oy haal Due: 78/




Criterla Por Comtral :

T ORIGINAL|

Veriation of Mogih of wirs mast b asmirel vy dremiag esfisstion. 1998 MAY 12’
g/ lasp 1 Dirmeosion chack with siadd relar

5 MLSAET

WORK INSTRUCTION wiy Qcos2
) REV# A
TITLE : Workmuashlp Staudard . 7 YW
PAGE 220 16

Dafact Type t Diffyrynce off Vrires Out of fgue.
Defact Oode : 20
Dafinitien H This refiry wtal longth varkption of differen wirts in o Minkthiel hivney

products crasses Honit spacification.
Coum 3 2} Tool sst-up arvor for wirt colling (culting Bdleam),

- 2
_“‘-r.
Geed
Ratissale m-,-_a-um O MDY,
PREPARED BY [Name:  PhamitT. Sign: fRomsd T.  |Duts: Atfot/e

APPROVED BY |Name:  Chowdhury M. R..

LDue ] ‘7‘7’"//"

R
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Conduciar must exist in conductor barrel when viswal inspection.
_ Mcasuriag / Intpectlon : Visual inspection under low power microscope

WORK INSTRUCTION Wi QC062 |
TITLE : Workunanship Standard REV¥ _A ;
REF. THQA-0005
PAGF. ' 37 OFf 76 _H
Defect Type H Missing Conductor
Defect Code H 35
Definition This refers 1o conductor that is not visuslised / socn with untrained cye
' at the end edge of crimped torminal.
Cause [ a) Set up for cutting etrip biade longth is out of pe<.
b) Wire feador is krocked whon crimping.
¢) Nick protection sensor is not insialled properly . :
. d) Striping / Cunting blades hroken .
Criterin For Comtrdl® "¢ .OR |G1NAL

| 18s8MAY 12 :
R CET kN

Ralionale H 1t may cause clectrical failure.
, !
PREPARED BY [Name:  PhanitT, Sign: Pomit 1. Dote : 2870c/
APPROVED BY [Name©  Chowdibury M. R.. | Sign :ﬁgch.d Date :“78/5 /1y

171



WORK INSTRUCTION Wit | Qcoez
TITLE : Workmanship Standard” REVH A
REF, THQA-0005
PAGE B OF 76
Defect Type Color Error
Defect Code s o
Definition H “This refers Lo wrong color of wire, housing etc.
Causey 2) Human error.
b} Color blindness. _
Criterla Fur_Control H OR | G l N AL
~ Color should be as per drawing specification, -
~. Meamring/ lospection ;  Visoal inspoction with naked eyes. 1098 MAY 12
: LS g :

Rationale: 1t may create dissatisfaction (o cusomer.
PREPARED BY |Name:  Phanit T. Sign: Jhamd T - Date : 98/es /.
APPROVED BY |Name:  Chowdhury M. &.. Sign : asiaat Date : 75/25/
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WORK INSTRUCTION hadl Qcos2
REV#H A
TITLE: Workmanship Standard . ‘
REF. . © THQA-0005 :
: PAGE 28 OF 76

Defect Type : Lzsertion Too Deep or Skalow (Incomplete )

Defect Code : ]

Definition : This refers to deeply / heavily or slightly (incompletely ) inserted

terminal in (o the housing.
Cause Coe 2) Poor s=i-up of assembly Axture { for coniponent / auta assembly).

b) Human efror,
Criteris Por Control 1
Terminal that is under / over inseried is not acceptable. ) O_EIG INAL

Meaguring / Inspection :  Visual inspection with naked eyes / lower power microscope 1998 MAY 12

S

Good

Rationale 1) It may effect to electrical failure

b} Incomplete ingertion may create incomplete Jocking that results poor
relention force.

i

PREPARED BY {Neme:  Phanit T. Sign: tpppib T - | Date:, et

APPROVED BY {Name:  Chowdhury M. R.. Sign : cRpshast Date: 9845/,
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WORK INSTRUCTION Wi Qcocz
TITLE : Workmanship Standard REVS A
REF, THQA-0005
PAGE 31 Of 76
Defect Type : Ingulstor Come Out
Defect Code H 19
Dafinition : The lasulncor is not held by insulacor barvel of tarminal,
Cause H 8) Human error : The suripped wire is pleced improperty on the looling
by operators.
b) Set-up problem
) Poor bond strength of material,
_ d) Strip length too long \ S —
® Cettorta For Contral  : i UR!G_’_NAL
Insalator not heid by te insulator barrel is conskdered as major defect and should be rejected, ! '1993 MAY' G"
Meamuring / Inspection :  Visual ingpection with paked eyes ' - .
| | ' O MR
|
i .
- I
Rationale : a) This may create poor retention force in the terminal,
b) Insertion into the housing might create problem.
PREPARED BY |Name:  Phanit T. Sign: 2.4 T. Date :, optos/m

APPROVED BY (Name:  Chowdhury M. R.. Sign ; s shea! Datc: T2/ A1,




175

Crim-ll For Couard

s}Dlmlgadlalhemﬁ:llmdlpﬂ In inOofeholcamorpolarlnnghlureﬂMmh

-mmmmmmuum

)] Lnrge chunk ofhnunn; that are chipped - - off is considoved a soricus defost - rogardless of
‘Tocation and should be rejected, -

<} Light visible tool impression it considesed & minor defict, su this cen be mxeptod,
Measuring / [aspection :  Visual ingpection with naked eyves/ Jow power microscops.

Rationale ¢

a) It may creste dismtigfaction to customer.

b)' Demage housing at core hole area may affect the retention force betwesn the core hole and

WORK INSTRUCTION wi¥ Qcos2
- REV# A
TITLE:  Workmanship Standard
REF, THQA-0005
PAGE 18 Of 76
Defect Type H Damaged Housing
Defect Code 1 16
Definition H Damage houring refers to Indentation mark (scratch) or impression on
wafer / housing - visibla ul & glance to the untrainad cyes - that sre
usually caused by agsambly tooling. It aleo include housing / wafer )
with part of it bresk - off. _— i
Causes : 1) Poor tooling et-up . | ) ORIG INAL
b) Tool wear and ey ’
2
~ ¢) Misalignment when positioning the parta. 1388 MAY 1

the pins / terminals and create diﬁq.l!ly in matching with maic part ,

© R

' PREPARED BY | Name :

Phanit T,

Sign : 1?7')?"} T.

Date: 7}{03‘[’/

APPROVED BY {Name ;

Chowdhury M. R..

Sign: Rackedd

Date.. 7’}"”/1/




Criteria Por Contral ¢
Ingertion should be as per drawing specification.
Mensuring / Inspection ¢ Visual inspection with naied eyes

Ratiopale

ORIGINAL

WORK INSTRUCTION Wik QCoe2
; REV# A
TITLE : | Workmanship Standard — THOA0005
PAGE 38 Of 76
Defect Type : Missing Insertlon ( Wire)
Defect Code : »
Definition This refora to missed wire from total insertlon circuit as per
drawing specification.. .
Cause H Human error (Ml.nnl.l insertion)

1898 MAY 12

PREPARED BY |Name :

Sign: 20t T.

Date: 9¢/b5/)r

APPROVED BY { Name :

Sign : cﬁqshm(

Dete "7 5&5/y
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.. €} Reject

Rationale

Medium short mold 1a core hole & heavy short asald on hoasing

surface,

Goeod

WORK INSTRUCTION wi¥ ooz |
TITLE : Workmanship Standard REVH A ]-—-
: REF, THQA-0005
PAGE 58 Of 76
Defect Type H Bhart Mold
Defect Code s 56
Definltion Housing with incomplets plassic filiing
Pomible Canses ¢ 2) Rasano: 10 long or small or botls ORIGINAL
b) Insufficient injoction pressare _
¢) Insufficient moid venting 1998 MAY 12
d) Mald temperatuve too low @ "W&Eﬂl’
|  Criterla For Coutrol : o
s) Prefored Completely fitled housing
b) Acceptable Siightly on any sizc housing

Messurement / Inspection : Visual inspection with naked cym. When confusion use 10 X
Micrascope;

Belect

Short mold at funcrional area (¢.§. latch area , fitting area and core

;m)cluupnormmxhnm

PREPARED BY (Name:

Phanit T.

T. Date : 23 bos /rs

APPROVED BY | Name :

Chowdhury M. R..

Sign - 41:&-‘\ Daute: kS
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- . ~ APPENDIX C
DRAWING AND FLOW CHART OF SELECTED PART NUMBER
FOR FMEA IMPLEMENTATION
(MOLEX THAILAND, 1997)
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Reason for Chan Q Function improvemant 0 Cowt Raduyction 0 Standardizstin
e Apnufacturing impron 0 New Product D Q.C. Regart
O Aaditlon of Option O Cuntomer Request
fadiiion Infa;
Cinas ol Change l v A, O immadiste «= Tooling myst e changed, involves Osaap o D Rewerric
8. O Normal — Tooling may chenge; vwse invemory )
. €. CFRofersnos — Paperwork only; no sflect on inventory )
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PROCESS FLOW CHART

oof ngLerseo e wov g

NO. HRN-171

g
[t

, _{O) VIRE AUTO CUTTING/CRINFING

atc. YISUAL & DINENSION INSPECTION REF(WL & CUTeed
. s SORT,REWORK O SCRAF. '
* <O> REF(THER-0011 .
Y NS Q.4 AUDIT 32 PCB EYERY 3 MRS ARPINT # 00819

'II_-FHISI AUDLT AT QUTTING AND CR{WPING OPUAAT[OW™,
3Tauwr mOUSING

ae. 5
<o AND ¥ISuAL IWSeECTION j\ ) o

AEF 1 WL ADYSES

<O> MAWUAL IRSEATION AND VISUAL IWBPECTION REFIWT & ASYH4I

e il <O> CABLE TrES INSTALLATION ARD YISUAL IRSPECTION
REFIWT & ASTR4

. Tal, e

PROD.PACKING AND VISUAL [NSPECTION
¢ O> REF1= STARDARD PACKING DLTAILS 1N THE MOUTE TICKET,
ac, 23 = Wl @ WFea) “PRODUCTION PACK|NG™

<©> SORT ACWORK 04 SCRAP, - arrmove LIsT, a7 oceey | (VRUCEIN:

AEF:TARN-841)

AL O.a. FLRAL INSPRCTION ML 1THA-00t 1995 DI:.C 03 I

THARNESS FIIAI.' IIIPICTIH"

PIRAL PACKING
-REFs= STARDARD PACKING O(TAIL‘__II Tl WOUTE TICRET,

. - a = Wi 7 Wi8eq FACKIXD INBTRUCTION, | -7
’
" 1tong l'y WAREHOUSE .
ol REFi= THUC=0041 “MATERJAL MANDLING,3TORAGL,PRODUCT
Ny LOSNTIFICATION ARG #1FQ PAOCHOVEY,
' r.r :1’:‘ - THMC-0047 “WAREMOUSE ORERATIONS™.
\ w0 f‘.
&F
WAuE PoSITION - BIONATORE. DATE
oRIGINATOR TanakoRN P, ma'n section cuaer b Tafona 4L 4.0y 0
: PATCHARA - K. Q.A. ENGINEEN, I . - 21 0
TANARGAN T, EnG 'R SECTION CHILF R Qéi) ki
APPROYE BY PFORMPARNOH K, Q.A. MANASER, ¥, ———
CHALRAT 5. PROD, MANAQER, Q%’% o ¥ e, 4
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Addition 1M¢ HR 3 66[” + 0 Js Jm-; 'a v u &/€A
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Class of Change A. Glmmm—fuwmuuq« involves Dsew of O Rewort

gl = Touling change; invenmory
C. D‘ mu—ruwmﬁmmu:;&lmhm

B Toollnq Comt: _.___::__ Picos P-nca-t migry Cost:
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LT Dapartment Commants Rejoct | Signauwe and Oute
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PROCESS FLOW CHART °
NO, HRRN-225
| OF 1

REV.] DESCRIBTION DATE

w | RELEASED 90/02/13

STRIP THE .Ilﬂﬂllﬂl.lﬂﬂ BY PMEIAATIC CABLE/WIRE STRIPPFER,
REF. ¥i* ASTOK

sm(ummwm
EF.II'BM

WOUM, CXNP AVISUAL DISFECTION
REF, W) Clave
Q4 SURVERLLCE MOIT 30 PCS .
IVERY | W, AEF, W% OCON)
"PORICISE KOIT AT (RSP OPERATIO -
MAAL DISINTION AMD YISUSL DeSPECTION
[ REFLNT « ASYOQL - 5. o
. . .

mmmmmmwummmm
mmmmmmm ' .

. PROD, PACKIMG L¥TSUAL - mncnu
" REF, = STAIARD PACKING DETATL IN THE ROUTE TICRET
» WS WO PRODUCTION PACKING

SOAT,AEWORE OR SCRAP
A REF . THEN-0023

J

A

« APPROVED LIST, AL" OCHA6 ‘
04 FIAL MECTION MEF.TIDE-D08 :
wu'ss FIwL WSPECTION
FINAL PACYOG ' .
REF, - STHOMD PACKDG DETALS v THE ROUTE ToET

- F1° P04 FDUL WSPECTION
STORE I RAREHOUSE
REF, - DAK-000( UATEAIAL MANDLING.S TORAGEMRODUCT IDENTIFICATION =

AMD FIFO PROCEDURE*
= THC 08T "BARDIOUSE OPERATIONS'

N
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 APPENDIX D
VOCABULARY AND ABBREVIATION
(MOLEX THAILAND, 1997)
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1.

i

S

it 2.

Quality lVo:abulnry & Abbreviations.

Eurpose :

- To define and obtain mutusl understanding of the meaning of certain abbreviations
and words. Then abbreviations might be used in general discussion, communication

as well as Quality Manual , Procedures or Specifications.

- This procedure is for reference and guidelines only, and is not exhaustive.

Scope :

All words, le and sbbreviations that are used in Molex and general terms

used in electronics and quality matters.

Reference :

“Nil

o
o
Py

GRIGINAL. |
| ag6 MaY 1 6«
____,_....—l
S .
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8.1  Quality Yocabulary :

[SO 9000 Quality management and quality sssurance standards - Guidclines
for selection. :

1SO 9001 Quality system - Model for quality assurance in
design/development, production, installation end servicing,

150 9002 Quality system - Model for quality assurance in production and
installation. '

1S0 9003 Quality system - Model for quality assurance in final inspection and i
test.

1
1SO 9004 Quality system management and qualicy system elements -
Guidelines,

£

" 8.1.1  Quality : The totality of features and characteristics of & product or
service that bear on its ability to satisfy stated or implied needs.

8.1.2 Grade : An indicator of category or rank related to features of
characteristics that caver different sets of needs for products or
services intended for the same fisnctional use.

5.1.3 Quality Top ; Quality Spiral’: Conceptual model of interacting

!  activities that influence the quality of a product of servicein the
various stages ranging from the identification of needs to the e d
asseasment of whether these needs have been satisfied,

A Quality Policy : The overall quality intentions and direction of an -
organization as regards quality, as formally expressed by top
mAnagement.

Quality Management ; The aspect of the overall management
function thet determines and implements the quality policy.

Quality Assurance : All those planned and systematic actions
necessary to provide adequate confidence that a product or service will
satisfy given requirements for quality,

Quality Control : The operational techniques and acclivities that are.
used to fulfil requirements for quality..

; uality System : The organizational structure, responsibilities,
et =" prOCEduUrES, processes and resources for implementing quality
* maragernent,




1 ‘ ) - . - -
'OF“G \f\ AL1., .15 Traceabitity : The ability to trace the history, spplication or location

E

8.1.9 Quality Plan : A document setting out the specific quality practices,
resources and sequence of activities relevant 1o & particulur product,
service, contract or project.

8.3.10 Quality Audit ¢ A systematic and independent examination to
determine whether quality activities and refsted results comply with
plaaned arrangements and whether these arrangements are
implemented effectively and are suitoble to schieve objectives.

8.1.11 Quality Surveillance : The continuing monitoring and verification of
the status of procedures, methods, conditions, processes, products and
services, and apelysis of records in relation to stated references to
ensure that specified requirements for quality are being met. ‘

8.1.12 Quality System Review : A formal evalustion by top management of !
the status and adequacy of the quality system in relation to quality
policy and new objectives resulting from changing circumstances,

8.1.13 Design Review : A formal, documented, comprehensive and
systematic examination of a design to evaluate the design requirements
and the capability of the design to meet these requirements and 1o
idemify problems and propose solutions.

8.1,14 Inspection : Activitics such a8 measuring, examining. testing, gauging
one ct more charscteristics of a product or service and comparing
= these with specified requiremests 1o determine confoimity.

of an 1tem or activity, or similar items or activitiet, by means of

i
‘1995 MAY 161 recorded identification.

»v—.‘"‘ -
e OORAMENT T - .- s
: @"m % §.116 Concession ; Waiver : Written autharization to use of reiease 1
 quantity. of material, componenta or stores already produced but which
do not conform to the specified requirements.

8.1.17 Production Permilt ; Deviation Permit : Written authorization, priof
to production or before provision of a service, to depart from specified
requirements for a specified quantity or for a specified time.

$.1.18 Reliabitity : The ability of an item to perform & required function
under stated conditions for a stated period of time,
The term "reliability” is also used as a reliability characteristic denoting
# probability of success Or & success ratio,

DG #5
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2.1.1%

8.1.20
B.1.21

8,122

8.1.23

8.1.24

i 1395 MN 1 aﬂ. 25

-
"\ l BL"'W“NT

8.1.26

8.1.27

_or aboard 10 board connector in the case of thie latter the other half'is

Product Liability ; Service Liability : A generic term used (o
describe the onus on & producer or others to make restitution for loss
refated 1o personal injury, property damage or other harm caused by a
product or service.

Nonconformity : The nonfutfillment of specified requirements.
Defect : The nonfulfiliment of intended usage requirements.

Specification : The document that prescribes the requirements with
which the product or service has to conform.

Connector : A coupling device which provides an electrical and
mechanical connection / disconnection between and receptacle.
Usually consists of plastic over shel) also known as 1 housing or body
or block. Some connectors can alsa have an outer metal shell. The
rermaining part(s) of the connector are the metal contacts or termiznal,
these conduct the electricity or transmit sigmlt A connector or
elecirizal connector in also know (plmculnrly in the US) atan
Elecu':cal lmerconnec‘; Device, -

Connector Housing : Insulating material that encapaulates contacts.
Once pins and sockets are inserted a connector. Connecior housing are
usualty made of plastic, and housing is sometimes called block or shell
orbody ] ) i

- " Lzlng for texmina] Insertion _
Header : usually the name given 10 the P,C.b half of & wire to board
krown as a P.C.B -connector or box connector. Header can be -
“shrouded” (manufecturing circles other names used for headers are’
wafer or base,
* Assembly with pin (flnished assembly)

Naked header : Usually one haif of 8 PCB mounted with no skin or
shroud, sometimes called & wafer or base.

* Wafer actunlly usc for pin indertion.

Shroud : synonymous with Insulation support.




8.1,28 Shrou( Connector : One half of & pin & socket connector at the

8.1.29 Shroud Header : Usually on half of a PCB mounted connector that is
shielded around all contacts by a skint (Fully shrouded) or on 3 sides
only (Partially Shrouded) sometimes called & shrouded wafer or bate.

mating :nd that is protected around the perimeter by-a skirt (Partially
Shrouded) or when each individual terminal is protected (fully

shrouded}.

8.2  Abbreviation :
Abbreviations Meaning
23 = Lotus 123, Spreadsheet Mznagement
8D = Eight Discipline Corrective Action
Ace - Accept
AP = Accounits Payable ‘ OR 'G"\iﬁl‘ ]
APPD’ - ‘ Approved ‘
AQL = Acceprance Quﬂily Level \993 t4AY | 5 i
AR - Accounts Receivabie
AR - = . Awapiting Rework - l oy M R 0oL J
AS - Auto-Assembly
AS/4060 - Application System/400 “(IBM M’m.-Cornputer)"
Aast, - Assistant
Aasy - Assembly
Attn - - Attentich
Auth e Authorise
Axuto - Automatical
AVL - Approved Vendor List
AWG = American Wire Gauge
BLK . = Black - . <
BLU .= Blue . = ) ot
BOIL - Board of Inwstmem.
BOM - Bill of Matcrial
BRN - Brown
BSt - British Standards Institute
Cal - Calibration
CL L Control Language B c # 6
co - Customer Order
CPU - Central Processing Unit *
CR - Crimping
CRP = Capacity Requirernents Planning
CSA - Canadian Standards Association
CSR - Customer Service Representative
Cust - Customer
Cs - Crimping Specification

Area Usg
MiS

- QA

QA
Account
Al

QA
Account
MIS -
MIS
All

MIS

QA. , Sales

QA
Eng
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DDS
Def.
Dept.
Doc.
DOSs
DTD
DWG
EC
ECD
ECN
ECR
EDP
Emp

* Eng
E-5267-NCX

Insp.
IPQA
1PQC
IQA

iS¢
ITR

_Factory Order
" Gigabyie, Thousand Million Bytes

Meaning

Data Description Specifications
Defect

Department

Document

Disk Operating System

Dated ‘

Drawing

Europeen Community
Expected Complete Date

'Engineering Change Notice

Engineering Change Request
Electronic Deta Processing
Employee

Engineer

E=Engineering Drawing
Elestrical

Financiul Amlytischm},Lﬁd
Facsimile - N
Finished Goods

© First-1n , First-Out \.\9‘3‘5 WAY

From : -
First Asticle \

Goods Inwards
General Manager
Goods Receipt Not
Green

-Gray e ,
_Gage Repentability & Reproducibility

Harness

Hour

Human Resources

[rem Master

Inventory Control
Inspection ! Inspect
Inprocess Quality Assurance
Inprocess Quality Control
Incoming Quality Assurance
In-Coming Quality Control

International Standards Organization

Inspection Trouble Report

L
Lo T
.

1._..——-'—"":"_-'_.

Eng

Mat!

MIS
MIS
QA
QA

Matl
Mat
QA
QA
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-Matl -

N/A

Upt.
0s-

Meanine
Job Card / Machine Utilisation
Job Description
Kitobyte , Thousand Bytes
Kilogram
Local Area Network
Lot Acceptance Rate
Logical File

Lot Rejection Rate
Multiple Access Unit

Megabytes , Million Byr
Manufacturing
Manufacturing

ORIGINAL
Maimum l LIB.‘JS MAY 1 6
s —

Lo, MM QOCLNENT
S - CONTROL

Mansger

Mamagement Information

Mititary Standard

Minirmum \
Management Information Systems

- Moulding

Matenial Review Board
Materie! Requirements Planning
Meanufacturing Resources Planning
Manufacturing Code

Materia)
Mezting

Molex Thaitand
Molex Singapore
Molex Taiwan
Molex Malaysia
Marual | -
Millimeter
Machine
HNumber

Not to Scule
Not Applicable , Not Avaifable
Object / Objective

Order , lnventory , Purchase
Operations
Optional
Topcoated Wire

Aves Use
MIS

MIS
Eng
MIS
QA

MIS
QA

MIiS

MIS
Mat
Matt
Matl
MIS
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.:bbrévlatigng Msanine Area Use

PC P ;l Computer ) GINAL

o - erson p

PCS - Pieces \ OF““\" R All
PF - Physical File Y16 MIS
PG - Plating 4 { s \l MIS
PO - Purchase Order : MIS
PP - Punch Press / Stamping| "7 G MiS
PPM - Part Per Million QA
PR - Purchase Requisition . Matl
PR = Production , Harness Assembly MIS

.Prob, = Probability QA
Prod, - Production . N\ ‘ QA
Proj - Proiect . N ' QA
PUR = Purpie _ Eng
PVC - Poly Vinyl Choride "N, Eng
PW = Professional Write , Word Processing MIS
P.E. = . Process Enginver : QA
PN = Part Number -Eng

. PMName = . Part Name g Matl

QA - Quality Control , Hamess Assembly © . -MIS.
QA - Quality Assurance QA
QC - Quuality Control MIS
QCC = Quality Control Circle QA
oM = Quality Control , Crimping , MIS
QMR = Quality Managenent Representative = QA
Qs =.  Quality System : ' - : QA
QTY = Quality . L ~  Eng
Qw - Quality Control , Wire Ou - MIS
QAP v Quality As Produced _- z QA
QM. - Quelity Manual  ~ y ; . OA
R "= Range Ll ; T QA
Rej - Reject : QA
Relia - Reliability v QA
RESP . ENG, = Responsible Engineer : . Eng
REV - Revision . Eng
REVW - Review . ‘ Eng
R - Reject _ MIS
RPG = ieport Program Generator MIS
Rpt - Repomt QA
RS - Resource Structure MIS
RTN - Return | QA
RTV - Returnto Vendor QA
RWK -

Rework QA




Meaning . Area Use
Sales Analyst ! MIS
Standard Costing MIS
Sales Drawing Eng
Section QA
Sales Forecasting Mis
Shipping MIS
Signature QA
Statistical Process Control QA
Specification QA
Statistical Quality Comrgl QA
Senior | OQIGINA_L QA
Standard : Wy, o QA
Stranded Wire - ‘ 1995 MAY as\ Eng
Subject _ N 0A
Sub-Contractor "~ MTH DOCUSAER QA
Supervisor l_g_—a’ﬁ". ' QA
- Standerd Deviation ’ \ . QA
Standard Operation Procedure . . Eng
. Steering Committee - . QA
Solid Tinered Wire Eng
Tolerance ' QA
Team Oriented Problem Solving : QA
Totat Quality Control _ QA
Totst Quaiity Management _ QA
Use As Is . : T QA
Underwriter Laboratory ~ ~ ] Eng"
Svstem Utilities MIS
Video Display Unit — MIS
- Visual Mechanical Inspection - I QA
Vendor J s MIS
Versus Mat't
White ‘ Eng
Work In Process -~ QA
Week QA
Weskly QA
Wire Cut MIS
Worldwide QA
Warehouse Mar'l
Work Instruction QA

DG # 5|
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Meaning Area Use

Average QA
Yellow Eng
System Utilitics AORIGINAL - MIS
Percentage @ " QA
Maoveshlial j lms MAY 16 QA
Less Than QA
Equal — o | QA
MomTIunoquua.l '@w"a‘;\?\":‘.tl T GA

Less Than or Equal QA L
Approximate ..
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1.

r

. Reference :

Title : »
Packing Procedure

Purpose :

2.1 Todefine the general standard packing procedure for Molex Thailand

connectors and connactor harness in shipping to Molex Thailand customer.

2.2 To define the work sation, packing operator and final inspection procedure,

.

Scope : . pi

3.1  This specification applies to the hrnper preparation inspection and general
packing procedures for Molex Thailand. to ensure the proper shipment of
parts to customer,

3.2  Reference 1o Work lnﬁruction of operation packing by customer.

Dmwing of carton boxes.

Equipment / Material :

5.1 Canon Box Type . HA-0.8 (180x290x90 mm)
o (WxLxH) HA-1 (200x400x200 mm)
: HA-1,5 (300x400x200 mm)

HA-2 (400x400x200 mm)
HA-2.5 (300x620%200 mm)

§.2 _ PlasticBag Type ._ 1 (5"x7") «Clear Colour
Too(wxly T ’ (8"x11*) ~ Clear Colour-
{10*x15") « Clear Colour

(8"x11") ~ Blue Colour
(16°x15*) - Blue Colour
53  Adhesive Tupe .
4 Rubber Band
5.5  Air Bubble
5.6  Plastic Tray
5.7  Max Stapple No, 3416 size 5/8"

&8  Stappling Machine ! STATOTAT
5.9 Weighting Scale M e R

5,10  Sealing Machine S 'r.-.— i l
. ~ i 1997 MOV 1 2

L.
% TH POCUMENT
s HYROL
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Deflnition :

General Requirement :  Nil

FProcedure

Nil

8.1+ Genersl Packing Procedure.

e

8.2

8.1.1

8.1.2
8.13

8.14

B.1.5

8.2.1

8,2.2

8.2.3

8.2.4

The working table awst be fres from any foreign material other than
the parts to be worked on.

Only one type of product is allowed to be processed at any one time.
Packer must verify to ensure that the ot submitted is conforming to
the part specified in the sccompanying factory order route ticket for
material traceability.

The factory order route ticket must accompany the Tot at all time until
the lot is packed out. ' '

_Packer should check the follovsdings :-

8.1.5.1 Mixed Products -

'8.1.5,2 Mixed Marking

8.1.5.3 Mixed Part No. .
1f there are any problems with any lot submitted for packing, packing
Jeader should report to warehouse chief to contact QA..Supervisor or

Production Supervisor. E—
GRIGINAC

o e s r———

.Steps ol‘l’neﬁing. i : _
Quantity count. . ""‘*"Ugfzuona’

8:2.1.5 Physicat count ; @ MY DOCUMEN
8.2.1.2 Weight count (ref item 8.3) ¥ - COWTROL.
Intermediate packing - Tie into bundles or packed into plastic bays
with standacd quantities 1, 10, 50, 100, 200, 500. To facilitate easy
quantity check and to ensure sufficient protections are given (0 parta
for shipment. This packing will be' done by production area before pass
to QA

Packer Put “Final QA Tag" in each bundle or bag.
Final packaging - Pack into shipping carton and sealed.

Note: 8.2.3 and 8.2.4 will be done by packing area.

A
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8.4

. lntermedlate l’ncldug Metund. .

Weight Count for Intermediate Packing Quantity.

a) Welght cou- 1t by production srea.

8.3.1 Check a san 3le for correct part

8.3.2 Usea calibrated electronic scale to wmghl count units.’

833 Tum the main switch to "on”

8.3.4 Push cancel / reset button

8.3.5 Count sample gizs

* Refer to work jastruction,

8,3,6 Place sample size In the scale pan

83,7 Push sample size button

8.3.8 Add 1 ar 2 units into the sample size to ensure that the scale reflects
the correct increase in quantity which means that the calibration is
completed and ready for weight count. If not, increase sample size and
calibrate the scals agsin.

£.3.9 Put units into scale pan to the requited quantity and resdy for
intermediate packing.

b) Welght count by packing area
. Final packing in carton box will be weight and record gross weight -
(see item 8.4.5 of THMC- 0001) before store in finished goods
wnrehnuu )

34,1 Connectors
series and circuits of connectors.
8.4.1,1 In plastic bag  such a5 5267 / 5268 / 70319 series .
Put connecior into plastic bag and seal and pack in to carton
box g'ty of pack are shown in standard packing

OhtGNAL

o

=

K
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~ Packing for 5267-5268 - Even number clear colour bag.

- 0od number blus colour bag. ;
'\ 1997 NOY ;a 7~
| N i 2 ‘_@s{wm:&!m' L rv‘ - oL
|DC#6




i

!

'a-:novwl

[

Gt GlNAL . KRE In plastic tray such as edye card / Jack / 5597 series.

Usually these connector will be packed first production line to .
_prevent part damage. We also use these, plastic tay and pack
into carton box q'ty of pack are shown in standard packing.

&0 TR | ..

g

' rraiGn

SETEE
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8.4.2 Wire Harness ‘
|

8.4.2.1 Tie into bundle with rubber bend.
Units are tied either at both ends or at the centre of the bundie
to ensure that it is neat end easy to handle.

uﬂlG?NAL {

e

'.:3%%‘«”“ |
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8.4,.2.2 Pack in condition same as 8,4.2.1 but put into plastic bag to
prevent damage and easily count and ute.
] - ’

I

| 1987 MON 1 3

i
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- 8.4,2.3 Pack in plastic bag

Units are packed into plastic bag.
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B

] _J.S_-\Finnl Packing In shipping Carton .
DORIGIN AL |Packer receive finished goods which sre packed (intermedinte packing) from
o — production line (pass QA.) step of final packing are as follow : ‘

il ‘NG\' i i‘-s'l Check physical quantity against label quantity.
@ "W&‘m .52 Arrangs bundles or bag packed parts neatly in the carton

¢
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8.5.3 Carons are to be sealed wlthldhﬁwetape
8,54 Label must be pasted at the designate area or the box. The follovnng

are 10 be printed clearly on the Iu.bel
8.5.6.1 Customer Name _ _
8.5.4.2 Customer Part No, . ; L B OR‘G"\: \L
8.5.43 Molex Part No, Ly e
8.5.4.4 Quantity ’ L1997 NOY 1 J
3.5.4.5 CMNo e

o %&m

8.5.5 "FIFO stamp will be stamped on the box 1dent|l"y Daleontleur and
tamp srcsa wt, and pack by

* Lot No are shown in produetuon tag.

l.ul'wli- UL Y
i ¥ e eey
I F“ -. BFad 0

-il
owanity Ly s
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OH‘.G i NHL‘}si No more than one type of finished product is allowed 1o be packed in_
' o

: the same box unless otherwise specified,
\ ‘ 1697 NO¥ 13 ‘

5.7 No tom or damaged carton box it allowed to be used in shipping
. finished goods 10 customer. !
! @,‘m NTROL'"S .8  For customer who nead UL Label sticker
i attached in the box such as "AT&T" Packing leader will ask QA to
artach UL sticker on the box




Special Packing Requirement

Board in terminal such as Terrninal Part # 5394,
87003-9000 , Etc...

for these customers ; NMB , Delta , Tutung shall be packed at the end

terminal with air bubble plastic to ensure no damage dufing
transportation.
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APPENDIX E

CUSTOMER COMPLAINT ITEMS IN MANUFACTURING AREA
(MOLEX THAILAND, 1997&1998)
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The percentage of customer complaints year to date in fical year 1997
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ints year to date in fical year 1998

The percentage of customer compla
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From customer complaint items in manufacturing area in 1997, in this thesis, the
comparison of customer complaint was done in table 7.1 chapter VII and summary was done in
chapter VIII as well. In the comparison of customer complaint reduction, there are two source of
data which can find out in this appendix E.

In page 227, customer complaint items in manufacturing area in April 97 is equal to "6"
and in May 97 is equal to "5" and in June 97 is equal to "3". These data was used in Chapter VII
table 7.1 and was used in chapter VIII as well.

In page 228, customer complaint items in manufacturing area in July 97 is equal to “4" and
in August 97 is equal to "5" and in September 97 is equal to 5" and in October 97 is equal to "4"
In this page 228, customer complaints in manufacturing area in April 98 is equal to "4" and in
May 98 is equal to “3" and June 98 is equal to "2". These described data was used in table 7.1 and
was used in chapter VIII.

For customer complaint items in manufacturing area from July 98 to October 98 are
described as following.

- The outstanding of customer complaint item in manufactunng area
ytar to date in fiscal year 1999

. Molex Thailand got customer complaint items in manufacturing area in July 98, August
98, September 98 and October 98 as shown following,

Month Custom complaint items in manufactunng area
- - July 98 3 A

August 98 2

September 98 2

October 98 2
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Phisit Charoenkitwiwat was born on September 20, 1972 in Bangkok Thailand. He
graduated high sciiool from Saint Gabriel's College and obtained his Bachelor's degree major in
Electronnics Engineering from Assumption University in 1993. Then he continued his graduate
study in Engineering Management at the Regional Centre for Manufacturing System Engineering
at Chulalongkorn University in 1996. After he graduated Bachelor's degree, he joined Interphonet
Construction as a Project Engineer as the last posttion and after that he joined The Better
Environment Company as a Sales Engineer.

Now he works for Molex Thailand Ltd and he started with Sales Engineer and promoted
to Export Sales Engineer as a current position. He is fully responsible for
1) Promoting Molex range of products by
a) Having a through knowledge of Molex product range, manufacturing process and
_ company capabilities mcludmg leadtime, pricing strategies, production capabilities
and QC standards.
~ b) Understanding product appllcauon and tooling :
¢) Understanding specifications of competitors products versus our own and
comprehending the strengths and weaknesses of competitors capabilities and products.
d) To organize/conduct presentations to customers either on his own or with ass:stance
_ from colieagues.
"2) To provide constant feedback to Molex on customer requirement by means of education fellow
Molex Employees on their needs such as QC standard, leadtime requirements, forecast buiids,
pricing, trends and etc. To help the compary to service the customers even better.

3) To keep sales co-ordinators, supervisors, managers plus other relévant department colleagues .

abreast at customer by means of updating project information, |

4) To support/coach more junior sales staff and customer service representative to help upgrade
their skill and knowledge. '

5) Provide speedy turnaround to all customer enquiries within 24 hours

6) Assist customer service representative in solving customer quality/deliver problem, effective
and timely manner by laising with colleagues from other departments and oversea entities.



molex MOLEX (THAILAND) LIMITED
No. 71/4 Moo 5 = Bangna-Trad Rd., Km 52 * Tambaol :ﬁl‘m

Bangpakong, Chachoengsao 24310, Thailand
Bringing People & Technology Together, Worldwide™ Tel. (66-38) 573 020-2 « Fax. (66-38) 573 623

MEMORANDUM

From : Setthasorn Charoenpbanich
Sales Manager / Co-Advisor

Pages : 1 (incl. this page) .

Subject : Molex (Thailand) Ltd.

The name Molex (Thailand) Ltd. allow to be used in the thesis “ PRODUCT QUALITY
IMPROVEMENT FOR END USERS : A CASE STUDY OF HARNESS WIRE AND
CONNECTOR ASSEMBLY FACTORY* by Mr. Phisit Charoenkitwiwat for study purpose only
and shall not be reused or duplicated in any other means.

The entire content (images, text, documents, logo) related to Molex (Thailand) LTD., Molex
Incorporated, its affiliates, related companies, licensors, and/or joint venture partners are copyright
and may not be distributed, modified, reused, reposted or otherwise used, except as provided herein,
without the express written permission of Molex. The use or misuse of any trademarks, or any
contents, except as permitted herein, is expressly prohibited and may be violation of intellectual
property laws which shail be aggressively enforced. ‘

-'Sincerely Yours,

o

Setthasorn Charoenphanich
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