
CHAPTER 4
PROPOSED METHODS AND PROCEDURES FOR SUPPLIER QUALITY MANAGEMENT

This chapter describes the proposed methods to improve weak area of supplier quality 
management of MOLEX Thailand Ltd,. There are two main area that improvement needed , 
incoming quality control and supplier quality improvement at supplier side. All results will be fed 
back to supplier for acknowledgement and improvment action.

Proposal F or S up plier Q u a lity  M an agem en t Im provem ent

Supplier Quality Management Improvement consists o f 2 main sections.

4.1 Incoming Quality Control Improvement
- Incoming Quality Control Process
- IQC inspection plan
- Skip and Ship to Stock Program
- IQC data utilization to evaluate supplier performance

4.2 Supplier Quality Improvement
- Supplier Qualification Process
- Supplier Periodic Evaluation
- Supplier Disqualification Process

4.1 Incoming Quality Control Improvement
4.1.1 Incoming Quality Control Process

Single sampling plan with switching rules for normal, tightened and reduced inspection, MIL STDI05E is proposed for incoming inspection. Single Sampling PlanMIL STDI05E ( c- 0) 
with switching rules, reduced normal and tightened. Policy MOLEX Thailand LTD accepts the 
product that meet zero defect(c = 0). Thus, sampling acceptance will be based on c = 0 .

The critical dimension points are outer diameter of insulator of wire, thickness 
/concentricity between conductors and insulator. Functional tests are, bond strength test and 
.volderability test. These test processes are to qualify whether the material can be used for 
production. IQC inspector will perform all inspection according to Single sampling plan with 
switching rules for normal, tightened and reduced inspection, MIL STD 105E .

The work instruction (WI#QC015) as shown in figure 4.1 A-I, Incoming Quality Method, 
is developed then proposed for IQC inspection. The work instruction is a document that will 
advise the operator , IQC operator, QC operator and production operator to do his/her job step 
by step. IQC inspector will use the work instruction #QC015 "Incoming Quality Method” to be as 
a guideline to do inspection.
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I n c o m i n g  I n s p e c t i o n  M e t h o d

ใบรับของจะถูกส ่งมาทื่ IQ C  โดยพน ักงานคลังส ินค ้า

T h e  R e ce iv in g  N o te  w ill b e  s u b m itte d  to  IQC a re a  by  w a re h o u s e  p e rso n n e l.

ผ ู้ตรวจสอบ IQC จะตรวจรายละเอ ียดตามใบรับของเข ่น  หมายเลขงาน 1 ส ัพพายเออร์ ถ ้าห ็บห่อห ิ่บรรจุเส ียหายมาก 
จนกอให ้เก ิดความเส ียหายก ับ ชินงาน.กายใน เนิองจาก.การขนส่ง ผ ้ตรวจสอบจะต ้องถ ้ายรป แล้วออกรายงานคุกนภาพวัตถุr . โ  Z  *เดยแน บ ร ูป เป ด ัวย

IQC in sp e c to r  w ill c h e c k  th e  d e ta il  in  th e  re ce iv in g  n o te  s u c h  a s  p a r t  no ., s u p p lie r . If d a m a g e d  p a ck ag e , poor 
p a c k a g e  is fou nd  b e c a u s e  of poor tra n sp o rta t io n . T h e  in s p e c to r  w ill h a v e  10 ta k e  th e  p h o to s  a n d  is s u e  M QR 

re p o rt  ( E n c lo se  th e  p h o to  to  th is  repo rt) th e n  d is tr ib u te .

ผ ู้ตรวจสอบจะต ้องเช ็คว ่าจะใช ้กฎการล ับเปส ียนเร ่นแบบ ป ก ต ิ,ผ ่อน ค ลาย,เค ร ่ง เค ร ียด  โดยจะต้องใช้ให ้ถ ูกต ้องส ่าหรับแต่ละ 

ผล ิตภ ัณ ฑ  (ดูใน V en d o r H is to ry  /  In c o m in g  In sp ec tio n  R eco ra )

IQC in s p e c to rs  w ill n a v e  to  c h e c k  w h a t  c o rre sp o n d in g  s w itc h in g  ru les MIL STD 105E . no rm al, re d u c e d , 

t ig 'n th e n e d  th e y  h a v e  to  u s e  c o rre c tly  for e a c h  p ro d u c t.(s e e  in v en d o r h is to try /in c o m ir .g  in s p e c tio n  record)

U n it of th e  m a te r ia l  is  d e f in e d  a s  be lo w  ; หน ่วยของวัตถ ุด ิบ กำหนดดังข้างส ่างนํ่

Type o f Raw Material 
ชนิเ•าของาตฤอิน

Big Unit 
หน่วยไ M ญ'

Terminal 
m  อรรน 0 ล

Housing ''พ'a 1er 
เร้าชิง/' เวเฟ ่อว

Reel 
ท้าน
Bagเๅง

Connector 
คอน!,นค!,ดอร

Bagถุง
, ๗ , f t S f i S  f i l l ะ , ร . . , ' .

Reel
ม้วน

-

Cable Tic Bag a piece o f cable tie
เคเบิล ไท ถุง 1 ชินของเคเบิลไท
Enclosure C abinet _

ดู้สำหรับสายไฟเบอรออฟอิค กล่อง

Small Unit 
.1นำขเล็ก

; 0ท!(
1998

หน่าขเลก 1 1—---------------
"โ".-ไ โไโ I /TN  MT H ช0 a terminal ! ท:’1eV ■

เทอในนอล I ตัว —

INAL I 

.!*; 1 3 I
üOCUMrMT i

a housing, a wafer 
เฮาชิง เวเฟ ่อร์ 1 ชิน

a corinceior 
คอน m m  ตอร 1 ตัว

PREPARED BY Name : P ais it  T . s ‘8n: T a  w d u Date: "Hf oi l i f
A PPRO V ED  BY N am e : Pornpanom K. Sign : Date : f  i, ท

ะ !THHN-0002-C

Figure 4.1- A ะ Proposed Work Instruction For Incoming Quality Method
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Incom ing Inspection M ethod

การใช ้แผนการส ุ่มพ ิงเด ียวท ีเป ็น  Z ero  D efec t ; 0.1% A O L ( ดูตารางในหน้) 9) ; U sing  S ingle S am p lin g  Plan with

zero  d e fe c t  a c c e p ta n c e  0.1%  AQL ( S ee  th e  tab le  in p a g e  9)

5.1) การตรว 5 ก'B U Tนต a นก'รนท่าการ สุ่แ

Initial Check before taking sampling

1 ORIGINAL
I icgp. AJJÇ ใ 9
JTCX w.t h  d o c u m e n t

~ «. « ...........................  .  . .  , !. w  -  C O N tÿ'L  j
ด ูจ า น ว น ข อ ง ผ ล ิต ภ ณ ฑ ่เน เบ ร ับ ข อ ง , น บ จ ;ๅน ว น ม ว น ,ถ ุง (ห น ่ว ย เห ญ ), จ าก น น ต ร ว จ ก ร น จ าร ก ่?ร ข น ิต ,เม ท ,ระบ ุ EC

ฉลากของแต ่ละม ้วน,ถ ุงของล ็อตน ั้น  จำนวนจะต้องถูกต้องตามใบรับของทั้งจำนวนถุง, ม้านและจำนวนชิ้นงานบนฉลาก

๓ จำนวนถุง 1 ม ้วน (หน่วยใหญ่) หรีอ จำนวนชิ้น ไม่ตรงกับใบรับของ (จำนวนขาด) ให้ออ•กรายงานคุณภาพรัรธุดิบ 
โดยระบุว ่า ส่งของขาด เพอขอดิน ส่วนทีขาดใบ่ จากนั้นให้สุ่มตรวจตามชิ้นตอนต่อไป โดยใช้จำนวนจริงทีรับมา 
ในการ หาขนาดการสุ่ม

O b se rv in g  th e  q u a n t i ty  of th e  p ro d u c t in th e  re c e iv in g  no te , c o u n tin g  th e  q u an tity  of reel, bag ( big 
u n it) th e n  c h e c k  th e  q u a n tity  of p a n  in a c c o rd in g  to  th e  label on  e a c h  reel, b ag  of th a t  lot. If the 
n u m b e r  of reel, b a g (b ig  u n it) or to ta l sm all un it! p a r ts )  is no t co rrec t(sho rt) in a cc o rd in g  to  the 

re c e iv in g  n o te  , i s s u e  M QR rep o rt an d  id en tify  ‘S h o rt S h ip  * an d  sh o rta g e  q u a n tity  on  It to claim for 
re p la c e m e n t  of th e  s h o r ta g e  m ater ia l T h e n  c o n t in u e  to  in s p e c t  by  u s in g  the  a c tu a l q u an tity  to find 
th e  sa m p le  siz e

5 .2 ) ก า ร ส ุ่ม หน่วยใหญ่

ขนนรก ผ ู้ตรวจสอบท่าการสุ่มจำนวนของหน่วยใหญ่ ( ม ้วนของสายไพ่,เทป,เทอร์มินอล, ถุงของ เวเฟอร์ 1 เฮไรง)
โดยใช ้แผนการส ุ่มพ ิงเด ิ่ยวตามช ้างบน

ต ้าอยาง 1 เทอรัม ินอล 10,000 ชิ้น มาในรูปม้วน 10 ม้วน ;1,000 ช ิ้น ต ่อ ม ้วน ), สุ่มจำนวนม้วนตาม 

แผน ภารส ุ่มพ ิงเด ียว Z ero  d e fe c t  โดยให ้สอดคล้องกับกฎการส ับเปลยน

สมมติว ่า เทอร์มิ'นอล'ขนิด'นั้น ถ ูกตรวจสอบในระดับเคร่งครัด (กฎการสับเปลี่ยน) 1 ดังนั้น 5 ม้วนจะถูก 

ส ุ่มมาตรวจ , ตอนนั้ เรามี 5 ม ้วนถูกเส ือกมาแล้ว จากนั้นให้ทำตามชิ้นตอนต่อไป

หลังจากทิ่ได ้จำนวนของหน่วยใหญ่ ผ ู้ตรวจสอบต้องชั่งจำนวนชิ้น ว่าถูกต้องหริอไม่ ล้าขาดเป็นจำนวนมากกว่า5%

PREPARED BY Name : P ais it  T . Sign: $ ' ' ญ ่ T - Date: 1•เญ่0ป เญ่.
APPROVED BY Name : P o m p a n o m  K. Sign :

lb
Date : 1 )

THiN-0002-c

Figure 4.1- B ะ Proposed Work Instruction For Incoming Quality Method
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Incom ing Inspection M ethodIncom ing Inspection M ethod I PAGES j 3 or  9
เข่าน 1 .0 0 0  ซ น ล ่อ ถ ุง  ช ั่ง น ับ ไ ด ้ น ้อ ย ก ว ่า 9 5 0  ช้ิน ใ ห ้ท ำ ก า ร ป ฏ ิเส ธ  ล็อ*?''นั้น ก า ร ช ั่ง น ับ ให ้ท ํ' 'ล า ม ร า ย ก า ร ผ ล ิต ก ัน เข ้ 

ท ีห ้ว ห น ้า  ห ร ิอ  ว ิศ ว ก ร เท ห น ด

Big Unit Sampling

F ir s t ly , i n s p e c t o r  h a v e  t o  t a k e  s a m p l in g  t h e  q u a n t i t y  o f  r e e l .b a g  ( b ig  u n i t  o f  w ir e ,  c a b le ,  t u b e ,  

t e r m in a l ,  c o n n e c t o r ,  w a f e r  a n d  h o u s in g )  in  a c c o r d i n g  t o  s i n g l e  s a m p l in g  p lar . w i t h  Z e r o  d e f e c t

Fc: example, t e r m in a l  1 0 ,0 0 0  p i e c e s  w e r e  c o n t a in e d  in  10  r e e l s  ( 1 0 0 0  p i e c e s  p er  r e e l ) .  T a k e  

s a m p l in g  t h e  q u a n t i t y  o f  r e e l  p e r  t h e  s i n g l e  s a m p l in g  p ia n  w i t h  c o r r e s p o n d in g  s w i t c h i n g  r u ie s

A s s u m e  t h a t  t h is  t e r m in a l  w a s  i n s p e c t e d  w i t h  t i g h t e n e d  le v e l .  A c c o r d i n g  t o  t h e  s a m p l in g  p ia n  

5 r e e l s  w il l  th e r e fo r e  b e  t a k e n  t o  in s p e c t .  M o w  5  r e e l s  a r e  s e l e c t e d ,  t h e n  f o l lo w  b y  t h e  n e x t  s t e p

A fte r  w e  k n o w  t h a t  h o w  m a n y  b ig  u n it  w e r e  t a k e n  s a m p l in g .  IQ C  i n s p e c t o r  w i l l  u s e  t h e  s c a l e  to  

c o u n t  n u m b e r  o f  paru s in  e a c h  b ig  u n it  ( b a g ,  b o x ,  e t c . )  If t h e  q u a n t i t y  or p r o d u c t  i s  s h o r t  m o r e  t h a n  

ะ s u c h  น.ร 1 ,0 0 0  p aru s p er  1 b a g .  a c t u a l  r e s u l t  fro m  s c a l e s  :s  l e s s  th a n  9 5 0  p a r t s  T h a t  lo t  IS 

: e l e c t e d  L is t  o f  t h e  p r o d u c t  t h a t  w il l  b e  c o u n t e d  b y  s c a l e s  w i l l  b e  d e f i n e d  b y  s u p e r v is o r  or e n g in e e r .

; ORlQiNAl

1S98 AU5 1 9
L_

๗Sx MTH DOCUMENTCONTROL3) การส่มหน่วยเลิก

ซ".-.ทีสอง ผ ู้ต ร ว จ ล อ บ ต ูจ ำ น ว น ท ั้ง ห ม ด ข อ ง ช ิ้น ง า น ข อ ง ล ็ธ ต น ั้น แ ส ้ว ห า ข น า ด ต ัว อ ย ่า ง ส ุ่ม ใน แ ผ น ก า ร  

ส ุม เซ ิง เด ีย ว ท ี Z e r o d e f e c t

• • ไ ม ต ัว อ ย ่า ง ใ น 5 2  ล ็อ ต 'น ั้น ม ิ 1 0 , 0 0 0 ช ิ้น ด ้ง น ั้น ข น า ด ต ัว อ ย ่า ง ส ุ่ม ต า ม แ ผ น ก า ร ส ุ่ม เช ิง เด ิ่ย ว  . บ น 3 1 5 ช ิ้น

1จ ำไว ้ว ่า  ก ำ ล ัง ต ร ว จ ผ ล ิต ภ ัณ ข ้ต ัว ย ร ะ ด ับ เค ร ่ง ค ร ัด ข อ ง ก ฎ ก า ร ส ับ เป ล ี่ย น  แ ล ะ ให ้ร ะ ม ัด ร ะ ว ัง ว ่า  ร ะ ด ับ ไห น , ป ก ต ิ 

ผ อ น ค ล า ย ห ร ิอ เค ร ่ง ค ร ัด  1 ท ั้ก ำล ัง ใช ่'อ ย ู่)

ส ุด ท ้า ย  (จ าก ช ่อ  5  1 แ ล ะ  5 2 )  เร าจ ะ ได ้ว ่า  ต ัว อ ย ่า ง ส ุ่ม ข อ ง ห น ่ว ย ให ญ ่ (ม ัว น ) เ ป ็ ไ ; 5 ห น ่ ว ย  (ม ้ว น ) แ ล ะ  

ต ัว อ ย ่า ง ส ุ่ม ข อ ง ห น ่ว ย เล ็ก  ( เท อ ร ิม ัน อ ล )  เป ็น  3 1 5  ช ิ้น

PREPA RED  BY Nam e : Paisit T. sien: PftKît T. Date : ท !0 แ \
APPRO V ED  BY N am e Pompanom K. Sign : Date : ‘ๆ }

mFN .กกกา . r

Figure 4.1- c  ะ Proposed Work Instruction For Incoming Quality Method
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Small Unit Sampling
Secondly. IQC inspector take a look at total quantity of pait(workpiece) of that lot then find the 
sam ple s iz e  of small unit that will be taki.n in the sm gie sam pling plan w ith  zero defect

According to the exam ple in ste p  5 2  . a lot contains 10.000 pcs. therefore sam ple s ize  per the  
single sam pling plan IS 315 p ieces  ( Rem em ber that w e  are in sp ectin g  the product with  
tightened level of sw itch in g  rules and be careful w hat level normal, reduced or tightened  . you 
aiu lining)

Fmallyffrom 5.1 1 and 5.1.2) w e  know that sam ple s iz e  of reelf b:g unit) IS 5 reels and sample 
s ize  of torminaKsmall unit) is 315 p ieces

ท ำท าร ต ร ว ? ส อ บ ด ัง ต ่อ ใป น ี

unit) is 5 reels and sam

I o  ท ; G ร NÂL~j
! โ1 9 9 ล  m  1 31 9 9 ?  A I J ร  1  9

.............  ....... j O ' ,  MIH DOCUMENT !I mo‘e> cnNTcnï I
-  - :#i Î .น;,'. ะ!.#'ไ ท 'ว ต ร ว จ สอบด ้ว ย :* '.า จ ะ ถ ูก ห ำ ต า ม น พ เก า ร ส ุ่ม เช ิง เด ีย ว ท ึ Zero d e l e c t '  I ข ิา พ ด ต ัา อ ย ่า ง ส ุ่ม  

ท ั้ง ห ม ด T อง,.ห น ่ว ย เล ็ก จ ะ ถ ูก ต ร ว จ ) แ บ ่ง น ')ฟ ้ย ส ุ่ม ช ิ้น ง ■ น (ห น า ย เล ็ก )  จ า ก ท ุก  ๆ  ม ้ว น ( ห น ่ว ย ใ ห ญ ่) ! VUท ่า  ๆ  ก ัน  

จ า ก ข ้อ ร .3 315 ช ิ้น ท ั้ง ห ม ด จ ะ ถ ูก # 'เร ว จ ส อ บ ด ้ว ย ? ท  โ ด ย แ บ ่ง  315 ช ิ้น  จ า ก  5 ม ้า น เท ่า  ๆ  ก ัน  ด ัง น ั้น  63 ช ิ้น  

จ า ก แ ด ่ล ะ ม ้ว น  จ ะ ถ ูก ต ร ว จ ส อ บ ด ้ว ย ต า  ด ัง น ั้น  63 ช ิ้น  จ า ก แ ต ่ล ะ ม ้ว น จ ะ ถ ูก ต ร ว จ ส อ น ด ้ว ย ต า  

ก า ; ว้.ต่ว:'. iน'' m รใช้งาน. « ร ามสา}!าโทในทารT Jจ.'-''' .'

ต ัด  2 0  c m  จ า ก ด ้น ม ้ว น ,!เอ งแด ล่ ะ ม ้ว น ท ี่ถ ูก ล ่ม ม า  ห ล ัง จ า ก น ั้น  ส ุ่ม '.ล ิอ ก  1 ช ิ้น  จ า ก เท อ ร ม ิน อ ล '.ห ล ่า น  (2 0  c m )

แ ม ้ว ต ร ว จ ว ัด ร ะ ย ะ . ก า ร ใข ้ง า น  1 ก า ร เก า ะ ต ิด ต ะ ก ัว ,  อ ิน  ๆ  ต าม เซ #าล ิส ต ์

ด ้ว ย ว ิธ ีเด ีย ว ก ัน , ส า ย ไ ฟ แ ล ะ เค เบ ิล .  ใ ห ้ต ัด  2 0  C111 จ า ก ต ้น ม ัว น ข อ ง แ ต ่น ะ ม ้ว น ท ี่ถ ูก ส ุ่ม ม า ห ล ัง จ า ก น ั้น  ส ุ่ม ต ัด

‘ช ิ้น เล ็ก  ๆ  1 ช ิ้น จ า ก ส า ย ไ ฟ /เค เบ ิล ท ี่ต ัด ม า  เพ ื่อ ต ร ว จ ว ัต ร ะ ย ะ ต า ม เซ ็ค ล ิส ท ่ จ ำ น ว น ช ิ้น ข อ ง ก า ร ว ัด ร ะ ย ะ จ ะ เป ็น  5 

ช ิ้น .เล ัว บ ัน ท ึก ค ่า ส ูง ส ุด แ ล ะ ค ่า ต า ส ุด  ล ง ใ น ใ บ บ ัน ท ึก ผ ล

Perform inspection as follows,
Visual inspection : Visual inspection  will be done per the s in g le  sam pling plan with zero defect at 
AQL 0.1 % ( total sam ple s iz e  of sm all unit is inspected). Taking the parts(wcrkpieces) equally

PREPARED BY N am e : Paisit T. S ig n : 9  . T
—

Sign : #
D a te : .yJflVMH-

APPRO VED BY N am e : Pompanom K. D ate : *7 1 เ า
ทนิพเทิทิทินิกิ

Figure 4.1- D ะ Proposed Work Instruction For Incoming Quality Method



4 2
Molex (Thailand) Limited

WORK INSTRUCTION พ  I # QC015
TITLE ะ การดรวจสอบ ส ิน ค ้าเข ้า

REV # j H
REF. THQA-0012

Incom ing Inspection M ethod PAGES 1 5 Of 9
from every reel (big unit). From 5.3, all 315 p ieces are in sp ected  visually. D evid ing all 315 p ieces  
by number of taken(selected) reel, in order to the small units 111 every reel are taken to inspect.

From the exam ple, w e  have 5 reels and 315 p ieces. 63 p ieces  of each  reelslS reels). IS. therefore, 
taken to inspect.

Dim ension inspection. Functional Test and Solderability Test
Cut 20 cm  from the begin n ing of each reel that is taken sam pling after that se lec t randomly 1 piece  
from th ese  term inals ( 20 cm) then inspect d im ension , functional tost, adhesion , e tc  according to 
cnecklist.

in the sam e way, w ire and cable, cu t 20 cm from the b egin n ing of each  reel after that cu t a small 
piece of wire randomly, to inspect d im ension per ch eck  list. The number of parts for dim ension  
m easurem ent will be 5 units per lot then record m axim um  ana m inim um  value m the record

‘.‘ลิ.:*ท ฺ.กไแ.-ใท ับันทึกผลการตรวจสอบพร้อมด้วย จำนวน'/,น่าย'ไ’/ไญ่ และเล ็ก ทสุ่น ใน  Vendor History /  Incom ing 
Inspection Record ตามแต่ละผลิตภัณฑ์

Alter that recording the inspection result . number of big unit is taker: and num ber of sm all unit is taken in 
Ver.dc: History ! Incom ing Inspection Record, if the productfm atenal IS supplied by custom er 1 let inspector  
use Customer Supplied Part Inspection Record w hich is defined for each  product.

I P A G IN A Lทัพรมพั 11( accept) : 1 ~
' 199P Aij-. 1 9

- ประทบตรา "Accept" บนใบรับข อ ง  ถ ้า ผลิตภัณฑ์ท ั้ง ห ม ด ในใบรับข อ ง ท  ย อ ม รับได ้ ' i ______ _
! ^ ช ุ> « Î h  0 0 C M 1 E N

Stamp ■ Accept" on receiving note if all of them  are acceptab le. — — — r ~-K •'ใ-'1" -

-  ประทับตรา "Accept" บน Vendor History / Incom ing Inspection Record เฟ ้อยอมรับผลิตภัณฑ์นัน 

Stamp "Accept" on Vendor History /  Incom ing Inspection Recold to a ccep t that product.

- ย ้ายผลิตภัณฑ์ทื่ยอมรับได้นั้นจาก MFGIQC ไปยัง MFFG โดยระบบ AS 400 พร้อมด้วย Inventory Report 
แ ล ะ ใบรับของ ใฟ้กับดลังลิ'แค ้า

PREPA RED  BY
APPRO VED BY

N am e : Paisit T.
N am e : Pompanom K.

Sien : ใp๙,ว •11 'ๆ'.
ÀSign :

D a te : H f o i / t f
Daie : 4 3 /1 lAj /ๅ

THFN-กกก?-C

Figure 4.1- E ะ Proposed Work Instruction For Incoming Quality Method
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M o l e x  ( T h a i la n d )  L im i t e d
WORK INSTRUCTION พ  I H QC015

TITLE ะ การตรวป้สอบสินค้าเข้า REV ü H
REF. THQA-0012

Incom ing Inspection M ethod PAGES 6 Of 9
Transfer the accepted product from MFGIQC to MFFG (Warehouse) by AS-400 with Inventory 

report and Receiving Note( with ' Accept stamp) to warehouse

6.2) ถ้าปฏิเสธ (If reject) :

-5บางผลิตภัณ,ฑ์ท่ีถูกปฎิ1สร . ใน'ใบ,รับ,ของ'ให้บันทกราย?ะ',อีรุ:!»). รวมท้ัง พ าย เล 1ข MQR . ลงบนฉลาก ■ Incoming 
Rejected■ และใบ'รับของแล้วส่งเฉพาะ'ใบ'นให้กับคลังสินค้า ลวนฉลาก ใพดฉลาก 'Incoming Rejected'
ลงบ'นผลตภัณฑ์ทน

There are some rejected parts in a receiving note . the detail shall be recorded including 
Material Quality Repoit Number on both the ■ Incoming Reject ■ label anti receiving note then 
send this receiving note to ware house, and stick "Incoming Reject' label on that product

- บระทับตรา 'Reject' ลงบน Vendor History /  Incoming Record

Stamp ' Reject ■ on Vendo: History /.Incoming Record.

•ะc r  : ■ ยงานคทน'ทพของ'วัตกุดิบและ สิตรัวอย่าง'ขรง!รฑ์.บท-... Material Quality Repoit 

issue Material Quality Report together with the defective samples.

QRfGINiAL
1190? m  1 oj 

r ^ ^ H D OOlMENT I

I: the rejected product is supplied by customer, the inspector have to release Customer Supplier 
Part Feed Back, and write down the report no on customer simplied part inspection report . 
r~ มสิ';'.ภัณฑ์'ท่ีถูกปฎิเลธ ส่งมาโ';เยลูกค้า, ผู้ตรวจสรบต้องออก Customer Supplied Material Quality Feed 
Back และ เวียน■ ลมายเลขรายงาน (Report พ ลงบน Customer Supplied Part Inspection Report

- ย้-ยผลืตภัณฑ์ที่ถูกบ1.กิเสธจาก MFGIQC ไปยัง MFGIRJ พร้อมกับ Inventory Report พ่านระบบ AS-400 
.ฟ้อ'รอการต้จสิน'ใจ ส่งใบรับของพร้อมกับรายละเอียดขอ.)เสิยไปยังคส่งสินค้า

Transfer the rejected product from MFGIQC to MFGIRJ location with Inventory Report 
'..'.rough AS-400 System in order to wait for final disposition Return receiving note with 

reject information to warehouse.

PREPARED BY Name : Paisit T. Sign : Date :
APPROVED BY Name ะ Pompanom K. Sign : À Date : “7 บ •พ  /■ ๆ

T
no N-000?-r

Figure 4.1- ะ Proposed W ork Instruction For Incoming Quality Method
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M olex (T hailand) L im ited
WORK INSTRUCTION พ  I # QC0I5

TITLE ะ การครวจส อบ ส ิน ค ้าเข ้า REV น 11
REI\ THQA-0012

Incom ing Inspection M ethod PAGES / O f p

พ าก ก ร โน ิซ ้แน น ก ารร ัก 8.1 ด ัว อ ช ่า ง แ บ บ ท ิง ค ุ่น :ธ ห ร า ข ท ัง
ใน ้ท ม ร -;ร ัว อ ย ่า -1ท ํ่ง พ ม ค ร ่น ร ัร ับ ก า :« ว า « อ บ  ม ิV •ท ่แพ าะn m รกเน ่าน น

o r ig in a l
1998 AUG 1 9

j O  W H  d o c u m e n t1 โฑอเ6> p n è T ว ก เT - - ——

กฎการส ับเปล ี่ยนตามมาตรฐาน M IL STD  105F.

PREPARED BY
APPRO VED BY

Name : P a is it  T.

N am e : Pompanom K.

siën: 'T .
Sign :

Date : Oil Oil t»t
Date : Oi: °1) H

i m p s ; ./รกท-) . r

Figure 4.1- G ะ Proposed Work Instruction For Incoming Quality Method
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M o  le x  ( T h a i l a n d )  L i m i t e d
W l# QC015
REV # H
REF. THQA-0012
PAGES 8 Of 9

TITLE ะ
WORK INSTRUCTION

ก า ร ต ร ว จ ส อ บ ส ิน ค ้า เ ข ้า  

I n c o m i n g  I n s p e c t i o n  M e t h o d

Tool / Equipment for IQC inspection 

เ ค ร ื่อ ง น ือ ค ้า  i n  น ก า า ต ' ท จ  IQC

ไ ' ' : ' ' , M A I  ! ■ ‘- ' • ’A L  I
1998 A llé  1 9

O  MTHC0f?TCRUQL£NIT_

Tool /Equipment for incoming inspection Abbreviation

M icrom eter M

V ern ie r C aliper c
M easurescope MS

V isua l V

Gauge (โ-' itch. Hole, Plug) PG

M anual MN

P ush -P u ll Gauge pp
S o ld e r Pot (So lderab ility  
Tes t)

SP

R ule r( S tee l ruler) R or SR

Microscope ร
Pro file  P ro jec to r PF

.

Dial Th ickness G auge TG

PREPARED BY Name : P a is i t T . SiBn: ^ là it "T-
1

Date:
APPRO VED BY N am e : Pornpanom K. Sign Date: TA . ‘

THFN-0002-C

Figure 4.1- H ะ Proposed Work Instruction For Incoming Quality Method
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M o l e x  ( T h a i l a n d )  L im it e d

พ I ti QC015
REV น H
REF. THQA-0012
PAGES 9 Of 0

W O R K  IN STR U C TIO N
T IT L E : การตรวจสอบสินค้าเข้า

Incom ing Inspection M ethod

MIL S T D  105  E with z e r o  d e f e c t  c - 0
Inspection Level AQL 0.1 %

L o t  S i z e ร.*ท»!e .1 ะ •ะ Ceo;Let;-or R e d u c e d
1

Size Code Letter Norm al
II

Sample Îi2e Code Letter T i g h t e n e d
III

S a m p l e
S i z e

S a m p l e
S i z e

S a m p l e
S i ze

2 - 8 A 2 A 2 B 2

9  - 15 A ว ธ 3 c 5

1 6  - 2 5 B 2 c 5 อ 8
2 6  - 5 0 c 2 D 8 E 13
51 - 9 0 c 2 E 13 F 2 0

91 - 1 5 0 D 3 F 2 0 G 3 2
151 - 2 8 0 E 5 G 32 H 50

231  5 0 0 F 8 H 50 J 8 0

501  - 1 . 2 0 0 G 13 J 8 0 K 1 2 5
1 .2 0 1  - 3 , 2 0 0 H 2 0 K 1 2 5 L 2 0 0

3 , 2 0 1  - 1 0 , 0 0 0 J 3 2 L 2 0 0 M 3 1 5
1 0 ,0 0 1  - 3 5 , 0 0 0 K 5 0 M 3 1 5 N 5 0 0

3 5 , 0 0 1  - 1 5 0 , 0 0 0 L eo N 5 0 0 P 8 0 0
1 5 0 , 0 0 1  - 5 0 0 , 0 0 0 M 1 2 5 P 8 0 0 Q 1 , 2 5 0

5 0 0 , 0 0 1  - O v e r N 2 0 0 Q 1 , 2 5 0 R 2 . 0 0 0

ORIGINAL
I 1998 AiJG 1 9L

,01=ร WTH DOCUMENT l0l€> CONTROL

PREPARED BY Name : Paisit T. ^ n: fctiv.-K Date: พ 0XÜH-
APPROVED BY Name Pornpanom  K . Sign : Date : A ๙ . r

THEN-0002-C

Figure 4.1-1 ะ Proposed Work Instruction For Incoming Quality Method
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IQC inspector will inspect the material in corresponding to work instruction #QC015 
single sampling plan with switching rules for normal, tightened and reduced inspection MIL 
STD 105E . The result will be recorded in the formal report, vendor historical record. If that 
material is rejected, it will be moved to reject a^ea belonging to QA responsibility. If accepted, the 
material will be stored in warehouse area. Figure 4.3 presents Incoming Quality Control Process 
in which the old incoming quality control process is illustrated in figure 3.2 of chapter 3.

According to methodology in section 2.2.9 Standard Sampling Plan, chapter 2. The single 
sampling plan (c = 0) MIL STD 105E is proposed to incoming inspection mehtod as shown in 
figure 4.2 .

Lot Size Sam ple S ize  
Code L e tte r

Reduced Sam ple S ize  
Code L e tte r

Normal Sam ple S ize  
Code L e tte r

Tightened
SampleSize SampleSize SampleSize

2 - 8 A 2 A 2 B 3
9 -  15 A 2 B 3 C 5
16 -  25 B 2 C 5 D 8
2 6 -5 0 c 2 D 8 E 13
51 -90 c 2 E 13 F 20
91 - 150 D 3 F 20 G 32
151 -280 E 5 G 32 H 50
281 -  500 F 8 H 50 J 80
501 - 1,200 G 13 J 80 K 125
1,201 -  3,200 H 20 K 125 L 200
3,201 -  10,000 J 32 L 200 M 315
10,001 -  35,000 K 50 M 315 N 500
35,001 -  150,000 L 80 N 500 P 800
150,001 -  500,000 M 125 P 800 Q 1,250
500,001 -  Over N 200 Q 1,250 R 2,000

Figure 4.2: Single Sampling Plan (c = 0) MIL STD 105E for MOLEX Thailand LTD incoming inspection
It can be said that IQC inspectors do inspection based on incoming quality control process 

outline. The proposed work instruction (พ !#QC015 "Incoming Quality Method ) will advise the 
inspector to review the historical material quality in order to apply the switching rules for normal, 
tightened and reduced inspection based on Single Sampling Pian MIL STDI05E.
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Figure 4.3: Proposed Incoming Quality Control Process ( a f t e r  i m p l e m e n t a t i o n )
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4.1.2 IQC Inspection Plan

Figures 4.4 - 4.7 present IQC inspection plans of PVC insulated wire that is the major 
material being supplied by local suppliers. IQC inspection plan is developed from supplier 
manufacturing process flow as shown in figure 4.8. IQC inspection plan(based on supplier 
manufacturing flow) is proposed to used at IQC section in order to define upon the flow. Supplier 
manufacturing process describes the standard process which the material is produced. Potential 
failures are identified based on supplier manufacturing process then inspection checkpoints are 
define to IQC checkpoints list in order to detect the material failure at IQC gate.

Supplier Manufacturing Flow will be asked by purchaser at the first time. After that this 
document will be passed to QA engineer to prepare IQC inspection plan . At this stage, QA engineer will communicate directly to the supplier. Purchaser will support upon QA requested.

S upp lie r M anu fa c tu rin g
4

F lo w  , p ro v id ed  by su p p lie r

1 i
IQ C  In spec tio  
D e fin e  inspect 
by Q A  E ng in

a P lan
ion  checkpo in ts  
ee r.

________________ * ___________________________
Q A  E ng inee r p repares IQ C  in spec tion  
IQ C  in spec tion  che ck lis t /  standard  
w o rk  in s tru c tio n / tra in in g  to  IQ C  
inspectors.

C om m unica te  and w o rk  
c lo se ly  w ith  su p p lie r side

fo r updated docum ent and
process.

------------------------------------------------

IQ C  in spe c to rs /s ta ff p rac tise  and w o rks out.
Q A  E ng inee r im p roves and 
deve lops bo th  IQ C  
in spec tion  p lans and check lis ts

Figure 4.8 : IQC inspection plan outline and inspection checklist

Purchaser will be company representative who contact Sales representative of the supplier company. As a result, no one else could contact directly to the supplier, uni ess purchaser introduces MOLEX Thailand Ltd. staff to the supplier side This is because purchaser have to make price negotiation, delivery and other business document submission.



Supplier B
PRODUCT : ItOrtVC UP WIRE

MOI IA  T H A ILA N D  LTD , 
IQC INSPEC TION PLAN

P re p a m l เทฺ
i l l -

Reviewed h\
f i j .  ‘พ  c l '<

tor. n i l .  . รP L O W PROCESS N AM E P O T E N T IA L  I A l l . I  R l, E A n .llK K  CHECK ill IOC

0

COPPER INCOMING CHECK N / A

Supplict chucks I ' l l  
Overall diameter. Rmnulnc 
Elongation. Appearance. 
Winding Condition

Inspection procedure 
is based on supplier 
procedure, material 
certificate used

I IN INCOMING CHI CK N/ A
Supplier checks on 
Appearance. I’m Its based on 
supplier data. แร specification

Inspection procedure 
IS based on supplier 
procedure: material 
certificate used

0 TIN  COATING N/A
Supplier checks oil ovcral 
diameter . chemical test, 
roundness

Inspection procedure 
IS based on supplier 
procedure.

IN PROCESS CHECK
( 'onducior damaged 
Incomplete Coating

Moles IQC checks on 
Conductor Surface Check 
Poor coating/Solder Test 
Conductor damaged 'scratch

Visual /Function test 
- W I//062  WWOIO

N \
l i t  N( MINI,

Snpphci hecks on 
Strand direction and Pitch 

No of strand w uc Indn ulna 
น ire () l) . Cross section area 
by weight. Appearance

Inspection procedure 
IS based on supplier 
procedure

IN I’ ROt ISS Cl II.CK
/ 'ondiicloi damaged 
Scratch

Moles IQC checks on 
Conductor sui t . ICC check 

-Conductor damaged. 
-Incomplete soldering

Visual Inspection 
พ  IUQC 0(12 
WliVQC 010

PVCAX OMPOENI) 
INCOMING CHECK

N /A

N/VL i
Supplier checks on 
Appearance. Color. Moisture 
and his vendor data

Inspection procedure 
is based on supplier 
procedure

■ ร : tlLNl !
■ .j

07 Stan Operation © ( )pciatii 'ท IPO C  gale Z \  End

Rev 001
I o r  005

Figure 4.4 A : Developed Incoming Inspection Plan For Supplier B Lt\o



Supplier B MOI.I X THAILAND LTD, 
t o c  INSPECTION PLAN

Prepared เทI l 1
Revk*\Ci.*tl 1» \

a . 0 0 APRODUC ไ : HOOK UP WIRE น ,  1 1
11.0» PROCESS NAME PO U N I 1 Al. IAII.11KE FAILURE CHECK 111 ly e Ri f. ni. \
c

<

c

P

î >

i )

0 i \  ! RIDING \i  K)
r o i l . ING

N A
Supplier checks ('ll
- 0 0  of individual conductor
- Insul thickness เท using 
projector
- Insul 01)
- Mnrkmg/Appcarancc
- IZccentneitx
- T/S of PVC insulation
- Bonding Strength
- Spark Test
- Continuity Test 
-Coiling Appearance

Inspection procedure ' 
is based on supplier 
procedure

J
< p T p >  IN PROC ISS f l  lie  k

111SIILilor ((.'imaged 
Insulator thickness oui spec. 
Poor marking 
0 0  OUI of spec 
Poor Bond Strength 1 esl

Molex IQC checks on 
Thickness/Conccntricity/OD 
measured . Bond Strgtli test 
Insulator surface check 

- Marking / Rating 
-HI. printing cheek

Visual Inspeciton 
WI//QC062 
WI//OC009 
WI#QC0I2 
Wl l/QCOI 1

< 3 >
J 1 N A1. INSI’I.( ! น) \ N/A

1 i

Supplier checks oil 
le lecl II cal 1 esl 
-Coiuliiclion resistance 
-1 ligh Voltage l est 
-Insulator resistance

Inspection procedure 
IS based on supplier 
procedure

m

i 0  A

' ■■ 2 6 j
/!.- •loi.l-.Nr j

Pin sieal lest
- Rame test. Deformation
- Cold bend . T/SitT/E
- 1 lent shock.ricxing Test

0
I’M K INC. !’<'• M l\u 1 111'.: «V 1 น-น!:1(01 

damaged
Poor packing check 
เทรนเทtoi Mirtaee check

Visual Inspeciton 
Wl/.'OCOo2

Ko 1)01
—7 X X  - X .  A IOC 005
/  Si.oi Operation ( '") ( »(•<.'!i)iicr< Il’OC gale ■ —̂ -. 1-11(1

Figure 4.4 B : Developed Incoming Inspection Plan For Supplier B



Supplier F พ
PRODUCT ะ HOOK UP W IRE

1 LOW PROCESS NAME

MOI.KX THAILAND LTD, 
IOC INSI’KC r i o t s  PI.AN

P r e p a r e d  เท

J a r  . ! i  o l l . ' . i
K o  io \V '( l เท ฺ:m*(l I ทุ

■ f‘ท่ cA;j g-

PO I K M  IA I. I M i l  Kl K A II.IIR K  ( I I I  ( l\  at IOC Kell t i l l -  A:
V

0 - 0

๐

t j

N/A
MA I PRIAI. I<i;( PALI)

Supplier chocks ever) Inis nil 
elongation. ilimensinn ;uul 
COO anti COA

Supplier 
SOP - PRO

002,005,007

0 WIKI DRAWING N/A
Supplier checks once .1 day 
on O l) with thickness dial 
gauge

Supplier
W M -NG 002,004

w ik i: d r a w in g  INSPLCTION N/A
Supplier checks 0.1) 
twice/shift

Supplier 
SOP- QA 002

0 ANNLA I INCi TIN  PI A PING
( 'onductor damaged 
Scratch

Conductor surface check 
-Conductor damaged. 
-Incomplete soldering 
- Poor Coating

ANNLAI.ING/TIN pi a p in g  
in s p it  TION

N/A Supplier eheeks on copper 
wire elongation and visual 
check 1 once / shill

Supplier 
SOP- QA-002

o STRANDING Conductor damaged 
Scratch

Conductor surface check 
-Conductor damaged. 

-Incomplete tinning
Visual Inspeciton 
WW/OC062

7 >  STRANDING INSPLO PION N/A
Supplier checks on Visual 
Inspection, Counting 
Conductor,OD, Lay o f  wire

Supplier
SOP-OA-002

0 iN s iT . \7 m 0 '.T T .L
Insulator damaged 
Insulator thickness out spec. 
Poor marking 
Ol) Oil! lit spec 
Poor Ht tnt I Strength

Thickncss/Conccntricit) 
measured . OD measured 
Insulator surface check 

- Marking / Rating 
-III. printing ciicck 

Bond Strength l est

:

Visual Inspeciton
WL/QC062
WI/IQC0I0

Visual Inspeciton 
WI//QC062 
WI//QC009 
WI//QOGO1 2 
พ ;//ôcooi I

V  ร,,,, Operation 0 " Operation I POO gate A  I nd
Re\ 002
tor 004

Figure 4.5 A : Developed Incoming Inspection Plan For Supplier F
V?to



1 S u p p lie r F  V M O LEX  T H A IL A N D  LTD , 
IOC  INSPECTION PLAN

Prepared l>>

■{■■'1 ' ■• ^  ; :!• {. I  (.•
Reviewed hy

( j  r )  :> (C  h  6PRODUCT : HOOK UP WIRE
K l.ow  l’K()< TSS NAMI. P O TE N T IA L  FA ILU R E FA ILURE CHECK  ill IOC R rf.L i. \0

—
<B-<

IVSI’I < IION V  \
Suppliers rhei In'S on 
1 o  n ะ Colo; Mill kill” 
Î Thickness
4 r.longationiN Pensile 
strength
5 liante Test
6 Bond Strength
7 Shrinkage Test

Supplier 
S O I1- O A-002

( 0 )  PACKING
IOC ;it Poor Packing 
Iiisnlalor surface check

Poor packing check V isual In sp ec ito n  
WI//QC062

. . j

Rev. (1112
N----7 Z.A 1 nil IOC 004

'•  Sum  O pe ra tion  ( * '0  Opera tion l l ’OC  gale

Figure 4.5 B : Developed Incoming Inspection Plan For. Supplier F L/ไ
น ิ)



S u p p l i e r  A MOI.IA THAILAND LTD, 
l y c  INSPECTION PI AN

IVcpaml hv
f c r . s i l  ' น / ic / t G

KcviewA I)V
/ .  - [

PRODUCT : HOOK UP WIRK p S C f l ^  1
FLOW เฯน)น:.ร.ร NAM F. l’OTENTIA 1 ,  FAILURE FAILURE CHECK ill IQC Ref. iuf. Si Measurement

k > 1

r

r

0

p i ' p  INCOMING IT.ST ' Z  Q  j 1 \ }  A  ;
-

N/A
N/A(lnspection procedure 
is based on supplier 
procedure jnatcrial 
certificate used)

1
N/A

— p A  < 0 \  1 i 1 9 9 ( 2  0 ' 2  6V J 0  \ 0  DRAWING i  1_ _ _
M l H  üOCllMlif! 0 7  control T N/A

N/A(lnspection procedure 
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Figure 4.6 : Developed Incoming Inspection Plan For Supplier A



Figure 4.7 A : Developed Incoming Inspection Plan For Supplier c น»Ot



S up p lie r c ■ NI)

PRODUCT : HOOK UP WIRE

FLOW PROCESS NAME

M O LEX  T H A IL A N D  LTD , 
IOC  INSPECTION PLAN

Prepared by

A  'i
Revicyvèd l)>

TV

O H i G i N A !

i 1990 . : • • 2 6

P O TE N T IA L  FA ILURE FA ILUR E  CHECK ill IOC Ref. ท I. A

0
๏

I ©

LQC (BUNCHING) N/A
Standard inspection done by 
supplier N/A

น >  IQC (PVC. S R -PVC) N/A
Standard inspection done li\ 
supplier

N/A

IQCPVC RES IN PLASTICIZER N/A
Standard inspection done b\ 
supplier

N/A

ELECTING N/A
Standard inspection on type of 
prodnct/eoloiir/wcight done 
by supplier

N/A

EXTRUDING
Insulator damaged 
Insulator thickness out spec. 
Poor marking 
01) out o f  spec 
Poor Bond Streullt

Tliickness/Concentricity/OI) 
measured . Bond Strgtlt test 
Insulator surface check

- Marking / Rating
- UL printing check

Visual Inspeciton 
WI//QC062 
WI//QC009 
VVIPQCOII 
WI//OCOI2

N/A
LQC (EXTRUDING) N/.A Standard inspection done by 

supplier.

FINAL INSPECTION N/A
Standard inspection done by 
supplier
Final Inspection submitted to 
M\ Thailand

N/A

PACKING IQC Poor Packing &. Insulator 
surface check

Poor packing check
Visual Inspeciton 
WWQC062

1 r  L'UCdMENT 
•JCNTROI

Stall ( Iperation ( )pei a l l ' 'ท l l 'Q C  gate A l a id

Rev. (102IOC not
J ______

Figure 4.7 B : Developed Incoming Inspection Plan For Supplier c
KJ\Q\



57

After the flow has been received, IQC inspection plan will be prepared by QA Engineer 
then approved by QA Manager. After that, IQC inspection checklist will be prepared upon this IQC inspection plan.

Besides, there are certain functional test data that MOLEX Thailand Ltd. Company does not have capability to test , these test data therefore will be requested to supplier to provide 
company as quality inspection report. QA Engineer will feed back and make communication 
directly with the supplier in order to obtain additional test data

From figure 4.4, 4.5, 4.6, 4.7 ,IQC inspection plans have developed upon supplier manufacturing flow as shown in appendix III. Potential failures such as conductor damaged, insulator damaged, poor marking, have been identified. Conductor damaged/scratch could be occurred at anneal , tin coating and bunching process (supplier 'ร process) . Insulator damaged / 
Insulator thickness out of specification and bond strength and solderability failure could be 
occurred at extruding process. Those failure created problems to production process. As a result, 
IQC gate need to inspect upon these potential failures. All checkpoints will be defined by QA engineer. QA engineer defines the appearance checkpoints, dimension check (thickness measurement), and functional test (solderability and bond strength test).

IQC inspection checklist will have to be corresponding to IQC inspection plan. All 
checkpoints are inspected by IQC inspectors. QA Engineer have to provide standard work 
instruction and also train them , especially dimension measurement and functional test. The standard work instructions, WI#010: Bond Strength Test and WI#090:Thickness Measurement 
Method, were proposed to IQC inspection gate for dimension measurement and functional test.

Thickness of insulator means to thickness dimension of insulator that the supplier will have to meet UL standard and his product specification. Bond Strength means to bond strength between conductors and insulator. If bond strength is too high , it caused in broken conductors after cutting and stripping. If bond strength is too low, it causes in stripped length out of specification (stripping failure). Material quality problems are found either during incoming quality inspection or in the production line. The process will be as figure 4.9 below.

P roduc tio n  /  IQ C  
feeds back m a te ria l 
q u a lity  p rob lem

IQ C  supe rv iso r 
review s M Q R

■ I  t  ■p M Q R  issued  
by IQ C  section

1T ~ ~
S tock purged  
b y  IQ C

fr j T h is  p roduct p a rt no.
w ill be inspected u n til accepted  
5 consecutive lo ts

Q A  eng ineer 
contacts the  
su p p lie r to  
request the  
co rre c tive  action

The co rre c tive  
-f*  ac tion  rece ived  

&  review ed  
b y  Q A  E ng inee r

QA manager 
signs for 
approval.

Figure 4.9 : IQC material problem and production complaint process
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4.1.3 Skip and Ship to Stock Program (Reduced inspection and dock to stock program)

below,
According to the existing procedure that has been used since 1994. The process is as

Reject

Reject

4 consecutive lots has been 
accepted at IQC

Accept
Inspect 1 lot (5 th lot)

Accept
Skip the next 3 lots

Reject Accept
Inspect 1 lot

Appendix VIII presents the existing procedure for skip lot program for incoming inspection of MOLEX Thailand LTD. It can been seen that the process does not approach to ship 
to stock program. It is the simple method being used only for skip inspection process. This mehtod consit of skip 3 lots then inspect the next lot. There is no process of recall the skipped lots when there is the rejected product that is found either in the production or IQC inspection. The procedure should have more detail in the action when the quality problem is found both at IQC 
and in production line. It should develop to ship to stock program.

Skip & Ship To Stock Program as shown in figure 4.10 is developed based on the existing 
procedure then proposed to MOLEX Thailand Limited company under supplier management team agreement. This program is to reduce IQC inspection for the suppliers whose his products have met our target and conditions.

The meeting to set the conditions of the supplier who will apply to this program had been held within supplier management team then the team concluded that procedure to skip inspection 
and ship to stock program. The supplier will have to meet LAR(Lot Acceptance Rate) >= 98 %
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Skip And Ship To Stock Program 
(Reduced Inspection And Dock 
To Stock Program)

M Q R
N o issued



6 0

for 6 months minimum. This figures are the current performance of all suppliers including molex 
supplier , major suppliers and indirect material suppliers. And also the suppliers will have to 
supply the product 30 lots at least over 6 months in the past and make business with Molex 
Thailand LTD over 1 year . These conditions are under the policy of the Molex Thailand LTD .

Skip and ship to stock program consists of three phases.
PHASE I : One cycle will be that 3 lots are skipped and then the 4 th lot 

will be inspected.
PHASE II: One cycle will be that 5 lots are skipped and then the 6 th lot will be inspected.
PHASE III: One cycle will be that 7 lots ai e skipped and then the 8 th lot 

will be inspected.
SHIP TO STOCK : Inspection once every 3 months .

After two consecutive cycles have been accepted in Phase I particular supplier and particular 
part no. can be shifted to Phase II. If the next two cycles are accepted in Phase II for particular part no.of that supplier. That part no. will be shifted to Phase III. After that, if two consecutive 
cycles have been accepted in Phase III for particular part no. of that supplier. That part no. will 
be applied to Ship To Stock program as shown in figure 4.10 : Skip And Ship To Stock Program Process

The failure is found during each phase , that phase will be held until 5 consecutive lots passed during IQC inspection then start in the first cycle of that phase again. For ship to stock 
program shall be accepted until 5 consecutive lots accepted as shown in figure 4.10.

When the failure is found, the skipped lots will be recalled , Material Quality Report will be released to recall the skipped lots in order to inspect . After that IQC inspector will check in the inventory by taking sampling ฟ! available parts. This step will be ฟร© used when the defect is found in the production line.
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4.1.4 IQC data utilization

Lot Acceptance Rate , Defect Per Million at IQC and Production Complaints are 3 factors that reflect the material quality. These 3 factors are proposed as goal to improve supplier quality 
material.

Lot Acceptance Rate is ratio between total accepted lots and total incoming lot. For 
example, supplier A supplies the material to MOLEX Thailand Ltd. , total 100 lots in a month. 
Incoming Quality Control section does inspection on the materia] in according to single sampling plan with switching rule as explained in/ Incoming Quality Control Processthen 3 defective 
lots are found. Lot Acceptance Rate therefore is 97 %.

Defect Per Million 5 for example, total sample size of 100 lots is 4,000 parts that are taken sampling by IQC inspector, then 25 defective parts aie found. Defect Per Million is (25/4000)* lOpower 6 = 6,250 in that month.

Production Complaint: The material is released to use in production, when the production 
finds the defect during production. Production Complaint report will be issued to IQC section in order to claim supplier for the corrective action upon severity of the quality problem.

According to procedure of this study as explained in chapter 1, section 1.4.4 and 1.4.5. 
The data of rejection rate at IQC (Lot Acceptance Rate) and production complaint ( Line Feed 
Back Rate). After that god for lot acceptance rate at incoming inspection section and production 
complaint rate(Line Feed Back) had been establish as shown in table 4.1 and 4.2 below,
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Current Performance LAR (Jan98 - May 98) = 97.63 %

T o ta l
in c o ­
m in g
lo t

T o ta l
accep
lo t

%
L A R

Supp l ie r

A %
L A R B

%
L A R c %

L A R D %
L A R E %

L A R F %
L A R

Jan98 130 120 92.31 48 100 15 100 6 83.3 7 71.4 7 85 .7 2 100
Feb98 167 164 98.2 44 100 41 100 6 83.3 41 95.4 1 100 0 100
Mar9
8

155 151 97.42 41 97.6 11 100 1 100 44 100 7 100 2 100

Apr98 279 276 98.92 104 100 25 100 1 100 43 100 33 94 1 100
May98 155 154 99.35 28 100 19 1 ๓ 1 1 ๓ 34 1 ๓ 0 0 5 1 ๓
Total 886 865 97.63 265 99.57 111 100 15 94 169 94 48 95.43 10 100
10%
imprv.

- - 98 - 99.6 - 1 ๓ - 94 - 94 - 95.5 - 1 ๓

Table 4.1 : Lot Acceptance Rate during Jan 98 - May 98 and goal fo r  10%
Source: IQ C  m onthly report (Jan 98 -  M ay 98) 1 M OLEX Thailand LTD.

Current Production Complaint (Jan98 - May 98) = 2.65 %

Total
inco­
ming
lot

Total
Items LFB

rate
(%)

Supplier
A %LFB B %LFB c %LFB D %LFB E %LFB F %LFB

Jan98 130 6 4.62 48 2.08 15 0 6 0 7 0 7 0 2 0
Feb98 167 1 0.6 44 0 41 0 6 16.67 41 0 1 0 0 0
Mar9

8 155 1 0.65 41 2.44 11 0 1 0 44 0 7 0 2 0
Apr98 279 8 2.87 104 0 25 0 1 0 43 4.65 33 0 1 0
May98 155 7 4.52 28 7.14 19 0 1 1๓ 34 2.94 0 0 5 0
Total 886 23 2.65 265 2.33 111 0 15 23.33 169 1.52 48 0 10 0
15%
imprv.

- - 2.25 - 2 - 0 - 19 - 1.3 - 0 - 0

Table 4.2: Production complaint (Line Feed Back (% LFB)) during Jan 98 - May 98 and 
goal fo r  IS %

Source: IQ C  monthly report (Jan 98 - M ay 98) , M OLEX Thailand LTD.

Current Lot Accept Rate (Jan 98 - May 98), is 97.63%. and production complaint rate (% LFB) is 2.65 %. After implementing, supplier quality improvement plan. % LAR for all suppliers will be expected to increase to 98.00 % (10 % improved), and production complaint rate (% LFB) will be less than 2.25 %(15 %improved), ( Goal 10% and 15 % improvement are assigned
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by management team, this is the goal commitment for IQC imprvoement; MOLEX Thailand 
LTD). The sources of material quality problem will be focused on 6 major suppliers, supplier A, 
B, c, D, E, and F. It is supposed that if these suppliers can meet our target as shown in table 4.1 
and 4.2 , for example % LAR god for supplier A is equal to or more than 99.6 % and % LFB 
god Production compldnt rate (% LFB) is equd to or less than 2.65 %. It leads to overall suppliers god achievements. These god(figures) will be reviewed in the end of year 1998 after implementing this supplier qudity improvement to MOLEX Thdland LTD.

These quality factors will be used to evduate supplier performance. God for lot acceptance rate and production feed back rate is proposed to monitor and improve above three factors. QA engineer will have to work aggressively with the suppliers in order to receive the good materid from supplier. This is dso to reduce materid quality problem at IQC. Materid 
qudity report will be requested to the supplier. The report can either come with the materid every lot or be submitted every month by the supplier. IQC supervisor and QA engineer will have to 
review whether there is any problem that occur at supplier side so that the materid can be considered in aspect of level of inspection or skip inspection. This document will be as support document for IQC section .

4.2. Supplier Quality Improvement

4.2.1 Proposed Supplier Qualification Process

Supplier Qudification Process is to justify whether the supplier manufacturing capability 
meets MOLEX Thdland LTD, company. The following steps as shown in figure 4.11: new supplier qudification process, are as follows,

4.2.11 New Supplier Requisition will be released by Buyer for acknowledgment
4.2.1.2 Rating Sheet for self assessment /qudity system audit in figure 4.12 A-H. will be ubmitted to new supplier by buyer. This is to obtdn the company and quality profile. This dso is required hen any supplier (existing) ‘ร process or facility is changed. Supplier will do the self 

assessment ( An example of self assessment/qaulity system audit result is shown in appendix IV)

Supplier Management Team is responsible to qudify the new supplier. SMT : Supplier Management Team consists of
1. Buyer (Purchaser)2. Product Engineer3. Production Engineer4. QA Engineer
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NEW SUPPLIER QUALIFICATION PROCESS

Figure 4.11: Proposed Method For New Supplier Qualification Process
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Seclon 2 ะ Quality System  Evalua tion

QUALITY SYSTEM EVALUATION RESULT
Supplier c Rating jl

1 Date Feb 27 1 98 No System Defktiency ! Im p r im e n t  Satisfa:,ory Outstanding W eigh t Total
0-20 21-40 41-70 71-85 86-100 1

Sub System 1’!
1. Management & Personnel! 

System 83.33% 0.20 1 6 . 6 7 %  -
2. Documentation 78.57%

. .-i....  .. ....
0.10 7 . 8 6 %

3. Procurement 68.75% 0.10 6 . 8 8 %  I

4. Manufacturing and 
Material Control 83.33% 0.20 1 6 . 6 7 % II

5. Final Acceptance 75.00% 0.10 7 . 5 0 % I

6. Statiscal Method 75.00% 0.20 1 5 . 0 0 %

7. Calibration 75.00% 0.10 7 . 5 0 %  H|j
Previous Score : Score 'or this Year : 7 8 . 0 7 %  II

Comment : Cere) 'C'f'C/O A c\ ■ .

Auditor's Team Signature : 1 ’โ ' .  M /t:i/c V Q A  E n g in eer'H-Oi-CM _ . 1 „‘ P rod u ct E n g in eer

Jjj
il

Purcha5cr( B uyer) - ะ!_I! 1 ) 0-20 No System 3) 41-70 Need Improvement 5) 86-100 Outstanding! 2) 21-40 Significant Deficiency (4)y71-85 Satisfactory

Figure 4.12 A: Proposed Self Assessment /Quality System Audit Rating Sheet
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RATING SHEET FOR SELF ASSESSMENT AND 
QUALITY SYSTEM AUDIT

Management & Personnel „
System Rating

Item 0  No System Q ^ fe n c y  Improvement Satisfactory Outstanding Score ij

0 1 2 3 4
:

Are quality objective and 
1 1 responsibilities defined , 

then distributed through 
company ?

4 4

Does all support
1 2 organization understand the 

roles to achieve customer 
satisfaction ?

3 3

Are quality objectives used 
1.3 to guide planning 

(production) ? 3 3
!

Is the formal quality manual 
1.4 developed and implemented? 4 4

!

Are operators/inspectors 
1.5 trained and certified before 

being allowed to work ? 3 3

Does training program exist 
1.6 both all operators and staffs? 3 3

83~33%

Figure 4.12 B: Proposed Self Assessment /Quality System Audit Rating Sheet
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RATING SHEET FOR SELF ASSESSMENT AND 
QUALITY SYSTEM AUDIT

3. Procurement / Material 
Control Rating

Item
No. Description

No System Significant
Deficiency Improvement j Sa1lsfaclofy Outstanding Score

0 1 2 ! 3 4

3 ,
Is there a formal procedure 
to handle customer 
complaints and provide 
appropriate corrective action7

3 3

Is Quality History considered 
3 2 Jalong with Price 1 Delivery & 

jservice wheh making 
sourcing decision ?

3 3

|Are vendors expected to 
1 3 3 conform to specification , 
1 jand SPC is applied in 

jSupplier control ?

!  !  

2

! ;
2

I
1 3.4
1

Is surrounding at storage 
controled such as 
temperature, shelf life of the 
products, humidity ?

3

: I
3

1

1

Are the material needs 
properly specified ? I - I 3

j  ;
3

How are incoming inspection 
! 3.6 procedures documented and 

[followed effectively ?
3 3

(Are there the procedures to 
3 J (make disposition on te

jdefective material and store 
jit effectively ?

3 3

3.8
Is there an effective supplier 
certification program and is it 
verified ? 2 2

68.75%

Figure 4.12 D: Proposed Self Assessment /Quality System Audit Rating Sheet
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RATING SHEET FOR SELF ASSESSMENT AND 
QUALITY SYSTEM AUDIT

2. D o c u m e n t a t i o n Rating

Item
No. Description

No System Significant
Deficiency

Need
Improvement Satisfactory Outstanding 9 ! Score i|

0 1 2 3 4 I
2.1

Does the system ensure that 
current (up dated) customer 
specification is available for 
manufacturing ?

_________

4

I

4

2.2
Does the system ensure that 
current (up dated) material 
specification is avialable for 
procurement ?

3! 3

I
2.3

How well is customer 
specification assured before 
an order is accepted ?

3 3
II

j

2.4

Is there ล process/document 
to inform customer about 
process or material change 
after the product is approved 
?

.
;

3 Î
2.5

Is there the procedure for 
specification control, 
drawings and procès flow 
chart ?

i
;

3
I

______  . . .  . . . _  __

3

2.6 Are obsoleted documents 
handled, treated ว 3 3

|'it

2.7
How are the procedures 
distributed to operations 
where qualiiy needed ?

3

J

jj

3

78.57%

Figure 4.12 C: Proposed Self Assessment /Quality System A udit Rating Sheet
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R A T IN G  S H E E T  F O R  S E L F  A S S E S S M E N T  A N D  
Q U A L IT Y  S Y S T E M  A U D IT

4. M a n u f a c t u r in g Rating

Item
No. Description

No System Significant
Deficiency

Need
Improvement Satisfactory Outstanding Score

0 1 2 ’ 3 4

. .
Is there a manufacturing flow 
chart which defines the flow 
from assembly until 
packaging the product 
including inspection control ?

4 4

4.2
Are Process Capabilities 
studied and maintained on all 
certifcal processes ?

2 2

4.3
Are there process 
inspections activities, test 
operations that are specified 
/ performed properly ?

4 4

4.4
Is the inspection result used 
for preventive and corrective 
action ? How well is it used ?

3 3 !

* จ
Is there housekeeping 
activity and it is followed 
continuously ?

3 3

4.6
;Are the material in 
process/storage identified 
and controlled ?

4 4

83.33%

Figure 4.12 E: Proposed Self Assessment /Quality System Audit Rating Sheet
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R A T IN G  S H E E T  F O R  S E L F  A S S E S S M E N T  A N D  
Q U A L IT Y  S Y S T E M  A U D IT

5. Final In s p e c t i o n  G a t e Rating jl
.  .

Item
No. Description

No System Significant
Deficiency

Need
Improvement Satisfactory

.. .

Outstanding Score

0 1 2 3 4

5.1
Are SPC techniques used to 
indicate product acceptability 
conforming to spec ? 3 3

5.2
Are final product inspection 
procedure
documented/followed ?

3 3 '

5.3 Are there the procedures for 
packaging and shipment ? 3

!
3 I

5.4
Are final inspection results 
used to make disposition to 
the products ? Howwe llis it 
documented, maintained ?

"

3 3

5 5
Are inspectors trained in 
according to procedure or job 
intruction to ensure their 
skills r>

น 3

5.6
How the facilities and 
equipments maintained 
properly ?

...................

3
I

3

—
75.00%

Figure 4.12 F: Proposed Self Assessment /Quality System Audit Rating Sheet
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RATING SHEET FOR SELF ASSESSMENT AND 
QUALITY SYSTEM AUDIT

6. Statistical Technique Rating

1 Item 
1 No. Description

No System Significant
Deficiency Improvement Satisfactory j Outstanding Score

0 1 2 3 ( 4

6.1
To what extent IS  Statistical 
technique applied for your 
manufacturing ? 3 3 I

■ 6 2
To what extent is SPC 
implemented for all 
processes ?

: 3 : .
6.3

Are operators trained the use 
of Statistical techniques and 
apply properly ? : 3 ! -

3

6.4
Are charts Implemented 
properly and use to monitor 
the processes continously ?

3

3

75.00%

Figure 4.12 G: Proposed Self Assessment /Quality System Audit Rating Sheet
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RATING SHEET FOR SELF ASSESSMENT AND 
QUALITY SYSTEM AUDIT

7. Calibration Rating

Item
No. Description

No System Significant
Deficiency

Need
Improvement Satisfactory Outstanding

I
Score

0 1 2 3 4

7.1

-

Are there calibration and 
maintenance adequately ? 3 3

7.2
Are calibration and 
maintenance's program 
planned and documented ?

—

3 3

7.3
Are tools & equipment that 
use for inspection, qualified ? 
and also pass international 
standard ?

3
'

3

7.4
How well are records kept, 
detail show the tools that are 
used to calibrate the 
equipment ?

3 3

7.5
Are personnel who perform 
calibration / maintenance 
trained and qulified ?

3 3

75.00%

Figure 4.12 H: Proposed Self Assessment /Quality System Audit Rating Sheet
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4.2.1.3 After receiving R ating Sheet f o r  s e lf  assessm ent /qu ality  system  audit from the 
supplier.

If score is equal or more than 75%. SMT will arrange to audit the supplier for new 
supplier qualification.

If score is less than 75 %. SMT will review the weakness then recommend that supplier to 
advise his improvement plan. After the improvement plan has been accepted by SMT. Audit 
schedule will be planned .

4.2.1.4 Results Of SAS (Supplier Audit Score ) and Disposition :

A pproved  Suppliers - Suppliers who obtain score 80 %  up will be approved (full approval).

Conditional A pproval - SAS is between 60 - 80 %, SMT will review the capability of the supplier 
in short term whether he can meet each subsystem as declared in quality system evaluation sheet.

However, a long term corrective action plan with expected complete date to achieve 
approved supplier level must be submitted by the supplier. The progress of this plan will be 
tracked by QA engineer. SMT will audit supplier quality system for full approval.
Probationary A pproval - SAS is less than 60 %. Approval need to be obtained and supported by 
documented reasons. It will be valid for a certain number of specified orders. The improvement 
plan need to be submitted and the supplier need to be qualified by SMT in order to continue the 
business in long term. Reaudit/survey will be done in order to qualify them.

4.2.2 Supplier Periodic Evaluation

Supplier Periodic Evaluation is the process to do supplier performance rating by utilizing 
IQC data and supplier data (SPC application method) as explained below.

Supplier Periodic Evaluation result will have to be agreed by supplier management 
team(SMT) of MOLEX Thailand Ltd, . Supplier management team (SMT) consists of QA 
Engineer, Product Engineer , Production Engineer and purchaseiSMT has established on what 
quality factors that will be measured on the quality of the product(material) and defined 
weight(score) for each quality factors. There are 4 terns for supplier rating that consists of 
price(30%), supplier quality(40%), delivery(20%), short shipment  ̂10%). Pnce, Delivery and 
Short shipment score will be responsible by purchaser. This study will implement in aspect of 
supplier(material) quality rating 40%. Score 40 % in supplier quality subject, is extended to be 80
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marks in order to be more comfortable in giving the score to each quality factors Finally, supplier 
periodic evaluation (supplier performance rating) will be determined by the following quality 
factors;

Factors Weight (Score): Full score 80 marks

- LAR(Lot Acceptance Rate) 15 of 80 marks
- Defect Per Million (DPM) 15 of 80 marks
- Production Complaint 

( Line Feed Back) and
Customer Complaint 15 of 80 marks

- Responsiveness &
Effectiveness of CAR 15 of 80 marks

- Ship To Stock Program 10 of 80 marks
- SPC Utilization 10 of 80 marks

4.2.2.1 Lot Acceptance Rate (LAR) 15 marks and DPM (Defect Per Million)15 
marks is as in the definition. These two quality factors(30 of 80 marks; 37.50%) will be rated for 
products that are rejected at incoming inspection section that is considered as first priority for 
product quality detection. Therefore, 30 of 80 marks will be given for quality at incoming 
inspection section. These two quality factors are very important in aspect of quality assurance to 
the products that have to be high quality from the supplier site

4.2.2 2 Material Quality Problems 15 marks . This quality factor will be 15 of 80 
marks( 18.75%). This score is in the same level of priorty as LAR and DPM ๒ 4.2.2.1. Three 
production complaint items are targeted in each quarter because there were 4.6 items( avg) had 
occured over the 4 th quarter(97) and only one customer complaint on the raw material is 
targeted.

-Production C om plaint (Line F eed  Back 1): Production feeds back the defects, 
causing by the material. 5 marks will be deducted for every raw material lot which is involved in 
production line.

-Custom er com plaint. End customers feed back the product causing by the raw 
material. 15 marks will be deducted for a customer complaint.

4.2.2 3 Responsiveness & Effectiveness of CAR 15 marks. 15 of 80 
marks(18.75%) for this quality factor is to reflect the responsiveness and effectiveness of the 
correcitve action effectively same as LAT DPM and material quality problem because this is 
important issue if the supplier does not respond in time that is supplised that the quality problem 
has not been solved then quality problem recurrence will be found repeatly when the products 
arrive MOLEX factory.



75

- CAR responsive time(Year To Date) :
8 days complete corrective action report = 7.5 marks 

15 days complete corrective action report= 6 marks 
> 15 days complete corrective action report = 5 marks

- Effectiveness of CAR will be measured by problem recurrence after CAR 
from supplier has been effective. Three consecutive lots will be monitored.

The three consecutive lots are accepted : Score = 7.5 
If 1 of 3 lots is rejected Score=5 
If 2 of 3 lots are rejected Score=3 
If 3 of 3 lots are rejected Score=0

4.2.2.4 Ship to stock program perforrnance(STS program) 10 marks. This quality
factor priority is less than three previous quality factors. This factor is selected to rate the supplier 
performance because this factor concerns with reducing incoming inspection that means labour 
cost and time reduction. 10 of 80 marks(12.5%) is considered for this factor.

Suppliers who make business with MOLEX Thailand Ltd, company more than 1
year . And also LAR >= 98% and Production complaint rate less than 0.3% for 6 months 
continuously. Conditions had been established by SMT discussion. Weight wall be given by 
significance of each phase.

For example, supplier A supply 10 parts to MOLEX Thailand Ltd, and 10 parts 
stay at following phases,

Phase
100  % lot inspection
P h a c p T
Phase II 
Phase III
Ship To Stock (STS)

Weight(By Significance)
10
15
20
25
30

Phase
100% Lot Inspection

No. of part Weight Score
Phîiçp T

Phase II 
Phase III 
STS

4 of 10 10
3 of 10 15
2  of 10 20
1 of 10 25
Oof 10 30

4
4.5 
4
2.5 
0.0

Total Score 15
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Totฟ score is sum of % ship to stock program in each phase multiply by weight of
each phase.

Rating score for ship to stock program performance shall be calculated from full score of STS program (10%) multiply by total summation score from 8.2.3.1 then divided by 
30%. From example, score is 15 therefore rating score is [(15 * 10%) / 30%] = 5

4.2.2.5 SPC Utilization (10 marks) : 10 of 80 marks(12.5%), this is to ensure whether the 
supplier manufacturing is in state of control in the long term.

- 0% for suppliers who have no SPC utilization
- 5% for suppliers who have SPC utilization
- 10% for suppliers who have SPC utilization and show the stable 

/capable process (Cpk > 1.33 )

4.2.2.6 Total score of product quality score will be filled in the report as shown in figure4.13 A-C: Proposed Report For Quarter Supplier Performance Ranking Result.

Score
ScoreScoreScore

75-80 : Excellent level 
60-74 : Satisfactory level
45-59 : Need improvement plan on the weak point item
Less than 45 : Disqualification will be considered .

Periodic review , SMT team will feed back the result cf supplier performance rating as the example shown in figure 4.13 quarter supplier performance ranking report, to suppliers and follow 
up the corrective action or improvement plan project/program by quarter after submitting the supplier perform ranking report to them, even the outstanding quality issues will be discussed during on the site visit. And the suppliers performance rating results of the other suppliers are shown in appendix V.

If the product quality score of any supplier is lower than 45 %. SMT will propose to disqualify that supplier then deleted from approved supplier list. Supplier who obtain excellence level can be considered to be approved supplier.
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m olex QUARTER SUPPLIER PERFORMANCE RANKING REPORT
S u p p lie r  N a m e  : ______Supplier c
P ro d u c t ะ W ir e  &  C a b le

T im e  F ra m e  ะ F ro m  J U L  T o  SEP

Q u a l i t y  F a c to rs A c tu a l D a ta W e ig h t
FU LL SCORE

S co re

1 )LAR(Lot Acceptance Rate) 100 % 15 15
2)Defect Per Million (DPM) 0 ppm 15 15
3 )Production Complaint Line Feed 

Back) and Customer Complaint
0 issue 15 15

4)Responsiveness & Effectiveness 
Of Corrective Action Report

- 15 15

|5)Ship To Stock Program - 10 ' 3.3
|6)SPC Utilization - 10 ; 10

Total score o f product quality score I 80 73.30

A ve ra g e  S co re  O f  T h is  P e r io d  ะ 57

R e co m m e n d a tio n  :

HR Silvine Thailand supplier has supplied 7 lots over the last three months, you 
have good performance in almost quality factors which Mx Thailand expects. Mx Thailand 
hopes you will maintain your quality performance, especially in factors of SPC utilization . 
responsiveness and effectiveness of the corrective action.

Figure 4.13 A: Proposed Report For Quarter Supplier Performance Ranking Result
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Kiolex QUARTER s u p p l i e r  p e r f o r m a n c e  r a n k in g  r e p o r t

[p r o d u c t  ะ W IR E  &  C A B L E

S U P P L I E R Q u a l i t y  F a c to rs F u ll A c t u a l R a t in g  C Y  1998 Rating  C Y  1999
S co re D a t a J u l y  - S e p O c t -  D e c Jan - M a r A p r  - J u n

I . L o t  A c c e p t a n c e  R a t e ( L A R ) 15 1 00% 15
o 2 .  D e t e c t  P er  M i l l i o n 15 0 ppm 15

3 . M a t e r i a l  Q u a l i t y  P r o b l e m 15 0  i s s u e 15
o 4 .  R e s p o n s i v e n e s s 10 - 15 IO-CLะช 5 . S h i p  T o  S t o c k  P r o g r a m 10 - 3.33
cn 6 .  S P C  U t i l i z a t i o n 10 - 10

T o t a l  P r o d u c t  Q u a l i t y  
S c o r e

80 73.3

B: 11 L o t  A c c e p t a n c e  R a t e ( L A R ) 15 100% 15 I
2 . D e t e c t  P er  M i l l i o n 15 0 ppm 15
3 . M a t e r i a l  Q u a l i t y  P r o b l e m 15 0  i s s u e 15
4 .  R e s p o n s i v e n e s s 10 - 15
5. S h i p  T o  S t o c k  P r o g r a m 10 - 5
6 . S P C  U t i l i z a t i o n 10 - 0
T o t a l  P r o d u c t  Q u a l i t y  
S c o r e

80 65

C :
I . L o t  A c c e p t a n c e  R a t e ( L A R ) 15 9 7 . 7 3 ° 0 10
2 D e f e c t  P er  M i l l i o n 15 9.906

p p m
13

3 . M a t e r i a l  Q u a l i t y  P r o b l e m 15 1 i s s u e 10
4 .  R e s p o n s i v e n e s s 10 - 7.5
5. S h i p  T o  S t o c k  P r o g r a m 10 - 3.33
(V S P C  U t i l i z a t i o n 10 - 10
T o t a l  P r o d u c t  Q u a l i t y  

S c o r e
80 53.83

D: I .L o t  A c c e p t a n c e  R a t e ( L A R ) 15 9 4 . 7 4  % 7
2. D e f e c t  P er  M i l l i o n 15 1 0 . 8 IX 

ppm
13

3 . M a t e r i a l  Q u a l i t y  P r o b l e m 15 0
issue

15

4 .  R e s p o n s i v e n e s s 10 - 15 r
5 . S h i p  T o  S t o c k  P r o g r a m 10 - 3.33 r
6 . S P C  U t i l i z a t i o n 10 - 0
T o t a l  P r o d u c t  Q u a l i t y  
S c o r e

80 53.30

Figure 4.13 B: Proposed Report For Quarter Supplier Performance Ranking Result



79

r.iolex QUARTER SUPPLIER PERFORMANCE RANKING REPORT

S U P P L I E R Q u a l i t y  F a c to rs F E L L
S C O R E

A c t u a l
D a t a

R a t in g  C Y  1998 R a tin g  C Y  1999
J u l y  -  S e p O c t  - D e c J a n  - Mar A p r  - J u n

E:
1 .L o t  A c c e p t a n c e  R a t e ( L A R ) 15 1 0 0 % 15
2 .  D e f e c t  P e r  M i l l i o n 15 0 15
3 . M a t e r i a l  Q u a l i t y  P r o b l e m 15 1 10
4 .  R e s p o n s i v e n e s s 1 0 - 7.5
5 . S h i p  T o  S t o c k  P r o g r a m 1 0 - 3.33
6 . S P C  U t i l i z a t i o n 1 0 - 0
T o t a l  P r o d u c t  Q u a l i t y  S c o r e 80 50.83

F:
1 .L o t  A c c e p t a n c e  R a t e ( L A R ) 15 1 0 0 % 15
2. D e f e c t  P e r  M i l l i o n 15 0  p p m i 5
3 . M a t e r i a l  Q u a l i t y  P r o b l e m 15 ๆ

i s s u e s
5

4 .  R e s p o n s i v e n e s s 1 0 - 7.5
5 . S h i p  T o  S t o c k  P r o g r a m 1 0 - 3.33
6 .  S P C  U t i l i z a t i o n 1 0 - 0
T o t a l  P r o d u c t  Q u a l i t y  S c o r e 80 45.8

2' S c o r e  7 5 -8 (1  
x ;  S c o r e  60 -7 -1  

I S c o r e  4 5 - 5 0

ะ E x c e l l e n t  l e v e l  
ะ S a t i s f a c t o r y  l e v e l  

S c o r e  4 5 - 5 0  ะ N e e d  I m p r o v e m e n t  P la n  o n  (l ie  w e a k p o i n t  i t em  
S c o r e  L e s s  t h a n  4 5  ะ D i s q u a l i f i c a t i o n

ABOVE IS THE PERFORMANCE RATING OF SI PPLIERS WHO SUPPLY TO MOLEX 
THAILAND
YOl ARE SUPPLIER WHO OBTAINS SCORE 73.30

L E V E L  A  ( S a t i s f a c t o r y )

N O T  R E Q U I R E D  ( C O R R E C T I V E  A C T I O N  / I M P R O V E M E N T )

R E Q U I R E D  ( C O R R E C T I V E  A C T I O N  I M P R O V E M E N T )  P L E A S E  A D V I S E  Y O U R  
I M P R O V E M E N T  P R O J E C T  P R O G R A M .  N E E D  CORRECTIVE ACTION 
W l  T H I N  ะ I D A Y S

P R E P A R E D  B Y  

R E V I E W E D  B Y } QA Engineer (SMT Representative) DATE C» n - | l -r 

QA Manager DATE Aj ^ ^ L' ~ 7

Figure 4.13 C: Proposed Report For Quarter Supplier Performance Ranking Result
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4.2.3 Supplier Disqualification Process

Supplier disqualification process is to terminate business between MOLEX Thailand Ltd. company and supplier because supplier can not meet MOLEX Thailand Ltd. company 
expectation. The quality of material has not been solved effectively and ฟรo, the responsiveness from supplier is very poor. The supplier can be disqualified upon supplier periodic evaluation 
result. Disqualification process is also considered if the material quality problems have never been solved effectively by supplier. QA engineer will propose to management based on evidences such 
as material quality problem (reject rate), responsiveness. Management team will involve with this proposed method.

The finished goods that used the product of the supplier who is supposed to be disqualified ,will be transfered to other suppliers who have better performance Supplier periodic 
evalนation result will be used to consider what supplier we should buy from . All support data will be submitted to management team to approved this supplier disqualification proposal. Figure 4.14 presents Supplier Disqualification Process.
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Figure 4.14 : Supplier Disqualification Process



In conclusion, the step o f  study in according to proposed method will be as follows,
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