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12/08/2024

F2LG05402B

SEAT PIPE - JTA & J1D
100539-N P ENTERPRISES
1117-ETL K-228/9 Suspension

NOT AS PER SPECIFICATION-ID BURR

Found DF Hole ID Burr
Inprocess

Function

N

Yes
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Supplier Communication Details

quality@npcindustries.in

anand@npcindustries.in

ajay@npcindustries.in

2. Stock Details & action taken for NG parts

Total Qty 3040 8880 13340
Check Qty 3040 8880 13340
NG Qty 5 15 10

Containment Action

100% visual inspection of parts.

3. Process Flow

25260
25260
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Process Flow Description

1) RM Receipt & Inspection 2) Cutting 3) Multi station Draw 4) Head Formation 5) Punching 6) Rough Grinding 7) CNC Head Turning 8) CNC Boring & Facing 9)
Tapping 10) Final Grinding 11) Cleaning 12) Oiling 13) Packing 14) Dispatch
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Head Formation
No
Trimming Machine

TRM-04

5. Problem Analysis

Tool Worn out Punch Pin It was observed that worn out Punch Pin used X
Machine Variation in Draw Machine No variation in Draw Machine observed O
Man Operator negligency Operator was found to be non negligent O
Man Inspector not following inspection sequence Inspector observed to be following inspection sequence (e}
Machine Punch & Die misalignment No misalignment of Punch & Die observed (0]
Method ID step NG part skipped at Final Inspection It was observed that ID step NG part skipped at Final Inspection X
6. Inspection Method Analysis (Current)
o
7. Root Cause Analysis (Occurance)

Step in ID NG parts

NG parts at end of life of Head Forging Punch pin
Worn out Head Forging Punch Pin not changed

Head Forging Punch Pin change frequency inadequate
Punch Pin change Frequency not adequate

Punch Pin change Frequency not adequate
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Step in ID NG parts
Could not be detected at Final inspection

Skipped in Gauge Sampling at Final Inspection

Skipped in Gauge Sampling at Final Inspection



8. Countermeasure ( Occurrence , Outflow & System side Actions )

Countermeasure Details Responsibility Target Date Actual Date

Outflow Control Plan to be changed for 100% ID inspection Mr Princ 16/08/2024 16/08/2024 Completed
Outflow Quality Alert to be displayed at Final Inspection Mr Princ 13/08/2024 13/08/2024 Completed
Punch Pin ch F li i
Occurance  "unch Pin change Frequency to be validated againand )\ o 20/08/2024 20/08/2024 Completed
freezed
Occurance Quality Alert to be displayed at Forging Station Mr Princ 13/08/2024 13/08/2024 Completed
trol PI tion Std t h f
Occurance  Contro! Plan & Operation Std to be changed for new Mr Princ 23/08/2024 23/08/2024 Completed
Punch Pin change frequency
Outflow 100% inspection of ID to be done with Plug Gauge Mr Ankush 14/08/2024 14/08/2024 Completed
9. Inspection Method After Customer Complaint
_ 100% inspection with ID Plug Gauge
s
10. Evidance of Countermeasure

Punch Pin Change frequency 6000 ~ 7000
1014_Occurance_Before.png

Punch Pin Change frequency 4500 ~ 5500
1014_Occurance_After.png

Sampling done with Plug Gauge
1014_Outflow_Before.png

100% inspection done with Plug Gauge
1014_Outflow_After.png

11. Horizontal Deployment

Yes

J1C, J1B

ControlPlan, PFMEA, WISOP
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https://vcportal.endurancegroup.com/data/qfrdoc/1014_Occurance_Before.png
https://vcportal.endurancegroup.com/data/qfrdoc/1014_Occurance_After.png
https://vcportal.endurancegroup.com/data/qfrdoc/1014_Outflow_Before.png
https://vcportal.endurancegroup.com/data/qfrdoc/1014_Outflow_After.png

13. Effectiveness Of Action

50

_ 1. Punch Pin change Frequency to be validated again and freeze - What is existing and new frequency? 2. Why need to change

the frequency now?



