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Specification REVISION : 10

1.f

 (purpose) £ i AL B R R L R 2 e

For enhance the control of rejected product and trace the disposal record of rejected product, so as to improve the product quality .

2.5 1(scope) 4 BRE G B4 2T HISPSE B T H Y R Sl

This measure apply to our company SPS manufacture produce process where occurred defective product.

3.4 : (Authority and duty)

TR PR R
Engineering department:repair the defect of electronic function.

i 2 R T R = &

Manufacture department:All testing stations capture the defect &mark it ,take the rework operation.

4.3

5.7

w content
5.1.1 ﬁrﬂlﬁ‘tﬁ I ,’ﬂ_‘]‘ “I-’ﬁ[B/VF#ﬂV HIPOTJVlJ“)g'EIEﬂJ‘T iLIf# FFIREE ?z(gﬁjﬂfp*ﬁ,jﬂ;@ BT T
AR P LRV, R AR SRR e i “@gg',i PSR T 2 T R
@#%ﬂ?ﬁ, Fiﬁ%ﬁl 41 T ﬂfﬁm“j ALpIAr 73/7 {L{Eléﬁ jti&ﬁ%{ <<T {il{#l.ﬁ&l < (E A ) Ts “Felyr-[rr[—]’r:ﬁl {f' ]EH:{%EJ F&--T
ARSI F
Manufacture department: Each test station except B/l & HIPOT station once find defect product, the tester mark "X ™ in the
flow controlling label and fill in the red label and mark defect date, defect phenomenon and station. Then sent them to the

defective product controller unpack the top case and bottom case in the fixed time and place. Then hang the defective
product flow card and fill in Model name, where defect occurred and when defect placed on and what defect descripte. According to

"defective product repair operation flow " send to repair station for repair. Meanwhiel fill in the "rejected product repairing
and reclaim record sheet".

5.0.2 %\ KEB/I T4, paRF H5pATIPQC IR VB H W12 7 [ AR W X o T )

EEPI R, TR LA T ﬁﬁ#*ﬁww P PR DG 2 8

i a.m I TR QIT * F T e
If defect occurred in B/l staion , the detecter inform IPQC to issue "process abnormity report sheet" and mark "X" in
internal flow controlling label. Meanwhile the detecter fill in red label represent defect mark defect occurred date , phenomenon and position.
fill in the defect occurred in which calefaction room, where defect placed on calefaction load and reach temperature.
Then submit the report along with the defect product to QIT menbers for analyzing and provide improvement strategy.

5.1.3 7 KL ESHIES T L PIIE o A FTJFJfJff B AR o QITHY EY i E R e 2T Eﬁfs
SRS TAT T AR o SR R R T S VRO L g AT
(ARSR IRy e R A L BTRARL
If the defect occurred in high voltage test station , the tester press on the key of alarm system to give out single. And stop the
production line to wait for analysis. Once heard the alarm QIT menbers should rush to the production line ASAP to
analyze the defect cause quickly and pointed the corrective strategy and decided if this batch product should be reworked or which
station should begin to rework. Point out comments of such analysis and fill in the stop production line notice which issued
by the Quality department IPQC. the production line can be restarted After the issue solved.

5.1.4 B9} IR SR T L?E'Ff'frﬁ? X R ] AR e P A

r* SRR ﬁFF[E e AR L%&#ﬁ(ﬂ‘f [ NEoR 2 @‘%F“*E'*ﬁ"m
If cosmetic defect, the inspector on cosmetic check station mark a "X" in the internal flow contrlling label and paste red label
represent for the defect and mark the defect status above it. Then the defective product manager unpack the top case and
bottom case in the fixed time and location one time. Finally, reworkwill be started from the touch up station.
2 gz El?}iﬂgjﬁ"ﬁjﬂiﬁﬁﬂﬁli FIRSSRRT (1 frfpoesp 2 s e g - k.
5.2.17\ AHIEHIOK e, RS Y S EIA.F NG AER 1585, 11-5. L 200, Ot~ -, BIFFCT A IEREH o5 4.1
IR A [ ORI 7 AR Ay ] L A1 IMPG S 5E gt Ak E IR [R2ag i

MFG rework or reflow line should provide rework&reflow first article inspection notice sheet before reworking or reflowing.
The rework of defective product which have been repaired well should begin from first station of touch up process.If it is still NG,
continue the procedure 5.1.1-5.1.2 above list . If exceed three times, then according to the scrap flow rejected product controlling

procedure list 5.4.1 "scrap flow"operate.If repair ok, the red label or defective flow card teared off by cosmetic insepctor of production line,
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5.3  =HEEZf notice items

1).

2).

AR R SRR .
The serial No. of flow card marked defective product should be filled by the worker who is in charge of overall inspeciton when packed.
F%fﬁ'ifﬁﬁ‘)fj T PR R T ﬂi#lﬁﬁféfﬁfﬁ\ A Fﬁ[’[T

Repair station or rework production line shall reject the defective product without hanging the flow card marked defective product.

[ SRR AP BV AL, H IOOBAR B .

Except the worker responsible for overall inspeciton in packing, anyone may not be free to take down the flow card marked defect, and

it will be saved by OOBA for 6 monthes.

6. =HIiF (reference file)
S1 P Al
Rejected product control measure.
6.2 & SRR
Product identification and trace measure.
6.3 HFHHILE T L e g e,
Accepted product and rejected product in process transporting operation standard.
6.4 iﬁ? [
Form book .
65 S
Rejected product repairing operation flow.
7 . Accessories
71 P AR
Flow card marked defective product.
7.2 RTETD AU
red label of NG
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A > WEEGHE D LR (B AT -2 Reassembly,casing aspect badness again flow task procedure

( must remove submit casing )

D= G\

FLOW CHART

FHT Ui

find reject |

H At

hang rejerit flow card

fr 7 ALSPS

Place the rejected sps

send for repliring

FRISEIZ LT

check the repaired product and rework

PSR OK T B
work dn tin face d:i not work on solde
B o5
visuallinspection assembling
A Mg BURN IN +—
IAssemibling NG l OK
L 1 BURNIN HIPOT TEST
OK OK
A A
HIPOT TEST CABLE TEST. NG
OK OK
A
ﬂi CABLE TEST ATE NG
OK OK
A A
NG ATE oA
lOK packing

packing

R H

(RESPONSIBILITY)
G

appearance inspector

AR

reject controller

A

reject controller

P

reject controller

A

reject controller

PP

tin surface mend solder operator

S

Assembling operator

S

Assembling operator

e e

burn in operator

R
tester

R
tester

R
tester

FERY
(RELATIVE DOCUMENT)

* AT T AU R A RS T AL g
Fill in the defective phenomenon clearly in the red label
which present for the defect.

* T U R T A %SPS

BYPE €0, I T A
AEFE -,

Mark the defect status in the reject flow card, SPS model

name, date, and hang the reject card on the cabel.

AR
RELATIVE FORM

*j{fﬁ\ﬁiSPSﬁi’fQE il
Classify the rejected SPS and collect them.

* ;{%‘]’ e Fﬁ[hl—i?"él'é?
Send the reject for repairing

* BRISTSRIOK G T 4t -
[?EF'EJ R AT S ET)
quality folw
position on the reject flow card and repairman stamp on it)
*RORHEISE A i
Send to assembling line for reworking
* EFHE R

solder surface inspect afresh

* i ETCAE Reassembling
* ACTH FUE | ] WA s 3
ORI

ACT station should paste the new flow controlling label
basis on the existing reject flow controlling label.

* EFTIEL  UTE T AR LR
A [

Burn in afresh,according to the work test reject

rework operate procedure if found defect.

* EFRRR - O T AR L
E Qg ¢
Retest and according to the work test fail rework
operate procedure if found defect.

* EIERHRE  UTE T RS L
A
Retest and work according to the test fail rework
operate procedureif found defect.

* FIERHRE  UTE T RS L
A [

Retest and work according to the test fail rework

operate procedure if found defect.
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8 frljﬁq%ﬁl(FlOW Chart “r'i}ﬁé Clj%i: /f@'j ql"éwjrhlﬁﬁf%@ﬁ ( F[&H%4 Jlx)

Reassembly,casing aspect badness again flow task procedure.

W H O
FLOW CHART
o find reject
I3 o
> AT [ﬁf[' product
B iR
YES| = Jlr

Check the prot1uct and correct it

H e

hang the reject| flow card

A4

NS

=

W

send the re j@Lt torepair NG
FRSAEIS o it

—

check and accept the repaired product and rework

A H o
(RESPONSIBILITY)

TR ES

tester

T}l[ﬁh’ﬁ‘ﬁ&:{ﬁ

reject controller

TR

reject controller

A
reject controller
TR
reject controller
ETE

tester

REVISION : 10
AEIREA W@%Eﬁ
T
(RELATIVE DOCUMENT) RELATIVE FORM
*,j Il —\~|£f’hiﬁ»§*ﬁrwﬁ WX TR s:,T

3 A
,ﬂi g,
mark "X" in the internal flow controlling label ,
fill in date,station and phenomenon of defect.

* R S A R
¥
unpack top & bottom ,inspect solder surface &
component surface to see if there is workman issue
* ﬂi[ﬁ[{dﬁ]‘g{ ':J;t F AL F“ SPS
w;j 7,2 T AR

Mark the defect status, SPS Model name and date
in the defect flow card hang it on the cable

FET AL i T

*}iy T £ #p_ﬁél'ﬁj}'ﬁé]g.
Send the reject to repair station for repairing.

* BRI SRIOK AT T A s -
RIS AP RS )

checked and received the repaired product

should mark the defect content, repairman stamp .

OK * EFE R
do test inspection afresh
operator on touch up station B REHETEE S .
v deliver to assembling line to rework
S S * EIFTS R b .
carry though tin surface checking
Touch uplinspection
NG A gbalz A e ES * R assembling
* i t SR
ety Assembling worker ACT? e FL : ﬂﬂ%ﬁ? ﬁfﬂ#" JDE#
P Ffr.p‘[#%ﬁ
ACT station paste new flow label basis on
v existent flow controlling label for defect.
BURN IN PR R * PRE PR W T L HSRIPQC
burn in operator Deliver to burn in room, if find the reject
lOK should let IPQC know.
HIPOT TEST TR * EOFRHIER I A T LR
tester AR
OK retest,if berejected should rework it according to
the High Pot Test rework flow .
NG Wt R ES * EIFTR
packing tester retest
lOK
" fif
finished product
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At EN%EF!.'JE&”[\}LQ i (=2 #d H: (Reassembly, casing aspect badness again flow task procedure
i FE i TR IR i ﬁ'?ﬁ?iﬁ
FLOW CHART RESPONSIBILITY (RELATIVE DOCUMENT) RELATIVE FORM
. P . WA A
g BT i I‘— tester / IPQC *IPQCLH g =1
defective product capture press the alarm bell to notice to stop
fail IPQC issue the notice of stopping production line
< DTN S5 * B AL ST QITHY EYFIB A
| P 22 | e

Clo§e the prodult line

ST LRSI

Analyze the cause of Hi-pot defect
T et |

le repair
| BRSSES f FiTh |
s [ ok TP

move tin surface
check and accept repair quality and again flow

tin surface check

assembling

immobility tin surface

WS

l OK OK

PR 5 BURN IN
assembling

jOK

HIPOT TEST

tester / monitor
QIT [R5 E

QIT team members

AR

reject controller

T @éﬁ; 3

reject contro)

ST E
operator on touch up station

B

Assembling operator

AL ES

Assembling operator

o [

Stop the product line awaiting QIT members
deal with it at spot and can restart once have the answer.
* (BT ] LR
High Pot Test defectve analysis |
* AU, g
Provide the corresponding corrective measure
* PO
decide existing product deal with method
R rﬁﬁi%‘:ﬁ%f‘%ﬂw}%‘éf’% °
Have the reject repaired on the reject repairing station.

* Y EEIOK ’f'

check and accept the product repaired well.

*ERAESETSE S .
Send to assembling line for revorking,

* TS

afresh carry through tin surface check

* EFRE

Reassembly

* ACTHE e 1 UAE F‘WU@ ?Jf"![fﬁﬁl‘
ACT station should paste the new flow controlling label
on the existing reject flow controlling label.

TR R 5
New T ET

* EPRE U] AR LR
B 11 PAE

NG burn in operator =4
Burn in and shall work according to the
OK OK test fail rework operate procedure if found defect
W * EFRHE ] T AR T A
| HIPOT TEST CABLE TEST W PR 1T 1 .H'?E”u PAFR
NG tester Retest and work according to the
test fail rework operate procedure if found defect
OK v OK NG flow task procedure product.
R *EEARIES  E) T LA LR
CABLE TEST ATE tester y ;E oo [’EA#I
OK OK Retest and work according to the
ATE W test fail rework operate procedure if found defect
R * f;?ﬂﬂ[l%‘ > YE P AR LR
¥ OK packing tester Srai=
Retest and work according to the
packing test fail rework operate procedure if found defect
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fifiF— : (Attachment One):

VA (Flow card)

£$7E (Model name) :

ifﬁrJU(Station) :

ACT

PRE B/l

HIPOT

B/I

HIPOT

ATE

T-1(face)
Fiff+ = : (Attachment two):
7 U g (Red label identify reject)

O

RES IR

Hiijll(Station) : Repailf Record

DOCUMENT CENTER
2005.8.31

s © A R
(Remark:If have been Repaird three times should scrap
it).

~ F1(back)

f I1](date): {ifll:(station)






