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TAPPING PROCESS VERIFICATION
Check items
Criterias
OK
Check results
Improvement
dpt in charge
Due date
1
Part fixed at correct position
1. There is a jig which prevent part warpage when using die which include L/R parts
2. There is no rattletrap when fixing it. 
2
Part can be tap at correct position
It is set in the correct position indicated on the drawing and set vertically by jig
3
Tap replacement rules
1. Tap replacement frequency or criteria is defined.
2. There is records of tap replacement 
4
Visual control for tool replacement
1. There is control of the tap cutting tool (clear indication of tap no.and before and after)
5
Tap shape confirmation, depth of tap, qty of taps, and hole position
-Sample or visual aid and reference to the WI.
Indicates depth based on specs, hole confirmation. -Cofirmation of qty of taps and hole position
6
Poka Yoke to prevent miss tap
1. PY like PY hole with sensors. 
2. PY confirmation before start the work.
7
Process or operator change procedure
There is guidelines to confirm quality when there is a change on 4M 
8
Method to find tap damage, or manufacturing defects
1. Inside hole diameter follow specs. No displacements
2. Should not exceed determined number of turns on tap. Rotation speed is controlled
3. Oil application is automatic.
4. First, middle and last product is inspected with screw gauge and plug gauge.
5. There is a procedure and records with time of operator verification and judgement
9
Keep and store the parts checked for correct tapping
1. There is a standard  indicating to keep and store  parts after checked.Records are posted on the line..
10
Adequate tap verification frequency
Frequency for inspection is enough to contain nonconforming material within the plant 
11
Supervisor involvement
There is evidence of supervisor verification of inspection at least once a shift
12
Operator understand types of defects
Defective samples are maintained and there is training records
Category
Jig Specs
Tap cutting tool specs
Poka Yoke
Process Changes
Quality Inspection
Training
8.0.1291.1.339988.308172
jvalles@rio.ten.fujitsu.com
3-12-2014
SQA
This form is used to verify proper control for brackets or chassis involving a tap
Jorge Valles
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