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CONFIRMED

 CONFIRMED MINUTES
JUNE 21-23, 2016
LONDON, UNITED KINGDOM
These minutes are not final until confirmed by the Task Group in writing or by vote at a subsequent meeting. Information herein does not constitute a communication or recommendation from the Task Group and shall not be considered as such by any agency.
TUESDAY, JUNE 21, 2016 to THURSDAY, JUNE 23, 2016
OPENING COMMENTS (DAILY)
Call to Order / Quorum Check
The Conventional Machining as a Special Process (CMSP) Task Group (TG) was called to order at 9:00 a.m., 21-Jun-2016.
It was verified that only SUBSCRIBER MEMBERS were in attendance during the closed portion of the meeting.
A quorum was established with the following representatives in attendance:
Subscriber Members/Participants Present (* Indicates Voting Member)
	
	NAME
	
	COMPANY NAME
	

	*
	Kenneth
	Abram
	Honeywell Aerospace
	

	*
	Ertem
	Aygin
	GE Aviation
	

	*
	Chuck
	Beargie
	UTC Aerospace (Goodrich)
	Chairperson

	
	David
	Day
	GE Aviation
	

	*
	Philippe
	Durand
	AIRBUS Helicopters
	

	*
	Vincent
	Dutilh
	SAFRAN
	

	*
	Ulf
	Hampel
	MTU Aero Engines AG
	

	*
	Marc-André
	Lefebvre
	Héroux-Devtek Inc.
	


Other Members/Participants Present (* Indicates Voting Member)
	
	NAME
	
	COMPANY NAME
	

	
	Richard
	Haberbosch
	Aerotech Peissenberg GmbH & Co. 
	


PRI Staff Present 
	Andy
	Statham



[bookmark: _Toc350939831][bookmark: _Toc350939946][bookmark: _Toc350940169][bookmark: _Toc350940745][bookmark: _Toc350940888][bookmark: _Toc350941235][bookmark: _Toc350941363][bookmark: _Toc350942126][bookmark: _Toc358702235][bookmark: _Toc358702698][bookmark: _Toc358702802][bookmark: _Toc360168624][bookmark: _Toc360169335][bookmark: _Toc360170408][bookmark: _Toc360193960][bookmark: _Toc360194075][bookmark: _Toc368986509][bookmark: _Toc380153350][bookmark: _Toc381686425][bookmark: _Toc381686844][bookmark: _Toc381691462][bookmark: _Toc390421202][bookmark: _Toc390425477][bookmark: _Toc390432872][bookmark: _Toc390432978][bookmark: _Toc390433081][bookmark: _Toc390433286][bookmark: _Toc390433389][bookmark: _Toc390433491][bookmark: _Toc401912037][bookmark: _Toc403025728][bookmark: _Toc413649143][bookmark: _Toc423514937][bookmark: _Toc423515047][bookmark: _Toc433807164][bookmark: _Toc442782410][bookmark: _Toc445909841]Reviewed Code of Ethics (Ref: Attendees’ Guide) and Meeting Conduct
[bookmark: _Toc390421203][bookmark: _Toc390425478][bookmark: _Toc390432873][bookmark: _Toc390432979][bookmark: _Toc390433082][bookmark: _Toc390433287][bookmark: _Toc390433390][bookmark: _Toc390433492][bookmark: _Toc401912038][bookmark: _Toc403025729][bookmark: _Toc413649144][bookmark: _Toc423514938][bookmark: _Toc423515048][bookmark: _Toc433807165][bookmark: _Toc442782411][bookmark: _Toc445909842][bookmark: _GoBack]The Antitrust Video was presented 
[bookmark: _Toc350939832][bookmark: _Toc350939947][bookmark: _Toc350940170][bookmark: _Toc350940746][bookmark: _Toc350940889][bookmark: _Toc350941236][bookmark: _Toc350941364][bookmark: _Toc350942127][bookmark: _Toc358702236][bookmark: _Toc358702699][bookmark: _Toc358702803][bookmark: _Toc360168625][bookmark: _Toc360169336][bookmark: _Toc360170409][bookmark: _Toc360193961][bookmark: _Toc360194076][bookmark: _Toc368986510][bookmark: _Toc380153351][bookmark: _Toc381686426][bookmark: _Toc381686845][bookmark: _Toc381691463][bookmark: _Toc390421204][bookmark: _Toc390425479][bookmark: _Toc390432874][bookmark: _Toc390432980][bookmark: _Toc390433083][bookmark: _Toc390433288][bookmark: _Toc390433391][bookmark: _Toc390433493][bookmark: _Toc401912039][bookmark: _Toc403025730][bookmark: _Toc413649145][bookmark: _Toc423514939][bookmark: _Toc423515049][bookmark: _Toc433807166][bookmark: _Toc442782412][bookmark: _Toc445909843]The Agenda was reviewed. 
[bookmark: _Toc350937784][bookmark: _Toc350939584][bookmark: _Toc350939661][bookmark: _Toc350939738][bookmark: _Toc350939834][bookmark: _Toc350939949][bookmark: _Toc350940172][bookmark: _Toc350940748][bookmark: _Toc350940891][bookmark: _Toc350941238][bookmark: _Toc350941366][bookmark: _Toc350942129][bookmark: _Toc358702238][bookmark: _Toc358702701][bookmark: _Toc358702805][bookmark: _Toc360168627][bookmark: _Toc360169338][bookmark: _Toc360170411][bookmark: _Toc360193963][bookmark: _Toc360194078][bookmark: _Toc368986512][bookmark: _Toc380153353][bookmark: _Toc381686428][bookmark: _Toc381686847][bookmark: _Toc381691465][bookmark: _Toc390421206][bookmark: _Toc390425481][bookmark: _Toc390432876][bookmark: _Toc390432982][bookmark: _Toc390433085][bookmark: _Toc390433290][bookmark: _Toc390433393][bookmark: _Toc390433495][bookmark: _Toc401912041][bookmark: _Toc403025732][bookmark: _Toc413649147][bookmark: _Toc423514941][bookmark: _Toc423515051][bookmark: _Toc433807168][bookmark: _Toc442782414][bookmark: _Toc445909845]REVIEW DELEGATION STATUS & STAFF REPORT (GENERAL) - closed
[bookmark: _Toc393435904][bookmark: _Toc424900722][bookmark: _Toc435020394][bookmark: _Toc445909846]Metrics involving Auditors, Staff Engineer, and Subscribers were reviewed. Due to time constraints the Auditor metrics were not fully reviewed.
ACTION ITEM: Staff Engineer (SE) is to review presentation that refer to Task Group Subscribing members and remove those that are no longer involved with the Task Group. (Due Date: 08-Oct-2016)
Two audits that had previously been highlighted during the audit review process were discussed. These audits each had one Non-conformance Report (NCR) that had attracted the attention of the Task group. It was decided by consensus that neither NCR was to be marked against Staff Engineer delegation; Staff Engineer delegation remains at 100%.
[bookmark: _Toc393435905][bookmark: _Toc424900723][bookmark: _Toc435020395][bookmark: _Toc445909847]Scheduled Audits 
Discussion of scheduled audits was deferred until item 4.0, Auditor consistency.
[bookmark: _Toc445909849]CLOSED NEW BUSINESS AND SUBSCRIBER CLARIFICATIONS Description of Discussion- closed
Job Tracker.
An update on Job Tracker progress was presented, along with relevant timelines. The Job Audit mapping document for the checklists was reviewed. Line 12 was updated to include "(& Feature I.D.)". The Task Group were reminded that there is a potential need for the Handbook to be updated for descriptions. 
A motion was made that with regard to the job tracker and historic compliance jobs, the Task group see the job tracker, when implemented, as a ‘go forward’ document and there is no need to populate the tracker with historical data. 
Motion: Ken Abram, Honeywell
Seconded: Vincent Dutilh, Safran
Motion carried unanimously.
Checklists.
It was identified by the Task Group that there is a need to re-iterate the definition of holemaking to ensure that auditors understand that edgebreaks should be included as part of the holemaking opearion. 
ACTION ITEM: Staff Engineer is to send an e-mail to auditors to remind them that, unless otherwise specified by the customer, the holemaking operation includes any associated feature such as edgebreaks, counterbores, and spotfaces. (Due Date: 07-Jul-2016)

Clarification Database. 
As the Task Group receives an increased number of enquiries for clarifications/questions suppliers, it was decided to implement a database record the Task Group output to these. Staff Engineer will bring forward a proposal before the October 2016 Nadcap Meeting.

Definition of Major vs. Minor NCR.
A discussion around the definitions of Major and Minor NCR’s was held. It will be re-itereated during Auditor training that and Tech paln, specification violation shall be considered a Major NCR. A propsal was made to amend the handbook with (page 6 of 51):
2) NCR’s written for non-compliance to customer approved controlled documents e.g. technical plans, purchase orders, etc., with key factors of control including but not limited to tools, coolant, machine qualification, parameters,  operator qualification, and CNC control.
ACTION ITEM: Staff Engineer is to add the definitions of Major and Minor to Auditor training. (Due Date: 07-Oct-2016)

ACTION ITEM: Staff Engineer is to amend the CMSP handbook to include the amended verbiage. (Due Date: 07-Oct-2016)

It was noted the the Coatings (CT) Task Group has a sub-team working of definitions of Major/minor NCR’s. Staff was tasked with asking the CT TG if the output of this sub-group could be shared with the CMSP TG.
ACTION ITEM: Staff Engineer is to send an e-mail to the CT Staff Engineer to ask  if the output of the CT sub-group could be shared with the CMSP TG. (Due Date: 07-Jul-2016)

An item regading a ‘No’ answer and an associated N/A description on the checklist has been tabeled for discussion at the Pittsburgh October 2016 Nadcap Meeting.

The proposed New Auditor training document was reviewed. This document had previosuly been distributed to the Task Group for comments. The comments received were reviewed, and the proposed document was accepted with no further comment. 

[bookmark: _Toc445909853][bookmark: _Toc350937788][bookmark: _Toc350939588][bookmark: _Toc350939665][bookmark: _Toc350939745][bookmark: _Toc350939838][bookmark: _Toc350939953][bookmark: _Toc350940176][bookmark: _Toc350940752][bookmark: _Toc350940895][bookmark: _Toc350941242][bookmark: _Toc350941370][bookmark: _Toc350942133][bookmark: _Toc358702242][bookmark: _Toc358702705][bookmark: _Toc358702809][bookmark: _Toc360168631][bookmark: _Toc360169342][bookmark: _Toc360170415][bookmark: _Toc360193967][bookmark: _Toc360194082][bookmark: _Toc368986516][bookmark: _Toc380153357][bookmark: _Toc381686432][bookmark: _Toc381686851][bookmark: _Toc381691469][bookmark: _Toc390421210][bookmark: _Toc390425485][bookmark: _Toc390432880][bookmark: _Toc390432986][bookmark: _Toc390433089][bookmark: _Toc390433294][bookmark: _Toc390433397][bookmark: _Toc390433499][bookmark: _Toc401912045][bookmark: _Toc403025736][bookmark: _Toc413649151][bookmark: _Toc423514945][bookmark: _Toc423515055]OP 1117 AUDITOR CONSISTENCY- closed
Auditor Data was reviewed, though due to time constraints, the Auditor metrics were not fully reviewed. Staff Engineer (SE) is to distribute the complete metrics to subscribing members of the Task Group for discussion. 
ACTION ITEM: Staff Engineer (SE) is to distribute the complete metrics to subscribing members and arrange tele-conference call to discuss. (Due Date: 22-Jul-2016)
Observation feedback
Audit 169358: During the audit, a potential NCR was found after the job audits were completed. The Observer stated that the Auditor didn't record the NCR because he had completed the job audit.

ACTION ITEM: Staff Engineer (SE) is to arrange a call with the Auditor to discuss this situation. (Due date: 22-Jul-2016)

The follwoing audits were added to the rolling auit plan:
- 168752 to be observed by GE Avaition (Sep 1st & 2nd)
- 168977 to be observed by Honeywell
- An observation audit to be arranged and confirmed by Goodrich

All commodity Taks Groups were charged with presenting their current status on Audit Effectiveness. The Nadcap Management Council (NMC) had sent out a questionairre prior to the meeting; this was completed by the group for presentation at the NMC Planning and Operations meeting.


1.0        OPENING COMMENTS (OPEN MEETING) - OPEN
1.1	Call to Order / Quorum Check
1.2	Safety Information was reviewed.
1.3	Reviewed Code of Ethics (Ref: Attendees’ Guide) and Meeting Conduct. 
1.4	Presented the Antitrust Video

1.5	Reviewed Agenda
1.6	Acceptance of the February 2016 Nadcap Meeting Minutes
A motion was made by Ken Abram and seconded by Philippe Durand to accept the February 2016 minutes as amended above. Motion passed.

[bookmark: _Toc445909876]Review P&O (Planning & Operations) and Supplier Support committee (SSC) Agenda- open
The Task Group reviewed the agendas with no further comments.
[bookmark: _Toc445909878]Resolve Ballot Comments for AC7126/1 and AC7126/5- open    
Due to the timing of the ballots closures, which were due to close after the end of the London Task Group meeting, the Task Group resolved the ballot comments that were submitted. A motion was made to accept the ballot comments with the proposed resolutions as recorded in eAuditNet. 
Motion: Ken Abram, Honeywell
Seconded: Ertem Aygin, GE Aviation
Motion carried unanimously.
[bookmark: _Toc445909882]Review Proposed Changes to the Handbook, Checklists, and CMSP Appendix A- open
The main item of discussion was the AC 7126 core checklist. This was thoroughly discussed, with several areas reviewed in depth. The review was not completed and the review checklist will need to be continued and concluded during the regular CMSP Task Group teleconference calls. 
[bookmark: _Toc445909900]Closed Meeting Debrief- open
Chairperson Chuck Beargie presented a summary of the closed session.
[bookmark: _Toc445909902]Meeting Reports- open
Chairperson Chuck Beargie led a review of the SSC and P&O meetings.
The P&O meeting topics iicluded:
- Audit observations
- Self audits for suppliers
- Discussion regarding definitions of Main and satellite audits
- Nadcap meetings survey
- Audit effectiveness survey
[bookmark: _Toc424900750][bookmark: _Toc435020407][bookmark: _Toc445909904]Review Membership Status- open
[bookmark: _Toc393435925][bookmark: _Toc424900751][bookmark: _Toc435020408]Currently there are no status issues with current Voting Members.
[bookmark: _Toc393435926][bookmark: _Toc424900752][bookmark: _Toc435020409]Richard Haberbosch from Aerotech Peissenberg meets all criteria to becoma a Supplier Voting Member. The motion was made by Ulf Hamplel, MTU and seconded by Ken Abram, Honeywell to instate Richard as a Supplier Voting Member. Motion passed unanimoulsy. 
A vote was held to reaffrim Chuck as Chairperson of CMSP TG for a further two year period.
A motion was made to reaffrim John Pfeiffer as Secretary of the Task Group for a further two year period due to his love of the position.

[bookmark: _Toc424900754][bookmark: _Toc435020411][bookmark: _Toc445909906]Staff Report- open
[bookmark: _Toc393435931][bookmark: _Toc424900755][bookmark: _Toc435020412]General Task Group Metrics were presented by Andy Statham to the Task Group without comment.


[bookmark: _Toc445909908]Open New Business- open
One week prior to the meeting, the Board of Directors sent a survey to the Nadcap Task Groups pertaining to the frequency of the Nadcap meetings. Due to the late submission of this document to Staff, there was no time to include it on the published agenda. However at the request of the BoD, this was discussed during the meeting and a response agreed. The consensus of the CMSP Task Group was that the face to face meeting should stay at three events per year.
ACTION ITEM: Andy Statham to return survey pro forma to Kellie O’Connor: Due Date: 25-Jul-2016
This meeting will be the last for the Safran representative, Vincent Dutilh. Safran currently have not identified a substitute. The Task Group wished Vincent all the best for his future endeavours.
The current status of the Job Tracker for CMSP was reviewed.
There was much discussion regarding certain definitions, and which document or documents the definitions shoul be included in. This item was tabled for further discussion during the tele conference calls.
Chairperson Beargie led a discussion on whether the CMSP Task Group were effective as a whole; including TG members, audito, checklsits, Staff, etc. The consensus was that we were, but there was room for improvements in key areas such as speed of checklist updates, handbook revisions, etc.. 
Procedure Review- open
The following procedures were reviewed by the Group: 
OP 1111 Merit Program reviewed
OP 1107 Post Accreditation Actions reviewed 
OP1114 appendix CMSP reviewed
OP1116 appendix CMSP reviewed
[bookmark: _Toc445909914]Plan Next Meetings- open
The CMSP Auditor Conference was discussed, and a provisional agenda produced. This agenda will be discussed during the planned conference calls.
For the Pittsburgh  October 2016 Nadcap Meeting, the group agreed that Monday is going to be the auditor training, with the rest of the week following the same agenda as the London meeting.
Pittsburgh October 2016 Nadcap Meeting: 
· Auditor training will be on Monday
· The Task Group will meet Tuesday through Thursday.  
· Tuesday will be closed all day for Auditor metrics and Auditor consistency discussion.
· Open Session will revision of the base document.
· No Supplier Symposium

Potential future topics were reviewed, and will be added to the agenda where necessary.
It was agree by the group that the Hobbing Process should be added as part of Milling Checklist and Shaping Process should be included as part of Broaching Checklist.
SE to set monthly reoccurring meetings; 4th Monday of every month (Action Item)
ACTION ITEM: Andy Statham to arrange link calls for the Task Group; these are to be on the 4th Monday of the month between July and October. (Due Date: 22-Jul-2016)
Review RAIL & Parking Lot- open
The RAIL and parking lot was reviewd.
Review New Action Items- open
Action Items were reviewd
Motion made by Ken Abram and seconded by Philippe Durand to adjourn the open session at 16:45.
ADJOURNMENT – 23-Jun-2016 – Meeting was adjourned at 4:45 p.m.
Minutes Prepared by:  Ertem Aygin (ertem.aygin@ge.com)


	
***** For PRI Staff use only: ******
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CMSP Staff Engineer
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Staff Report

*



Task Group Subscribers

		GE Aviation*

		Honeywell*

		SAFRAN/Snecma/



    Turbomeca*

		Goodrich (UTAS) *

		Avio

		Rolls Royce

		Airbus Helicopters



		309th Maintenance Wing, Hill AFB

		Bombardier

		Embraer



*Mandated so far





Staff Report

*



General information

		Attendance



Refer to item 10.0.



		Letter Ballots



    - To be discussed in item 6.0



		







Staff Report

*



Audit Numbers

		Year		Count

		2009		3

		2010		10

		2011		40

		2012		61 

		2013		75

		2014		70

		2015		91 as of 10 June 2016































*







Staff Report

*



Distribution by Sector

* Total for 2016 as of 10 June 2016

		Year		Americas		Asia		Europe

		2009		3		-		-

		2010		7		3		-

		2011		22		12		6

		2012		35		19		7

		2013		52		15		8      

		2014		46		17 		4

		2015		53		14		7

		2016		79*		8*		4*





































Staff Report

*



Auditor Count

Rick Sovich joined the team in March 2015

		Americas		Asia		Europe

		Current Auditors		5		1		1

		Confirmed Trainees		0		0		0

		Potential or Interested		4		0		1



























Staff Report

*



Other Metrics 



Other data:

		0 audits at 90 days or over

		On time accreditation/Lapsed – none







Staff Report

*



Staff delegation metrics

		DELEGATION TRACKING FORM

		Period Covered:  		FEB. 01- MAY 31

		Commodity:  		CMSP

		Staff Engineer:  		Andy Statham



		TASK GROUP OVERSIGHT

		Total NCRs		71

		Total NCRs Reviewed by a Quorum of 3 Task Group Primes		67

		Percent of Task Group Oversight (minimum 10%-Delegated; 100% Non-Delegated)		94.4%

		AUDIT REPORT REVIEWER CONCURRENCE

		Task Group Reviewed NCRs Which Were Accepted by the Quorum		67

		Total NCRs Reviewed by Quorum and All Reworked Non-Quorum NCRs		67

		Audit Report Reviewer Concurrence Percentage		100.0%



























































Staff Report

*



NCR data

NCR paragraph reference:









CMSP scatter:







CMSP Top paragraph reference:













Key


			Auditor Key


			Auditor Name			Auditor Number


			Arthur Corfe			1


			Bradley Woodiel			2


			John Cammett			3


			Nai Puay Guan			4


			Richard Scott			5


			Richard Sovich			6


			Rick Pollak			7








NCR Paragraph Ref


			Audit Number			Auditor Name			Auditor Number			Supplier Name			Audit Start Date			Audit Type			Audit Program			Audit Status			Commodity Code			Country			Supplier Customer Number			NCR Display Number			Classification			NCR Status			Checklist Name			Revision			Paragraph			Text			Condition Found


			164100			Arthur Corfe			1			Industria de Turbo Propulsores S.A.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Spain			4547			1			MINOR			CLOSED			AC7126/1			A			5.3.9.4			Do the Work Instructions detail how to set up cutting tools?			Holemaking With Process Monitoring Job Audit #1, Rear Turbine Shaft, Part # L50525P02, GE Aviation, Machine #16190.

AC7126/1 Rev. A(5.3.9.4).

The collet to hold the T12 tool was incorrectly identified.

The collet specified in the Supplier's SAP system for tool T12 was an ER 16, 7,0 - 6,5 mm diameter, identified 033-0754-000.  The collet in use was marked 033-0754-100.

Within the Supplier's coding system a -000 collet was solid whereas a -100 collet contained coolant flow holes.

The Supplier had documentary evidence that they identified 5 parts incorrectly marked on receipt inspection but because the geometry was correct they accepted them and flowed them to production.

033-0754-100 collets did not exist.  The equivalent collet with through coolant within the Supplier's system was an ER 16, 7,0 - 6,5 mm diameter, 033-0552-100.


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			ARCHIVED			AC7126/1			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			VOID			AC7126/1			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			VOID			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			VOID			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			1			MINOR			CLOSED			AC7126			B			3.1.3.3			Is a document available which defines those parts currently covered by the scope of the Nadcap CMSP audit?  The list shall include at a minimum the Prime, Part Number, Operation(s), Specification, Class as they apply to the controlled machining.			AC7126 Rev B, 3.1.3.3

The Supplier did not have a document which defined the parts currently covered by the scope of the Nadcap CMSP audit.

The Supplier had a list of all parts they produce but the CMSP parts were not obvious and the list did not include the Prime, Part Number, Operation(s) or Specification as they applied to CMSP.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			5.11.5			Are high spots ground using the technique and in-feeds required by the customer based on the type of high spots?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			5.3.8.4			Are all operations that are performed included in the Work Instructions?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			5.7.11			Does the actual process match the approved process?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			5.7.6			Are the relative movements between work piece and grinding wheel/belt consistent with the approved process/ Work Instruction?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			6.11.5			Are high spots ground using the technique and in-feeds required by the customer based on the type of high spots?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			6.3.8.4			Are all operations that are performed included in the Work Instructions?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			6.7.11			Does the actual process match the approved process?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			6.7.6			Are the relative movements between work piece and grinding wheel/belt consistent with the approved process / Work Instructions?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			1			MAJOR			CLOSED			AC7126/5			A			5.8.1.3			Does the geometry and material of the wheels/belts in use at the workstation match the approved process and Work Instructions?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.8.1.3, 5.8.1.4, 6.8.1.3, 6.8.1.4)

The wheels in use by the operator were not compliant with the requirements of LGPS 7000 Rev B PSO 830.

For both job audits the wheels specified in Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 and in use during the audit had a structure of 12.

PSO 830 paragraph 3.3.1 e required the structure to be 6 to 10.

Since there had been no approval by UTAS LG of the Grind Techniques this has been designated major for non-compliance to a Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			1			MAJOR			CLOSED			AC7126/5			A			5.8.1.4			Do the wheels/belts in use meet the customer requirements?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.8.1.3, 5.8.1.4, 6.8.1.3, 6.8.1.4)

The wheels in use by the operator were not compliant with the requirements of LGPS 7000 Rev B PSO 830.

For both job audits the wheels specified in Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 and in use during the audit had a structure of 12.

PSO 830 paragraph 3.3.1 e required the structure to be 6 to 10.

Since there had been no approval by UTAS LG of the Grind Techniques this has been designated major for non-compliance to a Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			1			MAJOR			CLOSED			AC7126/5			A			6.8.1.3			Does the geometry and material of the wheels/belts in use at the workstation match the approved process and Work Instructions?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.8.1.3, 5.8.1.4, 6.8.1.3, 6.8.1.4)

The wheels in use by the operator were not compliant with the requirements of LGPS 7000 Rev B PSO 830.

For both job audits the wheels specified in Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 and in use during the audit had a structure of 12.

PSO 830 paragraph 3.3.1 e required the structure to be 6 to 10.

Since there had been no approval by UTAS LG of the Grind Techniques this has been designated major for non-compliance to a Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			1			MAJOR			CLOSED			AC7126/5			A			6.8.1.4			Do the wheels/belts in use meet the customer requirements?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.8.1.3, 5.8.1.4, 6.8.1.3, 6.8.1.4)

The wheels in use by the operator were not compliant with the requirements of LGPS 7000 Rev B PSO 830.

For both job audits the wheels specified in Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 and in use during the audit had a structure of 12.

PSO 830 paragraph 3.3.1 e required the structure to be 6 to 10.

Since there had been no approval by UTAS LG of the Grind Techniques this has been designated major for non-compliance to a Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			5.2			Process Approvals			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			5.3.8.1			Are Work Instructions detailing each operation available at each work station and do they show evidence of approval, revision level and date?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			5.3.8.5			Is there objective evidence of Work Instructions approval in accordance with the supplier’s requirements and the customer requirements if any?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			5.6.2			Is the grinding fluid approved by the Customer if required?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			6.2			Process Approvals			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			6.3.8.1			Are Work Instructions detailing each operation available at each work station and do they show evidence of approval revision level and date?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			6.3.8.5			Is there objective evidence of  Work Instructions approval in accordance with the supplier's requirements and the customer requirements if any?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			6.6.2			Is the grinding fluid approved by the Customer if required?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			5.7.11			Does the actual process match the approved process?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			5.7.3			Do the actual parameters match the Work Instruction/aproved values or ranges?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			5.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			6.7.11			Does the actual process match the approved process?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			6.7.3			Do the actual parameters match the Work Instructions/approved values or ranges?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			6.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			4			MINOR			CLOSED			AC7126			B			5.1.4			Does the Supplier have a procedure to assure that prior to implementing any changes to process parameters or Customer approved documents, that the changes are 1) internally reviewed to determine if a new substantiation is required, 2) maintained as records even if only administrative, 3) submitted to the Customer if needed, 4) approved by the Customer if needed?Compliance Assessment Guidance: The Supplier must define their system.  In addition, if there are any Customer requirements they must also be incorporated into the procedure.  Also, the auditor is to verify the system by investigating a process that was changed or if no changes have been made verify that personnel are aware of the procedure.			AC7126 Rev. B(5.1.4)

The Supplier had not adequately defined their change process for any changes to process parameters or Customer approved documents.

QM-1 Rev 16 paragraph 7.5.1.2 used vague phases such as 'the President takes full responsibility and gives appropriate instructions', whilst AQP-C115 Rev 3 paragraph 4 simply repeated the wording in points 1-4 in the AC7126 Rev B, 5.1.4. checklist question.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			5			MINOR			CLOSED			AC7126			B			12.3			Does the Supplier have a documented procedure defining the circumstance for the loss of operator qualification?Compliance Assessment Guidance: This applies to general operator qualification as well as any Customer specific requirements.			AC7126 Rev. B(12.3)

The Supplier did not have an adequate procedure for loss of operator certification other than failure of the visual acuity test required for inspection.  No account had been taken of other potential reasons.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			6			MINOR			ARCHIVED			AC7126/5			A			5.1.5.1			Have all quality and technical requirements been flowed down?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.1.5.1, 6.1.5.1)

The parts processed during the audit were obtained by verbal communication and were received from one of the Supplier's immediate customer without documentation.  No contract review with the customer had taken place or was documented for the parts to be processed by grinding and as such there was no formal flow-down of Customer requirements.  The drawings were obtained separately.

This has been designated minor with no likely product impact since the Supplier had taken the initiative to procure parts for the audit accreditation process following the Mandate from UTAS LG that all processors performing grinding (re Document 200) shall be CMSP Nadcap accredited to AC7126 & AC71236/5 by 31 December 2015.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			6			MINOR			ARCHIVED			AC7126/5			A			6.1.5.1			Have all quality and technical requirements been flowed down?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.1.5.1, 6.1.5.1)

The parts processed during the audit were obtained by verbal communication and were received from one of the Supplier's immediate customer without documentation.  No contract review with the customer had taken place or was documented for the parts to be processed by grinding and as such there was no formal flow-down of Customer requirements.  The drawings were obtained separately.

This has been designated minor with no likely product impact since the Supplier had taken the initiative to procure parts for the audit accreditation process following the Mandate from UTAS LG that all processors performing grinding (re Document 200) shall be CMSP Nadcap accredited to AC7126 & AC71236/5 by 31 December 2015.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			6			MINOR			VOID			AC7126/5			A			5.1.5.1			Have all quality and technical requirements been flowed down?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.1.5.1, 6.1.5.1)

The parts processed during the audit were obtained by verbal communication and were received from one of the Supplier's immediate customer without documentation.  No contract review with the customer had taken place or was documented for the parts to be processed by grinding and as such there was no formal flow-down of Customer requirements.  The drawings were obtained separately.

This has been designated minor with no likely product impact since the Supplier had taken the initiative to procure parts for the audit accreditation process following the Mandate from UTAS LG that all processors performing grinding (re Document 200) shall be CMSP Nadcap accredited to AC7126 & AC71236/5 by 31 December 2015.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			6			MINOR			VOID			AC7126/5			A			6.1.5.1			Have all quality and technical requirements been flowed down?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.1.5.1, 6.1.5.1)

The parts processed during the audit were obtained by verbal communication and were received from one of the Supplier's immediate customer without documentation.  No contract review with the customer had taken place or was documented for the parts to be processed by grinding and as such there was no formal flow-down of Customer requirements.  The drawings were obtained separately.

This has been designated minor with no likely product impact since the Supplier had taken the initiative to procure parts for the audit accreditation process following the Mandate from UTAS LG that all processors performing grinding (re Document 200) shall be CMSP Nadcap accredited to AC7126 & AC71236/5 by 31 December 2015.


			161149			Bradley Woodiel			2			Smith West LLC dba Paradigm Precision Holdings			17-Jun-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3782			1			MINOR			CLOSED			AC7126/6			A			5.8.1.2			Do the cutters/abrasives/media in use at the workstation match the approved process and Work Instructions?  Refer to handbook for specifics.			Nonconformance: In regards to job audit #1 (Edge Break) (ITAR):  Tool used to produce the radius edge break is not the one listed on the Tech Plan for edge break.  Tool used  is in the CNC program for holemaking.   The tool used does produce the correct feature for edge break.  Product impact is not suspected.


			162888			Bradley Woodiel			2			Hunting Dearborn, Inc.			16-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10233			1			MINOR			CLOSED			AC7126/1			A			5.5.3.1			Has the preventive maintenance program been completed as per schedule and are records available to verify completion?			Nonconformance:   Both Haas machines used for CMSP are past due for annual preventative maintenance.  Last maintenance performed was in February 2014.


			162888			Bradley Woodiel			2			Hunting Dearborn, Inc.			16-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10233			2			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Nonconformance:  In regards to job audit #1:  Tech plan does not indicate a coated drill.  .312" drill used is titanium nitride coated.  Supplier indicated the coated drill is correct.  No product impact is suspected.


			164109			Bradley Woodiel			2			Paradigm Manchester Inc.			22-Sep-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4414			1			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Nonconformance:   In regards to job audit #1 (Holemaking) (ITAR): Brand name of tool does not match the tech plan.  A reamer stated on the Tech plan is a Contour 360.  Actual brand used is Colorado Industrial Inc. Paradigm has stated Colorado Industrial is the correct brand.  During the audit a tech plan revision took place correcting the prior nonconformance.  No product impact observed. 

Requirement: GE Technical Plan


			164109			Bradley Woodiel			2			Paradigm Manchester Inc.			22-Sep-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4414			1			MINOR			CLOSED			AC7126/1			A			5.8.1.5			Does the supplier’s internal system assure that correct cutting tools and abrasives are issued to the workstation?			Nonconformance:   In regards to job audit #1 (Holemaking) (ITAR): Brand name of tool does not match the tech plan.  A reamer stated on the Tech plan is a Contour 360.  Actual brand used is Colorado Industrial Inc. Paradigm has stated Colorado Industrial is the correct brand.  During the audit a tech plan revision took place correcting the prior nonconformance.  No product impact observed. 

Requirement: GE Technical Plan


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			1			MINOR			CLOSED			AC7126			B			5.1.2			Does the Supplier have a documented procedure detailing how to qualify controlled machining operations?Compliance Assessment Guidance: All Suppliers shall determine during contract review if the machining needs to be controlled and if it needs to be qualified.  If the given Customers have requirements on how to qualify their parts the procedure shall meet those requirements.			Nonconformance:   Revision level approval of GE Tech plans does not have a clear process in place.  Hikari does not appear to have access to the GE web-site to check for tech plan change approval.  MHI (Mitsubishi Heavy Industries) does not clearly flow down, or state, the tech plan revision approvals.


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			2			MINOR			CLOSED			AC7126			B			11.5			Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware? Verify consistency with Customer requirements.			Nonconformance:  The following checklist questions have not been adequately or procedurally addressed

7126 7.1.3:  Is there a documented procedure to ensure that non-standard tools are procured to the correct revision level of the drawing.

7126 7.5.1:  Is there a documented procedure to assure tools are reconditioned to the Supplier's, and if applicable, to the Customer's critical characteristics.

7126 9.1.3  Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production.

7126  11.5  Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware?


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			2			MINOR			CLOSED			AC7126			B			7.1.3			Is there a documented procedure to ensure that non-standard tools, if used, are procured to the correct revision of the drawings?Compliance Assessment Guidance: The Supplier shall have a procedure to address non-standard tools even if only catalogue tools are used.			Nonconformance:  The following checklist questions have not been adequately or procedurally addressed

7126 7.1.3:  Is there a documented procedure to ensure that non-standard tools are procured to the correct revision level of the drawing.

7126 7.5.1:  Is there a documented procedure to assure tools are reconditioned to the Supplier's, and if applicable, to the Customer's critical characteristics.

7126 9.1.3  Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production.

7126  11.5  Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware?


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			2			MINOR			CLOSED			AC7126			B			7.5.1			Is there a documented procedure to assure tools are reconditioned to the Supplier’s, and if applicable to the Customer’s, critical characteristics?			Nonconformance:  The following checklist questions have not been adequately or procedurally addressed

7126 7.1.3:  Is there a documented procedure to ensure that non-standard tools are procured to the correct revision level of the drawing.

7126 7.5.1:  Is there a documented procedure to assure tools are reconditioned to the Supplier's, and if applicable, to the Customer's critical characteristics.

7126 9.1.3  Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production.

7126  11.5  Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware?


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			2			MINOR			CLOSED			AC7126			B			9.1.3			Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production?			Nonconformance:  The following checklist questions have not been adequately or procedurally addressed

7126 7.1.3:  Is there a documented procedure to ensure that non-standard tools are procured to the correct revision level of the drawing.

7126 7.5.1:  Is there a documented procedure to assure tools are reconditioned to the Supplier's, and if applicable, to the Customer's critical characteristics.

7126 9.1.3  Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production.

7126  11.5  Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware?


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			3			MINOR			CLOSED			AC7126			B			12.1			Are there documented training procedures that assure personnel performing conventional machining and associated quality and test functions are qualified to perform assigned tasks and is this per Customer requirements for any specific processes which are in the scope of accreditation?Compliance Assessment Guidance: There may be two types of training, operator qualification training and additional Customer specified content.			Nonconformance:  There are no training procedures specifically for CMSP.  Training program is in place, performed and documented but not controlled/invoked by procedures.


			165656			Bradley Woodiel			2			Yamanouchi Seisakusho Co.,Ltd    (Maki Plant)			14-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10562			1			MINOR			CLOSED			AC7126			B			9.1.4			Are instruments/gages used to qualify equipment part of the Supplier’s approved calibration system?			Nonconformance:   In regards to job audit #1 and #2:  Machine qualification records did not indicate the gage used for calibrating the holemaking machines (tachometer, stopwatch).  In addition, the machines were not calibrated through their range of use.  Machine's were calibrated between 1,000 and 5,000 RPM.  40 RPM was observed during the #2 job audit.


			165656			Bradley Woodiel			2			Yamanouchi Seisakusho Co.,Ltd    (Maki Plant)			14-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10562			2			MINOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			Nonconformance:  "Tool Exchanging Check Sheet" and "Tool Grinding Acceptance Check Sheet" are forms invoked by procedures (YS-MHI-002 assistant table 4).  The forms are not controlled by the quality system (i.e. missing form numbers).


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			1			MINOR			ARCHIVED			AC7126/1			A			6.6.4			Has the supplier performed cutting fluid monitoring and maintenance per their documented procedure?			Nonconformance:   In regards to job audit #1 (Holemaking):  Tech Plan calls out for: DPMT 3(2.5)1 MM grade1525/5015/1025 insert.  The actual insert used is a grade 1125.  Inquiry revealed Sandvik has discontinued prior grades and currently produces the 1125.  No product impact is within reason.


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			1			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Nonconformance:   In regards to job audit #1 (Holemaking):  Tech Plan calls out for: DPMT 3(2.5)1 MM grade1525/5015/1025 insert.  The actual insert used is a grade 1125.  Inquiry revealed Sandvik has discontinued prior grades and currently produces the 1125.  No product impact is within reason.


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			2			MINOR			ARCHIVED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Nonconformance:  Coolant concentration is not maintained within the tolerance established in procedures.  Concentration of coolant shall be between 1.4 - 7.0% (ATMCI 001 5.3.2).  Objective evidence of coolant concentration is performed semi-annually.  Sample of coolant taken from the CMSP machine (Job Audit #2 Holemaking) revealed 8%.  Sample of coolant from mixing station (barrel) showed 1.0%.


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			2			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Nonconformance:  Coolant concentration is not maintained within the tolerance established in procedures.  Concentration of coolant shall be between 1.4 - 7.0% (ATMCI 001 5.3.2).  Objective evidence of coolant concentration is performed semi-annually.  Sample of coolant taken from the CMSP machine (Job Audit #2 Holemaking) revealed 8%.  Sample of coolant from mixing station (barrel) showed 1.0%.


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			2			MINOR			CLOSED			AC7126/1			A			6.6.4			Has the supplier performed cutting fluid monitoring and maintenance per their documented procedure?			Nonconformance:  Coolant concentration is not maintained within the tolerance established in procedures.  Concentration of coolant shall be between 1.4 - 7.0% (ATMCI 001 5.3.2).  Objective evidence of coolant concentration is performed semi-annually.  Sample of coolant taken from the CMSP machine (Job Audit #2 Holemaking) revealed 8%.  Sample of coolant from mixing station (barrel) showed 1.0%.


			166271			Bradley Woodiel			2			GKN Aerospace Chem-tronics Inc.			10-Sep-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3150			1			MAJOR			CLOSED			AC7126/1			A			5.3.9.7			For hand bench operations on controlled features, do Work Instructions describe the devices (e.g. air motor), cutting tools and abrasives approved for processing the features?			Nonconformance:  In regards to job audit #1:  Hand benching operation sheet calls out for 120 grit emory cloth (SA Handy Roll) for deburring of edgebreak.  180 grit cloth was used.  Product impact evaluation required.


			166271			Bradley Woodiel			2			GKN Aerospace Chem-tronics Inc.			10-Sep-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3150			1			MAJOR			CLOSED			AC7126/1			A			5.8.1.6			Does the operator or person performing tool set up verify that the cutting tools and abrasives match the work instructions/approved process?			Nonconformance:  In regards to job audit #1:  Hand benching operation sheet calls out for 120 grit emory cloth (SA Handy Roll) for deburring of edgebreak.  180 grit cloth was used.  Product impact evaluation required.


			167869			Bradley Woodiel			2			Heroux Devtek Inc			7-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4470			1			MINOR			ARCHIVED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Audit: 167869

Nonconformance:   Minimum (PPM) water hardness has not been established or monitored for the water based coolant dilution (mixture). 

Requirement:  HPS 182-5 (Grinding) Para. 6.3.3


			167869			Bradley Woodiel			2			Heroux Devtek Inc			7-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4470			1			MINOR			VOID			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Audit: 167869

Nonconformance:   Minimum (PPM) water hardness has not been established or monitored for the water based coolant dilution (mixture). 

Requirement:  HPS 182-5 (Grinding) Para. 6.3.3


			167870			Bradley Woodiel			2			Heroux Devtek Inc			9-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4589			1			MINOR			CLOSED			AC7126			B			13.3			Is there a revision history maintained of changes to a program?			Audit: 167870
 
Nonconformance: In regards to job audit #1 (chrome grind):  Revision of CNC program is not controlled.  CNC program is stored on the machine.  Operator has control of the program on the machine.  Program is also stored on a disk that is kept in the work center. 

Requirement:  QSI-7-5-1-3 (Control of production equipment tools and NC machine programs)


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			1			MINOR			CLOSED			AC7126			B			13.3			Is there a revision history maintained of changes to a program?			Nonconformance:  In regards to job audit 1 (Milling) (ITAR):  There are revision changes to the CNC program that do not communicate what changes were made.  Revision history from 06/23/2010 to current Revision 10/06/2015.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			2			MAJOR			CLOSED			AC7126/1			A			5.8.2.3			Do actual cutting tool and abrasive change intervals not exceed the approved limits, including tracking across multiple parts where the approved change interval exceeds one part?NOTE: If the approved tool change exceeds one part/feature, there must be a written or electronic (for example within CNC code) system for tracking tool usage.			Nonconformance: In regards to job audit #1 (Holemaking).  Tool Change Point (TCP) is not clear.  Tech plan calls TCP shall be every 6 holes.  Planning states 2 tools per part.  Operators are using 1 tool per 2 parts (60 Holes).  Potential product impact to be evaluated.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			3			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Nonconformance:  In regards to job audit #1 (Holemaking).  Tool #5 called out on the tech plan is not the tool used in production.  Actual tool used is a Harvey Tool; 4 flute; .250" versus: a Brubaker tool; 2 Flute; .272"


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			4			MAJOR			CLOSED			AC7126/1			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification  current, within the allowable limits, and visible at the machine?			Nonconformance:  There is no objective evidence of equipment calibration for the holemaking machines.  Interview with maintenance mechanic who performs the work states that calibration is performed but not documented.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			5			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Nonconformance:  There is no objective evidence of coolant/water ratio of water based coolants at the milling machines.  A form (machine Kinematics set-up log) placed at the machine is not filled out.  The log is not controlled/invoked.  There is an entry on the form calling for a 6 +/- 1% mixture of coolant to water.  Operators have stated this gets checked daily.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			5			MINOR			CLOSED			AC7126/1			A			5.6.4			Has the supplier performed cutting fluid monitoring and maintenance per their documented procedure?			Nonconformance:  There is no objective evidence of coolant/water ratio of water based coolants at the milling machines.  A form (machine Kinematics set-up log) placed at the machine is not filled out.  The log is not controlled/invoked.  There is an entry on the form calling for a 6 +/- 1% mixture of coolant to water.  Operators have stated this gets checked daily.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			6			MINOR			CLOSED			AC7126			B			9.1.5			Are there documented procedures or templates detailing how to test the functionality of each monitor/alarm system function?Compliance Assessment Guidance: This may apply to alarms on cutting fluid, spindle speed, etc. in addition to process monitoring system alarms.  Refer to Appendix 1.  Not applicable applies if the equipment used has no alarms.			Nonconformance:   No objective evidence or procedure for testing of power monitoring alarms.  Verbally it's been stated the alarms have been tested.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			1			MINOR			CLOSED			AC7126/5			A			5.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each  grinding wheel and  grinding stage?			Nonconformance:  In regards to job audit #1:  Coolant delivery method is not adequately defined.  Number of lines/type/nozzle/location should be documented.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			2			MINOR			CLOSED			AC7126/5			A			5.11.11			Is the coated surface thickness measured after grinding using calibrated thickness gauge if required by the customer?			Nonconformance:  In regards to job audit #1:  Resultant Chrome thickness dimensions are not determined at the operation. Manufacturing process plan should state the chrome thickness after grind.  There is a calibrated thickness gage in use at the W/C.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			3			MINOR			CLOSED			AC7126/5			A			5.7.3			Do the actual parameters match the Work Instruction/aproved values or ranges?			Nonconformance:  In regards to job audit #1:  Cross feed is being performed during grinding however this is not established on operation sheet parameters.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			4			MAJOR			CLOSED			AC7126			B			13.2			Is each program uniquely identified?			Nonconformance:  In regards to job audit #2:  CNC program used has been deleted.  Further discussion revealed that many CNC programs have been deleted and therefore there is no history.  Strite Precision is aware of this and is in the process of saving and assigning revisions to all CNC programs.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			4			MAJOR			CLOSED			AC7126			B			13.3			Is there a revision history maintained of changes to a program?			Nonconformance:  In regards to job audit #2:  CNC program used has been deleted.  Further discussion revealed that many CNC programs have been deleted and therefore there is no history.  Strite Precision is aware of this and is in the process of saving and assigning revisions to all CNC programs.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			4			MAJOR			CLOSED			AC7126/5			A			6.7.1			Is the correct version of the NC program in use?			Nonconformance:  In regards to job audit #2:  CNC program used has been deleted.  Further discussion revealed that many CNC programs have been deleted and therefore there is no history.  Strite Precision is aware of this and is in the process of saving and assigning revisions to all CNC programs.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			5			MAJOR			CLOSED			AC7126			B			12.2			Is there a determination of the effectiveness of training CMSP personnel, including understanding of the “Customers controlled" process procedures and requirements?Compliance Assessment Guidance: Examples might include specific practical testing, awareness testing, or written tests.			Nonconformance:  Proficiency test for CMSP personnel has not been performed.  Strite has a proficiency exam called out in procedure SI-703 13.2.7.  It is noted that operators have been trained.


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			1			MINOR			CLOSED			AC7126/5			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits, and visible at the machine?			Nonconformance: In regards to job audit #1:  Objective evidence of feed rate calibration/verification is not observed.  It was stated that verification had been performed by the calibration department.  However, verification of feed rate should be performed by the operator.   

SWP-7126  14.0 14.4


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			2			MINOR			CLOSED			AC7126/5			A			5.3.9.5			Do the work instructions include all information required by the customer to be in the Work Instructions?			Nonconformance: In regards to job audit #1 and #2:  Controlled planning on the traveler states: 2.5-5 concentration of coolant; procedures state:  6-8%.  The 2-5% callout is actually a refractometer reading and not a concentration reading. 

In addition, there is a callout on the controlled planning stating: Work Speed Range - 30-200 S.F.M (run above 200 SFM when possible).  Running above 200 SFM would violate the tolerance.  

It does not appear the misleading instruction was performed; product impact is not suspected.


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			2			MINOR			CLOSED			AC7126/5			A			6.3.9.5			Do the work instructions include all information required by the customer to be in the Work Instructions?			Nonconformance: In regards to job audit #1 and #2:  Controlled planning on the traveler states: 2.5-5 concentration of coolant; procedures state:  6-8%.  The 2-5% callout is actually a refractometer reading and not a concentration reading. 

In addition, there is a callout on the controlled planning stating: Work Speed Range - 30-200 S.F.M (run above 200 SFM when possible).  Running above 200 SFM would violate the tolerance.  

It does not appear the misleading instruction was performed; product impact is not suspected.


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			3			MINOR			CLOSED			AC7126/5			A			5.11.11			Is the coated surface thickness measured after grinding using calibrated thickness gauge if required by the customer?			Nonconformance:  In regards to job audit #1:  The resulting thickness coating (.004" - .0065") after grind is not documented at the operation.  A resultant thickness coating .004" - .0065" is required by the customer and should be verified at the grind operation.  Operator performed the calculation of dimension before coating and dimension after grind and determined the resultant thickness is conforming.


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			4			MINOR			CLOSED			AC7126/5			A			5.11.6			If coating runouts are blended, do the process and written procedures, if required, meet customer requirements?			Nonconformance: In regards to job audit #1:  There is no objective evidence of inspection for blended runout of coating.  Blended runout of coating (.006") is called out on the grinding operation.  The blend is performed.  Product impact is not suspected.


			172422			Bradley Woodiel			2			Globe Grinding Corp			22-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			5871			1			MINOR			CLOSED			AC7126			B			13.3			Is there a revision history maintained of changes to a program?			Nonconformance:  In regards to job audit #1:  Objective evidence of revision history, approval process for new and modified programs and program validation is not evident.


			172422			Bradley Woodiel			2			Globe Grinding Corp			22-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			5871			1			MINOR			CLOSED			AC7126			B			13.4			Is there an approval process for new and modified programs?			Nonconformance:  In regards to job audit #1:  Objective evidence of revision history, approval process for new and modified programs and program validation is not evident.


			172422			Bradley Woodiel			2			Globe Grinding Corp			22-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			5871			1			MINOR			CLOSED			AC7126			B			13.5			Is new or changed program validation (1st piece) approved by quality and maintained for record purposes?			Nonconformance:  In regards to job audit #1:  Objective evidence of revision history, approval process for new and modified programs and program validation is not evident.


			174053			Bradley Woodiel			2			Blackies Grinding Service, Inc.			23-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			14427			1			MINOR			OPEN			AC7126			B			9.1.2			Does the documented procedure for equipment qualification, including re-qualification intervals, meet or exceed Customer requirements?Compliance Assessment Guidance: Even if there are no Customer requirements, the Supplier must set and maintain the qualification requirements for equipment.			Nonconformance:  Grinding wheel infeed (feed or feed rate) is not calibrated of verified.  

Requirement: SOP 1 4.0 (C)(c) Machine Qualification


			174053			Bradley Woodiel			2			Blackies Grinding Service, Inc.			23-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			14427			2			MINOR			OPEN			AC7126			B			11.1			Does a documented Procedure exist for notifying the Customer of deviations to Customer requirements?			Nonconformance:  There is no documented procedure for notifying the customer of deviations to customer requirements.


			161420			John Cammett			3			Lisi Aerospace Canada Corp.			18-Jun-15			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			7265			1			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			NCR raised by Staff Engineer after clarification with the Auditor. Water quality and hardness not addressed in suppliers coolant maintenance procedure.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			1			MINOR			CLOSED			AC7126			B			9.2.3			Are records maintained for all maintenance actions, preventive and otherwise, for each machine and cutting fluid system?			Records exist only for annual preventive maintenace performed. Plans fort daily, weekly and montly maintenance exist  but no records were available to verify performance.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			1			MINOR			CLOSED			AC7126/1			A			5.5.3.1			Has the preventive maintenance program been completed as per schedule and are records available to verify completion?			Records exist only for annual preventive maintenace performed. Plans fort daily, weekly and montly maintenance exist  but no records were available to verify performance.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			1			MINOR			CLOSED			AC7126/1			A			6.5.3.1			Has the preventive maintenance program been completed as per schedule and are records available to verify completion?			Records exist only for annual preventive maintenace performed. Plans fort daily, weekly and montly maintenance exist  but no records were available to verify performance.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			2			MINOR			CLOSED			AC7126/1			A			5.8.2.5			Is there objective evidence that tool wear measurement or media/abrasive condition evaluation is performed in accordance with customer requirements?			There are no records of tool wear measurement to verify compliance to customer requirements or to indicate establisnment of tool change intervals.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			2			MINOR			CLOSED			AC7126/1			A			6.8.2.5			Is there objective evidence that tool wear measurement or media/abrasive condition evaluation is performed in accordance with customer requirements?			There are no records of tool wear measurement to verify compliance to customer requirements or to indicate establisnment of tool change intervals.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			3			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			For job #1, there were two chuck hydraulic pressure gages on machine that did not have for reference only indicating label. Note: Neither these gages nor the hydraulic chuckwere used in this job.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			4			MINOR			CLOSED			AC7126/1			A			5.3.7.2			Are the Work Instructions being reviewed before starting the machining process and is the operation performed per the Work Instruction?			For Job #1, the part holding fixture was not identified by a serial or part number.


			165773			John Cammett			3			Danville Metal Stamping Co. Inc.			27-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3611			1			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Gage for compressed air supply on machine used for holemaking job audits #1 & #2 (same gage) was not labeled as to calibration status. Since calibration of gage is not required by its function, it should have been labeled "for reference only".


			165773			John Cammett			3			Danville Metal Stamping Co. Inc.			27-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3611			1			MINOR			CLOSED			AC7126/1			A			6.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Gage for compressed air supply on machine used for holemaking job audits #1 & #2 (same gage) was not labeled as to calibration status. Since calibration of gage is not required by its function, it should have been labeled "for reference only".


			166127			John Cammett			3			GKN Aerospace San Luis Potosi			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Mexico			7766			1			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Supplier must have a procedure for cutting fluid maintenance that includes all items in AC7126B, 8.2.1 list.

Condition found: There is a cutting fluid maintenance procedure; however, tramp oil control, cleaning requirements prior to recharge and systems/procedures to prevent fluid contamination from list were not included in supplier procedure.


			166127			John Cammett			3			GKN Aerospace San Luis Potosi			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Mexico			7766			2			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: All gages must be identified as to calibration status and current.

Condition found: Coolant system pressure gages on both machines used for job audit #1 were not labeled as to status (presumed for reference only). The same machines were used for recently completed, historic job audit #2 and labels were presumed absent during that job also.


			166127			John Cammett			3			GKN Aerospace San Luis Potosi			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Mexico			7766			2			MINOR			CLOSED			AC7126/1			A			6.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: All gages must be identified as to calibration status and current.

Condition found: Coolant system pressure gages on both machines used for job audit #1 were not labeled as to status (presumed for reference only). The same machines were used for recently completed, historic job audit #2 and labels were presumed absent during that job also.


			166726			John Cammett			3			Guizhou Liyang International Manufacturing Co., Ltd.			18-Apr-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			7046			1			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Supplier cutting fluid maintenance procedure must include at least items from list of requirements in AC7126B, 8.2.1.

Condition found: Two items in list have not been addressed by supplier. These are:make-up water quality and tramp oil control


			166820			John Cammett			3			XAE Flying Aviation MFG Tech Co. Ltd			28-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			8936			1			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Cutting fluid control procedure must address all items in list given in AC7126B, 8.2.1.

Condition found: Procedure does not address make-up water quality/hardness for water base fluids.


			166821			John Cammett			3			AVIC AVIATION-ENGINE Co. PLC-XAE			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			5261			1			MINOR			CLOSED			AC7126			B			7.2.2			If particular cutting tool / abrasive (tool types, tool materials, coating, etc.) are prohibited by the Customer, is this documented and followed?Compliance Assessment Guidance: N/A applies only if none of the Primes have prohibited specific tools.			Requirement: If any supplier has prohibition of particular tool type or material, this must be documented and followed.

Condition found: GE spec P11TF12 S12 prohibits use of HSS tools for bound applications in Ti alloy parts. Supplier uses only carbide tools for holemaking. Hence there is no spec violation; however the HSS tool prohibition is not documented in supplier holemaking procedures. The NCR therefore is only a documentation issue and is minor.


			166821			John Cammett			3			AVIC AVIATION-ENGINE Co. PLC-XAE			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			5261			2			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Cutting fluid maintenance procedure must address all items per AC7126B, 8.21.

Condition Found: Supplier procedure does not address make-up water quality/hardness for water base fluids.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			5.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			5.3.8.3			Do the Work Instructions include all the information required by the customer’s specification, including all required documents?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			5.3.8.4			Are all operations that are performed included in the Work Instructions?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			5.3.9.5			Do the work instructions include all information required by the customer to be in the Work Instructions?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			6.3.8.3			Do the Work Instructions include all the information required by the customer's specification, including all required documents?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			6.3.9.5			Do the work instructions include all information required by the customer to be in the Work Instructions?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			169358			John Cammett			3			Noranco Inc. Woodbridge Division			17-May-16			REACCRED			Nadcap			Supplier Review			CMSP			Canada			7559			1			MINOR			OPEN			AC7126/5			A			5.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Requirement: Grinding parameters must be set and verified per customer requirements.

Condition found: In job audit #1, operator used a non-calibrated measuring device (6-in. scale) to verify cross-feed value. While cross-feed tolerance is wide (1/8-1/4 wheel width) the operator's measurement procedure violated intent of the requirement. At the same time, this wide tolerance leads to non-suspecting product impact and NCR is deemed minor,


			169358			John Cammett			3			Noranco Inc. Woodbridge Division			17-May-16			REACCRED			Nadcap			Supplier Review			CMSP			Canada			7559			2			MINOR			OPEN			AC7126			B			7.1.6			Is there a documented procedure assuring  that any foreseen changes to Customer approved cutting tools are communicated in advance to their effective date to the Supplier by their tool vendors, when required by the Customer?Compliance Assessment Guidance: If there are no Customer requirements, at a minimum there shall be a procedure to determine this during contract review.			Requirement: Supplier must have documented procedure requiring that grinding wheel suppliers inform in advance, if foreseen, if a given wheel will not be available in the future.
.
Condition found: Procedure does not exist


			169358			John Cammett			3			Noranco Inc. Woodbridge Division			17-May-16			REACCRED			Nadcap			Supplier Review			CMSP			Canada			7559			3			MINOR			OPEN			AC7126			B			9.1.7			Are tool wear measurement devices included as part of the Supplier’s approved calibration system?Compliance Assessment Guidance: This applies to tool wear measured at any point.  If no tool wear measurements are made, there shall be a system in place to ensure tool wear measurement and calibration will occur when required.			Requirement: Tool wear measurement devices must be calibrated.

Condition found: Grinding wheel wear on manually controlled machines is performed with calibrated calipers; however, on the lone CNC machine, it is performed by a sensor for which no objective evidence of calibration could be found.


			169871			John Cammett			3			Senior Aerospace Ketema			23-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			3764			1			MINOR			OPEN			AC7126/3			A			5.5.1.3			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			EC Restricted


			169871			John Cammett			3			Senior Aerospace Ketema			23-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			3764			1			MINOR			OPEN			AC7126/3			A			6.5.1.3			Are all gages and process monitoring equipment identified as to their calibration status and current?Note:  Refer to AC7126 question 9.1.6 regarding procedureal requirements.  Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits mush be calibrated. Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibarated unless specific prime requirments exist.			EC Restricted


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			1			MINOR			CLOSED			AC7126			B			7.1.3			Is there a documented procedure to ensure that non-standard tools, if used, are procured to the correct revision of the drawings?Compliance Assessment Guidance: The Supplier shall have a procedure to address non-standard tools even if only catalogue tools are used.			Requirement: Supplier must have a procedure for non-standard tools even if only standard, catalogue tools are used.

Condition found; Supplier does not have a procedure including provisions for tool drawings and revisions.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			1			MINOR			CLOSED			AC7126			B			7.1.4			Do tool drawings flow down all Prime requirements?Compliance Assessment Guidance: Even if only standard tools are used, there shall be a system in place to identify Prime requirements and to address tool drawings.			Requirement: Supplier must have a procedure for non-standard tools even if only standard, catalogue tools are used.

Condition found; Supplier does not have a procedure including provisions for tool drawings and revisions.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			1			MINOR			CLOSED			AC7126			B			7.2.3			Is there a documented change management control procedure for cutting tool drawings?Compliance Assessment Guidance: Even if all tools/abrasives are standard/catalog items, a system to address tool drawings is still needed.			Requirement: Supplier must have a procedure for non-standard tools even if only standard, catalogue tools are used.

Condition found; Supplier does not have a procedure including provisions for tool drawings and revisions.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			2			MINOR			CLOSED			AC7126			B			9.1.6			Does the documented procedure identify which gages do not require calibration, i.e. reference-only gages, and how they are to be identified?Compliance Assessment Guidance: Gages/readouts that are used by the operator to set process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine function (e.g. lubrication levels) need not be calibrated.  Gages either shall be marked or proceduralized as to being reference only.			Requirement: Procedures must address which types of gages do not require calibration and how they are to be identified.

Condition found: Gages not requiring calibration and their identification are not addressed in procedures. Pressure gages on machine hydraulic system not labeled as "reference only" on machine used for job audits #1 & #2.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			2			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: Procedures must address which types of gages do not require calibration and how they are to be identified.

Condition found: Gages not requiring calibration and their identification are not addressed in procedures. Pressure gages on machine hydraulic system not labeled as "reference only" on machine used for job audits #1 & #2.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			2			MINOR			CLOSED			AC7126/1			A			6.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: Procedures must address which types of gages do not require calibration and how they are to be identified.

Condition found: Gages not requiring calibration and their identification are not addressed in procedures. Pressure gages on machine hydraulic system not labeled as "reference only" on machine used for job audits #1 & #2.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			3			MINOR			CLOSED			AC7126			B			12.2			Is there a determination of the effectiveness of training CMSP personnel, including understanding of the “Customers controlled" process procedures and requirements?Compliance Assessment Guidance: Examples might include specific practical testing, awareness testing, or written tests.			Requirement: Supplier training and evaluation procedure must include determination/evaluation of training effectiveness and understanding of customer controlled procedures and requirements..

Condition found: There is no objective evidence of compliance with requirement.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			1			MINOR			CLOSED			AC7126/1			A			5.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each cutting tool and machining stage?			Requirement: For repeatability of setup, work instructions must have sufficient detail to describe location and orientation of coolant nozzles.

Condition found: General description (minimal wording) of flexible nozzle positioning in work instruction for job #1 was inadequate to permit necessary repeatability.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			2			MINOR			CLOSED			AC7126/1			A			5.3.9.4			Do the Work Instructions detail how to set up cutting tools?			Requirement: Tool holders to be used for each tool must be specifically identified in work instructions.

Condition found: Tool holders to be used for job #1 were not identified in work instructions.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			2			MINOR			CLOSED			AC7126/1			A			5.3.9.5			Do the Work Instructions include all holding devices and fixtures where required by the customer?			Requirement: Tool holders to be used for each tool must be specifically identified in work instructions.

Condition found: Tool holders to be used for job #1 were not identified in work instructions.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			3			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: All gages must be identified as to calibration status and current.

Condition found: Pressure gages for hydraulic system on machine used in job #1 did not have labels stating calibration not required affixed.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			4			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Cutting fluid maintenance procedure must address all items on list in AC7126B, 8.2.1.

Condition found: Procedure does not address water quality and tramp oil control for water base coolants.


			171010			John Cammett			3			Noranco Inc.			14-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12266			1			MINOR			CLOSED			AC7126/5			A			6.3.10.3			Do the Work Instructions include all grinding wheel/belt descriptions (e.g. including formulation and geometry in the case of grinding wheels) necessary for the operator to verify the wheel/belt is correct per the approved process? This requirement may be met by a physical description of all controlled grinding wheel/belt features or by reference to a catalogue, crib or other number/code that uniquely describes the grinding wheel/belt.			Requirement: Grinding wheel designation must conform with work instructions.

Condition found: For job audit #2 the grinding wheel structure index designation (8) did not not match that in use (7). Note that the actual structure index was within specifucation requirements (6-12).


			171010			John Cammett			3			Noranco Inc.			14-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12266			1			MINOR			CLOSED			AC7126/5			A			6.8.1.1			Are grinding wheel/belt markings sufficient to assure that the grinding wheel/belt can be uniquely identified and verified against process documents, the Work Instructions or the customer approved process?			Requirement: Grinding wheel designation must conform with work instructions.

Condition found: For job audit #2 the grinding wheel structure index designation (8) did not not match that in use (7). Note that the actual structure index was within specifucation requirements (6-12).


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			1			MAJOR			CLOSED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Requirement: AC7126/1 Rev A para 5.7.7 requires that the actual process match the approved process; para 5.8.1.1 requires that the cutting tools in used at the workstation match the approved process and work instructions; customer approved tech-plan (1846M31P01 Tech Plan Rev 8, process #7 specified tool number and manufacturer as 2202, Sandvik respectively; AC7126/1 Rev A para 5.8.1.6 requires that the operator performing tool set up to verify that the cutting tools used match the approved process.
Finding:
It was observed during the job audit #1 for holemaking without process monitoring, that the actual tool number and manufacturer used (10103, Walter) does not match that of the customer approved tech plan. The discrepancy was not detected and highlighted by the operator as the wrong tool number and manufacturer was being set-up for the job.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			1			MAJOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Requirement: AC7126/1 Rev A para 5.7.7 requires that the actual process match the approved process; para 5.8.1.1 requires that the cutting tools in used at the workstation match the approved process and work instructions; customer approved tech-plan (1846M31P01 Tech Plan Rev 8, process #7 specified tool number and manufacturer as 2202, Sandvik respectively; AC7126/1 Rev A para 5.8.1.6 requires that the operator performing tool set up to verify that the cutting tools used match the approved process.
Finding:
It was observed during the job audit #1 for holemaking without process monitoring, that the actual tool number and manufacturer used (10103, Walter) does not match that of the customer approved tech plan. The discrepancy was not detected and highlighted by the operator as the wrong tool number and manufacturer was being set-up for the job.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			1			MAJOR			CLOSED			AC7126/1			A			5.8.1.6			Does the operator or person performing tool set up verify that the cutting tools and abrasives match the work instructions/approved process?			Requirement: AC7126/1 Rev A para 5.7.7 requires that the actual process match the approved process; para 5.8.1.1 requires that the cutting tools in used at the workstation match the approved process and work instructions; customer approved tech-plan (1846M31P01 Tech Plan Rev 8, process #7 specified tool number and manufacturer as 2202, Sandvik respectively; AC7126/1 Rev A para 5.8.1.6 requires that the operator performing tool set up to verify that the cutting tools used match the approved process.
Finding:
It was observed during the job audit #1 for holemaking without process monitoring, that the actual tool number and manufacturer used (10103, Walter) does not match that of the customer approved tech plan. The discrepancy was not detected and highlighted by the operator as the wrong tool number and manufacturer was being set-up for the job.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			2			MINOR			CLOSED			AC7126/1			A			5.8.2.2			Is the operator following the procedure to assure that worn cutting tools and abrasives are not inadvertently re-used?			Requirement: AC7126/1 Rev A para 5.8.2.2 & 6.8.2.2 requires that the operator follows the procedure to assure that worn cutting tools and abrasives are not inadventently re-used; supplier's internal procedure, Control of Cutting Tools & Tool Holders - WI-9.02.03 Rev 6 para 4.5.2 requires that all scrapped cutters must be return to store together with a copy of the Tool Damage Report.
Finding:
It was observed during the job audits that used and new cutting tool inserts were placed together in the same container box and not segregated to prevent inadventent re-used. These used inserts were kept in the tool box and not returned to the store in accordance with the supplier's tool control procedure.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			2			MINOR			CLOSED			AC7126/1			A			6.8.2.2			Is the operator following the procedure to assure that worn cutting tools and abrasives are not inadvertently re-used?			Requirement: AC7126/1 Rev A para 5.8.2.2 & 6.8.2.2 requires that the operator follows the procedure to assure that worn cutting tools and abrasives are not inadventently re-used; supplier's internal procedure, Control of Cutting Tools & Tool Holders - WI-9.02.03 Rev 6 para 4.5.2 requires that all scrapped cutters must be return to store together with a copy of the Tool Damage Report.
Finding:
It was observed during the job audits that used and new cutting tool inserts were placed together in the same container box and not segregated to prevent inadventent re-used. These used inserts were kept in the tool box and not returned to the store in accordance with the supplier's tool control procedure.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			3			MINOR			CLOSED			AC7126/1			A			6.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			Requirement: AC7126/1 Rev A para 6.3.3 requires that the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the customer; supplier's internal procedure, Master Procedure for Holemaking, MPP033 Rev 7 para 5.2.1.6 requires that the minimum pressure for coolant fed tools shall be specified in the tech-plan.
Finding:
It was observed for job audit #2 that the tech-plan associated with the holemaking process,1846M33G02 Rev 6, BPZ H5, H8 (Sht6), E7, D8, B7; Process step #4 for drilling operation using a coolant fed tool, did not specify the minimum pressure for coolant flow, in accordance with the supplier's internal procedure, Master Procedure for Holemaking, MPP033 Rev 7 para 5.2.1.6 requirement.
Note: While the coolant pressure is not stated in the tech plan, it was observed during the job audit that the supplier's coolant pressure setting was in compliance with the customer specification requirement.


			163826			Nai Puay Guan			4			Cosmo Seiki Co.,Ltd (Soma Production Group)			22-Oct-15			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10454			1			MINOR			CLOSED			AC7126			B			7.1.6			Is there a documented procedure assuring  that any foreseen changes to Customer approved cutting tools are communicated in advance to their effective date to the Supplier by their tool vendors, when required by the Customer?Compliance Assessment Guidance: If there are no Customer requirements, at a minimum there shall be a procedure to determine this during contract review.			Requirement: AC7126 para 7.1.6 requires that a documented procedure assuring that any foreseen changes to Customer approved cutting tools are communicated in advance to their effective date to the supplier by their tool vendors, when required by the customer.
Finding:
The supplier's procurement control procedure for tools, CSB5002 Rev s, is inadequate as it does not address the requirement for tool vendors to communicate in advance to their effective date to the supplier in case of foreseen changes in customer approved cutting tools used.


			164514			Nai Puay Guan			4			Chaheng Precision Co. Ltd.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			8663			1			MINOR			CLOSED			AC7126/1			A			5.8.1.8			Are cutting tool markings or package labeling (if packaged until use) sufficient to assure that the cutting tool can be uniquely identified and verified against process documents, the Work Instructions, or the customer approved process?			Requirement: AC7126/1 para 5.8.1.8 & 6.8.1.8 require that cutting tool markings or package labelling (if packaged until use) be sufficient to assure that the cutting tool can be uniquely identified and verified against process documents, work instructions, or the customer approved process.
Finding:
It was observed during both job audits for the holemaking process, that the cutting tools markings or package labelling (tools packaged until use) were insufficient to assure that the cutting tools used could be uniquely identified and verified. 
Notes:
1) The supplier's tool control system separately identified the tools with an ERP number that is marked with a hand-written label on the tool box.
2) The customer approved tech plan specified only the ERP number and no tool pairing to manufacturer or tool supplier (no customer requirement for tool pairing noted).
3) It was noted that the tools used for process #2 of both job audits (same tool ERP number for both job audits) for holemaking operations, that there were differing features and markings on the tools used.
4) The tool used for job audit #1 is shorter in length and appeared to be coated at the cutting area with the tool box label stating the supplier "Ri-Hsiung"; whereas for job audit #2, the tool is slightly longer with full straight shank and box label stating "MA FORD".
5) The tool tip angle was observed to be slightly different between the "Ri-Hsiung" and "MA FORD" tools.


			164514			Nai Puay Guan			4			Chaheng Precision Co. Ltd.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			8663			1			MINOR			CLOSED			AC7126/1			A			6.8.1.8			Are cutting tool markings or package labeling (if packaged until use) sufficient to assure that the cutting tool can be uniquely identified and verified against process documents, the Work Instructions, or the customer approved process?			Requirement: AC7126/1 para 5.8.1.8 & 6.8.1.8 require that cutting tool markings or package labelling (if packaged until use) be sufficient to assure that the cutting tool can be uniquely identified and verified against process documents, work instructions, or the customer approved process.
Finding:
It was observed during both job audits for the holemaking process, that the cutting tools markings or package labelling (tools packaged until use) were insufficient to assure that the cutting tools used could be uniquely identified and verified. 
Notes:
1) The supplier's tool control system separately identified the tools with an ERP number that is marked with a hand-written label on the tool box.
2) The customer approved tech plan specified only the ERP number and no tool pairing to manufacturer or tool supplier (no customer requirement for tool pairing noted).
3) It was noted that the tools used for process #2 of both job audits (same tool ERP number for both job audits) for holemaking operations, that there were differing features and markings on the tools used.
4) The tool used for job audit #1 is shorter in length and appeared to be coated at the cutting area with the tool box label stating the supplier "Ri-Hsiung"; whereas for job audit #2, the tool is slightly longer with full straight shank and box label stating "MA FORD".
5) The tool tip angle was observed to be slightly different between the "Ri-Hsiung" and "MA FORD" tools.


			164514			Nai Puay Guan			4			Chaheng Precision Co. Ltd.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			8663			2			MINOR			CLOSED			AC7126/3			A			5.3.8.5			Do Work Instructions include Cutting Tool Change Intervals or wear criteria for each controlled cutting tool?			Requirement: AC7126/3 Rev A para 5.3.8.5 & 6.3.8.5 require that work instructions include cutting tool change intervals or wear criteria for each controlled cutting tool.
Finding:
It was noted for both job audits for the Turning operations, that the tool change point specified in the tech plan (OIS) were not clearly specified and therefore, could not be verified for its intended tool change requirement.
Note:
1) It was noted in the tech plan that the tool change point were specified as tool change per number of parts processed whereas, the actual observed was number of parts per edge of cutting insert used depending on the process steps of the turning operation.
2) For process step #1,2,3 the tool change point was stated as "4 parts" whereas the actual is one edge per part, as there are 4 edges on the insert.
3) For process step #4, the tool change point was stated as "8 parts" whereas the actual is one edge per 4 parts, as there were 2 edges on the insert used. 
4) For process step #5,6 the tool change point was stated as "10 parts" whereas the actual was one edge per 3 parts, as there were 3 edges on the insert used. In this case, the tool have to be changed on the 10th part process.
5) Despite the confusion, it was noted in the tool change records that the edge of insert were changed for each part processed, and therefore not exceeding the specified requirement.


			164514			Nai Puay Guan			4			Chaheng Precision Co. Ltd.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			8663			2			MINOR			CLOSED			AC7126/3			A			6.3.8.5			Do Work Instructions include Cutting Tool Change Intervals or wear criteria for each controlled cutting tool?			Requirement: AC7126/3 Rev A para 5.3.8.5 & 6.3.8.5 require that work instructions include cutting tool change intervals or wear criteria for each controlled cutting tool.
Finding:
It was noted for both job audits for the Turning operations, that the tool change point specified in the tech plan (OIS) were not clearly specified and therefore, could not be verified for its intended tool change requirement.
Note:
1) It was noted in the tech plan that the tool change point were specified as tool change per number of parts processed whereas, the actual observed was number of parts per edge of cutting insert used depending on the process steps of the turning operation.
2) For process step #1,2,3 the tool change point was stated as "4 parts" whereas the actual is one edge per part, as there are 4 edges on the insert.
3) For process step #4, the tool change point was stated as "8 parts" whereas the actual is one edge per 4 parts, as there were 2 edges on the insert used. 
4) For process step #5,6 the tool change point was stated as "10 parts" whereas the actual was one edge per 3 parts, as there were 3 edges on the insert used. In this case, the tool have to be changed on the 10th part process.
5) Despite the confusion, it was noted in the tool change records that the edge of insert were changed for each part processed, and therefore not exceeding the specified requirement.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			1			MINOR			CLOSED			AC7126			B			5.1.4			Does the Supplier have a procedure to assure that prior to implementing any changes to process parameters or Customer approved documents, that the changes are 1) internally reviewed to determine if a new substantiation is required, 2) maintained as records even if only administrative, 3) submitted to the Customer if needed, 4) approved by the Customer if needed?Compliance Assessment Guidance: The Supplier must define their system.  In addition, if there are any Customer requirements they must also be incorporated into the procedure.  Also, the auditor is to verify the system by investigating a process that was changed or if no changes have been made verify that personnel are aware of the procedure.			Requirement: AC7126 Rev B para 5.1.4 requires that a procedure to assure that changes to process parameters be submitted to customer if needed and approved by customer if needed.
Finding:
The supplier's procedure for implementing any changes to process parameters or customer approved documents is inadequate as it does not address and include the requirement to assure that changes to process parameters be submitted to customer if needed and approved by customer if needed.
Note: 
It was noted that while the procedure is inadequate, current practice requires that customer approval be seeked by the supplier for any change request on process parameters.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			2			MAJOR			CLOSED			AC7126/1			A			5.3.8.8			Do Work Instructions indicate the cutting fluid flow range if required by the customer?			Requirement: AC7126/1 Rev A para 5.3.8.8 requires that work instructions indicate the cutting fluid flow range if required by customer; para 5.3.9.6 requires that work instructions include all information required by the customer to be in the work instructions; para 5.6.3 requires that the cutting fluid delivery method match the documented and approved process and the requirement of customer; para 5.7.7 requires that actual process to match the approved process; para 5.7.7  requires that actual process match the approved process; customer's specification P11TF12 S12 para 3.5 requires that the technical plan shall include details that is listed in table III for each hole making process step and may include additional information.
Finding:
It was observed during the job audit for holemaking process (without process monitoring - Class G) for part number 4138T60G03 that the process step #1 of Drilling operation, that the coolant application method differed with that specified in the approved techincal plan (Rev -). 
Notes:
1) The customer approved technical plan specified flood coolant to be used, whereas it was observed that both flood coolant and coolant fed tool (with coolant turn-on) were applied to the process.
2) While the equipment is capable of monitoring the coolant pressure, there is no indication of the coolant pressure when coolant fed tool is being used.
3) The coolant fed-tool was noted to be utilised with coolant pressure turn-on for the purpose of prolonging tool life and may not result in any product impact, this NCR was written for the violation of the customer specification requirement. Nevertheless, the supplier has been advised to evaluate for product impact and submit to staff engineer for review.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			2			MAJOR			CLOSED			AC7126/1			A			5.3.9.6			Do the Work Instructions include all information required by the customer to be in the Work Instructions?			Requirement: AC7126/1 Rev A para 5.3.8.8 requires that work instructions indicate the cutting fluid flow range if required by customer; para 5.3.9.6 requires that work instructions include all information required by the customer to be in the work instructions; para 5.6.3 requires that the cutting fluid delivery method match the documented and approved process and the requirement of customer; para 5.7.7 requires that actual process to match the approved process; para 5.7.7  requires that actual process match the approved process; customer's specification P11TF12 S12 para 3.5 requires that the technical plan shall include details that is listed in table III for each hole making process step and may include additional information.
Finding:
It was observed during the job audit for holemaking process (without process monitoring - Class G) for part number 4138T60G03 that the process step #1 of Drilling operation, that the coolant application method differed with that specified in the approved techincal plan (Rev -). 
Notes:
1) The customer approved technical plan specified flood coolant to be used, whereas it was observed that both flood coolant and coolant fed tool (with coolant turn-on) were applied to the process.
2) While the equipment is capable of monitoring the coolant pressure, there is no indication of the coolant pressure when coolant fed tool is being used.
3) The coolant fed-tool was noted to be utilised with coolant pressure turn-on for the purpose of prolonging tool life and may not result in any product impact, this NCR was written for the violation of the customer specification requirement. Nevertheless, the supplier has been advised to evaluate for product impact and submit to staff engineer for review.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			2			MAJOR			CLOSED			AC7126/1			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			Requirement: AC7126/1 Rev A para 5.3.8.8 requires that work instructions indicate the cutting fluid flow range if required by customer; para 5.3.9.6 requires that work instructions include all information required by the customer to be in the work instructions; para 5.6.3 requires that the cutting fluid delivery method match the documented and approved process and the requirement of customer; para 5.7.7 requires that actual process to match the approved process; para 5.7.7  requires that actual process match the approved process; customer's specification P11TF12 S12 para 3.5 requires that the technical plan shall include details that is listed in table III for each hole making process step and may include additional information.
Finding:
It was observed during the job audit for holemaking process (without process monitoring - Class G) for part number 4138T60G03 that the process step #1 of Drilling operation, that the coolant application method differed with that specified in the approved techincal plan (Rev -). 
Notes:
1) The customer approved technical plan specified flood coolant to be used, whereas it was observed that both flood coolant and coolant fed tool (with coolant turn-on) were applied to the process.
2) While the equipment is capable of monitoring the coolant pressure, there is no indication of the coolant pressure when coolant fed tool is being used.
3) The coolant fed-tool was noted to be utilised with coolant pressure turn-on for the purpose of prolonging tool life and may not result in any product impact, this NCR was written for the violation of the customer specification requirement. Nevertheless, the supplier has been advised to evaluate for product impact and submit to staff engineer for review.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			2			MAJOR			CLOSED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Requirement: AC7126/1 Rev A para 5.3.8.8 requires that work instructions indicate the cutting fluid flow range if required by customer; para 5.3.9.6 requires that work instructions include all information required by the customer to be in the work instructions; para 5.6.3 requires that the cutting fluid delivery method match the documented and approved process and the requirement of customer; para 5.7.7 requires that actual process to match the approved process; para 5.7.7  requires that actual process match the approved process; customer's specification P11TF12 S12 para 3.5 requires that the technical plan shall include details that is listed in table III for each hole making process step and may include additional information.
Finding:
It was observed during the job audit for holemaking process (without process monitoring - Class G) for part number 4138T60G03 that the process step #1 of Drilling operation, that the coolant application method differed with that specified in the approved techincal plan (Rev -). 
Notes:
1) The customer approved technical plan specified flood coolant to be used, whereas it was observed that both flood coolant and coolant fed tool (with coolant turn-on) were applied to the process.
2) While the equipment is capable of monitoring the coolant pressure, there is no indication of the coolant pressure when coolant fed tool is being used.
3) The coolant fed-tool was noted to be utilised with coolant pressure turn-on for the purpose of prolonging tool life and may not result in any product impact, this NCR was written for the violation of the customer specification requirement. Nevertheless, the supplier has been advised to evaluate for product impact and submit to staff engineer for review.


			166839			Nai Puay Guan			4			Toko Tekko Co., Ltd.			15-Jun-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			11776			1			MINOR			CLOSED			AC7126			B			9.1.6			Does the documented procedure identify which gages do not require calibration, i.e. reference-only gages, and how they are to be identified?Compliance Assessment Guidance: Gages/readouts that are used by the operator to set process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine function (e.g. lubrication levels) need not be calibrated.  Gages either shall be marked or proceduralized as to being reference only.			Requirement: AC7126 Rev B para 9.1.6 requires a documented procedure to identify which gages do not require calibration, ie. for reference only gage and how they are to be identified.
Finding:
The supplier procedure for the control of reference gages used is inadequate. There is no documented procedure to identify and marked these gages used as being for reference only.


			166839			Nai Puay Guan			4			Toko Tekko Co., Ltd.			15-Jun-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			11776			2			MINOR			CLOSED			AC7126/5			A			5.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each  grinding wheel and  grinding stage?			Requirement: AC7126/5 Rev A para 5.3.10.1 & 6.3.10.1 requires that the work instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each grinding wheel and grinding stage.
Finding:
The supplier's work instruction for the set-up of the coolant nozzles is inadequate as it does not describe how the nozzles are being layout and positioned to ensure repeatability of the flood coolant flow requirement for the grinding process.
Note: It was observed that 4 nozzles were being used out of the 5 total nozzles available, with all set-up to point in the downwards direction.


			166839			Nai Puay Guan			4			Toko Tekko Co., Ltd.			15-Jun-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			11776			2			MINOR			CLOSED			AC7126/5			A			6.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzel(s) so that it can be set-up repeatedly for each grinding wheel and grinding stage?			Requirement: AC7126/5 Rev A para 5.3.10.1 & 6.3.10.1 requires that the work instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each grinding wheel and grinding stage.
Finding:
The supplier's work instruction for the set-up of the coolant nozzles is inadequate as it does not describe how the nozzles are being layout and positioned to ensure repeatability of the flood coolant flow requirement for the grinding process.
Note: It was observed that 4 nozzles were being used out of the 5 total nozzles available, with all set-up to point in the downwards direction.


			166928			Nai Puay Guan			4			Sumitomo Precision Products Co. Ltd.			3-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			5058			1			MINOR			CLOSED			AC7126/5			A			5.6.5			Has the supplier performed grinding fluid monitoring and maintenance per their documented procedure?			Requirement: AC7126/5 Rev A para 5.6.5 requires that the supplier performs grinding fluid monitoring and maintenance per their documented procedure.
Finding:
The supplier's procedure for coolant monitoring and maintenance, 7-32 Rev B "Choice & Control Procedure of Cutting Fluid" requires that the coolant used be monitored and maintained in accordance with the maintenance sheet. The pH value of the fluid is to be measured every 2 weeks and maintained between pH 8.6-9.6 per coolant supplier recommendation. However, a spot check of the actual pH on site for job audit #1 (mc: GO-11) was found to be pH 8.48 which is out of the range specified.
Note: It was noted that the last pH reading was taken on the 31 August 2015 with a value of pH 9.5.


			166928			Nai Puay Guan			4			Sumitomo Precision Products Co. Ltd.			3-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			5058			2			MAJOR			CLOSED			AC7126/5			A			6.7.11			Does the actual process match the approved process?			Requirement: AC7126/5 Rev A para 6.7.3 requires that the actual parameters match the work instructions/approved values or ranges; para 6.7.11 requires that the actual process match the approved process.
Finding:
It was observed during the job audit #2 for part number 49201-8 (Outer Cylinder) performed on mc: GG-11 that the grinding wheel speed does not match to that specified in the approved technique sheet SMB-925-SMD14911-400 Rev A.
Note: The technique sheet specified a wheel grinding speed of 1056 m/min, whereas, the actual speed indicated on the control panel was 805 m/min.


			166928			Nai Puay Guan			4			Sumitomo Precision Products Co. Ltd.			3-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			5058			2			MAJOR			CLOSED			AC7126/5			A			6.7.3			Do the actual parameters match the Work Instructions/approved values or ranges?			Requirement: AC7126/5 Rev A para 6.7.3 requires that the actual parameters match the work instructions/approved values or ranges; para 6.7.11 requires that the actual process match the approved process.
Finding:
It was observed during the job audit #2 for part number 49201-8 (Outer Cylinder) performed on mc: GG-11 that the grinding wheel speed does not match to that specified in the approved technique sheet SMB-925-SMD14911-400 Rev A.
Note: The technique sheet specified a wheel grinding speed of 1056 m/min, whereas, the actual speed indicated on the control panel was 805 m/min.


			169130			Nai Puay Guan			4			Sichuan Chengfa Aero Science & Technology Co., LTD.			18-Apr-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			4926			1			MINOR			CLOSED			AC7126/1			A			6.7.4			Is the use of Speed and Feed override controls consistent with the customer requirements?			Requirement: AC7126/1 Rev A para 6.7.4 requires that the use of speed and feed override controls be consistent with the customer requirement; supplier's Quality Control Document for Holemaking as a Special Process, WKJ-114 Rev 3 para 5.9.2.3 requires that the feed and speed override be set at 100% during machining.
Finding:
It was observed during the job audit #2 for holemaking without process monitoring operation for part number 1292M32P02 Drg Rev K, that the Feedrate Override switch was indicating at close to the 90% marking instead of at 100%; and therefore is not in compliance with the supplier's holemaking quality control procedure.
Note:
1) The feedrate override switch was checked and verified to be not in alignment with the actual markings on the dial and therefore, not indicating the exact 100% setting requirement.
2) While the markings on the feedrate override switch is not in alignment with the actual setting, it was verified on the machine control panel that the feedrate is matching and in accordance with the parameters indicated in the customer approved tech plan.
3) With the non-alignment of the feedrate override switch, there is a potential of the operator committing a mistake in case if he adjust the switch to align at the 100% marking, resulting in a higher feedrate being applied on the machining process.
4) Despite the non-conformance, no potential of product impact observed for this job as the actual feedrate was verified to be correct and therefore, this NCR was written as a minor. However, the supplier has been advised that the audit report and NCR would be subjected to review and final disposition by the staff engineer and task group.


			163091			Richard Scott			5			AEF/AIDC			10-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			5106			1			MINOR			CLOSED			AC7126/6			A			6.8.1.1			Are tool/abrasive/media markings sufficient to assure that the tool/abrasive/media can be uniquely identified and verified against process documents, the Work Instructions or the customer approved process?			AC 7126/6 Rev A para 6.8.1.1 requires tool / abrasive/media markings sufficient to assure that the tool / abrasive / media can be uniquely identifed and verified against process documents. the work instructions or customer approved process. During the job audit the work instruction specified tool no SF 42 M the tool presented was tool no SG 41 M.

Note: This is not a customer approved process and the tool geometery appeared to be the same. 
Process instrutions was been corrected and note this is Itar and the supplier has been informed of the proper address.


			163375			Richard Scott			5			Ashot Ashkelon Industries			29-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			Israel			5070			1			MAJOR			CLOSED			AC7126/5			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits, and visible at the machine?			AC7126/5 Rev A para 5.5.2.1 & 6.5.2.1  requires each function requiring periodic qualification per customer requirments, the qualificaation shall be current and within allowable limits.

The periodic qualification per EMS 52569 REV C para 3.16.2  Appendix B & Yearly requirement per para 3.16.3 have not been perfomed.


			163375			Richard Scott			5			Ashot Ashkelon Industries			29-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			Israel			5070			1			MAJOR			CLOSED			AC7126/5			A			6.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits and visible at the machine?			AC7126/5 Rev A para 5.5.2.1 & 6.5.2.1  requires each function requiring periodic qualification per customer requirments, the qualificaation shall be current and within allowable limits.

The periodic qualification per EMS 52569 REV C para 3.16.2  Appendix B & Yearly requirement per para 3.16.3 have not been perfomed.


			163375			Richard Scott			5			Ashot Ashkelon Industries			29-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			Israel			5070			2			MINOR			CLOSED			AC7126/5			A			5.5.1.5			Are all gages and process monitoring equipment  identified as to their calibration status current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			AC 7126/5 Rev A para 5.5.1.5 & 6.5.1.5 requires all gages and process monitoring equipment to be identified as to the calibration status as current .
The balance equipment calbration status was not identifed as current.


			163375			Richard Scott			5			Ashot Ashkelon Industries			29-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			Israel			5070			2			MINOR			CLOSED			AC7126/5			A			6.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			AC 7126/5 Rev A para 5.5.1.5 & 6.5.1.5 requires all gages and process monitoring equipment to be identified as to the calibration status as current .
The balance equipment calbration status was not identifed as current.


			163624			Richard Scott			5			Belac LLC			30-Jun-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			11304			1			MINOR			CLOSED			AC7126/6			A			5.3.7.5			Do the Work Instructions indicate that the operation is frozen to the extent required by the customer?			AC 7126/6  Rev A PARA 5.3.7.5  & 6.3.7.5 requires the work instruction to indicate that the operation is frozen .
The general work instruction did not indicate the operation as frozen.

Note: The internal procedure does identify no process deviations are allowed.


			163624			Richard Scott			5			Belac LLC			30-Jun-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			11304			1			MINOR			CLOSED			AC7126/6			A			6.3.7.5			Do the Work Instructions indicate that the operation is frozen to the extent required by the customer?			AC 7126/6  Rev A PARA 5.3.7.5  & 6.3.7.5 requires the work instruction to indicate that the operation is frozen .
The general work instruction did not indicate the operation as frozen.

Note: The internal procedure does identify no process deviations are allowed.


			163987			Richard Scott			5			Fokker Landing Gear B.V.			7-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Netherlands			7454			1			MINOR			CLOSED			AC7126/5			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits, and visible at the machine?			AC7126/5 Rev A para 5.5.2.1 &6.5.2.1  Requires the periodic qualification per customer requirements, needs to be visible at the machine. The qualification was not visible at the machine.


			163987			Richard Scott			5			Fokker Landing Gear B.V.			7-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Netherlands			7454			1			MINOR			CLOSED			AC7126/5			A			6.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits and visible at the machine?			AC7126/5 Rev A para 5.5.2.1 &6.5.2.1  Requires the periodic qualification per customer requirements, needs to be visible at the machine. The qualification was not visible at the machine.


			164976			Richard Scott			5			Enginetics Corp			14-Dec-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3342			1			MAJOR			ARCHIVED			AC7126/1			A			6.3.8.8			Do Work Instructions indicate the cutting fluid flow range if required by the customer?			AC 7126 / 1 Rev A para 6.3.8.8 requires the work instruction to indicate the cutting fluid flow range if required by the customer.

The customer approved tech plan specifies PSI min .Deadhead Coolant Pressure no gage existed during the audit to verify compliance. Major do to customer approved plan violation.

Note: This is not a customer requirement admin change is required not requiring customer approval only written as a major based on last training during last meeting  I belive it should be a minor. 

Rick


			164976			Richard Scott			5			Enginetics Corp			14-Dec-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3342			1			MAJOR			CLOSED			AC7126/1			A			6.3.8.8			Do Work Instructions indicate the cutting fluid flow range if required by the customer?			AC 7126 / 1 Rev A para 6.3.8.8 requires the work instruction to indicate the cutting fluid flow range if required by the customer.

The customer approved tech plan specifies PSI min .Deadhead Coolant Pressure no gage existed during the audit to verify compliance. Major do to customer approved plan violation.

Note: This is not a customer requirement admin change is required not requiring customer approval only written as a major based on last training during last meeting  I belive it should be a minor. 

Rick


			166049			Richard Scott			5			Precision Gear Inc			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3723			1			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			AC 7126/1 Rev A para 5.5.1.5 requires all gages and process monitoring equipment to have their calibration status identified and current.
During the audit several gages did not have the calibration status identifed.


			166049			Richard Scott			5			Precision Gear Inc			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3723			2			MINOR			CLOSED			AC7126/1			A			5.7.1			Is the correct version of the NC program in use?			AC7126/1 Rev A para 5.7.1 requires the correct version of the NC program to be in use during the audit the program number did not match the approved process. Note the parameters were acceptable.

Admin Change only no process change so class as a minor


			166049			Richard Scott			5			Precision Gear Inc			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3723			3			MINOR			CLOSED			AC7126/1			A			6.6.4			Has the supplier performed cutting fluid monitoring and maintenance per their documented procedure?			AC 7126/1 Rev A para 6.6.4 the supplier needs to perform cutting fluid monitoring and maintenance per documented procedure 
the cutting fluid alarm system was not tested as required.


			166049			Richard Scott			5			Precision Gear Inc			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3723			4			MAJOR			CLOSED			AC7126/5			A			6.3.7			Does the Supplier have a written procedure covering the set-up of abrasive tools and accessories on the grinding machine/equipment?Note: Abrasive tools can be either grinding wheels or abrasive belts.  Accessories can be either diamond rollers, belt supporting wheels, etc.  The set-up procedure for grinding wheels shall include mounting, balancing, and dressing as appropriate for the wheel type.  For abrasive belts set up procedure shall include belt sizing and tensioning.			AC 7126/5 Rev A para 6.3.7 requires the supplier to have a written procedure covering the set-up of tools and accessories on the grinding machine / equipment including the diamond dresser the Dresser on the approved plan specified CDP 18343 the dresser being used was M618SP


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			1			MINOR			CLOSED			AC7126			B			7.2.1			Is there a documented cutting tool control procedure that assures only the correct cutting tools and abrasives are issued to the workstation?			AC 7126 Rev A para 7.2.1 requries a documented cutting tool control procedure that assures only the correct cutting tools and abrasives are issued to the workstation. During the audit this procedure was not defined.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			2			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			AC7126Rev A para 8.2.1 requires make up water quality hardness to be identified. It was not at the time of the audit.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			3			MINOR			CLOSED			AC7126			B			9.2.1			Is there a documented maintenance plan which clearly communicates all actions required to keep the equipment in good working condition including the following points:•  Lubrication procedure•  Cleanliness procedure•  Moving parts degradation inspection•  Responsibility and frequency•  Cutting Tools holders inspections•  * Part holding fixtures and cutting fluid nozzles?			AC7126Rev A para 9.2.1 Requires cutting fluid nozzles to be included in the documented maintenance plan during the audit the cutting fluid nozzles was not included.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			4			MINOR			CLOSED			AC7126/5			A			5.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each  grinding wheel and  grinding stage?			AC 7126/5 Rev A Para 5.3.10.1 & 6.3.10.1  requires the workinstruction to describe the layout and position of the coolant delivery system so that and can be set - up repeatable . During the job audit the workinstruction was not describe to be able to set up the collant delivery system repeatable.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			4			MINOR			CLOSED			AC7126/5			A			6.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzel(s) so that it can be set-up repeatedly for each grinding wheel and grinding stage?			AC 7126/5 Rev A Para 5.3.10.1 & 6.3.10.1  requires the workinstruction to describe the layout and position of the coolant delivery system so that and can be set - up repeatable . During the job audit the workinstruction was not describe to be able to set up the collant delivery system repeatable.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			5			MINOR			CLOSED			AC7126/5			A			5.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			AC 7126/5 Rev A Para 5.3.10.6 & 6.3.10.6 requires the dressing tool to be described in the workinstruction during the audit the dressing tool was not described.

AC 7126 REV A Para 5.3.7 & 6.3.7 requires work instruction


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			5			MINOR			CLOSED			AC7126/5			A			6.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			AC 7126/5 Rev A Para 5.3.10.6 & 6.3.10.6 requires the dressing tool to be described in the workinstruction during the audit the dressing tool was not described.

AC 7126 REV A Para 5.3.7 & 6.3.7 requires work instruction


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			6			MINOR			CLOSED			AC7126			B			9.1.6			Does the documented procedure identify which gages do not require calibration, i.e. reference-only gages, and how they are to be identified?Compliance Assessment Guidance: Gages/readouts that are used by the operator to set process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine function (e.g. lubrication levels) need not be calibrated.  Gages either shall be marked or proceduralized as to being reference only.			AC 7126/5 Rev A para 5.5.1.5& 9.1.6 requires all gagesto be identifed as to their calibration status..
During the audit gages did not have the calibration status identifed.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			6			MINOR			CLOSED			AC7126/5			A			5.5.1.5			Are all gages and process monitoring equipment  identified as to their calibration status current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			AC 7126/5 Rev A para 5.5.1.5& 9.1.6 requires all gagesto be identifed as to their calibration status..
During the audit gages did not have the calibration status identifed.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			7			MINOR			CLOSED			AC7126/5			A			5.3.7			Does the Supplier have a written procedure covering the set-up of abrasive tools and accessories on the grinding machine/equipment?Note: Abrasive tools can be either grinding wheels or abrasive belts.  Accessories can be either diamond rollers, belt supporting wheels, etc.  The set-up procedure for grinding wheels shall include mounting, balancing, and dressing as appropriate for the wheel type.  For abrasive belts set up procedure shall include belt sizing and tensioning.			AC7126/5Rev A para 5.7.2 & 6.7.2. requires the operator / setup person to mount the wheel per the Suppliers written procedure including balancing,Dressing,sizing,tensioning as applicable.workstation instructions were not avaiable during the audit.

AC7126 /5 Rev A para 5.3.7 & 6.3.7 requires a written procedure cover the set-up of abrasive tools and accessories wheels and Diamond Dressers. During the audit workinstructions for sret - up of accessries was not present.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			7			MINOR			CLOSED			AC7126/5			A			5.7.2			Does the operator/set-up person mount the wheel/belt per the Supplier’s written procedure and any additional instructions in the Work Instructions, including balancing, dressing, sizing, tensioning as applicable?			AC7126/5Rev A para 5.7.2 & 6.7.2. requires the operator / setup person to mount the wheel per the Suppliers written procedure including balancing,Dressing,sizing,tensioning as applicable.workstation instructions were not avaiable during the audit.

AC7126 /5 Rev A para 5.3.7 & 6.3.7 requires a written procedure cover the set-up of abrasive tools and accessories wheels and Diamond Dressers. During the audit workinstructions for sret - up of accessries was not present.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			7			MINOR			CLOSED			AC7126/5			A			6.3.7			Does the Supplier have a written procedure covering the set-up of abrasive tools and accessories on the grinding machine/equipment?Note: Abrasive tools can be either grinding wheels or abrasive belts.  Accessories can be either diamond rollers, belt supporting wheels, etc.  The set-up procedure for grinding wheels shall include mounting, balancing, and dressing as appropriate for the wheel type.  For abrasive belts set up procedure shall include belt sizing and tensioning.			AC7126/5Rev A para 5.7.2 & 6.7.2. requires the operator / setup person to mount the wheel per the Suppliers written procedure including balancing,Dressing,sizing,tensioning as applicable.workstation instructions were not avaiable during the audit.

AC7126 /5 Rev A para 5.3.7 & 6.3.7 requires a written procedure cover the set-up of abrasive tools and accessories wheels and Diamond Dressers. During the audit workinstructions for sret - up of accessries was not present.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			7			MINOR			CLOSED			AC7126/5			A			6.7.2			Does the operator/set-up person mount the wheel/belt per the Supplier's written procedure and any additional instructions in the Work Instructions, including balancing, dressing, sizing tensioning as applicable?			AC7126/5Rev A para 5.7.2 & 6.7.2. requires the operator / setup person to mount the wheel per the Suppliers written procedure including balancing,Dressing,sizing,tensioning as applicable.workstation instructions were not avaiable during the audit.

AC7126 /5 Rev A para 5.3.7 & 6.3.7 requires a written procedure cover the set-up of abrasive tools and accessories wheels and Diamond Dressers. During the audit workinstructions for sret - up of accessries was not present.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			8			MINOR			CLOSED			AC7126/5			A			5.7.5			Is the direction of grinding wheel/belt rotation consistent with the approved process / Work Instructions?			AC7126/5 Rev A para 5.7.5 & 6.7.5. requires the direction of the grinding wheel rotation to be consistant with the approved process / workinstruction. Rotation direction of the wheel was not on the process/ workinsruction.

AC7126/5 Rev A para 5.7.6 & 6.7.6 requires the relative movements between work piece and grinding wheel / belt be consistent with the approved workinstruction. During the audit the movements between the work piece and grinding wheel was not identifed on the workinstructions.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			8			MINOR			CLOSED			AC7126/5			A			5.7.6			Are the relative movements between work piece and grinding wheel/belt consistent with the approved process/ Work Instruction?			AC7126/5 Rev A para 5.7.5 & 6.7.5. requires the direction of the grinding wheel rotation to be consistant with the approved process / workinstruction. Rotation direction of the wheel was not on the process/ workinsruction.

AC7126/5 Rev A para 5.7.6 & 6.7.6 requires the relative movements between work piece and grinding wheel / belt be consistent with the approved workinstruction. During the audit the movements between the work piece and grinding wheel was not identifed on the workinstructions.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			8			MINOR			CLOSED			AC7126/5			A			6.7.5			Is the direction of grinding wheel/belt rotation consistent with the approved process/Work Instructions?			AC7126/5 Rev A para 5.7.5 & 6.7.5. requires the direction of the grinding wheel rotation to be consistant with the approved process / workinstruction. Rotation direction of the wheel was not on the process/ workinsruction.

AC7126/5 Rev A para 5.7.6 & 6.7.6 requires the relative movements between work piece and grinding wheel / belt be consistent with the approved workinstruction. During the audit the movements between the work piece and grinding wheel was not identifed on the workinstructions.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			8			MINOR			CLOSED			AC7126/5			A			6.7.6			Are the relative movements between work piece and grinding wheel/belt consistent with the approved process / Work Instructions?			AC7126/5 Rev A para 5.7.5 & 6.7.5. requires the direction of the grinding wheel rotation to be consistant with the approved process / workinstruction. Rotation direction of the wheel was not on the process/ workinsruction.

AC7126/5 Rev A para 5.7.6 & 6.7.6 requires the relative movements between work piece and grinding wheel / belt be consistent with the approved workinstruction. During the audit the movements between the work piece and grinding wheel was not identifed on the workinstructions.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			9			MINOR			CLOSED			AC7126			B			7.3.1			Is there a documented procedure to assure that worn cutting tools and abrasives are dispositioned (either disposed of or reconditioned) and not inadvertently re-used?			AC 7126 Rev B para 7.3.1 requires A documented procedure that cutting tools and abrasives are dispositioned ( either disposed of or reconditioned ) and not inadvertently re-used. During the audit no procedure was presented.


			167872			Richard Scott			5			Heroux Devtek			3-Dec-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			12098			1			MINOR			ARCHIVED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			AC 7126 Rev B para 8.2.1 requires a documented procedure including make-up water quality hardness during the audit this was not included in a procedure.


			167872			Richard Scott			5			Heroux Devtek			3-Dec-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			12098			1			MINOR			VOID			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			AC 7126 Rev B para 8.2.1 requires a documented procedure including make-up water quality hardness during the audit this was not included in a procedure.


			169197			Richard Scott			5			SPS Technologies			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3799			1			MINOR			CLOSED			AC7126			B			7.2.2			If particular cutting tool / abrasive (tool types, tool materials, coating, etc.) are prohibited by the Customer, is this documented and followed?Compliance Assessment Guidance: N/A applies only if none of the Primes have prohibited specific tools.			AC 7126 Rev B para 7.2.2 requires particular cutting tools that are prohibited by the customer to be documented and followed .
This was not documented in A procedure or work instruction at the time of the audit. During the time of the closeout meeting the procedure was up dated to include the statement.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			5.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			6.7.2			Do the actual parameters  match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			6.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			6.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			ARCHIVED			AC7126/1			A			6.7.2			Do the actual parameters  match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			ARCHIVED			AC7126/1			A			6.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			ARCHIVED			AC7126/1			A			6.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			VOID			AC7126/1			A			6.7.2			Do the actual parameters  match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			VOID			AC7126/1			A			6.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			VOID			AC7126/1			A			6.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			3			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			AC 7126  Rev B para 8.2.1 requires a procedure for water quality hardness ,tramp oil control cleaning requirements prior to recharge , systems or procedure to prevent fluid contamination. During the audit the procedure did not identify these controls.
AC 7126 Rev B para 8.2.2 does the documented procedure for cutting fluid maintenance meet customer requirements 
see above.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			3			MINOR			CLOSED			AC7126			B			8.2.2			Does the documented procedure for cutting fluid maintenance meet manufacturer’s recommendations and if applicable any Customer requirements?			AC 7126  Rev B para 8.2.1 requires a procedure for water quality hardness ,tramp oil control cleaning requirements prior to recharge , systems or procedure to prevent fluid contamination. During the audit the procedure did not identify these controls.
AC 7126 Rev B para 8.2.2 does the documented procedure for cutting fluid maintenance meet customer requirements 
see above.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			4			MINOR			CLOSED			AC7126			B			9.2.1			Is there a documented maintenance plan which clearly communicates all actions required to keep the equipment in good working condition including the following points:•  Lubrication procedure•  Cleanliness procedure•  Moving parts degradation inspection•  Responsibility and frequency•  Cutting Tools holders inspections•  * Part holding fixtures and cutting fluid nozzles?			AC7126 Rev B para 9.2.1 requires a documented procedure to address cutting tool holder , part holding fixtures / cutting fluid nozzels Maintenance plan to be sure they are in good working condition during the audit this plan did not address these issues.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/1			A			5.3.8.4			Do Work Instructions describe all controlled cutting tools and abrasives such that the operator can verify they match the approved process?  Note: This requirement may be met by a physical description of all controlled features (including geometry, material, and coating, if any) or by reference to a drawing, catalogue, crib or other number/code that uniquely describes the tool.			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/1			A			5.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each cutting tool and machining stage?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/2			A			6.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/3			A			5.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each cutting tool and machining stage?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/6			A			5.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each cutting tool and machining stage?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/6			A			7.3.7.4			Are all operations that are performed included in the Work Instructions?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/6			A			7.3.8.4			Does the Work Instruction list the operations performed, establishing a manufacturing sequence/chronological order?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			2			MINOR			VOID			AC7126/2			A			6.11.1			Are visual and NDT inspections performed in accordance with customer requirements?			During the Broaching job the operator preformed an denominational check of job audit part using a shadow-graph and calibrated Mylar with acceptance bands. The operator review the part and said it passed the inspection. Upon further review the auditor saw an area that exceeded the tolerance band. Quality control reviewed and tagged the part as non-conforming but continued the part with a clear stop and review after the bulk finishing operator which could possible open the slot to a conforming condition.  In review of the final inspection, a CNC measurement inspection was found to be the method of product acceptance and that the shadow-graph was in process. This was written as a minor finding.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126			B			5.2.1			Is there a documented procedure assuring that changes to controlled processes are reviewed and approved by authorized individual(s) as defined by the Supplier or the Customer requirements?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/1			A			5.3.6			Are changes to the process proposed by the supplier approved by the customer and design authority prior to incorporating the change when required?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/6			A			5.3.6			Are changes to the process approved per customer requirements prior to incorporating the change?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/6			A			5.3.9.4			Do all parameters (or ranges) meet customer requirements?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/6			A			5.7.4			Do the actual parameters (speed, feed rate, cycle time, pressure, flow rate, etc.) in use match the Work Instruction/approved values or range?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/6			A			5.7.5			Are the parameters in use within an acceptable range per the customer requirements?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			2			MINOR			CLOSED			AC7126/1			A			6.3.9.5			Do the Work Instructions include all holding devices and fixtures where required by the customer?			For holemaking job audit#2, the fixture identified in the tech plan was not labeled or marked.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			3			MINOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			Honeywell specification in job audit #2 for hole making (EMS 5269 rev C) requires the supplier to internal audit training of operators.  There was no evidence of this in the internal audit plan.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			1			MINOR			CLOSED			AC7126			B			7.3.1			Is there a documented procedure to assure that worn cutting tools and abrasives are dispositioned (either disposed of or reconditioned) and not inadvertently re-used?			Nadcap questions below require that worn cutting abrasives are dispositioned and marked so they can be uniquely identified.  New wheels in use were marked as required, however there were several used wheels in the same storage rack as the new wheels that were not marked nor dispositioned.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			1			MINOR			CLOSED			AC7126/5			A			5.8.1.1			Are grinding wheel/belt markings sufficient to assure that the grinding wheel/belt can be uniquely identified and verified against process documents, the Work Instructions, or the customer approved process?			Nadcap questions below require that worn cutting abrasives are dispositioned and marked so they can be uniquely identified.  New wheels in use were marked as required, however there were several used wheels in the same storage rack as the new wheels that were not marked nor dispositioned.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			1			MINOR			CLOSED			AC7126/5			A			6.8.1.1			Are grinding wheel/belt markings sufficient to assure that the grinding wheel/belt can be uniquely identified and verified against process documents, the Work Instructions or the customer approved process?			Nadcap questions below require that worn cutting abrasives are dispositioned and marked so they can be uniquely identified.  New wheels in use were marked as required, however there were several used wheels in the same storage rack as the new wheels that were not marked nor dispositioned.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			2			MINOR			CLOSED			AC7126/5			A			5.3.10.4			Do Work Instructions include values or ranges for each process parameter, either directly or by reference an NC file?			Nadcap requirements listed below require values or ranges and the that all parameters to be within acceptable range.  The wheel speed was listed as a single value and the machine setting (infinitely variable) was very close but not exact.  The supplier identified that the value should have a tolerance listed, but it was not listed on the two data sheets that were reviewed for the job audits.  All other parameters had parameter tolerance assigned and this was the only isolated parameter that did not have a tolerance.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			2			MINOR			CLOSED			AC7126/5			A			5.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Nadcap requirements listed below require values or ranges and the that all parameters to be within acceptable range.  The wheel speed was listed as a single value and the machine setting (infinitely variable) was very close but not exact.  The supplier identified that the value should have a tolerance listed, but it was not listed on the two data sheets that were reviewed for the job audits.  All other parameters had parameter tolerance assigned and this was the only isolated parameter that did not have a tolerance.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			2			MINOR			CLOSED			AC7126/5			A			6.3.10.4			Do Work Instructions include values or ranges for each process parameter, either directly or by reference an NC file?			Nadcap requirements listed below require values or ranges and the that all parameters to be within acceptable range.  The wheel speed was listed as a single value and the machine setting (infinitely variable) was very close but not exact.  The supplier identified that the value should have a tolerance listed, but it was not listed on the two data sheets that were reviewed for the job audits.  All other parameters had parameter tolerance assigned and this was the only isolated parameter that did not have a tolerance.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			2			MINOR			CLOSED			AC7126/5			A			6.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Nadcap requirements listed below require values or ranges and the that all parameters to be within acceptable range.  The wheel speed was listed as a single value and the machine setting (infinitely variable) was very close but not exact.  The supplier identified that the value should have a tolerance listed, but it was not listed on the two data sheets that were reviewed for the job audits.  All other parameters had parameter tolerance assigned and this was the only isolated parameter that did not have a tolerance.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			3			MINOR			CLOSED			AC7126/5			A			5.5.1.5			Are all gages and process monitoring equipment  identified as to their calibration status current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			A calibration sticked was observed as out of date on the flow meter in job audit #1.  The supplier was able to produce the calibration record, and concluded the sticker was misprinted.  The operator was using the flow meter to set the coolant flow of the controlled process with the past due calibration sticker.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			1			MAJOR			CLOSED			AC7126			B			11.2			If there is a failure to comply with a Customer required validated condition, is this identified, comprehensively documented and reported to the Customer for analysis as per the procedure?Compliance Assessment Guidance: A failure to comply with a validated condition includes approved process parameters, consumables, etc.  Check that the nonconforming product procedure was followed for machining examples.  If there are no examples, check for awareness.			Nadcap questions listed below require that a failure to comply with Customer required validated condition must be documented and reported to the customer for analysis. During Job audit #1 the operator did not follow work instruction or customer specification and did not identify, mark and plunge grind the high spots that were present and witnessed by the auditor and customer (audit observer).  This job was processed outside of the frozen process and customer specification and was ultimately accepted by final inspection.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			1			MAJOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			Nadcap questions listed below require that a failure to comply with Customer required validated condition must be documented and reported to the customer for analysis. During Job audit #1 the operator did not follow work instruction or customer specification and did not identify, mark and plunge grind the high spots that were present and witnessed by the auditor and customer (audit observer).  This job was processed outside of the frozen process and customer specification and was ultimately accepted by final inspection.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			1			MAJOR			CLOSED			AC7126/5			A			5.11.4			Does the operator follow written Work Instructions with respect to grinding of coatings?			Nadcap questions listed below require that a failure to comply with Customer required validated condition must be documented and reported to the customer for analysis. During Job audit #1 the operator did not follow work instruction or customer specification and did not identify, mark and plunge grind the high spots that were present and witnessed by the auditor and customer (audit observer).  This job was processed outside of the frozen process and customer specification and was ultimately accepted by final inspection.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			1			MAJOR			CLOSED			AC7126/5			A			5.3.3			Is the process being performed per the current revision of applicable approved customer requirements or industry specifications?			Nadcap questions listed below require that a failure to comply with Customer required validated condition must be documented and reported to the customer for analysis. During Job audit #1 the operator did not follow work instruction or customer specification and did not identify, mark and plunge grind the high spots that were present and witnessed by the auditor and customer (audit observer).  This job was processed outside of the frozen process and customer specification and was ultimately accepted by final inspection.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			2			MINOR			CLOSED			AC7126/5			A			5.11.4			Does the operator follow written Work Instructions with respect to grinding of coatings?			Nadcap question AC7126 para 5.11.5 requires high spots ground using the technique.  The technique did include identifying the marking the high spots, however did not include to plunge grind as required by the customer specification LGPS 7010 rev B.  Additionally work instruction TPS 114-7 para 13.3.2.1 states fluid flow to be set at minimum, however in practice the valve is open to 3/4 full. The supplier indicated that 3/4 full open is correct.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			2			MINOR			CLOSED			AC7126/5			A			5.11.5			Are high spots ground using the technique and in-feeds required by the customer based on the type of high spots?			Nadcap question AC7126 para 5.11.5 requires high spots ground using the technique.  The technique did include identifying the marking the high spots, however did not include to plunge grind as required by the customer specification LGPS 7010 rev B.  Additionally work instruction TPS 114-7 para 13.3.2.1 states fluid flow to be set at minimum, however in practice the valve is open to 3/4 full. The supplier indicated that 3/4 full open is correct.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126			B			9.2.4			Are cutting fluid Pressure or Flow levels evaluated as part of preventive maintenance (P/M) or equipment calibration?Compliance Assessment Guidance: If there is a required cutting fluid pressure or flow this must be validated at least annually.  If flood is permitted, then a visual inspection during P/M is sufficient.			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/1			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/1			A			5.7.7			Does the actual process match the approved process?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/1			A			6.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/1			A			6.7.7			Does the actual process match the approved process?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/4			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/4			A			6.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/1			A			5.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/1			A			6.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/3			A			5.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/4			A			5.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/4			A			6.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			3			MINOR			OPEN			AC7126/1			A			5.3.3			Is the process being performed per the current revision of applicable approved customer requirements or industry specifications?			EC Restricted


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			EC Review			CMSP			United States			11129			4			MINOR			OPEN			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			EC Restricted


			171423			Richard Sovich			6			Triumph Processing, Embee Division, Inc.			16-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			3337			1			MAJOR			OPEN			AC7126			B			9.2.1			Is there a documented maintenance plan which clearly communicates all actions required to keep the equipment in good working condition including the following points:•  Lubrication procedure•  Cleanliness procedure•  Moving parts degradation inspection•  Responsibility and frequency•  Cutting Tools holders inspections•  * Part holding fixtures and cutting fluid nozzles?			The maintenance plan does not clearly communicate all actions required to keep equipment in good working order. The maintenance plan had inconsistency between machines of the same model number, including, actual working levels, required units, tolerance ranges, etc.  Mostly, the affected document was the daily maintenance sheet. The supplier reviewed the required maintenance gaps and concluded that there is no potential impact to product.  The finding is being written as a Major, due to the systemic nature over many machines.


			171423			Richard Sovich			6			Triumph Processing, Embee Division, Inc.			16-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			3337			2			MINOR			OPEN			AC7126			B			7.1.2			Are tool and abrasive manufacturer/Suppliers approved per the Supplier’s procedure and any additional Customer requirements?			AC7126 para 7.1.2 requires abrasive suppliers to be approved per suppliers procedures.  The suppliers procedure states that uncontrolled suppliers "which includes catalog tool suppliers" are not required to be listed on the ASL.  In practice the supplier does list wheel suppliers on the ASL and this appears to be a procedural discrepancy specifically for grinding wheels, thus the minor finding designation.


			171423			Richard Sovich			6			Triumph Processing, Embee Division, Inc.			16-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			3337			3			MINOR			OPEN			AC7126/5			A			5.3.8.4			Are all operations that are performed included in the Work Instructions?			AC7126 para 5.3.8.4 requires all operations that are performed to be included in the work instruction.  In Job Audit #2, the grinding technique listed two (2) maximum values for wheel speed.  The higher maximum value was over the Customer's specification requirement.  In practice, the SFPM is compliant to the lower max value and thus the supplier does not suspect any potential impact to product, however this could be confusing to a new operator, so it is written as a minor finding.


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			1			MAJOR			CLOSED			AC7126/3			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Turning Job#1, GE, 40137336-889P01, Job # 15083 rel-03, Oper 040. B&E,s controlled process instruction had a different feed rate than the actual CNC program for Tool #12. The feed rate in the program was .002 IPR feed rate higher than the Controlled process instruction. This a frozen process therefore the actual program feeds should not deviate from the work instructions. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			1			MAJOR			CLOSED			AC7126/3			A			5.7.8			Does the actual process match the approved process?			Turning Job#1, GE, 40137336-889P01, Job # 15083 rel-03, Oper 040. B&E,s controlled process instruction had a different feed rate than the actual CNC program for Tool #12. The feed rate in the program was .002 IPR feed rate higher than the Controlled process instruction. This a frozen process therefore the actual program feeds should not deviate from the work instructions. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			1			MAJOR			CLOSED			AC7126/3			A			6.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Turning Job#1, GE, 40137336-889P01, Job # 15083 rel-03, Oper 040. B&E,s controlled process instruction had a different feed rate than the actual CNC program for Tool #12. The feed rate in the program was .002 IPR feed rate higher than the Controlled process instruction. This a frozen process therefore the actual program feeds should not deviate from the work instructions. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			2			MINOR			CLOSED			AC7126/3			A			6.3.10.1			Is the shop traveler (including equivalent paper or electronic record) used to reflect sequence of operations, inspection points, identification of the individual(s) performing the work and date properly completed?			Turning Job #2, GE, 4013736-889P01, JOB# 15083Rel-03, oper 060. Operation 060 was not dated as required on the routing sheet.  All other operations were dated. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			2			MINOR			CLOSED			AC7126/3			A			6.7.5			Is all information requested on the manufacturing sheets, quality and production Work Instruction documents, and any associated documents clearly marked off by relevant parties and properly filled out?			Turning Job #2, GE, 4013736-889P01, JOB# 15083Rel-03, oper 060. Operation 060 was not dated as required on the routing sheet.  All other operations were dated. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			3			MINOR			CLOSED			AC7126/6			A			6.3.7.6			Do the Work Instructions include all of the information required by the customer's specification, including all required documents?			Job #2, Edge Treatment, Electro-Methods/GE, 2600M25P01, oper. 250, Work order 14903 rel13, Set up sheet for the job does not contain the whole holding fixture identification number.  "T08" is missing from the identification number.  The The identification number including T08 is marked on the fixture. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			4			MINOR			CLOSED			AC7126			B			9.1.3			Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production?			B&E procedureWI-4.9NN  does not require that equipment is requalified after maintenance to the monitoring systems. This is a Nadcap requirement. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			5			MINOR			CLOSED			AC7126/6			A			5.3.10.1			Is the shop traveler (including equivalent paper or electronic record) used to reflect sequence of operations, inspection points, identification of the individual(s) performing the work and date properly completed?			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043, The previous operation 102 CNC YASDA prior to the bench operation 110 was not sign off as required.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			1			MINOR			CLOSED			AC7126/1			A			6.5.3.1			Has the preventive maintenance program been completed as per schedule and are records available to verify completion?			Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359.  There was no record documenting that the machine filter has been checked and cleaned as required, for Jan and Feb of 2016.  Operator stated than he usually blows it out as needed.  Review of the filter with the operator found the filter to be dirty in need of cleaning. The log requires the filter to be checked and cleaned monthly.  Machine # 284. ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			5.3.9.7			For hand bench operations on controlled features, do Work Instructions describe the devices (e.g. air motor), cutting tools and abrasives approved for processing the features?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			5.9.1			Do burr removal processes meet the customer requirements?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			5.9.2			Do hand finishing processes meet the customer requirements?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			6.3.9.7			For hand bench operations on controlled features, do Work Instructions describe the devices (e.g. air motor), cutting tools and abrasives approved for processing the features?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			6.9.1			Do burr removal processes meet the customer requirements?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			6.9.2			Do hand finishing processes meet the customer requirements?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165782			Rick Pollak			7			Paradigm Precision			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3670			1			MAJOR			CLOSED			AC7126/1			A			5.9.1			Do burr removal processes meet the customer requirements?			Handbench  deburring, Hole making Job #1, GEAE, 2668M94G01, sn NH832, The tools being used for the deburr operation do not agree with the tools called out in the GE approved tech Plan . ITAR applies. The NCR has been established as a major because the process does not agree with the GE approved Tech plan.  ITAR applies


			165782			Rick Pollak			7			Paradigm Precision			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3670			1			MAJOR			CLOSED			AC7126/1			A			5.9.2			Do hand finishing processes meet the customer requirements?			Handbench  deburring, Hole making Job #1, GEAE, 2668M94G01, sn NH832, The tools being used for the deburr operation do not agree with the tools called out in the GE approved tech Plan . ITAR applies. The NCR has been established as a major because the process does not agree with the GE approved Tech plan.  ITAR applies


			165782			Rick Pollak			7			Paradigm Precision			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3670			2			MAJOR			CLOSED			AC7126			B			9.1.1			Does the Supplier have a documented procedure for equipment qualification, including re-qualification intervals?			Although Paradigm has a procedure for equipment qualifcation , it is not in compliance with GE specifcation P11TF12 PP 4.1.2.1.  The spindle speed  is not always qualified over the speeds used for P11TF12 operation.  Specificaly the required spindle speed for the job audited was 98rpms lower than the slowest qualification point and the highest job speed was 348rpms higher than the high calibration point. In summary the machine was not verified over the range of use. Job Audited, GE, 2668M94G01, Sn NH832 oper 180.  Itar applies. This NCR has been established as a major because it is a non compliance to the GE spec. requirements.


			165782			Rick Pollak			7			Paradigm Precision			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3670			2			MAJOR			CLOSED			AC7126/1			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification  current, within the allowable limits, and visible at the machine?			Although Paradigm has a procedure for equipment qualifcation , it is not in compliance with GE specifcation P11TF12 PP 4.1.2.1.  The spindle speed  is not always qualified over the speeds used for P11TF12 operation.  Specificaly the required spindle speed for the job audited was 98rpms lower than the slowest qualification point and the highest job speed was 348rpms higher than the high calibration point. In summary the machine was not verified over the range of use. Job Audited, GE, 2668M94G01, Sn NH832 oper 180.  Itar applies. This NCR has been established as a major because it is a non compliance to the GE spec. requirements.


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.1.5.1			Have quality and technical requirements been flowed down?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.5			Are the Work Instructions at the workstation the same revision as the approved process and does that planning have all changes properly incorporated?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.7.6			Do the Work Instructions include all of the information required by the customer’s specification, including all required documents?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.8.4			Do Work Instructions describe all controlled cutting tools and abrasives such that the operator can verify they match the approved process?  Note: This requirement may be met by a physical description of all controlled features (including geometry, material, and coating, if any) or by reference to a drawing, catalogue, crib or other number/code that uniquely describes the tool.			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.9.3			Do Work Instructions list values or ranges for all parameters required to run the process?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.9.6			Do the Work Instructions include all information required by the customer to be in the Work Instructions?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.3.6			Are changes to the process proposed by the supplier approved by the customer and design authority prior to incorporating the change when required?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.3.7.1			Are Work Instructions detailing each operation available at each work station and do they show evidence of approval, revision level and date?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.3.7.4			Is there objective evidence of Work Instructions approval in accordance with the supplier’s requirements and the customer requirements if any?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.7.3			Are parameters in use within customer requirements, if applicable?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			3			MAJOR			CLOSED			AC7126/1			A			5.5.1.1			Is the process running on an approved machine or approved alternative if required by the customer?			Job #1, hole making, 6012T83P02, SN BCMB1329. There was no evidence that the deep hole drilling machine has been initially qualified and requalified every 12 months  as required by P11TF12 pp4.1.2., 3.8.3    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			3			MAJOR			CLOSED			AC7126/1			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification  current, within the allowable limits, and visible at the machine?			Job #1, hole making, 6012T83P02, SN BCMB1329. There was no evidence that the deep hole drilling machine has been initially qualified and requalified every 12 months  as required by P11TF12 pp4.1.2., 3.8.3    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			3			MAJOR			CLOSED			AC7126/1			A			5.5.2.2			Have all machine and process monitor calibrations required by the customer been performed after any maintenance related to those systems or monitored machine functions?			Job #1, hole making, 6012T83P02, SN BCMB1329. There was no evidence that the deep hole drilling machine has been initially qualified and requalified every 12 months  as required by P11TF12 pp4.1.2., 3.8.3    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/1			A			5.3.8.5			Do Work Instructions include change intervals or wear criteria for each controlled cutting tool or abrasive?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			5.2.1			Does the process approval document (technical plan, manufacturing plan, data sheet, etc.) contain all of the information per customer requirements?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			5.3.7.6			Do the Work Instructions include all of the information required by the customer’s specification, including any  documents required by the operator?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			5.3.8.5			Do Work Instructions include Cutting Tool Change Intervals or wear criteria for each controlled cutting tool?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			5.3.9.6			Do the work instructions include all information required by the customer to be in the Work Instructions?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			6.2.1			Does the process approval document (technical plan, manufacturing plan, data sheet, etc.) contain all of the information per customer requirements?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			6.3.7.6			Do the Work Instructions include all of the information required by the customer’s specification, including any  documents required by the operator?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			6.3.8.5			Do Work Instructions include Cutting Tool Change Intervals or wear criteria for each controlled cutting tool?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			6.3.9.6			Do the work instructions include all information required by the customer to be in the Work Instructions?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			5			MINOR			CLOSED			AC7126/1			A			5.3.9.5			Do the Work Instructions include all holding devices and fixtures where required by the customer?			Job #1, hole making,GE 6012T83P02, SN BCMB1329., The  special cones  required to set up the part on the lathe are not documented in the work instructions.   ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			6			MINOR			CLOSED			AC7126			B			9.1.7			Are tool wear measurement devices included as part of the Supplier’s approved calibration system?Compliance Assessment Guidance: This applies to tool wear measured at any point.  If no tool wear measurements are made, there shall be a system in place to ensure tool wear measurement and calibration will occur when required.			Tool setter and inspection system used for checking tool wear has no evidence of calibration traceable to NIST. ITAR applies.


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			7			MAJOR			CLOSED			AC7126/1			A			5.5.1.2			Does the machine have the capability to monitor the cutting fluid flow rate or/and pressure per customer requirements?			Job #1, hole making,GE 6012T83P02, SN BCMB1329. The deep hole drilling machine does not have the capability to monitor the cutting fluid flow as required by P11TF12 pp3.6.1.  During the audit a conference call was made to GE discussing the isue.  Based on the speeds and feeds it was determined that a coolant  flow monitoring system was required for the operation.  Confernce call involved Magellans QC engineer, Director of Engineering, Nadcap Auditor and GE Special Process Engineer.   ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			8			MINOR			CLOSED			AC7126/3			A			5.3.5			Are the Work Instructions at the workstation the same revision as the approved process and does that planning have all changes properly incorporated?			Job #1 Turning, GE 5140T22P01,oper 100,  SN BCMB1329.  There were two approved copies of the NC program in the job folder. One dated 4/16/2009 and one dated 3/6/2015.  The operator stated he ran the job with  the one dated 4/16/2009. Which copy was required is the question and how is the operator to determine which program to use to run the part.   ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			8			MINOR			CLOSED			AC7126/3			A			5.7.1			Is the correct version of the NC program in use?			Job #1 Turning, GE 5140T22P01,oper 100,  SN BCMB1329.  There were two approved copies of the NC program in the job folder. One dated 4/16/2009 and one dated 3/6/2015.  The operator stated he ran the job with  the one dated 4/16/2009. Which copy was required is the question and how is the operator to determine which program to use to run the part.   ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			9			MINOR			CLOSED			AC7126/3			A			6.8.1.4			Do cutting tools in use at the workstation match the approved process and Work Instructions?			Job #2 Turning, GE 5140T22P01,oper 110,  SN BCMB1329, The cutting tool insert used for the job did not match the cutting tool requirement in the work instruction. The insert was marked differently.  The operator stated it was a typo error in the work instruction. ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			1			MAJOR			CLOSED			AC7126			B			9.1.2			Does the documented procedure for equipment qualification, including re-qualification intervals, meet or exceed Customer requirements?Compliance Assessment Guidance: Even if there are no Customer requirements, the Supplier must set and maintain the qualification requirements for equipment.			Hole making JOB #1, GE,L47479P02, Sn NUM78876, Job # 9453-1/1. and Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit . Machine qualification reports from an outside vendor dated 2/6/2016  show that the spindle speed is not being qualified over the range of speeds used for P11TF12 operations.  The low speed calibration point for the CNC Verticle Drill Mills is 420RPM higher than the lowest speed required by the GE approved Technical Plans.  The manual Bridgeport  low speed calibration point is 120RPM higher than the lowest speed of the GE approved technical plan.  This NCR has been established as a Major since it is 1) non compliant to GE specification P11TF12 PP 4.1.2.1. and 2) a repeat finding from the previous Nadcap audit158877, NCR 1.  ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			1			MAJOR			CLOSED			AC7126/1			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification  current, within the allowable limits, and visible at the machine?			Hole making JOB #1, GE,L47479P02, Sn NUM78876, Job # 9453-1/1. and Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit . Machine qualification reports from an outside vendor dated 2/6/2016  show that the spindle speed is not being qualified over the range of speeds used for P11TF12 operations.  The low speed calibration point for the CNC Verticle Drill Mills is 420RPM higher than the lowest speed required by the GE approved Technical Plans.  The manual Bridgeport  low speed calibration point is 120RPM higher than the lowest speed of the GE approved technical plan.  This NCR has been established as a Major since it is 1) non compliant to GE specification P11TF12 PP 4.1.2.1. and 2) a repeat finding from the previous Nadcap audit158877, NCR 1.  ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			1			MAJOR			CLOSED			AC7126/1			A			6.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits, and visible at the machine?			Hole making JOB #1, GE,L47479P02, Sn NUM78876, Job # 9453-1/1. and Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit . Machine qualification reports from an outside vendor dated 2/6/2016  show that the spindle speed is not being qualified over the range of speeds used for P11TF12 operations.  The low speed calibration point for the CNC Verticle Drill Mills is 420RPM higher than the lowest speed required by the GE approved Technical Plans.  The manual Bridgeport  low speed calibration point is 120RPM higher than the lowest speed of the GE approved technical plan.  This NCR has been established as a Major since it is 1) non compliant to GE specification P11TF12 PP 4.1.2.1. and 2) a repeat finding from the previous Nadcap audit158877, NCR 1.  ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			2			MINOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			Hole Making,Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit , There was no evidence that the inspector (stamp N12) who acccepted the first piece was trained to P11TF12 Hole making.  This training is required by Numet"s NQP-018 , PP Qualification of Personnel. " All employees involved in the hole making process are trained and retrained annually for P11TF12 hole making requirements. Trained employees include ..... inspectors,......etc."  ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			3			MINOR			CLOSED			AC7126/1			A			6.6.1			Does the cutting fluid in use match the documented cutting fluid?			Hole Making, Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit.  The cutting fluid on the operation sheet, Oper 150, does not agree with the cutting fluid required by the GE approved tech plan.  The operator stated and showed the auditor that he was using the cutting fluid required by the Tech Plan.  Based on this review, the NCR has been established as a minor.  The operation sheet is the work instruction that the operators at Numet follow.  Approved Tech plans are not part of their job package flowed down to manufacturing area.  ITAR applies


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			4			MAJOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			NCR 1 of this audit is a repeat NCR from the previous Audit # 158877 NCR 1 indicating that the corrective action system at Numet failed to correct the non compliance.  The C/A was nonsustaing thus this NCR must be written as a Major against Numets Corrective Action system per Nadcap requirements. General Auditors Handbook pp 4.2.10.5.  ITAR applies


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			4			MAJOR			CLOSED			AC7126			B			4.2			For re-accreditation audits, are corrective actions from previous audit findings implemented?Compliance Assessment Guidance: N/A only applies if there have been no Nadcap audit findings in the previous CMSP audit or if this is an initial audit.			NCR 1 of this audit is a repeat NCR from the previous Audit # 158877 NCR 1 indicating that the corrective action system at Numet failed to correct the non compliance.  The C/A was nonsustaing thus this NCR must be written as a Major against Numets Corrective Action system per Nadcap requirements. General Auditors Handbook pp 4.2.10.5.  ITAR applies


			167908			Rick Pollak			7			Mecaer America, Inc.			1-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12134			1			MINOR			CLOSED			AC7126/5			A			5.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			Coating Grinding , Job #1, UTAS/ Goodrich, piston, 1159LM50114-11, SN PLT1094.Same for Job #2.  The work instruction /dressing information did not include wheel speed and dress amount as required by the Nadcap checklist. During the audit Mecaer updated there work instructions to include these items.


			167908			Rick Pollak			7			Mecaer America, Inc.			1-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12134			1			MINOR			CLOSED			AC7126/5			A			6.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			Coating Grinding , Job #1, UTAS/ Goodrich, piston, 1159LM50114-11, SN PLT1094.Same for Job #2.  The work instruction /dressing information did not include wheel speed and dress amount as required by the Nadcap checklist. During the audit Mecaer updated there work instructions to include these items.


			170443			Rick Pollak			7			Hansen Engineering & Machinery Co Inc			4-Apr-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3158			1			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Hole making Job #1.Satellite Tool and Machine Co./ GE, 9528M79P03, SN FNRA1081.   Actual Tool # 3 reamer manufacturer labelled on the tool does not agree with the manufacturer called for on the GE approved Tech Plan.  Hansen investigation found that the actual reamer being used was bought from the originally approved source but supplied by a seperately name sister company. According to the supplier the reamer was always manufactured by the same personal and facilty. The company during a separation/division changed the company name they labelled on the reamer.  Based on this investigation the NCR has been labeled as a minor.


			170443			Rick Pollak			7			Hansen Engineering & Machinery Co Inc			4-Apr-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3158			2			MINOR			CLOSED			AC7126			B			11.6			Does the Supplier have a documented procedure that assures the functionality of the machine is thoroughly checked and, if necessary, restored after an unanticipated Special Cause Event and prior to the restart of production?			Hansen Engineering does not have a documented procedure that assures that the functionality of the machine is thoroughly checked and if necessary restored after an aticipated Special Cause Event and prior to restart of production.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			1			MINOR			CLOSED			AC7126/6			A			5.3.9.9			Does the supplier have a method to log usage if tool/abrasive/media change intervals exceed one part?			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043.  B&E does not have a method to log usage for abrasive tool change intervals for this operation. All tools are used for more than 1 part.  This is a Nadcap requirement.  Operator stated he changes the tools as required by the work instructions. Same issue for Hand bench Job #2, Electro Methods/GE, 2600M25P01, oper. 545, Job 14903-10.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			1			MINOR			CLOSED			AC7126/6			A			6.3.9.9			Does the supplier have a method to log usage if tool/abrasive/media change intervals exceed one part?			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043.  B&E does not have a method to log usage for abrasive tool change intervals for this operation. All tools are used for more than 1 part.  This is a Nadcap requirement.  Operator stated he changes the tools as required by the work instructions. Same issue for Hand bench Job #2, Electro Methods/GE, 2600M25P01, oper. 545, Job 14903-10.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			2			MINOR			VOID			AC7126/6			A			5.3.10.1			Is the shop traveler (including equivalent paper or electronic record) used to reflect sequence of operations, inspection points, identification of the individual(s) performing the work and date properly completed?			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043, The previous operation 102 CNC YASDA prior to the bench operation 110 was not sign off as required.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			3			MINOR			CLOSED			AC7126/6			A			5.5.1.4			Are all gages and process monitoring equipment identified as to their calibration status and current?Note:Refer to AC7126 question 9.1.6 regarding procedural requirements.  Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043, There was no evidence of the calibration status for the edge break masters at the work station.  The masters are required by the work instruction.  During the audit the masters were labeled " reference only".


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			4			MAJOR			CLOSED			AC7126/6			A			6.8.1.2			Do the cutters/abrasives/media in use at the workstation match the approved process and Work Instructions?  Refer to handbook for specifics.			Hand bench Job #2, Electro Methods/GE, 2600M25P01, oper. 545, Job 14903-10.  No evidence that the abrasive wheel required by the customer approved tech plan was being used for the operation.  There was a similar wheel being used but the identification on the wheel and containor did not match the identification required by the tech plan.  This NCR is a major since it is a noncompliance with the customer approved tech plan.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			4			MAJOR			CLOSED			AC7126/6			A			6.8.1.3			Do the cutters/abrasives/media in use meet the customer requirements?			Hand bench Job #2, Electro Methods/GE, 2600M25P01, oper. 545, Job 14903-10.  No evidence that the abrasive wheel required by the customer approved tech plan was being used for the operation.  There was a similar wheel being used but the identification on the wheel and containor did not match the identification required by the tech plan.  This NCR is a major since it is a noncompliance with the customer approved tech plan.
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			Grand Total			1			3			7			8			19








(C) AC7126.6


			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1


			5.3.6			5.3.6			5.3.6			5.3.6


			5.3.7.5			5.3.7.5			5.3.7.5			5.3.7.5


			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1


			5.3.9.4			5.3.9.4			5.3.9.4			5.3.9.4


			5.3.9.9			5.3.9.9			5.3.9.9			5.3.9.9


			5.5.1.4			5.5.1.4			5.5.1.4			5.5.1.4


			5.7.4			5.7.4			5.7.4			5.7.4


			5.7.5			5.7.5			5.7.5			5.7.5


			5.8.1.2			5.8.1.2			5.8.1.2			5.8.1.2


			6.3.7.5			6.3.7.5			6.3.7.5			6.3.7.5


			6.3.7.6			6.3.7.6			6.3.7.6			6.3.7.6


			6.3.9.9			6.3.9.9			6.3.9.9			6.3.9.9


			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1


			6.8.1.2			6.8.1.2			6.8.1.2			6.8.1.2


			6.8.1.3			6.8.1.3			6.8.1.3			6.8.1.3


			7.3.7.4			7.3.7.4			7.3.7.4			7.3.7.4


			7.3.8.4			7.3.8.4			7.3.8.4			7.3.8.4





Auditor 2


Auditor 5


Auditor 6


Auditor 7


Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
NCR Paragraphs for AC7126/6 May 2015- May 2016


2


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1





(D) AC7126.6


			Checklist Name			AC7126/6


						Auditor Number


						Auditor 2			Auditor 5			Auditor 6			Auditor 7


			5.3.10.1												2


			5.3.6									1


			5.3.7.5						1


			5.3.9.1									1


			5.3.9.4									1


			5.3.9.9												1


			5.5.1.4												1


			5.7.4									1


			5.7.5									1


			5.8.1.2			1


			6.3.7.5						1


			6.3.7.6												1


			6.3.9.9												1


			6.8.1.1						1


			6.8.1.2												1


			6.8.1.3												1


			7.3.7.4									1


			7.3.8.4									1








(C) AC7126.5


			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1


			5.11.11			5.11.11			5.11.11			5.11.11			5.11.11			5.11.11			5.11.11


			5.11.4			5.11.4			5.11.4			5.11.4			5.11.4			5.11.4			5.11.4


			5.11.5			5.11.5			5.11.5			5.11.5			5.11.5			5.11.5			5.11.5


			5.11.6			5.11.6			5.11.6			5.11.6			5.11.6			5.11.6			5.11.6


			5.2			5.2			5.2			5.2			5.2			5.2			5.2


			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1


			5.3.10.4			5.3.10.4			5.3.10.4			5.3.10.4			5.3.10.4			5.3.10.4			5.3.10.4


			5.3.10.6			5.3.10.6			5.3.10.6			5.3.10.6			5.3.10.6			5.3.10.6			5.3.10.6


			5.3.3			5.3.3			5.3.3			5.3.3			5.3.3			5.3.3			5.3.3


			5.3.7			5.3.7			5.3.7			5.3.7			5.3.7			5.3.7			5.3.7


			5.3.8.1			5.3.8.1			5.3.8.1			5.3.8.1			5.3.8.1			5.3.8.1			5.3.8.1


			5.3.8.3			5.3.8.3			5.3.8.3			5.3.8.3			5.3.8.3			5.3.8.3			5.3.8.3


			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4


			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5


			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5


			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5


			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1


			5.6.2			5.6.2			5.6.2			5.6.2			5.6.2			5.6.2			5.6.2


			5.6.5			5.6.5			5.6.5			5.6.5			5.6.5			5.6.5			5.6.5


			5.7.11			5.7.11			5.7.11			5.7.11			5.7.11			5.7.11			5.7.11


			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2


			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3


			5.7.4			5.7.4			5.7.4			5.7.4			5.7.4			5.7.4			5.7.4


			5.7.5			5.7.5			5.7.5			5.7.5			5.7.5			5.7.5			5.7.5


			5.7.6			5.7.6			5.7.6			5.7.6			5.7.6			5.7.6			5.7.6


			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1


			5.8.1.3			5.8.1.3			5.8.1.3			5.8.1.3			5.8.1.3			5.8.1.3			5.8.1.3


			5.8.1.4			5.8.1.4			5.8.1.4			5.8.1.4			5.8.1.4			5.8.1.4			5.8.1.4


			6.1.5.1			6.1.5.1			6.1.5.1			6.1.5.1			6.1.5.1			6.1.5.1			6.1.5.1


			6.11.5			6.11.5			6.11.5			6.11.5			6.11.5			6.11.5			6.11.5


			6.2			6.2			6.2			6.2			6.2			6.2			6.2


			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1


			6.3.10.3			6.3.10.3			6.3.10.3			6.3.10.3			6.3.10.3			6.3.10.3			6.3.10.3


			6.3.10.4			6.3.10.4			6.3.10.4			6.3.10.4			6.3.10.4			6.3.10.4			6.3.10.4


			6.3.10.6			6.3.10.6			6.3.10.6			6.3.10.6			6.3.10.6			6.3.10.6			6.3.10.6


			6.3.7			6.3.7			6.3.7			6.3.7			6.3.7			6.3.7			6.3.7


			6.3.8.1			6.3.8.1			6.3.8.1			6.3.8.1			6.3.8.1			6.3.8.1			6.3.8.1


			6.3.8.3			6.3.8.3			6.3.8.3			6.3.8.3			6.3.8.3			6.3.8.3			6.3.8.3


			6.3.8.4			6.3.8.4			6.3.8.4			6.3.8.4			6.3.8.4			6.3.8.4			6.3.8.4


			6.3.8.5			6.3.8.5			6.3.8.5			6.3.8.5			6.3.8.5			6.3.8.5			6.3.8.5


			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5


			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5


			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1


			6.6.2			6.6.2			6.6.2			6.6.2			6.6.2			6.6.2			6.6.2


			6.7.1			6.7.1			6.7.1			6.7.1			6.7.1			6.7.1			6.7.1


			6.7.11			6.7.11			6.7.11			6.7.11			6.7.11			6.7.11			6.7.11


			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2


			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3


			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4


			6.7.5			6.7.5			6.7.5			6.7.5			6.7.5			6.7.5			6.7.5


			6.7.6			6.7.6			6.7.6			6.7.6			6.7.6			6.7.6			6.7.6


			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1





Auditor 1


Auditor 2


Auditor 3


Auditor 4


Auditor 5


Auditor 6


Auditor 7


Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
NCR Paragraphs for AC7126/5 May 2015- May 2016


2


2


2


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


2


1


1


2


1


1


2


1


1


1


1


1


1


1


1


1


1


1


1


2


1


1


1


1


1


1


1


1


2


1


1


1


1


1


1


1


2


1


1


2


1


1


1


1


1


1


1


1


1


1


1





(D) AC7126.5


			Checklist Name			AC7126/5


						Auditor Number


						Auditor 1			Auditor 2			Auditor 3			Auditor 4			Auditor 5			Auditor 6			Auditor 7


			5.1.5.1			2


			5.11.11						2


			5.11.4																		2


			5.11.5			1															1


			5.11.6						1


			5.2			1


			5.3.10.1						1						1			1


			5.3.10.4																		1


			5.3.10.6									1						1						1


			5.3.3																		1


			5.3.7															1


			5.3.8.1			1


			5.3.8.3									1


			5.3.8.4			1						1									1


			5.3.8.5			1


			5.3.9.5						1			1


			5.5.1.5															2			1


			5.5.2.1						1									2


			5.6.2			1


			5.6.5												1


			5.7.11			2


			5.7.2															1


			5.7.3			1			1


			5.7.4			1						1									1


			5.7.5															1


			5.7.6			1												1


			5.8.1.1																		1


			5.8.1.3			1


			5.8.1.4			1


			6.1.5.1			2


			6.11.5			1


			6.2			1


			6.3.10.1												1			1


			6.3.10.3									1


			6.3.10.4																		1


			6.3.10.6															1						1


			6.3.7															2


			6.3.8.1			1


			6.3.8.3									1


			6.3.8.4			1


			6.3.8.5			1


			6.3.9.5						1			1


			6.5.1.5															1


			6.5.2.1															2


			6.6.2			1


			6.7.1						1


			6.7.11			2									1


			6.7.2															1


			6.7.3			1									1


			6.7.4			1															1


			6.7.5															1


			6.7.6			1												1


			6.8.1.1									1									1


			6.8.1.3			1


			6.8.1.4			1








(C) AC7126.4


			5.10.1


			5.6.3


			6.10.1


			6.6.3





Auditor 6


Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
NCR Paragraphs for AC7126/4 May 2015- May 2016


1


1


1


1





(D) AC7126.4


			Checklist Name			AC7126/4


						Auditor Number


						Auditor 6


			5.10.1			1


			5.6.3			1


			6.10.1			1


			6.6.3			1








(C) AC7126.3


			5.10.1			5.10.1			5.10.1			5.10.1


			5.2.1			5.2.1			5.2.1			5.2.1


			5.3.5			5.3.5			5.3.5			5.3.5


			5.3.7.6			5.3.7.6			5.3.7.6			5.3.7.6


			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5


			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1


			5.3.9.6			5.3.9.6			5.3.9.6			5.3.9.6


			5.5.1.3			5.5.1.3			5.5.1.3			5.5.1.3


			5.7.1			5.7.1			5.7.1			5.7.1


			5.7.2			5.7.2			5.7.2			5.7.2


			5.7.8			5.7.8			5.7.8			5.7.8


			6.2.1			6.2.1			6.2.1			6.2.1


			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1


			6.3.7.6			6.3.7.6			6.3.7.6			6.3.7.6


			6.3.8.5			6.3.8.5			6.3.8.5			6.3.8.5


			6.3.9.6			6.3.9.6			6.3.9.6			6.3.9.6


			6.5.1.3			6.5.1.3			6.5.1.3			6.5.1.3


			6.7.2			6.7.2			6.7.2			6.7.2


			6.7.5			6.7.5			6.7.5			6.7.5


			6.8.1.4			6.8.1.4			6.8.1.4			6.8.1.4





Auditor 3


Auditor 4


Auditor 6


Auditor 7


Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
NCR Paragraphs for AC7126/3 May 2015- May 2016


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1


1





(D) AC7126.3


			Checklist Name			AC7126/3


						Auditor Number


						Auditor 3			Auditor 4			Auditor 6			Auditor 7


			5.10.1									1


			5.2.1												1


			5.3.5												1


			5.3.7.6												1


			5.3.8.5						1						1


			5.3.9.1									1


			5.3.9.6												1


			5.5.1.3			1


			5.7.1												1


			5.7.2												1


			5.7.8												1


			6.2.1												1


			6.3.10.1												1


			6.3.7.6												1


			6.3.8.5						1						1


			6.3.9.6												1


			6.5.1.3			1


			6.7.2												1


			6.7.5												1


			6.8.1.4												1








(C) AC7126.2


			6.11.1


			6.3.9.1





Auditor 6


Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
NCR Paragraphs for AC7126/2 May 2015- May 2016


1


1





(D) AC7126.2


			Checklist Name			AC7126/2


						Auditor Number


						Auditor 6


			6.11.1			1


			6.3.9.1			1








(C)AC7126.1


			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1


			5.10.1			5.10.1			5.10.1			5.10.1			5.10.1			5.10.1			5.10.1


			5.3.3			5.3.3			5.3.3			5.3.3			5.3.3			5.3.3			5.3.3


			5.3.5			5.3.5			5.3.5			5.3.5			5.3.5			5.3.5			5.3.5


			5.3.6			5.3.6			5.3.6			5.3.6			5.3.6			5.3.6			5.3.6


			5.3.7.1			5.3.7.1			5.3.7.1			5.3.7.1			5.3.7.1			5.3.7.1			5.3.7.1


			5.3.7.2			5.3.7.2			5.3.7.2			5.3.7.2			5.3.7.2			5.3.7.2			5.3.7.2


			5.3.7.4			5.3.7.4			5.3.7.4			5.3.7.4			5.3.7.4			5.3.7.4			5.3.7.4


			5.3.7.6			5.3.7.6			5.3.7.6			5.3.7.6			5.3.7.6			5.3.7.6			5.3.7.6


			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4


			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5


			5.3.8.8			5.3.8.8			5.3.8.8			5.3.8.8			5.3.8.8			5.3.8.8			5.3.8.8


			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1


			5.3.9.3			5.3.9.3			5.3.9.3			5.3.9.3			5.3.9.3			5.3.9.3			5.3.9.3


			5.3.9.4			5.3.9.4			5.3.9.4			5.3.9.4			5.3.9.4			5.3.9.4			5.3.9.4


			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5


			5.3.9.6			5.3.9.6			5.3.9.6			5.3.9.6			5.3.9.6			5.3.9.6			5.3.9.6


			5.3.9.7			5.3.9.7			5.3.9.7			5.3.9.7			5.3.9.7			5.3.9.7			5.3.9.7


			5.5.1.1			5.5.1.1			5.5.1.1			5.5.1.1			5.5.1.1			5.5.1.1			5.5.1.1


			5.5.1.2			5.5.1.2			5.5.1.2			5.5.1.2			5.5.1.2			5.5.1.2			5.5.1.2


			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5


			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1


			5.5.2.2			5.5.2.2			5.5.2.2			5.5.2.2			5.5.2.2			5.5.2.2			5.5.2.2


			5.5.3.1			5.5.3.1			5.5.3.1			5.5.3.1			5.5.3.1			5.5.3.1			5.5.3.1


			5.6.3			5.6.3			5.6.3			5.6.3			5.6.3			5.6.3			5.6.3


			5.6.4			5.6.4			5.6.4			5.6.4			5.6.4			5.6.4			5.6.4


			5.7.1			5.7.1			5.7.1			5.7.1			5.7.1			5.7.1			5.7.1


			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2


			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3


			5.7.7			5.7.7			5.7.7			5.7.7			5.7.7			5.7.7			5.7.7


			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1


			5.8.1.5			5.8.1.5			5.8.1.5			5.8.1.5			5.8.1.5			5.8.1.5			5.8.1.5


			5.8.1.6			5.8.1.6			5.8.1.6			5.8.1.6			5.8.1.6			5.8.1.6			5.8.1.6


			5.8.1.8			5.8.1.8			5.8.1.8			5.8.1.8			5.8.1.8			5.8.1.8			5.8.1.8


			5.8.2.2			5.8.2.2			5.8.2.2			5.8.2.2			5.8.2.2			5.8.2.2			5.8.2.2


			5.8.2.3			5.8.2.3			5.8.2.3			5.8.2.3			5.8.2.3			5.8.2.3			5.8.2.3


			5.8.2.5			5.8.2.5			5.8.2.5			5.8.2.5			5.8.2.5			5.8.2.5			5.8.2.5


			5.9.1			5.9.1			5.9.1			5.9.1			5.9.1			5.9.1			5.9.1


			5.9.2			5.9.2			5.9.2			5.9.2			5.9.2			5.9.2			5.9.2


			6.10.1			6.10.1			6.10.1			6.10.1			6.10.1			6.10.1			6.10.1


			6.3.8.8			6.3.8.8			6.3.8.8			6.3.8.8			6.3.8.8			6.3.8.8			6.3.8.8


			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5


			6.3.9.7			6.3.9.7			6.3.9.7			6.3.9.7			6.3.9.7			6.3.9.7			6.3.9.7


			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5


			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1


			6.5.3.1			6.5.3.1			6.5.3.1			6.5.3.1			6.5.3.1			6.5.3.1			6.5.3.1


			6.6.1			6.6.1			6.6.1			6.6.1			6.6.1			6.6.1			6.6.1


			6.6.3			6.6.3			6.6.3			6.6.3			6.6.3			6.6.3			6.6.3


			6.6.4			6.6.4			6.6.4			6.6.4			6.6.4			6.6.4			6.6.4


			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2


			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3


			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4


			6.7.7			6.7.7			6.7.7			6.7.7			6.7.7			6.7.7			6.7.7


			6.8.1.8			6.8.1.8			6.8.1.8			6.8.1.8			6.8.1.8			6.8.1.8			6.8.1.8


			6.8.2.2			6.8.2.2			6.8.2.2			6.8.2.2			6.8.2.2			6.8.2.2			6.8.2.2


			6.8.2.5			6.8.2.5			6.8.2.5			6.8.2.5			6.8.2.5			6.8.2.5			6.8.2.5


			6.9.1			6.9.1			6.9.1			6.9.1			6.9.1			6.9.1			6.9.1


			6.9.2			6.9.2			6.9.2			6.9.2			6.9.2			6.9.2			6.9.2
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(D) AC7126.1


			Checklist Name			AC7126/1


						Auditor Number


						Auditor 1			Auditor 2			Auditor 3			Auditor 4			Auditor 5			Auditor 6			Auditor 7


			5.1.5.1																					1


			5.10.1																		1


			5.3.3																		1


			5.3.5																					1


			5.3.6																		1			1


			5.3.7.1																					1


			5.3.7.2									1


			5.3.7.4																					1


			5.3.7.6																					1


			5.3.8.4																		1			1


			5.3.8.5																					1


			5.3.8.8												1


			5.3.9.1									1									1


			5.3.9.3																					1


			5.3.9.4			1						1


			5.3.9.5									1												1


			5.3.9.6												1									1


			5.3.9.7						1															1


			5.5.1.1																					1


			5.5.1.2																					1


			5.5.1.5									5						1


			5.5.2.1						1															3


			5.5.2.2																					1


			5.5.3.1						1			1


			5.6.3			2									1						1


			5.6.4						1


			5.7.1															1


			5.7.2			2												2						1


			5.7.3															2						1


			5.7.7			2									2			2			1			1


			5.8.1.1						4						1						1			1


			5.8.1.5						1


			5.8.1.6						1						1


			5.8.1.8												1


			5.8.2.2												1


			5.8.2.3						1


			5.8.2.5									1


			5.9.1																					2


			5.9.2																					2


			6.10.1																		1


			6.3.8.8															2


			6.3.9.5																		1


			6.3.9.7																					1


			6.5.1.5									3


			6.5.2.1																					1


			6.5.3.1									1												1


			6.6.1																					1


			6.6.3												1						1


			6.6.4						2									1


			6.7.2															3


			6.7.3															3


			6.7.4												1


			6.7.7															3			1


			6.8.1.8												1


			6.8.2.2												1


			6.8.2.5									1


			6.9.1																					1


			6.9.2																					1








(C) AC7126


			11.1			11.1			11.1			11.1			11.1			11.1			11.1


			11.2			11.2			11.2			11.2			11.2			11.2			11.2


			11.5			11.5			11.5			11.5			11.5			11.5			11.5


			11.6			11.6			11.6			11.6			11.6			11.6			11.6


			12.1			12.1			12.1			12.1			12.1			12.1			12.1


			12.2			12.2			12.2			12.2			12.2			12.2			12.2


			12.3			12.3			12.3			12.3			12.3			12.3			12.3


			13.2			13.2			13.2			13.2			13.2			13.2			13.2


			13.3			13.3			13.3			13.3			13.3			13.3			13.3


			13.4			13.4			13.4			13.4			13.4			13.4			13.4


			13.5			13.5			13.5			13.5			13.5			13.5			13.5


			3.1.3.3			3.1.3.3			3.1.3.3			3.1.3.3			3.1.3.3			3.1.3.3			3.1.3.3


			4.1			4.1			4.1			4.1			4.1			4.1			4.1


			4.2			4.2			4.2			4.2			4.2			4.2			4.2


			5.1.2			5.1.2			5.1.2			5.1.2			5.1.2			5.1.2			5.1.2


			5.1.4			5.1.4			5.1.4			5.1.4			5.1.4			5.1.4			5.1.4


			5.2.1			5.2.1			5.2.1			5.2.1			5.2.1			5.2.1			5.2.1


			7.1.2			7.1.2			7.1.2			7.1.2			7.1.2			7.1.2			7.1.2


			7.1.3			7.1.3			7.1.3			7.1.3			7.1.3			7.1.3			7.1.3


			7.1.4			7.1.4			7.1.4			7.1.4			7.1.4			7.1.4			7.1.4


			7.1.6			7.1.6			7.1.6			7.1.6			7.1.6			7.1.6			7.1.6


			7.2.1			7.2.1			7.2.1			7.2.1			7.2.1			7.2.1			7.2.1


			7.2.2			7.2.2			7.2.2			7.2.2			7.2.2			7.2.2			7.2.2


			7.2.3			7.2.3			7.2.3			7.2.3			7.2.3			7.2.3			7.2.3


			7.3.1			7.3.1			7.3.1			7.3.1			7.3.1			7.3.1			7.3.1


			7.5.1			7.5.1			7.5.1			7.5.1			7.5.1			7.5.1			7.5.1


			8.2.1			8.2.1			8.2.1			8.2.1			8.2.1			8.2.1			8.2.1


			8.2.2			8.2.2			8.2.2			8.2.2			8.2.2			8.2.2			8.2.2


			9.1.1			9.1.1			9.1.1			9.1.1			9.1.1			9.1.1			9.1.1


			9.1.2			9.1.2			9.1.2			9.1.2			9.1.2			9.1.2			9.1.2


			9.1.3			9.1.3			9.1.3			9.1.3			9.1.3			9.1.3			9.1.3


			9.1.4			9.1.4			9.1.4			9.1.4			9.1.4			9.1.4			9.1.4


			9.1.5			9.1.5			9.1.5			9.1.5			9.1.5			9.1.5			9.1.5


			9.1.6			9.1.6			9.1.6			9.1.6			9.1.6			9.1.6			9.1.6


			9.1.7			9.1.7			9.1.7			9.1.7			9.1.7			9.1.7			9.1.7


			9.2.1			9.2.1			9.2.1			9.2.1			9.2.1			9.2.1			9.2.1


			9.2.3			9.2.3			9.2.3			9.2.3			9.2.3			9.2.3			9.2.3


			9.2.4			9.2.4			9.2.4			9.2.4			9.2.4			9.2.4			9.2.4
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(D) AC7126


			Checklist Name			AC7126


						Auditor Number


						Auditor 1			Auditor 2			Auditor 3			Auditor 4			Auditor 5			Auditor 6			Auditor 7


			11.1						1


			11.2																		1


			11.5						1


			11.6																					1


			12.1						1


			12.2						1			1


			12.3			1


			13.2						1


			13.3						4


			13.4						1


			13.5						1


			3.1.3.3			1


			4.1						1												5			2


			4.2																					1


			5.1.2						1


			5.1.4			1									1


			5.2.1																		1


			7.1.2																		1


			7.1.3						1			1


			7.1.4									1


			7.1.6									1			1


			7.2.1															1


			7.2.2									1						1


			7.2.3									1


			7.3.1															1			1


			7.5.1						1


			8.2.1						5			6						4


			8.2.2															1


			9.1.1																					1


			9.1.2						1															1


			9.1.3						1															1


			9.1.4						1


			9.1.5						1


			9.1.6									1			1			1


			9.1.7									1												1


			9.2.1															2			1


			9.2.3									1


			9.2.4																		1










Key


			Auditor Key


			Auditor Name			Auditor Number


			Arthur Corfe			1


			Bradley Woodiel			2


			John Cammett			3


			Nai Puay Guan			4


			Richard Scott			5


			Richard Sovich			6


			Rick Pollak			7








Audits


			Audit Number			Commodity			Customer Number			Company			Street			City			State			Postal Code			Country			Audit Subtype			Audit Type			Audit Start Date			Audit End Date			Audit Days			Auditor Number			Auditor Name			Audit Status Description			Major NCR			Minor NCR			Total NCR			NCRs per day			Staff Days			Reviewer Name			SE Review Days			CSR Days			Supplier Review Days			Task Group Review Days			Cycle Count


			164100			Conventional Machining as a Special Process (CMSP)			4547			Industria de Turbo Propulsores S.A.			Parque Tecnologico Edificio 300			Zamudio						48170			Spain			Nadcap			REACCRED			25-Jan-16			26-Jan-16			2			1			Arthur Corfe			Certificate Issued			0			1			1			0.50			4			Statham, Andy			4			0			28			8			2


			166278			Conventional Machining as a Special Process (CMSP)			6778			Aerotech Peissenberg GmbH & Co KG			Robert Drosten Platz 1			Peissenberg						82380			Germany			Nadcap			REACCRED			1-Mar-16			2-Mar-16			2			1			Arthur Corfe			Certificate Issued			0			0			0			0.00			7			Statham, Andy			7			0			20			8			1


			167030			Conventional Machining as a Special Process (CMSP)			10827			TAKABAYASHI MFG. CO.,LTD.			Ni-25 Kanaichi-machi, Kanazawa-shi			Ishikawa-ken						920-3134			Japan			Nadcap			INITIAL			11-Nov-15			12-Nov-15			2			1			Arthur Corfe			Certificate Issued			1			1			2			1.00			11			Statham, Andy			11			0			27			8			3


			167687			Conventional Machining as a Special Process (CMSP)			10370			Asashita Mekki Co.,Ltd			1843-7,Yokoemachi Hakusan city			Ishikawa prf.						924-0011			Japan			Nadcap			INITIAL			9-Nov-15			10-Nov-15			2			1			Arthur Corfe			Certificate Issued			2			3			5			2.50			8			Statham, Andy			8			0			27			12			2


			161149			Conventional Machining as a Special Process (CMSP)			3782			Smith West LLC dba Paradigm Precision Holdings			404 W Guadalupe Rd			Tempe			AZ			85283			United States			Nadcap			REACCRED			17-Jun-15			19-Jun-15			3			2			Bradley Woodiel			Certificate Issued			0			1			1			0.33			6			Statham, Andy			6			0			20			8			2


			162888			Conventional Machining as a Special Process (CMSP)			10233			Hunting Dearborn, Inc.			6 Dearborn Drive			Fryeburg			ME			04037			United States			Nadcap			REACCRED			16-Nov-15			17-Nov-15			2			2			Bradley Woodiel			Certificate Issued			0			2			2			1.00			11			Statham, Andy			11			0			23			8			2


			164109			Conventional Machining as a Special Process (CMSP)			4414			Paradigm Manchester Inc.			186 Adams St			Manchester			CT			06042			United States			Nadcap			REACCRED			22-Sep-15			24-Sep-15			3			2			Bradley Woodiel			Certificate Issued			0			1			1			0.33			10			Statham, Andy			9			1			24			8			2


			165526			Conventional Machining as a Special Process (CMSP)			10451			HIKARI MANUFACTURE CO.,LTD			248-3 Nakano, Kasamatsu-cho,Hashima-gun			Gifu-ken						5016034			Japan			Nadcap			REACCRED			17-Mar-16			18-Mar-16			2			2			Bradley Woodiel			Certificate Issued			0			3			3			1.50			12			Statham, Andy			12			0			22			8			4


			165656			Conventional Machining as a Special Process (CMSP)			10562			Yamanouchi Seisakusho Co.,Ltd    (Maki Plant)			8460 Yonjuppowari, Urushiyama-Aza, Nishikan-ku,			Niigata-ken						953-0054			Japan			Nadcap			REACCRED			14-Mar-16			15-Mar-16			2			2			Bradley Woodiel			Certificate Issued			0			2			2			1.00			4			Statham, Andy			4			0			19			8			3


			166150			Conventional Machining as a Special Process (CMSP)			11003			Anmark Machine			417 South Clark Drive			Tempe			AZ			85281			United States			Nadcap			REACCRED			11-Apr-16			12-Apr-16			2			2			Bradley Woodiel			Certificate Issued			0			0			0			0.00			0			Statham, Andy			0			0			6			8			0


			166268			Conventional Machining as a Special Process (CMSP)			4933			Absolute Technologies Inc			4890 East La Palma Avenue			Anaheim			CA			92807			United States			Nadcap			REACCRED			1-Mar-16			3-Mar-16			3			2			Bradley Woodiel			Certificate Issued			0			2			2			0.67			8			Statham, Andy			8			0			25			8			2


			166271			Conventional Machining as a Special Process (CMSP)			3150			GKN Aerospace Chem-tronics Inc.			1150 W Bradley Ave			El Cajon			CA			92020			United States			Nadcap			REACCRED			10-Sep-15			11-Sep-15			2			2			Bradley Woodiel			Certificate Issued			1			0			1			0.50			6			Statham, Andy			5			1			25			8			1


			166576			Conventional Machining as a Special Process (CMSP)			11129			KK Industries LLC			2149 E. 5th Street, Suite 102			Tempe			AZ			85281			United States			Nadcap			INITIAL			18-May-15			20-May-15			3			2			Bradley Woodiel			Certificate Issued			1			4			5			1.67			18			Statham, Andy			18			0			34			8			3


			167869			Conventional Machining as a Special Process (CMSP)			4470			Heroux Devtek Inc			755 Thurber St			Longueuil			QC			J4H 3N2			Canada			Nadcap			INITIAL			7-Oct-15			8-Oct-15			2			2			Bradley Woodiel			Certificate Issued			0			0			0			0.00			6			Statham, Andy			6			0			18			8			1


			167870			Conventional Machining as a Special Process (CMSP)			4589			Heroux Devtek Inc			3675 Industrial Blvd			Laval			QC			H7L 4S3			Canada			Nadcap			INITIAL			9-Oct-15			9-Oct-15			1			2			Bradley Woodiel			Certificate Issued			0			1			1			1.00			6			Statham, Andy			6			0			24			8			2


			168703			Conventional Machining as a Special Process (CMSP)			3397			Turbine Engine Components Technologies			8839 Pioneer Blvd			Santa Fe Springs			CA			90670			United States			Nadcap			REACCRED			11-Jan-16			13-Jan-16			3			2			Bradley Woodiel			Certificate Issued			2			4			6			2.00			11			Statham, Andy			11			0			49			10			3


			169349			Conventional Machining as a Special Process (CMSP)			12234			Strite Precision Machining Limited			298 Shepherd Ave			Cambridge			ON			N3C 1V1			Canada			Nadcap			INITIAL			10-Aug-15			11-Aug-15			2			2			Bradley Woodiel			Certificate Issued			2			3			5			2.50			9			Statham, Andy			9			0			25			8			2


			169730			Conventional Machining as a Special Process (CMSP)			4185			Southwest United Industries Inc			422 S Saint Louis Ave			Tulsa			OK			74120-3499			United States			Nadcap			INITIAL			7-Jan-16			8-Jan-16			2			2			Bradley Woodiel			Certificate Issued			0			4			4			2.00			15			Statham, Andy			15			0			37			8			3


			172422			Conventional Machining as a Special Process (CMSP)			5871			Globe Grinding Corp			1365 Akron Street			Copiaque			NY			11726			United States			Nadcap			INITIAL			22-Feb-16			23-Feb-16			2			2			Bradley Woodiel			Certificate Issued			0			1			1			0.50			6			Statham, Andy			6			0			11			9			1


			161420			Conventional Machining as a Special Process (CMSP)			7265			Lisi Aerospace Canada Corp.			2000 Place Transcanadienne			Dorval			QC			H9P 2X5			Canada			Nadcap			REACCRED			18-Jun-15			19-Jun-15			2			3			John Cammett			Certificate Issued			0			1			1			0.50			13			Statham, Andy			13			0			35			11			2


			163692			Conventional Machining as a Special Process (CMSP)			3284			Kerns Manufacturing Corp			37-14 29th Street			Long Island City			NY			11101			United States			Nadcap			REACCRED			8-Feb-16			9-Feb-16			2			3			John Cammett			Certificate Issued			0			0			0			0.00			1			Statham, Andy			1			0			1			8			0


			164128			Conventional Machining as a Special Process (CMSP)			6991			GE Aviation (Suzhou) Co., Ltd.			200 Middle Suhong Rd			Suzhou			JIANGSU			215021			China			Nadcap			REACCRED			24-Sep-15			25-Sep-15			2			3			John Cammett			Certificate Issued			0			0			0			0.00			2			Statham, Andy			2			0			4			8			0


			164413			Conventional Machining as a Special Process (CMSP)			10878			Rhinestahl Corporation			1111 Western Row Rd			Mason			OH			45040			United States			Nadcap			REACCRED			15-Jul-15			16-Jul-15			2			3			John Cammett			Certificate Issued			0			4			4			2.00			6			Statham, Andy			6			0			28			8			2


			164439			Conventional Machining as a Special Process (CMSP)			5257			TEI-TUSAS ENGINE IND. INC.			Cevre Yolu Bulvari No 356 Tepebasi			Eskisehir						26003			Turkey			Nadcap			REACCRED			5-Jan-16			8-Jan-16			4			3			John Cammett			Certificate Issued			0			0			0			0.00			1			Statham, Andy			1			0			0			10			0


			164690			Conventional Machining as a Special Process (CMSP)			3217			Morris Machine Co Inc			6480 S Belmont Avenue			Indianapolis			IN			46217			United States			Nadcap			REACCRED			22-Jun-15			23-Jun-15			2			3			John Cammett			Certificate Issued			0			0			0			0.00			6			Statham, Andy			6			0			0			8			0


			165553			Conventional Machining as a Special Process (CMSP)			10961			Chenfull International Co., LTD.			No.21-12, Longsing Ln, Sec.2,Fongsing Rd., Tanzih			Taichung						42742			Taiwan			Nadcap			REACCRED			21-Apr-16			22-Apr-16			2			3			John Cammett			Certificate Issued			0			0			0			0.00			6			Statham, Andy			6			0			1			10			0


			165773			Conventional Machining as a Special Process (CMSP)			3611			Danville Metal Stamping Co. Inc.			20 Oakwood Ave			Danville			IL			61832			United States			Nadcap			REACCRED			27-Jul-15			29-Jul-15			3			3			John Cammett			Certificate Issued			0			1			1			0.33			5			Statham, Andy			5			0			21			8			1


			166127			Conventional Machining as a Special Process (CMSP)			7766			GKN Aerospace San Luis Potosi			Av. C.F.E. 790			San Luis Potosi SLP			SAN LUIS POTOSI			C.P. 78395			Mexico			Nadcap			REACCRED			7-Mar-16			8-Mar-16			2			3			John Cammett			Certificate Issued			0			2			2			1.00			9			Statham, Andy			9			0			27			8			3


			166726			Conventional Machining as a Special Process (CMSP)			7046			Guizhou Liyang International Manufacturing Co., Ltd.			NO. 1 Liyang Road, Pingba County			ANSHUN			GUIZHOU			561102			China			Nadcap			REACCRED			18-Apr-16			19-Apr-16			2			3			John Cammett			Task Group Review			0			1			1			0.50			0			Statham, Andy			0			0			30			0			2


			166820			Conventional Machining as a Special Process (CMSP)			8936			XAE Flying Aviation MFG Tech Co. Ltd			Export Processing Zone 12 Feng Cheng Rd			Xi'an			SHAANXI			710021			China			Nadcap			REACCRED			28-Jan-16			29-Jan-16			2			3			John Cammett			Certificate Issued			0			1			1			0.50			5			Statham, Andy			4			1			27			16			2


			166821			Conventional Machining as a Special Process (CMSP)			5261			AVIC AVIATION-ENGINE Co. PLC-XAE			Xujiawan, Weiyang District			XI'AN			SHAANXI			710021			China			Nadcap			REACCRED			25-Jan-16			27-Jan-16			3			3			John Cammett			Certificate Issued			0			2			2			0.67			5			Statham, Andy			5			0			35			16			3


			167144			Conventional Machining as a Special Process (CMSP)			11731			Chung Hsin Electric & Machinery Mfg. Corp.			No.25, WEN-TE RD.,KWEI SHAN HSIANG			TAOYUAN HSIEN						33383			Taiwan			Nadcap			REACCRED			17-Dec-15			18-Dec-15			2			3			John Cammett			Certificate Issued			0			0			0			0.00			2			Statham, Andy			2			0			2			8			0


			167410			Conventional Machining as a Special Process (CMSP)			3626			Triumph Gear Systems Toronto ULC			9 Fenmar Drive			Toronto			ON			M9L1L5			Canada			Nadcap			REACCRED			30-Nov-15			2-Dec-15			3			3			John Cammett			Certificate Issued			0			0			0			0.00			1			Statham, Andy			1			0			6			8			0


			167871			Conventional Machining as a Special Process (CMSP)			4590			Heroux Devtek Inc			1665 Highland Road West			Kitchener			ON			N2N 3K5			Canada			Nadcap			INITIAL			5-Nov-15			6-Nov-15			2			3			John Cammett			Certificate Issued			0			1			1			0.50			6			Statham, Andy			6			0			1			10			1


			168084			Conventional Machining as a Special Process (CMSP)			4760			Tecnickrome Aeronautique Inc.			12264 April Street			Montreal			QC			H1B 5N5			Canada			Nadcap			INITIAL			2-Nov-15			3-Nov-15			2			3			John Cammett			Certificate Issued			0			0			0			0.00			2			Statham, Andy			2			0			0			8			0


			168404			Conventional Machining as a Special Process (CMSP)			12095			Duval Precision Grinding			940 Sheridan Street			Chicopee			MA			01022			United States			Nadcap			INITIAL			9-Sep-15			10-Sep-15			2			3			John Cammett			Certificate Issued			0			0			0			0.00			1			Statham, Andy			1			0			6			10			0


			169660			Conventional Machining as a Special Process (CMSP)			7440			ALP HAVACILIK SAN. VE TIC. A. S.			Organize Sanayi Bolgesi 8. Cadde,			Eskisehir						26110			Turkey			Nadcap			REACCRED			2-May-16			3-May-16			2			3			John Cammett			Certificate Issued			0			0			0			0.00			1			Statham, Andy			1			0			0			10			0


			170362			Conventional Machining as a Special Process (CMSP)			12186			Altaser S.A. de C.V.			Sicomoro #2905			Chihuahua			CHIHUAHUA			31030			Mexico			Nadcap			INITIAL			5-Oct-15			6-Oct-15			2			3			John Cammett			Certificate Issued			0			3			3			1.50			6			Statham, Andy			6			0			28			8			1


			170472			Conventional Machining as a Special Process (CMSP)			12217			Evergreen Aviation Precision Corp			No.528,Sec. 1,Cheng-Gong Rd. Guanyin Dist			Taoyuan						32844			Taiwan			Nadcap			INITIAL			1-Feb-16			2-Feb-16			2			3			John Cammett			Certificate Issued			0			4			4			2.00			9			Statham, Andy			9			0			25			9			2


			171010			Conventional Machining as a Special Process (CMSP)			12266			Noranco Inc.			55A Westcreek Drive			Vaughan			ON			L4L 9N6			Canada			Nadcap			INITIAL			14-Oct-15			15-Oct-15			2			3			John Cammett			Certificate Issued			0			1			1			0.50			5			Statham, Andy			5			0			21			8			2


			162062			Conventional Machining as a Special Process (CMSP)			10526			MORITA Industries Co., Ltd.			2-3-10 Hirotagaya, Kure-shi,			Hiroshima-ken						737-0134			Japan			Nadcap			REACCRED			31-Aug-15			1-Sep-15			2			4			Nai Puay Guan			Certificate Issued			0			0			0			0.00			6			Statham, Andy			6			0			0			8			0


			162432			Conventional Machining as a Special Process (CMSP)			5892			Sam (Suzhou) Co. Ltd			Export Processing Zone 200#			Suzhou			JIANGSU			215021			China			Nadcap			REACCRED			23-Nov-15			24-Nov-15			2			4			Nai Puay Guan			Certificate Issued			1			2			3			1.50			17			Statham, Andy			17			0			32			8			3


			163826			Conventional Machining as a Special Process (CMSP)			10454			Cosmo Seiki Co.,Ltd (Soma Production Group)			1-2-2, Onodai, Soma-shi			Fukushima-ken						9760001			Japan			Nadcap			REACCRED			22-Oct-15			23-Oct-15			2			4			Nai Puay Guan			Certificate Issued			0			1			1			0.50			3			Statham, Andy			3			0			21			10			1


			164514			Conventional Machining as a Special Process (CMSP)			8663			Chaheng Precision Co. Ltd.			No. 9 Luke 10th Rd. Lujhu Township			Kaohsiung County 821						82059			Taiwan			Nadcap			REACCRED			25-Jan-16			27-Jan-16			3			4			Nai Puay Guan			Certificate Issued			0			2			2			0.67			11			Statham, Andy			11			0			38			8			3


			165367			Conventional Machining as a Special Process (CMSP)			10161			Suzhou Links Precision Engineering Co., Ltd			Unit No.2B Jian Wu, No.200 Middle Su Hong Road Export Processing Zone			Suzhou			JIANGSU			215021			China			Nadcap			REACCRED			25-Feb-16			26-Feb-16			2			4			Nai Puay Guan			Certificate Issued			1			1			2			1.00			0			Statham, Andy			0			0			14			8			2


			166839			Conventional Machining as a Special Process (CMSP)			11776			Toko Tekko Co., Ltd.			19 - 1 Inariyamashita, Shakanai			Odate-shi, Akita						017-0012			Japan			Nadcap			INITIAL			15-Jun-15			16-Jun-15			2			4			Nai Puay Guan			Certificate Issued			0			2			2			1.00			3			Statham, Andy			3			0			22			8			2


			166928			Conventional Machining as a Special Process (CMSP)			5058			Sumitomo Precision Products Co. Ltd.			1-10 Fuso-cho			Amagaski City						6600891			Japan			Nadcap			INITIAL			3-Sep-15			4-Sep-15			2			4			Nai Puay Guan			Certificate Issued			1			1			2			1.00			9			Statham, Andy			8			1			21			9			2


			169130			Conventional Machining as a Special Process (CMSP)			4926			Sichuan Chengfa Aero Science & Technology Co., LTD.			Shulong Road, Sanhe Block			Chengdu			SICHUAN			610067			China			Nadcap			REACCRED			18-Apr-16			19-Apr-16			2			4			Nai Puay Guan			Task Group Review			0			1			1			0.50			1			Statham, Andy			1			0			20			6			1


			160940			Conventional Machining as a Special Process (CMSP)			10812			Demusz Mfg. Co., Inc.			303 Burnham St			East Hartford			CT			06108			United States			Nadcap			REACCRED			4-Aug-15			5-Aug-15			2			5			Richard Scott			Certificate Issued			0			0			0			0.00			5			Statham, Andy			5			0			1			8			0


			161716			Conventional Machining as a Special Process (CMSP)			3223			Unison Engine Components - Asheville			401 Sweeten Creek Ind. Pk			Asheville			NC			28803-1799			United States			Nadcap			REACCRED			3-Nov-15			6-Nov-15			4			5			Richard Scott			Certificate Issued			0			0			0			0.00			6			Statham, Andy			6			0			0			10			0


			161743			Conventional Machining as a Special Process (CMSP)			3216			Moeller Manufacturing Co			30100 Beck Rd			Wixom			MI			48393			United States			Nadcap			REACCRED			16-Jun-15			18-Jun-15			3			5			Richard Scott			Certificate Issued			0			0			0			0.00			4			Statham, Andy			4			0			7			8			0


			162350			Conventional Machining as a Special Process (CMSP)			8844			Magnate Technology Co. Ltd.			No.11 Beiling 2nd Rd. Beiling Village			Lujhu Dist., Kaohsiung City						821			Taiwan			Nadcap			REACCRED			24-Sep-15			25-Sep-15			2			5			Richard Scott			Certificate Issued			0			0			0			0.00			11			Statham, Andy			10			1			0			9			0


			162766			Conventional Machining as a Special Process (CMSP)			3423			PCC Aerostructures Wilkes-Barre			120 Hazle St			Wilkes-Barre			PA			18703-0626			United States			Nadcap			REACCRED			20-May-15			22-May-15			3			5			Richard Scott			Certificate Issued			0			2			2			0.67			12			Statham, Andy			12			0			36			8			3


			163091			Conventional Machining as a Special Process (CMSP)			5106			AEF/AIDC			No.1, Gangde Road, Gangshan District			Kaohsiung						82055			Taiwan			Nadcap			REACCRED			10-Nov-15			13-Nov-15			4			5			Richard Scott			Certificate Issued			0			1			1			0.25			7			Statham, Andy			7			0			26			12			2


			163375			Conventional Machining as a Special Process (CMSP)			5070			Ashot Ashkelon Industries			Industrial Zone 1 Ezra Yessodi Street			Ashkelon						7810001			Israel			Nadcap			REACCRED			29-Jul-15			30-Jul-15			2			5			Richard Scott			Certificate Issued			1			1			2			1.00			17			Statham, Andy			17			0			27			8			2


			163624			Conventional Machining as a Special Process (CMSP)			11304			Belac LLC			420 Commerce Boulevard			Oldsmar			FL			34677			United States			Nadcap			REACCRED			30-Jun-15			2-Jul-15			3			5			Richard Scott			Certificate Issued			0			1			1			0.33			1			Statham, Andy			1			0			11			8			1


			163987			Conventional Machining as a Special Process (CMSP)			7454			Fokker Landing Gear B.V.			Grasbeemd 28			Helmond						5705 DG			Netherlands			Nadcap			INITIAL			7-Sep-15			8-Sep-15			2			5			Richard Scott			Certificate Issued			0			1			1			0.50			2			Statham, Andy			2			0			19			8			2


			164400			Conventional Machining as a Special Process (CMSP)			10839			EDAC Technologies			500 Knotter Drive			Cheshire			CT			06410			United States			Nadcap			REACCRED			6-Aug-15			7-Aug-15			2			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			Statham, Andy			2			0			0			8			0


			164456			Conventional Machining as a Special Process (CMSP)			10843			Heiwa Sangyo Co., Ltd.			330-13 Akaho			Komagane, Nagano						3994117			Japan			Nadcap			REACCRED			18-Jan-16			19-Jan-16			2			5			Richard Scott			Certificate Issued			0			0			0			0.00			4			Statham, Andy			4			0			1			8			0


			164976			Conventional Machining as a Special Process (CMSP)			3342			Enginetics Corp			7700 New Carlisle Pike			Dayton			OH			45424-0449			United States			Nadcap			REACCRED			14-Dec-15			15-Dec-15			2			5			Richard Scott			Certificate Issued			1			0			1			0.50			14			Statham, Andy			14			0			20			8			2


			165181			Conventional Machining as a Special Process (CMSP)			10262			NASADA Co.,Ltd.			1-1, Kou Abo, Himeji			Hyogo						6700944			Japan			Nadcap			REACCRED			21-Jan-16			22-Jan-16			2			5			Richard Scott			Certificate Issued			0			0			0			0.00			4			Statham, Andy			4			0			1			8			0


			165623			Conventional Machining as a Special Process (CMSP)			3616			DCI Aerotech Div. of Detroit Chrome Inc			7515 Lyndon Ave			Detroit			MI			48238			United States			Nadcap			REACCRED			12-Apr-16			13-Apr-16			2			5			Richard Scott			Certificate Issued			0			0			0			0.00			5			Statham, Andy			5			0			0			8			0


			166049			Conventional Machining as a Special Process (CMSP)			3723			Precision Gear Inc			112-07 14th Avenue			College Point			NY			11356			United States			Nadcap			REACCRED			7-Mar-16			10-Mar-16			4			5			Richard Scott			Certificate Issued			1			3			4			1.00			7			Statham, Andy			7			0			35			8			3


			166078			Conventional Machining as a Special Process (CMSP)			3312			Aircraft Precision Products Inc.			185  Industrial Pkwy			Ithaca			MI			48847			United States			Nadcap			REACCRED			18-Apr-16			20-Apr-16			3			5			Richard Scott			Certificate Issued			0			0			0			0.00			0			Statham, Andy			0			0			4			8			0


			166084			Conventional Machining as a Special Process (CMSP)			11769			Flanagan Industries			81 National Drive			Glastonbury			CT			06033			United States			Nadcap			REACCRED			30-Nov-15			1-Dec-15			2			5			Richard Scott			Certificate Issued			0			0			0			0.00			4			Statham, Andy			4			0			1			8			0


			166930			Conventional Machining as a Special Process (CMSP)			3764			Senior Aerospace Ketema			790 Greenfield Dr			El Cajon			CA			92021			United States			Nadcap			INITIAL			27-May-15			29-May-15			3			5			Richard Scott			Certificate Issued			1			2			3			1.00			8			Statham, Andy			8			0			16			8			3


			167768			Conventional Machining as a Special Process (CMSP)			3332			American Aircraft Parts Mfg. Co			44801 Centre Court East			Clinton Township			MI			48038			United States			Nadcap			INITIAL			12-Oct-15			13-Oct-15			2			5			Richard Scott			Certificate Issued			0			9			9			4.50			8			Statham, Andy			8			0			15			19			3


			167775			Conventional Machining as a Special Process (CMSP)			3219			EDAC Aero			275 Richard St			Newington			CT			06111-5042			United States			Nadcap			REACCRED			7-Dec-15			10-Dec-15			4			5			Richard Scott			Certificate Issued			0			0			0			0.00			1			Statham, Andy			1			0			4			8			0


			167872			Conventional Machining as a Special Process (CMSP)			12098			Heroux Devtek			15900 Foltz Industrial Parkway			Strongsville			OH			44149			United States			Nadcap			INITIAL			3-Dec-15			4-Dec-15			2			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			Statham, Andy			2			0			2			10			0


			167972			Conventional Machining as a Special Process (CMSP)			10758			EDAC Aero			35 Holland Drive			Newington			CT			06111			United States			Nadcap			REACCRED			11-Dec-15			11-Dec-15			1			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			Statham, Andy			2			0			1			8			0


			169197			Conventional Machining as a Special Process (CMSP)			3799			SPS Technologies			301 Highland Ave			Jenkintown			PA			19046			United States			Nadcap			REACCRED			1-Mar-16			2-Mar-16			2			5			Richard Scott			Certificate Issued			0			1			1			0.50			2			Statham, Andy			2			0			26			8			2


			172909			Conventional Machining as a Special Process (CMSP)			3710			PAS Technologies Inc.			214 Hobart Dr			Hillsboro			OH			45133			United States			Nadcap			INITIAL			14-Mar-16			15-Mar-16			2			5			Richard Scott			Certificate Issued			1			2			3			1.50			4			Statham, Andy			4			0			26			10			2


			163836			Conventional Machining as a Special Process (CMSP)			3244			Magellan Aerospace, Mississauga			3160 Derry Rd E			Mississauga			ON			L4T 1A9			Canada			Nadcap			REACCRED			26-Jan-16			29-Jan-16			4			6			Richard Sovich			Certificate Issued			1			0			1			0.25			20			Statham, Andy			20			0			35			8			3


			165177			Conventional Machining as a Special Process (CMSP)			9476			Extrude Hone LLC			235 Industry Blvd			Irwin			PA			15642-7704			United States			Nadcap			REACCRED			8-Feb-16			10-Feb-16			3			6			Richard Sovich			Certificate Issued			1			2			3			1.00			6			Statham, Andy			6			0			23			8			3


			165856			Conventional Machining as a Special Process (CMSP)			7875			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			3900 Boul. du Tricentenaire			Montreal			QC			H1B 5L6			Canada			Nadcap			INITIAL			23-Nov-15			24-Nov-15			2			6			Richard Sovich			Certificate Issued			0			3			3			1.50			13			Statham, Andy			13			0			25			8			3


			168406			Conventional Machining as a Special Process (CMSP)			5208			Southwest United Canada Inc. - CEEL Limited			85 Stafford Drive			Brampton			ON			L6W 1L3			Canada			Nadcap			INITIAL			15-Jul-15			16-Jul-15			2			6			Richard Sovich			Certificate Issued			1			1			2			1.00			15			Statham, Andy			15			0			23			10			3


			164382			Conventional Machining as a Special Process (CMSP)			4431			B & E Precision Aircraft Components			10 Hudson Dr			Southwick			MA			01077-9546			United States			Nadcap			REACCRED			8-Feb-16			9-Feb-16			2			7			Rick Pollak			Certificate Issued			1			4			5			2.50			8			Statham, Andy			8			0			27			11			2


			165781			Conventional Machining as a Special Process (CMSP)			9274			Paradigm Precision			One Second St			Peabody			MA			01960			United States			Nadcap			REACCRED			3-Mar-16			3-Mar-16			1			7			Rick Pollak			Certificate Issued			1			1			2			2.00			13			Statham, Andy			13			0			35			8			3


			165782			Conventional Machining as a Special Process (CMSP)			3670			Paradigm Precision			243 Medford St			Malden			MA			02148			United States			Nadcap			REACCRED			1-Mar-16			2-Mar-16			2			7			Rick Pollak			Certificate Issued			2			0			2			1.00			9			Statham, Andy			9			0			34			10			3


			167331			Conventional Machining as a Special Process (CMSP)			4943			Magellan Aerospace - Haverhill Inc.			20 Computer Dr			Haverhill			MA			01832-1236			United States			Nadcap			REACCRED			22-Sep-15			24-Sep-15			3			7			Rick Pollak			Failed - Risk Mitigation Completed			5			4			9			3.00			3			Statham, Andy			3			0			19			12			1


			167599			Conventional Machining as a Special Process (CMSP)			10821			Numet Machining Techniques			235 Edison Road			Orange			CT			06477			United States			Nadcap			REACCRED			31-Mar-16			1-Apr-16			2			7			Rick Pollak			Certificate Issued			2			2			4			2.00			9			Statham, Andy			9			0			31			8			3


			167908			Conventional Machining as a Special Process (CMSP)			12134			Mecaer America, Inc.			5555 William-Price			Laval			QC			H7L 6C4			Canada			Nadcap			INITIAL			1-Oct-15			2-Oct-15			2			7			Rick Pollak			Certificate Issued			0			1			1			0.50			7			Statham, Andy			7			0			8			9			2


			170443			Conventional Machining as a Special Process (CMSP)			3158			Hansen Engineering & Machinery Co Inc			Route 1 South			Danvers			MA			01923			United States			Nadcap			REACCRED			4-Apr-16			6-Apr-16			3			7			Rick Pollak			Certificate Issued			0			2			2			0.67			3			Statham, Andy			3			0			19			10			2


			174288			Conventional Machining as a Special Process (CMSP)			10458			B & E Precision Aircraft Components			101 Springdale Road			Westfield			MA			01085			United States			Nadcap			INITIAL			10-Feb-16			10-Feb-16			1			7			Rick Pollak			Certificate Issued			1			2			3			3.00			11			Statham, Andy			11			0			28			8			3








(c) NCRs Per Day Chart
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(p)NCRs Per Day


			


			Average of NCRs per day


			Auditor Number			Total


			1			1.00


			2			1.00


			3			0.48


			4			0.77


			5			0.49


			6			0.94


			7			1.83


			(blank)


			Grand Total			0.78








(d) Chart Data


			Auditor Number			Auditor Name			Audit Status Description			Major NCR			Minor NCR			NCRs per day			Audit Days			Audit Type


			1			Arthur Corfe			Certificate Issued			0			1			0.50			2			REACCRED


			1			Arthur Corfe			Certificate Issued			0			0			0.00			2			REACCRED


			1			Arthur Corfe			Certificate Issued			1			1			1.00			2			INITIAL																		Average of NCRs per day


			1			Arthur Corfe			Certificate Issued			2			3			2.50			2			INITIAL																		Auditor Number			Total


			2			Bradley Woodiel			Certificate Issued			0			1			0.33			3			REACCRED																		1			1.00


			2			Bradley Woodiel			Certificate Issued			0			2			1.00			2			REACCRED																		2			1.00


			2			Bradley Woodiel			Certificate Issued			0			1			0.33			3			REACCRED																		3			0.48


			2			Bradley Woodiel			Certificate Issued			0			3			1.50			2			REACCRED																		4			0.77


			2			Bradley Woodiel			Certificate Issued			0			2			1.00			2			REACCRED																		5			0.49


			2			Bradley Woodiel			Certificate Issued			0			0			0.00			2			REACCRED																		6			0.94


			2			Bradley Woodiel			Certificate Issued			0			2			0.67			3			REACCRED																		7			1.83


			2			Bradley Woodiel			Certificate Issued			1			0			0.50			2			REACCRED


			2			Bradley Woodiel			Certificate Issued			1			4			1.67			3			INITIAL


			2			Bradley Woodiel			Certificate Issued			0			0			0.00			2			INITIAL


			2			Bradley Woodiel			Certificate Issued			0			1			1.00			1			INITIAL


			2			Bradley Woodiel			Certificate Issued			2			4			2.00			3			REACCRED																		Average NCRs


			2			Bradley Woodiel			Certificate Issued			2			3			2.50			2			INITIAL																		0			0.78


			2			Bradley Woodiel			Certificate Issued			0			4			2.00			2			INITIAL																		7			0.78


			2			Bradley Woodiel			Certificate Issued			0			1			0.50			2			INITIAL


			3			John Cammett			Certificate Issued			0			1			0.50			2			REACCRED


			3			John Cammett			Certificate Issued			0			0			0.00			2			REACCRED


			3			John Cammett			Certificate Issued			0			0			0.00			2			REACCRED


			3			John Cammett			Certificate Issued			0			4			2.00			2			REACCRED


			3			John Cammett			Certificate Issued			0			0			0.00			4			REACCRED


			3			John Cammett			Certificate Issued			0			0			0.00			2			REACCRED


			3			John Cammett			Certificate Issued			0			0			0.00			2			REACCRED


			3			John Cammett			Certificate Issued			0			1			0.33			3			REACCRED


			3			John Cammett			Certificate Issued			0			2			1.00			2			REACCRED


			3			John Cammett			Task Group Review			0			1			0.50			2			REACCRED


			3			John Cammett			Certificate Issued			0			1			0.50			2			REACCRED


			3			John Cammett			Certificate Issued			0			2			0.67			3			REACCRED


			3			John Cammett			Certificate Issued			0			0			0.00			2			REACCRED


			3			John Cammett			Certificate Issued			0			0			0.00			3			REACCRED


			3			John Cammett			Certificate Issued			0			1			0.50			2			INITIAL


			3			John Cammett			Certificate Issued			0			0			0.00			2			INITIAL


			3			John Cammett			Certificate Issued			0			0			0.00			2			INITIAL


			3			John Cammett			Certificate Issued			0			0			0.00			2			REACCRED


			3			John Cammett			Certificate Issued			0			3			1.50			2			INITIAL


			3			John Cammett			Certificate Issued			0			4			2.00			2			INITIAL


			3			John Cammett			Certificate Issued			0			1			0.50			2			INITIAL


			4			Nai Puay Guan			Certificate Issued			0			0			0.00			2			REACCRED


			4			Nai Puay Guan			Certificate Issued			1			2			1.50			2			REACCRED


			4			Nai Puay Guan			Certificate Issued			0			1			0.50			2			REACCRED


			4			Nai Puay Guan			Certificate Issued			0			2			0.67			3			REACCRED


			4			Nai Puay Guan			Certificate Issued			1			1			1.00			2			REACCRED


			4			Nai Puay Guan			Certificate Issued			0			2			1.00			2			INITIAL


			4			Nai Puay Guan			Certificate Issued			1			1			1.00			2			INITIAL


			4			Nai Puay Guan			Task Group Review			0			1			0.50			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			4			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			3			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			2			0.67			3			REACCRED


			5			Richard Scott			Certificate Issued			0			1			0.25			4			REACCRED


			5			Richard Scott			Certificate Issued			1			1			1.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			1			0.33			3			REACCRED


			5			Richard Scott			Certificate Issued			0			1			0.50			2			INITIAL


			5			Richard Scott			Certificate Issued			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			1			0			0.50			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			1			3			1.00			4			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			3			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			1			2			1.00			3			INITIAL


			5			Richard Scott			Certificate Issued			0			9			4.50			2			INITIAL


			5			Richard Scott			Certificate Issued			0			0			0.00			4			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0.00			2			INITIAL


			5			Richard Scott			Certificate Issued			0			0			0.00			1			REACCRED


			5			Richard Scott			Certificate Issued			0			1			0.50			2			REACCRED


			5			Richard Scott			Certificate Issued			1			2			1.50			2			INITIAL


			6			Richard Sovich			Certificate Issued			1			0			0.25			4			REACCRED


			6			Richard Sovich			Certificate Issued			1			2			1.00			3			REACCRED


			6			Richard Sovich			Certificate Issued			0			3			1.50			2			INITIAL


			6			Richard Sovich			Certificate Issued			1			1			1.00			2			INITIAL


			7			Rick Pollak			Certificate Issued			1			4			2.50			2			REACCRED


			7			Rick Pollak			Certificate Issued			1			1			2.00			1			REACCRED


			7			Rick Pollak			Certificate Issued			2			0			1.00			2			REACCRED


			7			Rick Pollak			Failed - Risk Mitigation Completed			5			4			3.00			3			REACCRED


			7			Rick Pollak			Certificate Issued			2			2			2.00			2			REACCRED


			7			Rick Pollak			Certificate Issued			0			1			0.50			2			INITIAL


			7			Rick Pollak			Certificate Issued			0			2			0.67			3			REACCRED


			7			Rick Pollak			Certificate Issued			1			2			3.00			1			INITIAL








(p) Reaccred Average Pivot


			


			Average of NCRs per day


			Auditor Number			Total


			1			0.25


			2			0.81


			3			0.37


			4			0.69


			5			0.22


			6			0.63


			7			1.86


			(blank)


			Grand Total			0.58








(c) Reaccred Average Chart
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(p) Total Reaccred Pivot table


			


			Average of Total NCRs


			Auditor Number			Total															Average Total


			1			0.50															0			1.35


			2			2.00															7			1.35


			3			0.80


			4			1.50


			5			0.63


			6			2.00


			7			4.00															Failure Limit


			Grand Total			1.36															0			7


																					7			7








(c) Total Reaccred Chart
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(d) Reaccred Data


			Auditor Number			Auditor Name			Audit Status Description			Major NCR			Minor NCR			Total NCRs			NCRs per day			Audit Days			Audit Type


			1			Arthur Corfe			Certificate Issued			0			1			1			0.50			2			REACCRED


			1			Arthur Corfe			Certificate Issued			0			0			0			0.00			2			REACCRED


			2			Bradley Woodiel			Certificate Issued			0			1			1			0.33			3			REACCRED


			2			Bradley Woodiel			Certificate Issued			0			2			2			1.00			2			REACCRED


			2			Bradley Woodiel			Certificate Issued			0			1			1			0.33			3			REACCRED


			2			Bradley Woodiel			Certificate Issued			0			3			3			1.50			2			REACCRED									Average of NCRs per day															Auditor Number			Total


			2			Bradley Woodiel			Certificate Issued			0			2			2			1.00			2			REACCRED									Auditor Number			Total												1			0.50


			2			Bradley Woodiel			Certificate Issued			0			0			0			0.00			2			REACCRED									1			0.25												2			2.00


			2			Bradley Woodiel			Certificate Issued			0			2			2			0.67			3			REACCRED									2			0.81												3			0.80


			2			Bradley Woodiel			Certificate Issued			1			0			1			0.50			2			REACCRED									3			0.37												4			1.50


			2			Bradley Woodiel			Certificate Issued			2			4			6			2.00			3			REACCRED									4			0.69												5			0.63


			3			John Cammett			Certificate Issued			0			1			1			0.50			2			REACCRED									5			0.22												6			2.00


			3			John Cammett			Certificate Issued			0			0			0			0.00			2			REACCRED									6			0.63												7			4.00


			3			John Cammett			Certificate Issued			0			0			0			0.00			2			REACCRED									7			1.86												Grand Total			1.36


			3			John Cammett			Certificate Issued			0			4			4			2.00			2			REACCRED


			3			John Cammett			Certificate Issued			0			0			0			0.00			4			REACCRED									Average NCRs Per Day


			3			John Cammett			Certificate Issued			0			0			0			0.00			2			REACCRED									0			2.30


			3			John Cammett			Certificate Issued			0			0			0			0.00			2			REACCRED									7			2.30												Average Total


			3			John Cammett			Certificate Issued			0			1			1			0.33			3			REACCRED																								0			1.35


			3			John Cammett			Certificate Issued			0			2			2			1.00			2			REACCRED																								7			1.35


			3			John Cammett			Task Group Review			0			1			1			0.50			2			REACCRED


			3			John Cammett			Certificate Issued			0			1			1			0.50			2			REACCRED


			3			John Cammett			Certificate Issued			0			2			2			0.67			3			REACCRED


			3			John Cammett			Certificate Issued			0			0			0			0.00			2			REACCRED


			3			John Cammett			Certificate Issued			0			0			0			0.00			3			REACCRED																								Failure Limit


			3			John Cammett			Certificate Issued			0			0			0			0.00			2			REACCRED																								0			7


			4			Nai Puay Guan			Certificate Issued			0			0			0			0.00			2			REACCRED																								7			7


			4			Nai Puay Guan			Certificate Issued			1			2			3			1.50			2			REACCRED


			4			Nai Puay Guan			Certificate Issued			0			1			1			0.50			2			REACCRED


			4			Nai Puay Guan			Certificate Issued			0			2			2			0.67			3			REACCRED


			4			Nai Puay Guan			Certificate Issued			1			1			2			1.00			2			REACCRED


			4			Nai Puay Guan			Task Group Review			0			1			1			0.50			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			4			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			3			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			2			2			0.67			3			REACCRED


			5			Richard Scott			Certificate Issued			0			1			1			0.25			4			REACCRED


			5			Richard Scott			Certificate Issued			1			1			2			1.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			1			1			0.33			3			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			1			0			1			0.50			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			1			3			4			1.00			4			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			3			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			4			REACCRED


			5			Richard Scott			Certificate Issued			0			0			0			0.00			1			REACCRED


			5			Richard Scott			Certificate Issued			0			1			1			0.50			2			REACCRED


			6			Richard Sovich			Certificate Issued			1			0			1			0.25			4			REACCRED


			6			Richard Sovich			Certificate Issued			1			2			3			1.00			3			REACCRED


			7			Rick Pollak			Certificate Issued			1			4			5			2.50			2			REACCRED


			7			Rick Pollak			Certificate Issued			1			1			2			2.00			1			REACCRED


			7			Rick Pollak			Certificate Issued			2			0			2			1.00			2			REACCRED


			7			Rick Pollak			Failed - Risk Mitigation Completed			5			4			9			3.00			3			REACCRED


			7			Rick Pollak			Certificate Issued			2			2			4			2.00			2			REACCRED


			7			Rick Pollak			Certificate Issued			0			2			2			0.67			3			REACCRED








(p) Initial Average Pivot


			


			Average of NCRs per day


			Auditor Number			Total


			1			1.75


			2			1.28


			3			0.75


			4			1.00


			5			1.50


			6			1.25


			7			1.75


			Grand Total			1.25








(c) Initial Average Chart


			1			1			0


			1			1			7


			2			2


			2			2


			2			2


			2			2


			2			2


			2			2


			3			3


			3			3


			3			3


			3			3


			3			3


			3			3


			4			4


			4			4


			5			5


			5			5


			5			5


			5			5


			5			5


			6			6


			6			6


			7			7


			7			7





NCRs Per Day


Average of NCRs Per Day


Average


Auditor Number


NCRs Per Day


c
Average Initial NCRs Per Day May 2015- May 2016


1


2


2.44


2.5


5


2.44


1.6666666667


5


0


0


1


1


2.5


5


2


4


0.5


1


0.5


1


0


0


0


0


1.5


3


2


4


0.5


1


1


2


1


2


0.5


1


1


3


4.5


9


0


0


1.5


3


1.5


3


1


2


0.5


1


3


3





(p) Total Initial Pivot Table


			


			Average of Total NCRs


			Auditor Number			Total


			1			3.50


			2			2.67


			3			1.50


			4			2.00


			5			3.20


			6			2.50


			7			2.00


			(blank)


			Grand Total			2.44








(c) Total Initial Chart


			








(c) Total Initial Chart
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(d) Initial Data


			Auditor Number			Auditor Name			Audit Status Description			Major NCR			Minor NCR			Total NCRs			NCRs per day			Audit Days			Audit Type


			1			Arthur Corfe			Certificate Issued			1			1			2			1.00			2			INITIAL																		Average of Total NCRs


			1			Arthur Corfe			Certificate Issued			2			3			5			2.50			2			INITIAL																		Auditor Number			Total


			2			Bradley Woodiel			Certificate Issued			1			4			5			1.67			3			INITIAL																		1			3.50


			2			Bradley Woodiel			Certificate Issued			0			0			0			0.00			2			INITIAL																		2			2.67


			2			Bradley Woodiel			Certificate Issued			0			1			1			1.00			1			INITIAL																		3			1.50


			2			Bradley Woodiel			Certificate Issued			2			3			5			2.50			2			INITIAL																		4			2.00


			2			Bradley Woodiel			Certificate Issued			0			4			4			2.00			2			INITIAL																		5			3.20


			2			Bradley Woodiel			Certificate Issued			0			1			1			0.50			2			INITIAL																		6			2.50


			3			John Cammett			Certificate Issued			0			1			1			0.50			2			INITIAL																		7			2.00


			3			John Cammett			Certificate Issued			0			0			0			0.00			2			INITIAL


			3			John Cammett			Certificate Issued			0			0			0			0.00			2			INITIAL


			3			John Cammett			Certificate Issued			0			3			3			1.50			2			INITIAL																		Average Total NCRs per day									Failure Limit


			3			John Cammett			Certificate Issued			0			4			4			2.00			2			INITIAL																		0			2.44						0			11


			3			John Cammett			Certificate Issued			0			1			1			0.50			2			INITIAL																		7			2.44						7			11


			4			Nai Puay Guan			Certificate Issued			0			2			2			1.00			2			INITIAL


			4			Nai Puay Guan			Certificate Issued			1			1			2			1.00			2			INITIAL


			5			Richard Scott			Certificate Issued			0			1			1			0.50			2			INITIAL


			5			Richard Scott			Certificate Issued			1			2			3			1.00			3			INITIAL


			5			Richard Scott			Certificate Issued			0			9			9			4.50			2			INITIAL


			5			Richard Scott			Certificate Issued			0			0			0			0.00			2			INITIAL


			5			Richard Scott			Certificate Issued			1			2			3			1.50			2			INITIAL


			6			Richard Sovich			Certificate Issued			0			3			3			1.50			2			INITIAL


			6			Richard Sovich			Certificate Issued			1			1			2			1.00			2			INITIAL


			7			Rick Pollak			Certificate Issued			0			1			1			0.50			2			INITIAL


			7			Rick Pollak			Certificate Issued			1			2			3			3.00			1			INITIAL








Sheet1


			










Pivot Table


			Checklist Name			AC7126/2


			Count of Paragraph			Auditor Number


			Paragraph			6			Grand Total


			6.11.1			1			1


			6.3.9.1			1			1


			Grand Total			2			2








(C) AC7126.6


			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1


			5.3.6			5.3.6			5.3.6			5.3.6			5.3.6


			5.3.7.5			5.3.7.5			5.3.7.5			5.3.7.5			5.3.7.5


			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1


			5.3.9.4			5.3.9.4			5.3.9.4			5.3.9.4			5.3.9.4


			5.3.9.9			5.3.9.9			5.3.9.9			5.3.9.9			5.3.9.9


			5.5.1.4			5.5.1.4			5.5.1.4			5.5.1.4			5.5.1.4


			5.7.4			5.7.4			5.7.4			5.7.4			5.7.4


			5.7.5			5.7.5			5.7.5			5.7.5			5.7.5


			5.8.1.2			5.8.1.2			5.8.1.2			5.8.1.2			5.8.1.2


			6.3.7.5			6.3.7.5			6.3.7.5			6.3.7.5			6.3.7.5


			6.3.7.6			6.3.7.6			6.3.7.6			6.3.7.6			6.3.7.6


			6.3.9.9			6.3.9.9			6.3.9.9			6.3.9.9			6.3.9.9


			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1


			6.8.1.2			6.8.1.2			6.8.1.2			6.8.1.2			6.8.1.2


			6.8.1.3			6.8.1.3			6.8.1.3			6.8.1.3			6.8.1.3


			7.3.7.4			7.3.7.4			7.3.7.4			7.3.7.4			7.3.7.4


			7.3.8.4			7.3.8.4			7.3.8.4			7.3.8.4			7.3.8.4
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Conventional Machining as a Special Process 
Top NCR Paragraphs for AC7126/6 May 2015-May 2016
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(D) AC7126.6


			Count of Paragraph			Auditor Number


			Paragraph			2			5			6			7			Grand Total


			5.3.10.1												2			2


			5.3.6									1						1


			5.3.7.5						1									1


			5.3.9.1									1						1


			5.3.9.4									1						1


			5.3.9.9												1			1


			5.5.1.4												1			1


			5.7.4									1						1


			5.7.5									1						1


			5.8.1.2			1												1


			6.3.7.5						1									1


			6.3.7.6												1			1


			6.3.9.9												1			1


			6.8.1.1						1									1


			6.8.1.2												1			1


			6.8.1.3												1			1


			7.3.7.4									1						1


			7.3.8.4									1						1








(C) AC7126.5


			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1			5.1.5.1


			5.11.11			5.11.11			5.11.11			5.11.11			5.11.11			5.11.11			5.11.11			5.11.11


			5.11.4			5.11.4			5.11.4			5.11.4			5.11.4			5.11.4			5.11.4			5.11.4


			5.11.5			5.11.5			5.11.5			5.11.5			5.11.5			5.11.5			5.11.5			5.11.5


			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1			5.3.10.1


			5.3.10.6			5.3.10.6			5.3.10.6			5.3.10.6			5.3.10.6			5.3.10.6			5.3.10.6			5.3.10.6


			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4			5.3.8.4


			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5			5.3.9.5


			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5


			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1


			5.7.11			5.7.11			5.7.11			5.7.11			5.7.11			5.7.11			5.7.11			5.7.11


			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3


			5.7.4			5.7.4			5.7.4			5.7.4			5.7.4			5.7.4			5.7.4			5.7.4


			5.7.6			5.7.6			5.7.6			5.7.6			5.7.6			5.7.6			5.7.6			5.7.6


			6.1.5.1			6.1.5.1			6.1.5.1			6.1.5.1			6.1.5.1			6.1.5.1			6.1.5.1			6.1.5.1


			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1


			6.3.10.6			6.3.10.6			6.3.10.6			6.3.10.6			6.3.10.6			6.3.10.6			6.3.10.6			6.3.10.6


			6.3.7			6.3.7			6.3.7			6.3.7			6.3.7			6.3.7			6.3.7			6.3.7


			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5			6.3.9.5


			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1			6.5.2.1


			6.7.11			6.7.11			6.7.11			6.7.11			6.7.11			6.7.11			6.7.11			6.7.11


			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3


			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4			6.7.4


			6.7.6			6.7.6			6.7.6			6.7.6			6.7.6			6.7.6			6.7.6			6.7.6


			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1			6.8.1.1
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(D) AC7126.5


			Count of Paragraph			Auditor Number


			Paragraph			1			2			3			4			5			6			7			Grand Total


			5.1.5.1			2																					2


			5.11.11						2																		2


			5.11.4																		2						2


			5.11.5			1															1						2


			5.11.6						1																		1


			5.2			1																					1


			5.3.10.1						1						1			1									3


			5.3.10.4																		1						1


			5.3.10.6									1						1						1			3


			5.3.3																		1						1


			5.3.7															1									1


			5.3.8.1			1																					1


			5.3.8.3									1															1


			5.3.8.4			1						1									1						3


			5.3.8.5			1																					1


			5.3.9.5						1			1															2


			5.5.1.5															2			1						3


			5.5.2.1						1									2									3


			5.6.2			1																					1


			5.6.5												1												1


			5.7.11			2																					2


			5.7.2															1									1


			5.7.3			1			1																		2


			5.7.4			1						1									1						3


			5.7.5															1									1


			5.7.6			1												1									2


			5.8.1.1																		1						1


			5.8.1.3			1																					1


			5.8.1.4			1																					1


			6.1.5.1			2																					2


			6.11.5			1																					1


			6.2			1																					1


			6.3.10.1												1			1									2


			6.3.10.3									1															1


			6.3.10.4																		1						1


			6.3.10.6															1						1			2


			6.3.7															2									2


			6.3.8.1			1																					1


			6.3.8.3									1															1


			6.3.8.4			1																					1


			6.3.8.5			1																					1


			6.3.9.5						1			1															2


			6.5.1.5															1									1


			6.5.2.1															2									2


			6.6.2			1																					1


			6.7.1						1																		1


			6.7.11			2									1												3


			6.7.2															1									1


			6.7.3			1									1												2


			6.7.4			1															1						2


			6.7.5															1									1


			6.7.6			1												1									2


			6.8.1.1									1									1						2


			6.8.1.3			1																					1


			6.8.1.4			1																					1








(C) AC7126.4


			5.10.1			5.10.1


			5.6.3			5.6.3


			6.10.1			6.10.1


			6.6.3			6.6.3





6


Grand Total


Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
Top NCR Paragraphs for AC7126/4 May 2015-May 2016


1


2


1


2





(D) AC7126.4


			Count of Paragraph			Auditor Number


			Paragraph			6			Grand Total


			5.10.1			1			1


			5.6.3			2			2


			6.10.1			1			1


			6.6.3			2			2








(C) AC7126.3


			5.10.1			5.10.1			5.10.1			5.10.1			5.10.1


			5.2.1			5.2.1			5.2.1			5.2.1			5.2.1


			5.3.5			5.3.5			5.3.5			5.3.5			5.3.5


			5.3.7.6			5.3.7.6			5.3.7.6			5.3.7.6			5.3.7.6


			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5			5.3.8.5


			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1			5.3.9.1


			5.3.9.6			5.3.9.6			5.3.9.6			5.3.9.6			5.3.9.6


			5.5.1.3			5.5.1.3			5.5.1.3			5.5.1.3			5.5.1.3


			5.7.1			5.7.1			5.7.1			5.7.1			5.7.1


			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2


			5.7.8			5.7.8			5.7.8			5.7.8			5.7.8


			6.2.1			6.2.1			6.2.1			6.2.1			6.2.1


			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1			6.3.10.1


			6.3.7.6			6.3.7.6			6.3.7.6			6.3.7.6			6.3.7.6


			6.3.8.5			6.3.8.5			6.3.8.5			6.3.8.5			6.3.8.5


			6.3.9.6			6.3.9.6			6.3.9.6			6.3.9.6			6.3.9.6


			6.5.1.3			6.5.1.3			6.5.1.3			6.5.1.3			6.5.1.3


			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2


			6.7.5			6.7.5			6.7.5			6.7.5			6.7.5


			6.8.1.4			6.8.1.4			6.8.1.4			6.8.1.4			6.8.1.4





Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
Top NCR Paragraphs for AC7126/3 May 2015-May 2016


1


1


1


1


2


1


1


1


1


1


1


1


1


1


2


1


1


1


1


1





(D) AC7126.3


			Count of Paragraph			Auditor Number


			Paragraph			3			4			6			7			Grand Total


			5.10.1									1						1


			5.2.1												1			1


			5.3.5												1			1


			5.3.7.6												1			1


			5.3.8.5						1						1			2


			5.3.9.1									1						1


			5.3.9.6												1			1


			5.5.1.3			1												1


			5.7.1												1			1


			5.7.2												1			1


			5.7.8												1			1


			6.2.1												1			1


			6.3.10.1												1			1


			6.3.7.6												1			1


			6.3.8.5						1						1			2


			6.3.9.6												1			1


			6.5.1.3			1												1


			6.7.2												1			1


			6.7.5												1			1


			6.8.1.4												1			1








(C)AC7126.2


			6.11.1			6.11.1


			6.3.9.1			6.3.9.1





Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
Top NCR Paragraphs for AC7126/2 May 2015-May 2016


1


1





(D) AC7126.2


			Count of Paragraph			Auditor Number


			Paragraph			6			Grand Total


			6.11.1			1			1


			6.3.9.1			1			1








(C) AC7126.1


			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5			5.5.1.5


			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1			5.5.2.1


			5.6.3			5.6.3			5.6.3			5.6.3			5.6.3			5.6.3			5.6.3			5.6.3


			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2			5.7.2


			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3			5.7.3


			5.7.7			5.7.7			5.7.7			5.7.7			5.7.7			5.7.7			5.7.7			5.7.7


			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1			5.8.1.1


			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5			6.5.1.5


			6.6.3			6.6.3			6.6.3			6.6.3			6.6.3			6.6.3			6.6.3			6.6.3


			6.6.4			6.6.4			6.6.4			6.6.4			6.6.4			6.6.4			6.6.4			6.6.4


			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2			6.7.2


			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3			6.7.3


			6.7.7			6.7.7			6.7.7			6.7.7			6.7.7			6.7.7			6.7.7			6.7.7





1


2


3


4


5


6


7


Grand Total


Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
Top NCR Paragraphs for AC7126/1 May 2015-May 2016


6


4


5


5


3


9


7


3


3


3


3


3


5





(D)AC7126.1


			Count of Paragraph			Auditor Number


			Paragraph			1			2			3			4			5			6			7			Grand Total


			5.1.5.1																					1			1


			5.10.1																		1						1


			5.3.3																		1						1


			5.3.5																					1			1


			5.3.6																		1			1			2


			5.3.7.1																					1			1


			5.3.7.2									1															1


			5.3.7.4																					1			1


			5.3.7.6																					1			1


			5.3.8.4																		1			1			2


			5.3.8.5																					1			1


			5.3.8.8												1												1


			5.3.9.1									1									1						2


			5.3.9.3																					1			1


			5.3.9.4			1						1															2


			5.3.9.5									1												1			2


			5.3.9.6												1									1			2


			5.3.9.7						1															1			2


			5.5.1.1																					1			1


			5.5.1.2																					1			1


			5.5.1.5									5						1									6


			5.5.2.1						1															3			4


			5.5.2.2																					1			1


			5.5.3.1						1			1															2


			5.6.3			2									1						2						5


			5.6.4						1																		1


			5.7.1															1									1


			5.7.2			2												2						1			5


			5.7.3															2						1			3


			5.7.7			2									2			2			2			1			9


			5.8.1.1						4						1						1			1			7


			5.8.1.5						1																		1


			5.8.1.6						1						1												2


			5.8.1.8												1												1


			5.8.2.2												1												1


			5.8.2.3						1																		1


			5.8.2.5									1															1


			5.9.1																					2			2


			5.9.2																					2			2


			6.10.1																		1						1


			6.3.8.8															2									2


			6.3.9.5																		1						1


			6.3.9.7																					1			1


			6.5.1.5									3															3


			6.5.2.1																					1			1


			6.5.3.1									1												1			2


			6.6.1																					1			1


			6.6.3												1						2						3


			6.6.4						2									1									3


			6.7.2															3									3


			6.7.3															3									3


			6.7.4												1												1


			6.7.7															3			2						5


			6.8.1.8												1												1


			6.8.2.2												1												1


			6.8.2.5									1															1


			6.9.1																					1			1


			6.9.2																					1			1








(C)AC7126


			13.3			13.3			13.3			13.3			13.3			13.3			13.3			13.3


			4.1			4.1			4.1			4.1			4.1			4.1			4.1			4.1


			8.2.1			8.2.1			8.2.1			8.2.1			8.2.1			8.2.1			8.2.1			8.2.1


			9.1.6			9.1.6			9.1.6			9.1.6			9.1.6			9.1.6			9.1.6			9.1.6


			9.2.1			9.2.1			9.2.1			9.2.1			9.2.1			9.2.1			9.2.1			9.2.1





Auditor 1


Auditor 2


Auditor 3


Auditor 4


Auditor 5


Auditor 6


Auditor 7


Grand Total


Paragraph Number


Number of Occurrences


Conventional Machining as a Special Process 
Top NCR Paragraphs for AC7126 May 2015-May 2016


4


8


15


3


3





(D)AC7126


			Checklist Name			AC7126


			Count of Paragraph			Auditor Number


			Paragraph			Auditor 1			Auditor 2			Auditor 3			Auditor 4			Auditor 5			Auditor 6			Auditor 7			Grand Total


			11.1						1																		1


			11.2																		1						1


			11.5						1																		1


			11.6																					1			1


			12.1						1																		1


			12.2						1			1															2


			12.3			1																					1


			13.2						1																		1


			13.3						4																		4


			13.4						1																		1


			13.5						1																		1


			3.1.3.3			1																					1


			4.1						1												5			2			8


			4.2																					1			1


			5.1.2						1																		1


			5.1.4			1									1												2


			5.2.1																		1						1


			7.1.2																		1						1


			7.1.3						1			1															2


			7.1.4									1															1


			7.1.6									1			1												2


			7.2.1															1									1


			7.2.2									1						1									2


			7.2.3									1															1


			7.3.1															1			1						2


			7.5.1						1																		1


			8.2.1						5			6						4									15


			8.2.2															1									1


			9.1.1																					1			1


			9.1.2						1															1			2


			9.1.3						1															1			2


			9.1.4						1																		1


			9.1.5						1																		1


			9.1.6									1			1			1									3


			9.1.7									1												1			2


			9.2.1															2			1						3


			9.2.3									1															1


			9.2.4																		2						2


			Grand Total			3			24			15			3			11			12			8			76








NCR Paragraph Ref


			Audit Number			Auditor Name			Auditor Number			Supplier Name			Audit Start Date			Audit Type			Audit Program			Audit Status			Commodity Code			Country			Supplier Customer Number			NCR Display Number			Classification			NCR Status			Checklist Name			Revision			Paragraph			Text			Condition Found


			164100			Arthur Corfe			1			Industria de Turbo Propulsores S.A.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Spain			4547			1			MINOR			CLOSED			AC7126/1			A			5.3.9.4			Do the Work Instructions detail how to set up cutting tools?			Holemaking With Process Monitoring Job Audit #1, Rear Turbine Shaft, Part # L50525P02, GE Aviation, Machine #16190.

AC7126/1 Rev. A(5.3.9.4).

The collet to hold the T12 tool was incorrectly identified.

The collet specified in the Supplier's SAP system for tool T12 was an ER 16, 7,0 - 6,5 mm diameter, identified 033-0754-000.  The collet in use was marked 033-0754-100.

Within the Supplier's coding system a -000 collet was solid whereas a -100 collet contained coolant flow holes.

The Supplier had documentary evidence that they identified 5 parts incorrectly marked on receipt inspection but because the geometry was correct they accepted them and flowed them to production.

033-0754-100 collets did not exist.  The equivalent collet with through coolant within the Supplier's system was an ER 16, 7,0 - 6,5 mm diameter, 033-0552-100.


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			ARCHIVED			AC7126/1			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			VOID			AC7126/1			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			VOID			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			166278			Arthur Corfe			1			Aerotech Peissenberg GmbH & Co KG			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Germany			6778			1			MAJOR			VOID			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Holemaking Without Process Monitoring Job Audit #1, Stage 4 LP Turbine Disk, Part # 362-039-410-0, Snecma, Machine # 100059.

AC7126/1 Rev. A(5.6.3, 5.7.7, 5.7.2)

Through-tool coolant pressure on the machine was not compliant with the approved Technical Plan (DVI).

DVI 72412, approval date 12/14/2015, required the pressure for Step 1 to be 60-80 bar.  The pressure on the machine averaged between 57-60 bar.

This has been designated major for non-compliance to the approved Technical Plan (DVI).


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			1			MINOR			CLOSED			AC7126			B			3.1.3.3			Is a document available which defines those parts currently covered by the scope of the Nadcap CMSP audit?  The list shall include at a minimum the Prime, Part Number, Operation(s), Specification, Class as they apply to the controlled machining.			AC7126 Rev B, 3.1.3.3

The Supplier did not have a document which defined the parts currently covered by the scope of the Nadcap CMSP audit.

The Supplier had a list of all parts they produce but the CMSP parts were not obvious and the list did not include the Prime, Part Number, Operation(s) or Specification as they applied to CMSP.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			5.11.5			Are high spots ground using the technique and in-feeds required by the customer based on the type of high spots?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			5.3.8.4			Are all operations that are performed included in the Work Instructions?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			5.7.11			Does the actual process match the approved process?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			5.7.6			Are the relative movements between work piece and grinding wheel/belt consistent with the approved process/ Work Instruction?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			6.11.5			Are high spots ground using the technique and in-feeds required by the customer based on the type of high spots?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			6.3.8.4			Are all operations that are performed included in the Work Instructions?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			6.7.11			Does the actual process match the approved process?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167030			Arthur Corfe			1			TAKABAYASHI MFG. CO.,LTD.			11-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10827			2			MAJOR			CLOSED			AC7126/5			A			6.7.6			Are the relative movements between work piece and grinding wheel/belt consistent with the approved process / Work Instructions?			Grinding of Coatings Job Audit #1, MLG Side Stay Assy Apex Pin, Part # 49305-1.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Upr Uplock Bracket Pin, Part # 49250-5.
Sumitomo Precision Products for UTAS LG, Machine # 1005.

AC7126/5 Rev. A(5.7.11, 5.7.6, 5.11.5, 6.3.8.4, 5.3.8.4, 6.7.6, 6.7.11, 6.11.5)

During the audit for both job audits the operator initially manually fed the wheel into the part to remove some of the high spot prior to setting the machine in automated mode for CNC operation.

The operator identified the high spot by measurement and then brought the wheel to the part using a 0,1 mm feeler.  He then dressed the wheel after which he incrementally fed the wheel manually into and along the part to remove sufficient of the high spot to be able to measure the ground diameter before inputting offsets into the CNC program for automatic operation.

LGPS 7000 Rev B paragraph 3.1.4 specified that 'all metal removal operations' (with some exceptions not relevant to grinding) 'shall be power screw feed providing a controlled positive feed'.

This has been designated major for non-compliance to the Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			1			MAJOR			CLOSED			AC7126/5			A			5.8.1.3			Does the geometry and material of the wheels/belts in use at the workstation match the approved process and Work Instructions?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.8.1.3, 5.8.1.4, 6.8.1.3, 6.8.1.4)

The wheels in use by the operator were not compliant with the requirements of LGPS 7000 Rev B PSO 830.

For both job audits the wheels specified in Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 and in use during the audit had a structure of 12.

PSO 830 paragraph 3.3.1 e required the structure to be 6 to 10.

Since there had been no approval by UTAS LG of the Grind Techniques this has been designated major for non-compliance to a Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			1			MAJOR			CLOSED			AC7126/5			A			5.8.1.4			Do the wheels/belts in use meet the customer requirements?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.8.1.3, 5.8.1.4, 6.8.1.3, 6.8.1.4)

The wheels in use by the operator were not compliant with the requirements of LGPS 7000 Rev B PSO 830.

For both job audits the wheels specified in Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 and in use during the audit had a structure of 12.

PSO 830 paragraph 3.3.1 e required the structure to be 6 to 10.

Since there had been no approval by UTAS LG of the Grind Techniques this has been designated major for non-compliance to a Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			1			MAJOR			CLOSED			AC7126/5			A			6.8.1.3			Does the geometry and material of the wheels/belts in use at the workstation match the approved process and Work Instructions?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.8.1.3, 5.8.1.4, 6.8.1.3, 6.8.1.4)

The wheels in use by the operator were not compliant with the requirements of LGPS 7000 Rev B PSO 830.

For both job audits the wheels specified in Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 and in use during the audit had a structure of 12.

PSO 830 paragraph 3.3.1 e required the structure to be 6 to 10.

Since there had been no approval by UTAS LG of the Grind Techniques this has been designated major for non-compliance to a Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			1			MAJOR			CLOSED			AC7126/5			A			6.8.1.4			Do the wheels/belts in use meet the customer requirements?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.8.1.3, 5.8.1.4, 6.8.1.3, 6.8.1.4)

The wheels in use by the operator were not compliant with the requirements of LGPS 7000 Rev B PSO 830.

For both job audits the wheels specified in Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 and in use during the audit had a structure of 12.

PSO 830 paragraph 3.3.1 e required the structure to be 6 to 10.

Since there had been no approval by UTAS LG of the Grind Techniques this has been designated major for non-compliance to a Customer specification.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			5.2			Process Approvals			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			5.3.8.1			Are Work Instructions detailing each operation available at each work station and do they show evidence of approval, revision level and date?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			5.3.8.5			Is there objective evidence of Work Instructions approval in accordance with the supplier’s requirements and the customer requirements if any?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			5.6.2			Is the grinding fluid approved by the Customer if required?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			6.2			Process Approvals			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			6.3.8.1			Are Work Instructions detailing each operation available at each work station and do they show evidence of approval revision level and date?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			6.3.8.5			Is there objective evidence of  Work Instructions approval in accordance with the supplier's requirements and the customer requirements if any?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			2			MINOR			CLOSED			AC7126/5			A			6.6.2			Is the grinding fluid approved by the Customer if required?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.2, 5.3.8.1, 5.3.8.5, 6.2, 6.3.8.1, 6.3.8.5, 5.6.2, 6.6.2)

The Manufacturing Plan & Grind Technique (ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 ) had been approved in-house but it had not been approved by either the tier 1 supplier (Sumitomo Precision Products) or UTAS LG and there was no Approval Memo. 

The purpose of the audit was to assess the Supplier against the relevant Nadcap checklists which included assessment of Customer approved fixed processes. (Job Audit #1 was a Flight Safety part).  Since the Grind Techniques had not been presented to the Customer there could be no guarantee they would be approved.

This has been designated minor with no likely product impact since the Supplier had no production orders but had procured scrap parts for audit demonstration.  The Supplier had obtained sanction from the Staff Engineer to process scrap parts during the audit provided they had applicable associated paperwork.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			5.7.11			Does the actual process match the approved process?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			5.7.3			Do the actual parameters match the Work Instruction/aproved values or ranges?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			5.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			6.7.11			Does the actual process match the approved process?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			6.7.3			Do the actual parameters match the Work Instructions/approved values or ranges?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			3			MAJOR			CLOSED			AC7126/5			A			6.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.7.3, 5.7.11, 6.7.3, 6.7.11, 5.7.4, 6.7.4)

For both job audits the wheel speeds on the machines were not compliant with the respective Grind Techniques.
  
Grind Techniques ATS-TBGR-49307-1 Rev 1 / G15-1109-01 for Job Audit #1 and ATS-TBGR-49227-1 Rev 1 / G15-1109-02 for Job Audit #2 specified the wheel speed to be 1970-1981 m/minute.  For both job audits the wheel speed was 1961 m/minute.

This has been designated major for non-compliance to the fixed process Grind Techniques.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			4			MINOR			CLOSED			AC7126			B			5.1.4			Does the Supplier have a procedure to assure that prior to implementing any changes to process parameters or Customer approved documents, that the changes are 1) internally reviewed to determine if a new substantiation is required, 2) maintained as records even if only administrative, 3) submitted to the Customer if needed, 4) approved by the Customer if needed?Compliance Assessment Guidance: The Supplier must define their system.  In addition, if there are any Customer requirements they must also be incorporated into the procedure.  Also, the auditor is to verify the system by investigating a process that was changed or if no changes have been made verify that personnel are aware of the procedure.			AC7126 Rev. B(5.1.4)

The Supplier had not adequately defined their change process for any changes to process parameters or Customer approved documents.

QM-1 Rev 16 paragraph 7.5.1.2 used vague phases such as 'the President takes full responsibility and gives appropriate instructions', whilst AQP-C115 Rev 3 paragraph 4 simply repeated the wording in points 1-4 in the AC7126 Rev B, 5.1.4. checklist question.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			5			MINOR			CLOSED			AC7126			B			12.3			Does the Supplier have a documented procedure defining the circumstance for the loss of operator qualification?Compliance Assessment Guidance: This applies to general operator qualification as well as any Customer specific requirements.			AC7126 Rev. B(12.3)

The Supplier did not have an adequate procedure for loss of operator certification other than failure of the visual acuity test required for inspection.  No account had been taken of other potential reasons.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			6			MINOR			ARCHIVED			AC7126/5			A			5.1.5.1			Have all quality and technical requirements been flowed down?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.1.5.1, 6.1.5.1)

The parts processed during the audit were obtained by verbal communication and were received from one of the Supplier's immediate customer without documentation.  No contract review with the customer had taken place or was documented for the parts to be processed by grinding and as such there was no formal flow-down of Customer requirements.  The drawings were obtained separately.

This has been designated minor with no likely product impact since the Supplier had taken the initiative to procure parts for the audit accreditation process following the Mandate from UTAS LG that all processors performing grinding (re Document 200) shall be CMSP Nadcap accredited to AC7126 & AC71236/5 by 31 December 2015.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			6			MINOR			ARCHIVED			AC7126/5			A			6.1.5.1			Have all quality and technical requirements been flowed down?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.1.5.1, 6.1.5.1)

The parts processed during the audit were obtained by verbal communication and were received from one of the Supplier's immediate customer without documentation.  No contract review with the customer had taken place or was documented for the parts to be processed by grinding and as such there was no formal flow-down of Customer requirements.  The drawings were obtained separately.

This has been designated minor with no likely product impact since the Supplier had taken the initiative to procure parts for the audit accreditation process following the Mandate from UTAS LG that all processors performing grinding (re Document 200) shall be CMSP Nadcap accredited to AC7126 & AC71236/5 by 31 December 2015.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			6			MINOR			VOID			AC7126/5			A			5.1.5.1			Have all quality and technical requirements been flowed down?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.1.5.1, 6.1.5.1)

The parts processed during the audit were obtained by verbal communication and were received from one of the Supplier's immediate customer without documentation.  No contract review with the customer had taken place or was documented for the parts to be processed by grinding and as such there was no formal flow-down of Customer requirements.  The drawings were obtained separately.

This has been designated minor with no likely product impact since the Supplier had taken the initiative to procure parts for the audit accreditation process following the Mandate from UTAS LG that all processors performing grinding (re Document 200) shall be CMSP Nadcap accredited to AC7126 & AC71236/5 by 31 December 2015.


			167687			Arthur Corfe			1			Asashita Mekki Co.,Ltd			9-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			10370			6			MINOR			VOID			AC7126/5			A			6.1.5.1			Have all quality and technical requirements been flowed down?			Grinding of Coatings Job Audit #1, MLG Inboard Pin Side Stay Assy, Part #49307-1, Machine # G02.
Grinding of Coatings Job Audit #2, MLG Shock Strut Assy Uplock Roller Bolt, Part # 49227-1, Machine # G01.
Sumitomo Precision Products for UTAS LG.

AC7126/5 Rev. A(5.1.5.1, 6.1.5.1)

The parts processed during the audit were obtained by verbal communication and were received from one of the Supplier's immediate customer without documentation.  No contract review with the customer had taken place or was documented for the parts to be processed by grinding and as such there was no formal flow-down of Customer requirements.  The drawings were obtained separately.

This has been designated minor with no likely product impact since the Supplier had taken the initiative to procure parts for the audit accreditation process following the Mandate from UTAS LG that all processors performing grinding (re Document 200) shall be CMSP Nadcap accredited to AC7126 & AC71236/5 by 31 December 2015.


			161149			Bradley Woodiel			2			Smith West LLC dba Paradigm Precision Holdings			17-Jun-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3782			1			MINOR			CLOSED			AC7126/6			A			5.8.1.2			Do the cutters/abrasives/media in use at the workstation match the approved process and Work Instructions?  Refer to handbook for specifics.			Nonconformance: In regards to job audit #1 (Edge Break) (ITAR):  Tool used to produce the radius edge break is not the one listed on the Tech Plan for edge break.  Tool used  is in the CNC program for holemaking.   The tool used does produce the correct feature for edge break.  Product impact is not suspected.


			162888			Bradley Woodiel			2			Hunting Dearborn, Inc.			16-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10233			1			MINOR			CLOSED			AC7126/1			A			5.5.3.1			Has the preventive maintenance program been completed as per schedule and are records available to verify completion?			Nonconformance:   Both Haas machines used for CMSP are past due for annual preventative maintenance.  Last maintenance performed was in February 2014.


			162888			Bradley Woodiel			2			Hunting Dearborn, Inc.			16-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10233			2			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Nonconformance:  In regards to job audit #1:  Tech plan does not indicate a coated drill.  .312" drill used is titanium nitride coated.  Supplier indicated the coated drill is correct.  No product impact is suspected.


			164109			Bradley Woodiel			2			Paradigm Manchester Inc.			22-Sep-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4414			1			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Nonconformance:   In regards to job audit #1 (Holemaking) (ITAR): Brand name of tool does not match the tech plan.  A reamer stated on the Tech plan is a Contour 360.  Actual brand used is Colorado Industrial Inc. Paradigm has stated Colorado Industrial is the correct brand.  During the audit a tech plan revision took place correcting the prior nonconformance.  No product impact observed. 

Requirement: GE Technical Plan


			164109			Bradley Woodiel			2			Paradigm Manchester Inc.			22-Sep-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4414			1			MINOR			CLOSED			AC7126/1			A			5.8.1.5			Does the supplier’s internal system assure that correct cutting tools and abrasives are issued to the workstation?			Nonconformance:   In regards to job audit #1 (Holemaking) (ITAR): Brand name of tool does not match the tech plan.  A reamer stated on the Tech plan is a Contour 360.  Actual brand used is Colorado Industrial Inc. Paradigm has stated Colorado Industrial is the correct brand.  During the audit a tech plan revision took place correcting the prior nonconformance.  No product impact observed. 

Requirement: GE Technical Plan


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			1			MINOR			CLOSED			AC7126			B			5.1.2			Does the Supplier have a documented procedure detailing how to qualify controlled machining operations?Compliance Assessment Guidance: All Suppliers shall determine during contract review if the machining needs to be controlled and if it needs to be qualified.  If the given Customers have requirements on how to qualify their parts the procedure shall meet those requirements.			Nonconformance:   Revision level approval of GE Tech plans does not have a clear process in place.  Hikari does not appear to have access to the GE web-site to check for tech plan change approval.  MHI (Mitsubishi Heavy Industries) does not clearly flow down, or state, the tech plan revision approvals.


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			2			MINOR			CLOSED			AC7126			B			11.5			Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware? Verify consistency with Customer requirements.			Nonconformance:  The following checklist questions have not been adequately or procedurally addressed

7126 7.1.3:  Is there a documented procedure to ensure that non-standard tools are procured to the correct revision level of the drawing.

7126 7.5.1:  Is there a documented procedure to assure tools are reconditioned to the Supplier's, and if applicable, to the Customer's critical characteristics.

7126 9.1.3  Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production.

7126  11.5  Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware?


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			2			MINOR			CLOSED			AC7126			B			7.1.3			Is there a documented procedure to ensure that non-standard tools, if used, are procured to the correct revision of the drawings?Compliance Assessment Guidance: The Supplier shall have a procedure to address non-standard tools even if only catalogue tools are used.			Nonconformance:  The following checklist questions have not been adequately or procedurally addressed

7126 7.1.3:  Is there a documented procedure to ensure that non-standard tools are procured to the correct revision level of the drawing.

7126 7.5.1:  Is there a documented procedure to assure tools are reconditioned to the Supplier's, and if applicable, to the Customer's critical characteristics.

7126 9.1.3  Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production.

7126  11.5  Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware?


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			2			MINOR			CLOSED			AC7126			B			7.5.1			Is there a documented procedure to assure tools are reconditioned to the Supplier’s, and if applicable to the Customer’s, critical characteristics?			Nonconformance:  The following checklist questions have not been adequately or procedurally addressed

7126 7.1.3:  Is there a documented procedure to ensure that non-standard tools are procured to the correct revision level of the drawing.

7126 7.5.1:  Is there a documented procedure to assure tools are reconditioned to the Supplier's, and if applicable, to the Customer's critical characteristics.

7126 9.1.3  Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production.

7126  11.5  Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware?


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			2			MINOR			CLOSED			AC7126			B			9.1.3			Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production?			Nonconformance:  The following checklist questions have not been adequately or procedurally addressed

7126 7.1.3:  Is there a documented procedure to ensure that non-standard tools are procured to the correct revision level of the drawing.

7126 7.5.1:  Is there a documented procedure to assure tools are reconditioned to the Supplier's, and if applicable, to the Customer's critical characteristics.

7126 9.1.3  Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production.

7126  11.5  Are Special Cause Events managed per internal procedures and specific Customer requirements, including evaluation/disposition of the hardware?


			165526			Bradley Woodiel			2			HIKARI MANUFACTURE CO.,LTD			17-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10451			3			MINOR			CLOSED			AC7126			B			12.1			Are there documented training procedures that assure personnel performing conventional machining and associated quality and test functions are qualified to perform assigned tasks and is this per Customer requirements for any specific processes which are in the scope of accreditation?Compliance Assessment Guidance: There may be two types of training, operator qualification training and additional Customer specified content.			Nonconformance:  There are no training procedures specifically for CMSP.  Training program is in place, performed and documented but not controlled/invoked by procedures.


			165656			Bradley Woodiel			2			Yamanouchi Seisakusho Co.,Ltd    (Maki Plant)			14-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10562			1			MINOR			CLOSED			AC7126			B			9.1.4			Are instruments/gages used to qualify equipment part of the Supplier’s approved calibration system?			Nonconformance:   In regards to job audit #1 and #2:  Machine qualification records did not indicate the gage used for calibrating the holemaking machines (tachometer, stopwatch).  In addition, the machines were not calibrated through their range of use.  Machine's were calibrated between 1,000 and 5,000 RPM.  40 RPM was observed during the #2 job audit.


			165656			Bradley Woodiel			2			Yamanouchi Seisakusho Co.,Ltd    (Maki Plant)			14-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10562			2			MINOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			Nonconformance:  "Tool Exchanging Check Sheet" and "Tool Grinding Acceptance Check Sheet" are forms invoked by procedures (YS-MHI-002 assistant table 4).  The forms are not controlled by the quality system (i.e. missing form numbers).


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			1			MINOR			ARCHIVED			AC7126/1			A			6.6.4			Has the supplier performed cutting fluid monitoring and maintenance per their documented procedure?			Nonconformance:   In regards to job audit #1 (Holemaking):  Tech Plan calls out for: DPMT 3(2.5)1 MM grade1525/5015/1025 insert.  The actual insert used is a grade 1125.  Inquiry revealed Sandvik has discontinued prior grades and currently produces the 1125.  No product impact is within reason.


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			1			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Nonconformance:   In regards to job audit #1 (Holemaking):  Tech Plan calls out for: DPMT 3(2.5)1 MM grade1525/5015/1025 insert.  The actual insert used is a grade 1125.  Inquiry revealed Sandvik has discontinued prior grades and currently produces the 1125.  No product impact is within reason.


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			2			MINOR			ARCHIVED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Nonconformance:  Coolant concentration is not maintained within the tolerance established in procedures.  Concentration of coolant shall be between 1.4 - 7.0% (ATMCI 001 5.3.2).  Objective evidence of coolant concentration is performed semi-annually.  Sample of coolant taken from the CMSP machine (Job Audit #2 Holemaking) revealed 8%.  Sample of coolant from mixing station (barrel) showed 1.0%.


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			2			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Nonconformance:  Coolant concentration is not maintained within the tolerance established in procedures.  Concentration of coolant shall be between 1.4 - 7.0% (ATMCI 001 5.3.2).  Objective evidence of coolant concentration is performed semi-annually.  Sample of coolant taken from the CMSP machine (Job Audit #2 Holemaking) revealed 8%.  Sample of coolant from mixing station (barrel) showed 1.0%.


			166268			Bradley Woodiel			2			Absolute Technologies Inc			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4933			2			MINOR			CLOSED			AC7126/1			A			6.6.4			Has the supplier performed cutting fluid monitoring and maintenance per their documented procedure?			Nonconformance:  Coolant concentration is not maintained within the tolerance established in procedures.  Concentration of coolant shall be between 1.4 - 7.0% (ATMCI 001 5.3.2).  Objective evidence of coolant concentration is performed semi-annually.  Sample of coolant taken from the CMSP machine (Job Audit #2 Holemaking) revealed 8%.  Sample of coolant from mixing station (barrel) showed 1.0%.


			166271			Bradley Woodiel			2			GKN Aerospace Chem-tronics Inc.			10-Sep-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3150			1			MAJOR			CLOSED			AC7126/1			A			5.3.9.7			For hand bench operations on controlled features, do Work Instructions describe the devices (e.g. air motor), cutting tools and abrasives approved for processing the features?			Nonconformance:  In regards to job audit #1:  Hand benching operation sheet calls out for 120 grit emory cloth (SA Handy Roll) for deburring of edgebreak.  180 grit cloth was used.  Product impact evaluation required.


			166271			Bradley Woodiel			2			GKN Aerospace Chem-tronics Inc.			10-Sep-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3150			1			MAJOR			CLOSED			AC7126/1			A			5.8.1.6			Does the operator or person performing tool set up verify that the cutting tools and abrasives match the work instructions/approved process?			Nonconformance:  In regards to job audit #1:  Hand benching operation sheet calls out for 120 grit emory cloth (SA Handy Roll) for deburring of edgebreak.  180 grit cloth was used.  Product impact evaluation required.


			167869			Bradley Woodiel			2			Heroux Devtek Inc			7-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4470			1			MINOR			ARCHIVED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Audit: 167869

Nonconformance:   Minimum (PPM) water hardness has not been established or monitored for the water based coolant dilution (mixture). 

Requirement:  HPS 182-5 (Grinding) Para. 6.3.3


			167869			Bradley Woodiel			2			Heroux Devtek Inc			7-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4470			1			MINOR			VOID			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Audit: 167869

Nonconformance:   Minimum (PPM) water hardness has not been established or monitored for the water based coolant dilution (mixture). 

Requirement:  HPS 182-5 (Grinding) Para. 6.3.3


			167870			Bradley Woodiel			2			Heroux Devtek Inc			9-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4589			1			MINOR			CLOSED			AC7126			B			13.3			Is there a revision history maintained of changes to a program?			Audit: 167870
 
Nonconformance: In regards to job audit #1 (chrome grind):  Revision of CNC program is not controlled.  CNC program is stored on the machine.  Operator has control of the program on the machine.  Program is also stored on a disk that is kept in the work center. 

Requirement:  QSI-7-5-1-3 (Control of production equipment tools and NC machine programs)


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			1			MINOR			CLOSED			AC7126			B			13.3			Is there a revision history maintained of changes to a program?			Nonconformance:  In regards to job audit 1 (Milling) (ITAR):  There are revision changes to the CNC program that do not communicate what changes were made.  Revision history from 06/23/2010 to current Revision 10/06/2015.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			2			MAJOR			CLOSED			AC7126/1			A			5.8.2.3			Do actual cutting tool and abrasive change intervals not exceed the approved limits, including tracking across multiple parts where the approved change interval exceeds one part?NOTE: If the approved tool change exceeds one part/feature, there must be a written or electronic (for example within CNC code) system for tracking tool usage.			Nonconformance: In regards to job audit #1 (Holemaking).  Tool Change Point (TCP) is not clear.  Tech plan calls TCP shall be every 6 holes.  Planning states 2 tools per part.  Operators are using 1 tool per 2 parts (60 Holes).  Potential product impact to be evaluated.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			3			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Nonconformance:  In regards to job audit #1 (Holemaking).  Tool #5 called out on the tech plan is not the tool used in production.  Actual tool used is a Harvey Tool; 4 flute; .250" versus: a Brubaker tool; 2 Flute; .272"


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			4			MAJOR			CLOSED			AC7126/1			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification  current, within the allowable limits, and visible at the machine?			Nonconformance:  There is no objective evidence of equipment calibration for the holemaking machines.  Interview with maintenance mechanic who performs the work states that calibration is performed but not documented.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			5			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Nonconformance:  There is no objective evidence of coolant/water ratio of water based coolants at the milling machines.  A form (machine Kinematics set-up log) placed at the machine is not filled out.  The log is not controlled/invoked.  There is an entry on the form calling for a 6 +/- 1% mixture of coolant to water.  Operators have stated this gets checked daily.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			5			MINOR			CLOSED			AC7126/1			A			5.6.4			Has the supplier performed cutting fluid monitoring and maintenance per their documented procedure?			Nonconformance:  There is no objective evidence of coolant/water ratio of water based coolants at the milling machines.  A form (machine Kinematics set-up log) placed at the machine is not filled out.  The log is not controlled/invoked.  There is an entry on the form calling for a 6 +/- 1% mixture of coolant to water.  Operators have stated this gets checked daily.


			168703			Bradley Woodiel			2			Turbine Engine Components Technologies			11-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3397			6			MINOR			CLOSED			AC7126			B			9.1.5			Are there documented procedures or templates detailing how to test the functionality of each monitor/alarm system function?Compliance Assessment Guidance: This may apply to alarms on cutting fluid, spindle speed, etc. in addition to process monitoring system alarms.  Refer to Appendix 1.  Not applicable applies if the equipment used has no alarms.			Nonconformance:   No objective evidence or procedure for testing of power monitoring alarms.  Verbally it's been stated the alarms have been tested.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			1			MINOR			CLOSED			AC7126/5			A			5.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each  grinding wheel and  grinding stage?			Nonconformance:  In regards to job audit #1:  Coolant delivery method is not adequately defined.  Number of lines/type/nozzle/location should be documented.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			2			MINOR			CLOSED			AC7126/5			A			5.11.11			Is the coated surface thickness measured after grinding using calibrated thickness gauge if required by the customer?			Nonconformance:  In regards to job audit #1:  Resultant Chrome thickness dimensions are not determined at the operation. Manufacturing process plan should state the chrome thickness after grind.  There is a calibrated thickness gage in use at the W/C.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			3			MINOR			CLOSED			AC7126/5			A			5.7.3			Do the actual parameters match the Work Instruction/aproved values or ranges?			Nonconformance:  In regards to job audit #1:  Cross feed is being performed during grinding however this is not established on operation sheet parameters.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			4			MAJOR			CLOSED			AC7126			B			13.2			Is each program uniquely identified?			Nonconformance:  In regards to job audit #2:  CNC program used has been deleted.  Further discussion revealed that many CNC programs have been deleted and therefore there is no history.  Strite Precision is aware of this and is in the process of saving and assigning revisions to all CNC programs.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			4			MAJOR			CLOSED			AC7126			B			13.3			Is there a revision history maintained of changes to a program?			Nonconformance:  In regards to job audit #2:  CNC program used has been deleted.  Further discussion revealed that many CNC programs have been deleted and therefore there is no history.  Strite Precision is aware of this and is in the process of saving and assigning revisions to all CNC programs.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			4			MAJOR			CLOSED			AC7126/5			A			6.7.1			Is the correct version of the NC program in use?			Nonconformance:  In regards to job audit #2:  CNC program used has been deleted.  Further discussion revealed that many CNC programs have been deleted and therefore there is no history.  Strite Precision is aware of this and is in the process of saving and assigning revisions to all CNC programs.


			169349			Bradley Woodiel			2			Strite Precision Machining Limited			10-Aug-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12234			5			MAJOR			CLOSED			AC7126			B			12.2			Is there a determination of the effectiveness of training CMSP personnel, including understanding of the “Customers controlled" process procedures and requirements?Compliance Assessment Guidance: Examples might include specific practical testing, awareness testing, or written tests.			Nonconformance:  Proficiency test for CMSP personnel has not been performed.  Strite has a proficiency exam called out in procedure SI-703 13.2.7.  It is noted that operators have been trained.


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			1			MINOR			CLOSED			AC7126/5			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits, and visible at the machine?			Nonconformance: In regards to job audit #1:  Objective evidence of feed rate calibration/verification is not observed.  It was stated that verification had been performed by the calibration department.  However, verification of feed rate should be performed by the operator.   

SWP-7126  14.0 14.4


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			2			MINOR			CLOSED			AC7126/5			A			5.3.9.5			Do the work instructions include all information required by the customer to be in the Work Instructions?			Nonconformance: In regards to job audit #1 and #2:  Controlled planning on the traveler states: 2.5-5 concentration of coolant; procedures state:  6-8%.  The 2-5% callout is actually a refractometer reading and not a concentration reading. 

In addition, there is a callout on the controlled planning stating: Work Speed Range - 30-200 S.F.M (run above 200 SFM when possible).  Running above 200 SFM would violate the tolerance.  

It does not appear the misleading instruction was performed; product impact is not suspected.


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			2			MINOR			CLOSED			AC7126/5			A			6.3.9.5			Do the work instructions include all information required by the customer to be in the Work Instructions?			Nonconformance: In regards to job audit #1 and #2:  Controlled planning on the traveler states: 2.5-5 concentration of coolant; procedures state:  6-8%.  The 2-5% callout is actually a refractometer reading and not a concentration reading. 

In addition, there is a callout on the controlled planning stating: Work Speed Range - 30-200 S.F.M (run above 200 SFM when possible).  Running above 200 SFM would violate the tolerance.  

It does not appear the misleading instruction was performed; product impact is not suspected.


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			3			MINOR			CLOSED			AC7126/5			A			5.11.11			Is the coated surface thickness measured after grinding using calibrated thickness gauge if required by the customer?			Nonconformance:  In regards to job audit #1:  The resulting thickness coating (.004" - .0065") after grind is not documented at the operation.  A resultant thickness coating .004" - .0065" is required by the customer and should be verified at the grind operation.  Operator performed the calculation of dimension before coating and dimension after grind and determined the resultant thickness is conforming.


			169730			Bradley Woodiel			2			Southwest United Industries Inc			7-Jan-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			4185			4			MINOR			CLOSED			AC7126/5			A			5.11.6			If coating runouts are blended, do the process and written procedures, if required, meet customer requirements?			Nonconformance: In regards to job audit #1:  There is no objective evidence of inspection for blended runout of coating.  Blended runout of coating (.006") is called out on the grinding operation.  The blend is performed.  Product impact is not suspected.


			172422			Bradley Woodiel			2			Globe Grinding Corp			22-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			5871			1			MINOR			CLOSED			AC7126			B			13.3			Is there a revision history maintained of changes to a program?			Nonconformance:  In regards to job audit #1:  Objective evidence of revision history, approval process for new and modified programs and program validation is not evident.


			172422			Bradley Woodiel			2			Globe Grinding Corp			22-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			5871			1			MINOR			CLOSED			AC7126			B			13.4			Is there an approval process for new and modified programs?			Nonconformance:  In regards to job audit #1:  Objective evidence of revision history, approval process for new and modified programs and program validation is not evident.


			172422			Bradley Woodiel			2			Globe Grinding Corp			22-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			5871			1			MINOR			CLOSED			AC7126			B			13.5			Is new or changed program validation (1st piece) approved by quality and maintained for record purposes?			Nonconformance:  In regards to job audit #1:  Objective evidence of revision history, approval process for new and modified programs and program validation is not evident.


			174053			Bradley Woodiel			2			Blackies Grinding Service, Inc.			23-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			14427			1			MINOR			OPEN			AC7126			B			9.1.2			Does the documented procedure for equipment qualification, including re-qualification intervals, meet or exceed Customer requirements?Compliance Assessment Guidance: Even if there are no Customer requirements, the Supplier must set and maintain the qualification requirements for equipment.			Nonconformance:  Grinding wheel infeed (feed or feed rate) is not calibrated of verified.  

Requirement: SOP 1 4.0 (C)(c) Machine Qualification


			174053			Bradley Woodiel			2			Blackies Grinding Service, Inc.			23-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			14427			2			MINOR			OPEN			AC7126			B			11.1			Does a documented Procedure exist for notifying the Customer of deviations to Customer requirements?			Nonconformance:  There is no documented procedure for notifying the customer of deviations to customer requirements.


			161420			John Cammett			3			Lisi Aerospace Canada Corp.			18-Jun-15			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			7265			1			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			NCR raised by Staff Engineer after clarification with the Auditor. Water quality and hardness not addressed in suppliers coolant maintenance procedure.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			1			MINOR			CLOSED			AC7126			B			9.2.3			Are records maintained for all maintenance actions, preventive and otherwise, for each machine and cutting fluid system?			Records exist only for annual preventive maintenace performed. Plans fort daily, weekly and montly maintenance exist  but no records were available to verify performance.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			1			MINOR			CLOSED			AC7126/1			A			5.5.3.1			Has the preventive maintenance program been completed as per schedule and are records available to verify completion?			Records exist only for annual preventive maintenace performed. Plans fort daily, weekly and montly maintenance exist  but no records were available to verify performance.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			1			MINOR			CLOSED			AC7126/1			A			6.5.3.1			Has the preventive maintenance program been completed as per schedule and are records available to verify completion?			Records exist only for annual preventive maintenace performed. Plans fort daily, weekly and montly maintenance exist  but no records were available to verify performance.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			2			MINOR			CLOSED			AC7126/1			A			5.8.2.5			Is there objective evidence that tool wear measurement or media/abrasive condition evaluation is performed in accordance with customer requirements?			There are no records of tool wear measurement to verify compliance to customer requirements or to indicate establisnment of tool change intervals.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			2			MINOR			CLOSED			AC7126/1			A			6.8.2.5			Is there objective evidence that tool wear measurement or media/abrasive condition evaluation is performed in accordance with customer requirements?			There are no records of tool wear measurement to verify compliance to customer requirements or to indicate establisnment of tool change intervals.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			3			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			For job #1, there were two chuck hydraulic pressure gages on machine that did not have for reference only indicating label. Note: Neither these gages nor the hydraulic chuckwere used in this job.


			164413			John Cammett			3			Rhinestahl Corporation			15-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10878			4			MINOR			CLOSED			AC7126/1			A			5.3.7.2			Are the Work Instructions being reviewed before starting the machining process and is the operation performed per the Work Instruction?			For Job #1, the part holding fixture was not identified by a serial or part number.


			165773			John Cammett			3			Danville Metal Stamping Co. Inc.			27-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3611			1			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Gage for compressed air supply on machine used for holemaking job audits #1 & #2 (same gage) was not labeled as to calibration status. Since calibration of gage is not required by its function, it should have been labeled "for reference only".


			165773			John Cammett			3			Danville Metal Stamping Co. Inc.			27-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3611			1			MINOR			CLOSED			AC7126/1			A			6.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Gage for compressed air supply on machine used for holemaking job audits #1 & #2 (same gage) was not labeled as to calibration status. Since calibration of gage is not required by its function, it should have been labeled "for reference only".


			166127			John Cammett			3			GKN Aerospace San Luis Potosi			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Mexico			7766			1			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Supplier must have a procedure for cutting fluid maintenance that includes all items in AC7126B, 8.2.1 list.

Condition found: There is a cutting fluid maintenance procedure; however, tramp oil control, cleaning requirements prior to recharge and systems/procedures to prevent fluid contamination from list were not included in supplier procedure.


			166127			John Cammett			3			GKN Aerospace San Luis Potosi			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Mexico			7766			2			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: All gages must be identified as to calibration status and current.

Condition found: Coolant system pressure gages on both machines used for job audit #1 were not labeled as to status (presumed for reference only). The same machines were used for recently completed, historic job audit #2 and labels were presumed absent during that job also.


			166127			John Cammett			3			GKN Aerospace San Luis Potosi			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			Mexico			7766			2			MINOR			CLOSED			AC7126/1			A			6.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: All gages must be identified as to calibration status and current.

Condition found: Coolant system pressure gages on both machines used for job audit #1 were not labeled as to status (presumed for reference only). The same machines were used for recently completed, historic job audit #2 and labels were presumed absent during that job also.


			166726			John Cammett			3			Guizhou Liyang International Manufacturing Co., Ltd.			18-Apr-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			7046			1			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Supplier cutting fluid maintenance procedure must include at least items from list of requirements in AC7126B, 8.2.1.

Condition found: Two items in list have not been addressed by supplier. These are:make-up water quality and tramp oil control


			166820			John Cammett			3			XAE Flying Aviation MFG Tech Co. Ltd			28-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			8936			1			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Cutting fluid control procedure must address all items in list given in AC7126B, 8.2.1.

Condition found: Procedure does not address make-up water quality/hardness for water base fluids.


			166821			John Cammett			3			AVIC AVIATION-ENGINE Co. PLC-XAE			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			5261			1			MINOR			CLOSED			AC7126			B			7.2.2			If particular cutting tool / abrasive (tool types, tool materials, coating, etc.) are prohibited by the Customer, is this documented and followed?Compliance Assessment Guidance: N/A applies only if none of the Primes have prohibited specific tools.			Requirement: If any supplier has prohibition of particular tool type or material, this must be documented and followed.

Condition found: GE spec P11TF12 S12 prohibits use of HSS tools for bound applications in Ti alloy parts. Supplier uses only carbide tools for holemaking. Hence there is no spec violation; however the HSS tool prohibition is not documented in supplier holemaking procedures. The NCR therefore is only a documentation issue and is minor.


			166821			John Cammett			3			AVIC AVIATION-ENGINE Co. PLC-XAE			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			5261			2			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Cutting fluid maintenance procedure must address all items per AC7126B, 8.21.

Condition Found: Supplier procedure does not address make-up water quality/hardness for water base fluids.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			5.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			5.3.8.3			Do the Work Instructions include all the information required by the customer’s specification, including all required documents?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			5.3.8.4			Are all operations that are performed included in the Work Instructions?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			5.3.9.5			Do the work instructions include all information required by the customer to be in the Work Instructions?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			6.3.8.3			Do the Work Instructions include all the information required by the customer's specification, including all required documents?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			167871			John Cammett			3			Heroux Devtek Inc			5-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			4590			1			MINOR			CLOSED			AC7126/5			A			6.3.9.5			Do the work instructions include all information required by the customer to be in the Work Instructions?			Requirement: Work instructions must document details everything to be done by the grinding operator.

Condition found:There were no detailed instructions for grinding wheel dressing (parameters) for job audits #1 and #2. Notwithstanding lack of detailed instruction, the experienced operator was able to successfuly perform dressing operations at the required intervals.


			169358			John Cammett			3			Noranco Inc. Woodbridge Division			17-May-16			REACCRED			Nadcap			Supplier Review			CMSP			Canada			7559			1			MINOR			OPEN			AC7126/5			A			5.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Requirement: Grinding parameters must be set and verified per customer requirements.

Condition found: In job audit #1, operator used a non-calibrated measuring device (6-in. scale) to verify cross-feed value. While cross-feed tolerance is wide (1/8-1/4 wheel width) the operator's measurement procedure violated intent of the requirement. At the same time, this wide tolerance leads to non-suspecting product impact and NCR is deemed minor,


			169358			John Cammett			3			Noranco Inc. Woodbridge Division			17-May-16			REACCRED			Nadcap			Supplier Review			CMSP			Canada			7559			2			MINOR			OPEN			AC7126			B			7.1.6			Is there a documented procedure assuring  that any foreseen changes to Customer approved cutting tools are communicated in advance to their effective date to the Supplier by their tool vendors, when required by the Customer?Compliance Assessment Guidance: If there are no Customer requirements, at a minimum there shall be a procedure to determine this during contract review.			Requirement: Supplier must have documented procedure requiring that grinding wheel suppliers inform in advance, if foreseen, if a given wheel will not be available in the future.
.
Condition found: Procedure does not exist


			169358			John Cammett			3			Noranco Inc. Woodbridge Division			17-May-16			REACCRED			Nadcap			Supplier Review			CMSP			Canada			7559			3			MINOR			OPEN			AC7126			B			9.1.7			Are tool wear measurement devices included as part of the Supplier’s approved calibration system?Compliance Assessment Guidance: This applies to tool wear measured at any point.  If no tool wear measurements are made, there shall be a system in place to ensure tool wear measurement and calibration will occur when required.			Requirement: Tool wear measurement devices must be calibrated.

Condition found: Grinding wheel wear on manually controlled machines is performed with calibrated calipers; however, on the lone CNC machine, it is performed by a sensor for which no objective evidence of calibration could be found.


			169871			John Cammett			3			Senior Aerospace Ketema			23-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			3764			1			MINOR			OPEN			AC7126/3			A			5.5.1.3			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: All gages must be labeled as to calibration status and current.

Condition found: For turning job audits #1&2, pressure gages on hydrauilic chuck system of CNC lathe were not labeled (presumably should have been labeled "for reference only")


			169871			John Cammett			3			Senior Aerospace Ketema			23-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			3764			1			MINOR			OPEN			AC7126/3			A			6.5.1.3			Are all gages and process monitoring equipment identified as to their calibration status and current?Note:  Refer to AC7126 question 9.1.6 regarding procedureal requirements.  Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits mush be calibrated. Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibarated unless specific prime requirments exist.			Requirement: All gages must be labeled as to calibration status and current.

Condition found: For turning job audits #1&2, pressure gages on hydrauilic chuck system of CNC lathe were not labeled (presumably should have been labeled "for reference only")


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			1			MINOR			CLOSED			AC7126			B			7.1.3			Is there a documented procedure to ensure that non-standard tools, if used, are procured to the correct revision of the drawings?Compliance Assessment Guidance: The Supplier shall have a procedure to address non-standard tools even if only catalogue tools are used.			Requirement: Supplier must have a procedure for non-standard tools even if only standard, catalogue tools are used.

Condition found; Supplier does not have a procedure including provisions for tool drawings and revisions.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			1			MINOR			CLOSED			AC7126			B			7.1.4			Do tool drawings flow down all Prime requirements?Compliance Assessment Guidance: Even if only standard tools are used, there shall be a system in place to identify Prime requirements and to address tool drawings.			Requirement: Supplier must have a procedure for non-standard tools even if only standard, catalogue tools are used.

Condition found; Supplier does not have a procedure including provisions for tool drawings and revisions.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			1			MINOR			CLOSED			AC7126			B			7.2.3			Is there a documented change management control procedure for cutting tool drawings?Compliance Assessment Guidance: Even if all tools/abrasives are standard/catalog items, a system to address tool drawings is still needed.			Requirement: Supplier must have a procedure for non-standard tools even if only standard, catalogue tools are used.

Condition found; Supplier does not have a procedure including provisions for tool drawings and revisions.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			2			MINOR			CLOSED			AC7126			B			9.1.6			Does the documented procedure identify which gages do not require calibration, i.e. reference-only gages, and how they are to be identified?Compliance Assessment Guidance: Gages/readouts that are used by the operator to set process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine function (e.g. lubrication levels) need not be calibrated.  Gages either shall be marked or proceduralized as to being reference only.			Requirement: Procedures must address which types of gages do not require calibration and how they are to be identified.

Condition found: Gages not requiring calibration and their identification are not addressed in procedures. Pressure gages on machine hydraulic system not labeled as "reference only" on machine used for job audits #1 & #2.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			2			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: Procedures must address which types of gages do not require calibration and how they are to be identified.

Condition found: Gages not requiring calibration and their identification are not addressed in procedures. Pressure gages on machine hydraulic system not labeled as "reference only" on machine used for job audits #1 & #2.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			2			MINOR			CLOSED			AC7126/1			A			6.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: Procedures must address which types of gages do not require calibration and how they are to be identified.

Condition found: Gages not requiring calibration and their identification are not addressed in procedures. Pressure gages on machine hydraulic system not labeled as "reference only" on machine used for job audits #1 & #2.


			170362			John Cammett			3			Altaser S.A. de C.V.			5-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Mexico			12186			3			MINOR			CLOSED			AC7126			B			12.2			Is there a determination of the effectiveness of training CMSP personnel, including understanding of the “Customers controlled" process procedures and requirements?Compliance Assessment Guidance: Examples might include specific practical testing, awareness testing, or written tests.			Requirement: Supplier training and evaluation procedure must include determination/evaluation of training effectiveness and understanding of customer controlled procedures and requirements..

Condition found: There is no objective evidence of compliance with requirement.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			1			MINOR			CLOSED			AC7126/1			A			5.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each cutting tool and machining stage?			Requirement: For repeatability of setup, work instructions must have sufficient detail to describe location and orientation of coolant nozzles.

Condition found: General description (minimal wording) of flexible nozzle positioning in work instruction for job #1 was inadequate to permit necessary repeatability.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			2			MINOR			CLOSED			AC7126/1			A			5.3.9.4			Do the Work Instructions detail how to set up cutting tools?			Requirement: Tool holders to be used for each tool must be specifically identified in work instructions.

Condition found: Tool holders to be used for job #1 were not identified in work instructions.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			2			MINOR			CLOSED			AC7126/1			A			5.3.9.5			Do the Work Instructions include all holding devices and fixtures where required by the customer?			Requirement: Tool holders to be used for each tool must be specifically identified in work instructions.

Condition found: Tool holders to be used for job #1 were not identified in work instructions.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			3			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Requirement: All gages must be identified as to calibration status and current.

Condition found: Pressure gages for hydraulic system on machine used in job #1 did not have labels stating calibration not required affixed.


			170472			John Cammett			3			Evergreen Aviation Precision Corp			1-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			Taiwan			12217			4			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			Requirement: Cutting fluid maintenance procedure must address all items on list in AC7126B, 8.2.1.

Condition found: Procedure does not address water quality and tramp oil control for water base coolants.


			171010			John Cammett			3			Noranco Inc.			14-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12266			1			MINOR			CLOSED			AC7126/5			A			6.3.10.3			Do the Work Instructions include all grinding wheel/belt descriptions (e.g. including formulation and geometry in the case of grinding wheels) necessary for the operator to verify the wheel/belt is correct per the approved process? This requirement may be met by a physical description of all controlled grinding wheel/belt features or by reference to a catalogue, crib or other number/code that uniquely describes the grinding wheel/belt.			Requirement: Grinding wheel designation must conform with work instructions.

Condition found: For job audit #2 the grinding wheel structure index designation (8) did not not match that in use (7). Note that the actual structure index was within specifucation requirements (6-12).


			171010			John Cammett			3			Noranco Inc.			14-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12266			1			MINOR			CLOSED			AC7126/5			A			6.8.1.1			Are grinding wheel/belt markings sufficient to assure that the grinding wheel/belt can be uniquely identified and verified against process documents, the Work Instructions or the customer approved process?			Requirement: Grinding wheel designation must conform with work instructions.

Condition found: For job audit #2 the grinding wheel structure index designation (8) did not not match that in use (7). Note that the actual structure index was within specifucation requirements (6-12).


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			1			MAJOR			CLOSED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Requirement: AC7126/1 Rev A para 5.7.7 requires that the actual process match the approved process; para 5.8.1.1 requires that the cutting tools in used at the workstation match the approved process and work instructions; customer approved tech-plan (1846M31P01 Tech Plan Rev 8, process #7 specified tool number and manufacturer as 2202, Sandvik respectively; AC7126/1 Rev A para 5.8.1.6 requires that the operator performing tool set up to verify that the cutting tools used match the approved process.
Finding:
It was observed during the job audit #1 for holemaking without process monitoring, that the actual tool number and manufacturer used (10103, Walter) does not match that of the customer approved tech plan. The discrepancy was not detected and highlighted by the operator as the wrong tool number and manufacturer was being set-up for the job.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			1			MAJOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Requirement: AC7126/1 Rev A para 5.7.7 requires that the actual process match the approved process; para 5.8.1.1 requires that the cutting tools in used at the workstation match the approved process and work instructions; customer approved tech-plan (1846M31P01 Tech Plan Rev 8, process #7 specified tool number and manufacturer as 2202, Sandvik respectively; AC7126/1 Rev A para 5.8.1.6 requires that the operator performing tool set up to verify that the cutting tools used match the approved process.
Finding:
It was observed during the job audit #1 for holemaking without process monitoring, that the actual tool number and manufacturer used (10103, Walter) does not match that of the customer approved tech plan. The discrepancy was not detected and highlighted by the operator as the wrong tool number and manufacturer was being set-up for the job.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			1			MAJOR			CLOSED			AC7126/1			A			5.8.1.6			Does the operator or person performing tool set up verify that the cutting tools and abrasives match the work instructions/approved process?			Requirement: AC7126/1 Rev A para 5.7.7 requires that the actual process match the approved process; para 5.8.1.1 requires that the cutting tools in used at the workstation match the approved process and work instructions; customer approved tech-plan (1846M31P01 Tech Plan Rev 8, process #7 specified tool number and manufacturer as 2202, Sandvik respectively; AC7126/1 Rev A para 5.8.1.6 requires that the operator performing tool set up to verify that the cutting tools used match the approved process.
Finding:
It was observed during the job audit #1 for holemaking without process monitoring, that the actual tool number and manufacturer used (10103, Walter) does not match that of the customer approved tech plan. The discrepancy was not detected and highlighted by the operator as the wrong tool number and manufacturer was being set-up for the job.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			2			MINOR			CLOSED			AC7126/1			A			5.8.2.2			Is the operator following the procedure to assure that worn cutting tools and abrasives are not inadvertently re-used?			Requirement: AC7126/1 Rev A para 5.8.2.2 & 6.8.2.2 requires that the operator follows the procedure to assure that worn cutting tools and abrasives are not inadventently re-used; supplier's internal procedure, Control of Cutting Tools & Tool Holders - WI-9.02.03 Rev 6 para 4.5.2 requires that all scrapped cutters must be return to store together with a copy of the Tool Damage Report.
Finding:
It was observed during the job audits that used and new cutting tool inserts were placed together in the same container box and not segregated to prevent inadventent re-used. These used inserts were kept in the tool box and not returned to the store in accordance with the supplier's tool control procedure.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			2			MINOR			CLOSED			AC7126/1			A			6.8.2.2			Is the operator following the procedure to assure that worn cutting tools and abrasives are not inadvertently re-used?			Requirement: AC7126/1 Rev A para 5.8.2.2 & 6.8.2.2 requires that the operator follows the procedure to assure that worn cutting tools and abrasives are not inadventently re-used; supplier's internal procedure, Control of Cutting Tools & Tool Holders - WI-9.02.03 Rev 6 para 4.5.2 requires that all scrapped cutters must be return to store together with a copy of the Tool Damage Report.
Finding:
It was observed during the job audits that used and new cutting tool inserts were placed together in the same container box and not segregated to prevent inadventent re-used. These used inserts were kept in the tool box and not returned to the store in accordance with the supplier's tool control procedure.


			162432			Nai Puay Guan			4			Sam (Suzhou) Co. Ltd			23-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			China			5892			3			MINOR			CLOSED			AC7126/1			A			6.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			Requirement: AC7126/1 Rev A para 6.3.3 requires that the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the customer; supplier's internal procedure, Master Procedure for Holemaking, MPP033 Rev 7 para 5.2.1.6 requires that the minimum pressure for coolant fed tools shall be specified in the tech-plan.
Finding:
It was observed for job audit #2 that the tech-plan associated with the holemaking process,1846M33G02 Rev 6, BPZ H5, H8 (Sht6), E7, D8, B7; Process step #4 for drilling operation using a coolant fed tool, did not specify the minimum pressure for coolant flow, in accordance with the supplier's internal procedure, Master Procedure for Holemaking, MPP033 Rev 7 para 5.2.1.6 requirement.
Note: While the coolant pressure is not stated in the tech plan, it was observed during the job audit that the supplier's coolant pressure setting was in compliance with the customer specification requirement.


			163826			Nai Puay Guan			4			Cosmo Seiki Co.,Ltd (Soma Production Group)			22-Oct-15			REACCRED			Nadcap			Certificate Issued			CMSP			Japan			10454			1			MINOR			CLOSED			AC7126			B			7.1.6			Is there a documented procedure assuring  that any foreseen changes to Customer approved cutting tools are communicated in advance to their effective date to the Supplier by their tool vendors, when required by the Customer?Compliance Assessment Guidance: If there are no Customer requirements, at a minimum there shall be a procedure to determine this during contract review.			Requirement: AC7126 para 7.1.6 requires that a documented procedure assuring that any foreseen changes to Customer approved cutting tools are communicated in advance to their effective date to the supplier by their tool vendors, when required by the customer.
Finding:
The supplier's procurement control procedure for tools, CSB5002 Rev s, is inadequate as it does not address the requirement for tool vendors to communicate in advance to their effective date to the supplier in case of foreseen changes in customer approved cutting tools used.


			164514			Nai Puay Guan			4			Chaheng Precision Co. Ltd.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			8663			1			MINOR			CLOSED			AC7126/1			A			5.8.1.8			Are cutting tool markings or package labeling (if packaged until use) sufficient to assure that the cutting tool can be uniquely identified and verified against process documents, the Work Instructions, or the customer approved process?			Requirement: AC7126/1 para 5.8.1.8 & 6.8.1.8 require that cutting tool markings or package labelling (if packaged until use) be sufficient to assure that the cutting tool can be uniquely identified and verified against process documents, work instructions, or the customer approved process.
Finding:
It was observed during both job audits for the holemaking process, that the cutting tools markings or package labelling (tools packaged until use) were insufficient to assure that the cutting tools used could be uniquely identified and verified. 
Notes:
1) The supplier's tool control system separately identified the tools with an ERP number that is marked with a hand-written label on the tool box.
2) The customer approved tech plan specified only the ERP number and no tool pairing to manufacturer or tool supplier (no customer requirement for tool pairing noted).
3) It was noted that the tools used for process #2 of both job audits (same tool ERP number for both job audits) for holemaking operations, that there were differing features and markings on the tools used.
4) The tool used for job audit #1 is shorter in length and appeared to be coated at the cutting area with the tool box label stating the supplier "Ri-Hsiung"; whereas for job audit #2, the tool is slightly longer with full straight shank and box label stating "MA FORD".
5) The tool tip angle was observed to be slightly different between the "Ri-Hsiung" and "MA FORD" tools.


			164514			Nai Puay Guan			4			Chaheng Precision Co. Ltd.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			8663			1			MINOR			CLOSED			AC7126/1			A			6.8.1.8			Are cutting tool markings or package labeling (if packaged until use) sufficient to assure that the cutting tool can be uniquely identified and verified against process documents, the Work Instructions, or the customer approved process?			Requirement: AC7126/1 para 5.8.1.8 & 6.8.1.8 require that cutting tool markings or package labelling (if packaged until use) be sufficient to assure that the cutting tool can be uniquely identified and verified against process documents, work instructions, or the customer approved process.
Finding:
It was observed during both job audits for the holemaking process, that the cutting tools markings or package labelling (tools packaged until use) were insufficient to assure that the cutting tools used could be uniquely identified and verified. 
Notes:
1) The supplier's tool control system separately identified the tools with an ERP number that is marked with a hand-written label on the tool box.
2) The customer approved tech plan specified only the ERP number and no tool pairing to manufacturer or tool supplier (no customer requirement for tool pairing noted).
3) It was noted that the tools used for process #2 of both job audits (same tool ERP number for both job audits) for holemaking operations, that there were differing features and markings on the tools used.
4) The tool used for job audit #1 is shorter in length and appeared to be coated at the cutting area with the tool box label stating the supplier "Ri-Hsiung"; whereas for job audit #2, the tool is slightly longer with full straight shank and box label stating "MA FORD".
5) The tool tip angle was observed to be slightly different between the "Ri-Hsiung" and "MA FORD" tools.


			164514			Nai Puay Guan			4			Chaheng Precision Co. Ltd.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			8663			2			MINOR			CLOSED			AC7126/3			A			5.3.8.5			Do Work Instructions include Cutting Tool Change Intervals or wear criteria for each controlled cutting tool?			Requirement: AC7126/3 Rev A para 5.3.8.5 & 6.3.8.5 require that work instructions include cutting tool change intervals or wear criteria for each controlled cutting tool.
Finding:
It was noted for both job audits for the Turning operations, that the tool change point specified in the tech plan (OIS) were not clearly specified and therefore, could not be verified for its intended tool change requirement.
Note:
1) It was noted in the tech plan that the tool change point were specified as tool change per number of parts processed whereas, the actual observed was number of parts per edge of cutting insert used depending on the process steps of the turning operation.
2) For process step #1,2,3 the tool change point was stated as "4 parts" whereas the actual is one edge per part, as there are 4 edges on the insert.
3) For process step #4, the tool change point was stated as "8 parts" whereas the actual is one edge per 4 parts, as there were 2 edges on the insert used. 
4) For process step #5,6 the tool change point was stated as "10 parts" whereas the actual was one edge per 3 parts, as there were 3 edges on the insert used. In this case, the tool have to be changed on the 10th part process.
5) Despite the confusion, it was noted in the tool change records that the edge of insert were changed for each part processed, and therefore not exceeding the specified requirement.


			164514			Nai Puay Guan			4			Chaheng Precision Co. Ltd.			25-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			8663			2			MINOR			CLOSED			AC7126/3			A			6.3.8.5			Do Work Instructions include Cutting Tool Change Intervals or wear criteria for each controlled cutting tool?			Requirement: AC7126/3 Rev A para 5.3.8.5 & 6.3.8.5 require that work instructions include cutting tool change intervals or wear criteria for each controlled cutting tool.
Finding:
It was noted for both job audits for the Turning operations, that the tool change point specified in the tech plan (OIS) were not clearly specified and therefore, could not be verified for its intended tool change requirement.
Note:
1) It was noted in the tech plan that the tool change point were specified as tool change per number of parts processed whereas, the actual observed was number of parts per edge of cutting insert used depending on the process steps of the turning operation.
2) For process step #1,2,3 the tool change point was stated as "4 parts" whereas the actual is one edge per part, as there are 4 edges on the insert.
3) For process step #4, the tool change point was stated as "8 parts" whereas the actual is one edge per 4 parts, as there were 2 edges on the insert used. 
4) For process step #5,6 the tool change point was stated as "10 parts" whereas the actual was one edge per 3 parts, as there were 3 edges on the insert used. In this case, the tool have to be changed on the 10th part process.
5) Despite the confusion, it was noted in the tool change records that the edge of insert were changed for each part processed, and therefore not exceeding the specified requirement.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			1			MINOR			CLOSED			AC7126			B			5.1.4			Does the Supplier have a procedure to assure that prior to implementing any changes to process parameters or Customer approved documents, that the changes are 1) internally reviewed to determine if a new substantiation is required, 2) maintained as records even if only administrative, 3) submitted to the Customer if needed, 4) approved by the Customer if needed?Compliance Assessment Guidance: The Supplier must define their system.  In addition, if there are any Customer requirements they must also be incorporated into the procedure.  Also, the auditor is to verify the system by investigating a process that was changed or if no changes have been made verify that personnel are aware of the procedure.			Requirement: AC7126 Rev B para 5.1.4 requires that a procedure to assure that changes to process parameters be submitted to customer if needed and approved by customer if needed.
Finding:
The supplier's procedure for implementing any changes to process parameters or customer approved documents is inadequate as it does not address and include the requirement to assure that changes to process parameters be submitted to customer if needed and approved by customer if needed.
Note: 
It was noted that while the procedure is inadequate, current practice requires that customer approval be seeked by the supplier for any change request on process parameters.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			2			MAJOR			CLOSED			AC7126/1			A			5.3.8.8			Do Work Instructions indicate the cutting fluid flow range if required by the customer?			Requirement: AC7126/1 Rev A para 5.3.8.8 requires that work instructions indicate the cutting fluid flow range if required by customer; para 5.3.9.6 requires that work instructions include all information required by the customer to be in the work instructions; para 5.6.3 requires that the cutting fluid delivery method match the documented and approved process and the requirement of customer; para 5.7.7 requires that actual process to match the approved process; para 5.7.7  requires that actual process match the approved process; customer's specification P11TF12 S12 para 3.5 requires that the technical plan shall include details that is listed in table III for each hole making process step and may include additional information.
Finding:
It was observed during the job audit for holemaking process (without process monitoring - Class G) for part number 4138T60G03 that the process step #1 of Drilling operation, that the coolant application method differed with that specified in the approved techincal plan (Rev -). 
Notes:
1) The customer approved technical plan specified flood coolant to be used, whereas it was observed that both flood coolant and coolant fed tool (with coolant turn-on) were applied to the process.
2) While the equipment is capable of monitoring the coolant pressure, there is no indication of the coolant pressure when coolant fed tool is being used.
3) The coolant fed-tool was noted to be utilised with coolant pressure turn-on for the purpose of prolonging tool life and may not result in any product impact, this NCR was written for the violation of the customer specification requirement. Nevertheless, the supplier has been advised to evaluate for product impact and submit to staff engineer for review.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			2			MAJOR			CLOSED			AC7126/1			A			5.3.9.6			Do the Work Instructions include all information required by the customer to be in the Work Instructions?			Requirement: AC7126/1 Rev A para 5.3.8.8 requires that work instructions indicate the cutting fluid flow range if required by customer; para 5.3.9.6 requires that work instructions include all information required by the customer to be in the work instructions; para 5.6.3 requires that the cutting fluid delivery method match the documented and approved process and the requirement of customer; para 5.7.7 requires that actual process to match the approved process; para 5.7.7  requires that actual process match the approved process; customer's specification P11TF12 S12 para 3.5 requires that the technical plan shall include details that is listed in table III for each hole making process step and may include additional information.
Finding:
It was observed during the job audit for holemaking process (without process monitoring - Class G) for part number 4138T60G03 that the process step #1 of Drilling operation, that the coolant application method differed with that specified in the approved techincal plan (Rev -). 
Notes:
1) The customer approved technical plan specified flood coolant to be used, whereas it was observed that both flood coolant and coolant fed tool (with coolant turn-on) were applied to the process.
2) While the equipment is capable of monitoring the coolant pressure, there is no indication of the coolant pressure when coolant fed tool is being used.
3) The coolant fed-tool was noted to be utilised with coolant pressure turn-on for the purpose of prolonging tool life and may not result in any product impact, this NCR was written for the violation of the customer specification requirement. Nevertheless, the supplier has been advised to evaluate for product impact and submit to staff engineer for review.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			2			MAJOR			CLOSED			AC7126/1			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			Requirement: AC7126/1 Rev A para 5.3.8.8 requires that work instructions indicate the cutting fluid flow range if required by customer; para 5.3.9.6 requires that work instructions include all information required by the customer to be in the work instructions; para 5.6.3 requires that the cutting fluid delivery method match the documented and approved process and the requirement of customer; para 5.7.7 requires that actual process to match the approved process; para 5.7.7  requires that actual process match the approved process; customer's specification P11TF12 S12 para 3.5 requires that the technical plan shall include details that is listed in table III for each hole making process step and may include additional information.
Finding:
It was observed during the job audit for holemaking process (without process monitoring - Class G) for part number 4138T60G03 that the process step #1 of Drilling operation, that the coolant application method differed with that specified in the approved techincal plan (Rev -). 
Notes:
1) The customer approved technical plan specified flood coolant to be used, whereas it was observed that both flood coolant and coolant fed tool (with coolant turn-on) were applied to the process.
2) While the equipment is capable of monitoring the coolant pressure, there is no indication of the coolant pressure when coolant fed tool is being used.
3) The coolant fed-tool was noted to be utilised with coolant pressure turn-on for the purpose of prolonging tool life and may not result in any product impact, this NCR was written for the violation of the customer specification requirement. Nevertheless, the supplier has been advised to evaluate for product impact and submit to staff engineer for review.


			165367			Nai Puay Guan			4			Suzhou Links Precision Engineering Co., Ltd			25-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			10161			2			MAJOR			CLOSED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Requirement: AC7126/1 Rev A para 5.3.8.8 requires that work instructions indicate the cutting fluid flow range if required by customer; para 5.3.9.6 requires that work instructions include all information required by the customer to be in the work instructions; para 5.6.3 requires that the cutting fluid delivery method match the documented and approved process and the requirement of customer; para 5.7.7 requires that actual process to match the approved process; para 5.7.7  requires that actual process match the approved process; customer's specification P11TF12 S12 para 3.5 requires that the technical plan shall include details that is listed in table III for each hole making process step and may include additional information.
Finding:
It was observed during the job audit for holemaking process (without process monitoring - Class G) for part number 4138T60G03 that the process step #1 of Drilling operation, that the coolant application method differed with that specified in the approved techincal plan (Rev -). 
Notes:
1) The customer approved technical plan specified flood coolant to be used, whereas it was observed that both flood coolant and coolant fed tool (with coolant turn-on) were applied to the process.
2) While the equipment is capable of monitoring the coolant pressure, there is no indication of the coolant pressure when coolant fed tool is being used.
3) The coolant fed-tool was noted to be utilised with coolant pressure turn-on for the purpose of prolonging tool life and may not result in any product impact, this NCR was written for the violation of the customer specification requirement. Nevertheless, the supplier has been advised to evaluate for product impact and submit to staff engineer for review.


			166839			Nai Puay Guan			4			Toko Tekko Co., Ltd.			15-Jun-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			11776			1			MINOR			CLOSED			AC7126			B			9.1.6			Does the documented procedure identify which gages do not require calibration, i.e. reference-only gages, and how they are to be identified?Compliance Assessment Guidance: Gages/readouts that are used by the operator to set process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine function (e.g. lubrication levels) need not be calibrated.  Gages either shall be marked or proceduralized as to being reference only.			Requirement: AC7126 Rev B para 9.1.6 requires a documented procedure to identify which gages do not require calibration, ie. for reference only gage and how they are to be identified.
Finding:
The supplier procedure for the control of reference gages used is inadequate. There is no documented procedure to identify and marked these gages used as being for reference only.


			166839			Nai Puay Guan			4			Toko Tekko Co., Ltd.			15-Jun-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			11776			2			MINOR			CLOSED			AC7126/5			A			5.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each  grinding wheel and  grinding stage?			Requirement: AC7126/5 Rev A para 5.3.10.1 & 6.3.10.1 requires that the work instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each grinding wheel and grinding stage.
Finding:
The supplier's work instruction for the set-up of the coolant nozzles is inadequate as it does not describe how the nozzles are being layout and positioned to ensure repeatability of the flood coolant flow requirement for the grinding process.
Note: It was observed that 4 nozzles were being used out of the 5 total nozzles available, with all set-up to point in the downwards direction.


			166839			Nai Puay Guan			4			Toko Tekko Co., Ltd.			15-Jun-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			11776			2			MINOR			CLOSED			AC7126/5			A			6.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzel(s) so that it can be set-up repeatedly for each grinding wheel and grinding stage?			Requirement: AC7126/5 Rev A para 5.3.10.1 & 6.3.10.1 requires that the work instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each grinding wheel and grinding stage.
Finding:
The supplier's work instruction for the set-up of the coolant nozzles is inadequate as it does not describe how the nozzles are being layout and positioned to ensure repeatability of the flood coolant flow requirement for the grinding process.
Note: It was observed that 4 nozzles were being used out of the 5 total nozzles available, with all set-up to point in the downwards direction.


			166928			Nai Puay Guan			4			Sumitomo Precision Products Co. Ltd.			3-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			5058			1			MINOR			CLOSED			AC7126/5			A			5.6.5			Has the supplier performed grinding fluid monitoring and maintenance per their documented procedure?			Requirement: AC7126/5 Rev A para 5.6.5 requires that the supplier performs grinding fluid monitoring and maintenance per their documented procedure.
Finding:
The supplier's procedure for coolant monitoring and maintenance, 7-32 Rev B "Choice & Control Procedure of Cutting Fluid" requires that the coolant used be monitored and maintained in accordance with the maintenance sheet. The pH value of the fluid is to be measured every 2 weeks and maintained between pH 8.6-9.6 per coolant supplier recommendation. However, a spot check of the actual pH on site for job audit #1 (mc: GO-11) was found to be pH 8.48 which is out of the range specified.
Note: It was noted that the last pH reading was taken on the 31 August 2015 with a value of pH 9.5.


			166928			Nai Puay Guan			4			Sumitomo Precision Products Co. Ltd.			3-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			5058			2			MAJOR			CLOSED			AC7126/5			A			6.7.11			Does the actual process match the approved process?			Requirement: AC7126/5 Rev A para 6.7.3 requires that the actual parameters match the work instructions/approved values or ranges; para 6.7.11 requires that the actual process match the approved process.
Finding:
It was observed during the job audit #2 for part number 49201-8 (Outer Cylinder) performed on mc: GG-11 that the grinding wheel speed does not match to that specified in the approved technique sheet SMB-925-SMD14911-400 Rev A.
Note: The technique sheet specified a wheel grinding speed of 1056 m/min, whereas, the actual speed indicated on the control panel was 805 m/min.


			166928			Nai Puay Guan			4			Sumitomo Precision Products Co. Ltd.			3-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Japan			5058			2			MAJOR			CLOSED			AC7126/5			A			6.7.3			Do the actual parameters match the Work Instructions/approved values or ranges?			Requirement: AC7126/5 Rev A para 6.7.3 requires that the actual parameters match the work instructions/approved values or ranges; para 6.7.11 requires that the actual process match the approved process.
Finding:
It was observed during the job audit #2 for part number 49201-8 (Outer Cylinder) performed on mc: GG-11 that the grinding wheel speed does not match to that specified in the approved technique sheet SMB-925-SMD14911-400 Rev A.
Note: The technique sheet specified a wheel grinding speed of 1056 m/min, whereas, the actual speed indicated on the control panel was 805 m/min.


			169130			Nai Puay Guan			4			Sichuan Chengfa Aero Science & Technology Co., LTD.			18-Apr-16			REACCRED			Nadcap			Certificate Issued			CMSP			China			4926			1			MINOR			CLOSED			AC7126/1			A			6.7.4			Is the use of Speed and Feed override controls consistent with the customer requirements?			Requirement: AC7126/1 Rev A para 6.7.4 requires that the use of speed and feed override controls be consistent with the customer requirement; supplier's Quality Control Document for Holemaking as a Special Process, WKJ-114 Rev 3 para 5.9.2.3 requires that the feed and speed override be set at 100% during machining.
Finding:
It was observed during the job audit #2 for holemaking without process monitoring operation for part number 1292M32P02 Drg Rev K, that the Feedrate Override switch was indicating at close to the 90% marking instead of at 100%; and therefore is not in compliance with the supplier's holemaking quality control procedure.
Note:
1) The feedrate override switch was checked and verified to be not in alignment with the actual markings on the dial and therefore, not indicating the exact 100% setting requirement.
2) While the markings on the feedrate override switch is not in alignment with the actual setting, it was verified on the machine control panel that the feedrate is matching and in accordance with the parameters indicated in the customer approved tech plan.
3) With the non-alignment of the feedrate override switch, there is a potential of the operator committing a mistake in case if he adjust the switch to align at the 100% marking, resulting in a higher feedrate being applied on the machining process.
4) Despite the non-conformance, no potential of product impact observed for this job as the actual feedrate was verified to be correct and therefore, this NCR was written as a minor. However, the supplier has been advised that the audit report and NCR would be subjected to review and final disposition by the staff engineer and task group.


			163091			Richard Scott			5			AEF/AIDC			10-Nov-15			REACCRED			Nadcap			Certificate Issued			CMSP			Taiwan			5106			1			MINOR			CLOSED			AC7126/6			A			6.8.1.1			Are tool/abrasive/media markings sufficient to assure that the tool/abrasive/media can be uniquely identified and verified against process documents, the Work Instructions or the customer approved process?			AC 7126/6 Rev A para 6.8.1.1 requires tool / abrasive/media markings sufficient to assure that the tool / abrasive / media can be uniquely identifed and verified against process documents. the work instructions or customer approved process. During the job audit the work instruction specified tool no SF 42 M the tool presented was tool no SG 41 M.

Note: This is not a customer approved process and the tool geometery appeared to be the same. 
Process instrutions was been corrected and note this is Itar and the supplier has been informed of the proper address.


			163375			Richard Scott			5			Ashot Ashkelon Industries			29-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			Israel			5070			1			MAJOR			CLOSED			AC7126/5			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits, and visible at the machine?			AC7126/5 Rev A para 5.5.2.1 & 6.5.2.1  requires each function requiring periodic qualification per customer requirments, the qualificaation shall be current and within allowable limits.

The periodic qualification per EMS 52569 REV C para 3.16.2  Appendix B & Yearly requirement per para 3.16.3 have not been perfomed.


			163375			Richard Scott			5			Ashot Ashkelon Industries			29-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			Israel			5070			1			MAJOR			CLOSED			AC7126/5			A			6.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits and visible at the machine?			AC7126/5 Rev A para 5.5.2.1 & 6.5.2.1  requires each function requiring periodic qualification per customer requirments, the qualificaation shall be current and within allowable limits.

The periodic qualification per EMS 52569 REV C para 3.16.2  Appendix B & Yearly requirement per para 3.16.3 have not been perfomed.


			163375			Richard Scott			5			Ashot Ashkelon Industries			29-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			Israel			5070			2			MINOR			CLOSED			AC7126/5			A			5.5.1.5			Are all gages and process monitoring equipment  identified as to their calibration status current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			AC 7126/5 Rev A para 5.5.1.5 & 6.5.1.5 requires all gages and process monitoring equipment to be identified as to the calibration status as current .
The balance equipment calbration status was not identifed as current.


			163375			Richard Scott			5			Ashot Ashkelon Industries			29-Jul-15			REACCRED			Nadcap			Certificate Issued			CMSP			Israel			5070			2			MINOR			CLOSED			AC7126/5			A			6.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			AC 7126/5 Rev A para 5.5.1.5 & 6.5.1.5 requires all gages and process monitoring equipment to be identified as to the calibration status as current .
The balance equipment calbration status was not identifed as current.


			163624			Richard Scott			5			Belac LLC			30-Jun-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			11304			1			MINOR			CLOSED			AC7126/6			A			5.3.7.5			Do the Work Instructions indicate that the operation is frozen to the extent required by the customer?			AC 7126/6  Rev A PARA 5.3.7.5  & 6.3.7.5 requires the work instruction to indicate that the operation is frozen .
The general work instruction did not indicate the operation as frozen.

Note: The internal procedure does identify no process deviations are allowed.


			163624			Richard Scott			5			Belac LLC			30-Jun-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			11304			1			MINOR			CLOSED			AC7126/6			A			6.3.7.5			Do the Work Instructions indicate that the operation is frozen to the extent required by the customer?			AC 7126/6  Rev A PARA 5.3.7.5  & 6.3.7.5 requires the work instruction to indicate that the operation is frozen .
The general work instruction did not indicate the operation as frozen.

Note: The internal procedure does identify no process deviations are allowed.


			163987			Richard Scott			5			Fokker Landing Gear B.V.			7-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Netherlands			7454			1			MINOR			CLOSED			AC7126/5			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits, and visible at the machine?			AC7126/5 Rev A para 5.5.2.1 &6.5.2.1  Requires the periodic qualification per customer requirements, needs to be visible at the machine. The qualification was not visible at the machine.


			163987			Richard Scott			5			Fokker Landing Gear B.V.			7-Sep-15			INITIAL			Nadcap			Certificate Issued			CMSP			Netherlands			7454			1			MINOR			CLOSED			AC7126/5			A			6.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits and visible at the machine?			AC7126/5 Rev A para 5.5.2.1 &6.5.2.1  Requires the periodic qualification per customer requirements, needs to be visible at the machine. The qualification was not visible at the machine.


			164976			Richard Scott			5			Enginetics Corp			14-Dec-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3342			1			MAJOR			ARCHIVED			AC7126/1			A			6.3.8.8			Do Work Instructions indicate the cutting fluid flow range if required by the customer?			AC 7126 / 1 Rev A para 6.3.8.8 requires the work instruction to indicate the cutting fluid flow range if required by the customer.

The customer approved tech plan specifies PSI min .Deadhead Coolant Pressure no gage existed during the audit to verify compliance. Major do to customer approved plan violation.

Note: This is not a customer requirement admin change is required not requiring customer approval only written as a major based on last training during last meeting  I belive it should be a minor. 

Rick


			164976			Richard Scott			5			Enginetics Corp			14-Dec-15			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3342			1			MAJOR			CLOSED			AC7126/1			A			6.3.8.8			Do Work Instructions indicate the cutting fluid flow range if required by the customer?			AC 7126 / 1 Rev A para 6.3.8.8 requires the work instruction to indicate the cutting fluid flow range if required by the customer.

The customer approved tech plan specifies PSI min .Deadhead Coolant Pressure no gage existed during the audit to verify compliance. Major do to customer approved plan violation.

Note: This is not a customer requirement admin change is required not requiring customer approval only written as a major based on last training during last meeting  I belive it should be a minor. 

Rick


			166049			Richard Scott			5			Precision Gear Inc			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3723			1			MINOR			CLOSED			AC7126/1			A			5.5.1.5			Are all gages and process monitoring equipment identified as to their calibration status and current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			AC 7126/1 Rev A para 5.5.1.5 requires all gages and process monitoring equipment to have their calibration status identified and current.
During the audit several gages did not have the calibration status identifed.


			166049			Richard Scott			5			Precision Gear Inc			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3723			2			MINOR			CLOSED			AC7126/1			A			5.7.1			Is the correct version of the NC program in use?			AC7126/1 Rev A para 5.7.1 requires the correct version of the NC program to be in use during the audit the program number did not match the approved process. Note the parameters were acceptable.

Admin Change only no process change so class as a minor


			166049			Richard Scott			5			Precision Gear Inc			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3723			3			MINOR			CLOSED			AC7126/1			A			6.6.4			Has the supplier performed cutting fluid monitoring and maintenance per their documented procedure?			AC 7126/1 Rev A para 6.6.4 the supplier needs to perform cutting fluid monitoring and maintenance per documented procedure 
the cutting fluid alarm system was not tested as required.


			166049			Richard Scott			5			Precision Gear Inc			7-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3723			4			MAJOR			CLOSED			AC7126/5			A			6.3.7			Does the Supplier have a written procedure covering the set-up of abrasive tools and accessories on the grinding machine/equipment?Note: Abrasive tools can be either grinding wheels or abrasive belts.  Accessories can be either diamond rollers, belt supporting wheels, etc.  The set-up procedure for grinding wheels shall include mounting, balancing, and dressing as appropriate for the wheel type.  For abrasive belts set up procedure shall include belt sizing and tensioning.			AC 7126/5 Rev A para 6.3.7 requires the supplier to have a written procedure covering the set-up of tools and accessories on the grinding machine / equipment including the diamond dresser the Dresser on the approved plan specified CDP 18343 the dresser being used was M618SP


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			1			MINOR			CLOSED			AC7126			B			7.2.1			Is there a documented cutting tool control procedure that assures only the correct cutting tools and abrasives are issued to the workstation?			AC 7126 Rev A para 7.2.1 requries a documented cutting tool control procedure that assures only the correct cutting tools and abrasives are issued to the workstation. During the audit this procedure was not defined.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			2			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			AC7126Rev A para 8.2.1 requires make up water quality hardness to be identified. It was not at the time of the audit.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			3			MINOR			CLOSED			AC7126			B			9.2.1			Is there a documented maintenance plan which clearly communicates all actions required to keep the equipment in good working condition including the following points:•  Lubrication procedure•  Cleanliness procedure•  Moving parts degradation inspection•  Responsibility and frequency•  Cutting Tools holders inspections•  * Part holding fixtures and cutting fluid nozzles?			AC7126Rev A para 9.2.1 Requires cutting fluid nozzles to be included in the documented maintenance plan during the audit the cutting fluid nozzles was not included.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			4			MINOR			CLOSED			AC7126/5			A			5.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each  grinding wheel and  grinding stage?			AC 7126/5 Rev A Para 5.3.10.1 & 6.3.10.1  requires the workinstruction to describe the layout and position of the coolant delivery system so that and can be set - up repeatable . During the job audit the workinstruction was not describe to be able to set up the collant delivery system repeatable.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			4			MINOR			CLOSED			AC7126/5			A			6.3.10.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzel(s) so that it can be set-up repeatedly for each grinding wheel and grinding stage?			AC 7126/5 Rev A Para 5.3.10.1 & 6.3.10.1  requires the workinstruction to describe the layout and position of the coolant delivery system so that and can be set - up repeatable . During the job audit the workinstruction was not describe to be able to set up the collant delivery system repeatable.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			5			MINOR			CLOSED			AC7126/5			A			5.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			AC 7126/5 Rev A Para 5.3.10.6 & 6.3.10.6 requires the dressing tool to be described in the workinstruction during the audit the dressing tool was not described.

AC 7126 REV A Para 5.3.7 & 6.3.7 requires work instruction


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			5			MINOR			CLOSED			AC7126/5			A			6.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			AC 7126/5 Rev A Para 5.3.10.6 & 6.3.10.6 requires the dressing tool to be described in the workinstruction during the audit the dressing tool was not described.

AC 7126 REV A Para 5.3.7 & 6.3.7 requires work instruction


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			6			MINOR			CLOSED			AC7126			B			9.1.6			Does the documented procedure identify which gages do not require calibration, i.e. reference-only gages, and how they are to be identified?Compliance Assessment Guidance: Gages/readouts that are used by the operator to set process parameters or to set alarm limits must be calibrated.  Gages/readouts associated with machine function (e.g. lubrication levels) need not be calibrated.  Gages either shall be marked or proceduralized as to being reference only.			AC 7126/5 Rev A para 5.5.1.5& 9.1.6 requires all gagesto be identifed as to their calibration status..
During the audit gages did not have the calibration status identifed.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			6			MINOR			CLOSED			AC7126/5			A			5.5.1.5			Are all gages and process monitoring equipment  identified as to their calibration status current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			AC 7126/5 Rev A para 5.5.1.5& 9.1.6 requires all gagesto be identifed as to their calibration status..
During the audit gages did not have the calibration status identifed.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			7			MINOR			CLOSED			AC7126/5			A			5.3.7			Does the Supplier have a written procedure covering the set-up of abrasive tools and accessories on the grinding machine/equipment?Note: Abrasive tools can be either grinding wheels or abrasive belts.  Accessories can be either diamond rollers, belt supporting wheels, etc.  The set-up procedure for grinding wheels shall include mounting, balancing, and dressing as appropriate for the wheel type.  For abrasive belts set up procedure shall include belt sizing and tensioning.			AC7126/5Rev A para 5.7.2 & 6.7.2. requires the operator / setup person to mount the wheel per the Suppliers written procedure including balancing,Dressing,sizing,tensioning as applicable.workstation instructions were not avaiable during the audit.

AC7126 /5 Rev A para 5.3.7 & 6.3.7 requires a written procedure cover the set-up of abrasive tools and accessories wheels and Diamond Dressers. During the audit workinstructions for sret - up of accessries was not present.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			7			MINOR			CLOSED			AC7126/5			A			5.7.2			Does the operator/set-up person mount the wheel/belt per the Supplier’s written procedure and any additional instructions in the Work Instructions, including balancing, dressing, sizing, tensioning as applicable?			AC7126/5Rev A para 5.7.2 & 6.7.2. requires the operator / setup person to mount the wheel per the Suppliers written procedure including balancing,Dressing,sizing,tensioning as applicable.workstation instructions were not avaiable during the audit.

AC7126 /5 Rev A para 5.3.7 & 6.3.7 requires a written procedure cover the set-up of abrasive tools and accessories wheels and Diamond Dressers. During the audit workinstructions for sret - up of accessries was not present.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			7			MINOR			CLOSED			AC7126/5			A			6.3.7			Does the Supplier have a written procedure covering the set-up of abrasive tools and accessories on the grinding machine/equipment?Note: Abrasive tools can be either grinding wheels or abrasive belts.  Accessories can be either diamond rollers, belt supporting wheels, etc.  The set-up procedure for grinding wheels shall include mounting, balancing, and dressing as appropriate for the wheel type.  For abrasive belts set up procedure shall include belt sizing and tensioning.			AC7126/5Rev A para 5.7.2 & 6.7.2. requires the operator / setup person to mount the wheel per the Suppliers written procedure including balancing,Dressing,sizing,tensioning as applicable.workstation instructions were not avaiable during the audit.

AC7126 /5 Rev A para 5.3.7 & 6.3.7 requires a written procedure cover the set-up of abrasive tools and accessories wheels and Diamond Dressers. During the audit workinstructions for sret - up of accessries was not present.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			7			MINOR			CLOSED			AC7126/5			A			6.7.2			Does the operator/set-up person mount the wheel/belt per the Supplier's written procedure and any additional instructions in the Work Instructions, including balancing, dressing, sizing tensioning as applicable?			AC7126/5Rev A para 5.7.2 & 6.7.2. requires the operator / setup person to mount the wheel per the Suppliers written procedure including balancing,Dressing,sizing,tensioning as applicable.workstation instructions were not avaiable during the audit.

AC7126 /5 Rev A para 5.3.7 & 6.3.7 requires a written procedure cover the set-up of abrasive tools and accessories wheels and Diamond Dressers. During the audit workinstructions for sret - up of accessries was not present.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			8			MINOR			CLOSED			AC7126/5			A			5.7.5			Is the direction of grinding wheel/belt rotation consistent with the approved process / Work Instructions?			AC7126/5 Rev A para 5.7.5 & 6.7.5. requires the direction of the grinding wheel rotation to be consistant with the approved process / workinstruction. Rotation direction of the wheel was not on the process/ workinsruction.

AC7126/5 Rev A para 5.7.6 & 6.7.6 requires the relative movements between work piece and grinding wheel / belt be consistent with the approved workinstruction. During the audit the movements between the work piece and grinding wheel was not identifed on the workinstructions.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			8			MINOR			CLOSED			AC7126/5			A			5.7.6			Are the relative movements between work piece and grinding wheel/belt consistent with the approved process/ Work Instruction?			AC7126/5 Rev A para 5.7.5 & 6.7.5. requires the direction of the grinding wheel rotation to be consistant with the approved process / workinstruction. Rotation direction of the wheel was not on the process/ workinsruction.

AC7126/5 Rev A para 5.7.6 & 6.7.6 requires the relative movements between work piece and grinding wheel / belt be consistent with the approved workinstruction. During the audit the movements between the work piece and grinding wheel was not identifed on the workinstructions.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			8			MINOR			CLOSED			AC7126/5			A			6.7.5			Is the direction of grinding wheel/belt rotation consistent with the approved process/Work Instructions?			AC7126/5 Rev A para 5.7.5 & 6.7.5. requires the direction of the grinding wheel rotation to be consistant with the approved process / workinstruction. Rotation direction of the wheel was not on the process/ workinsruction.

AC7126/5 Rev A para 5.7.6 & 6.7.6 requires the relative movements between work piece and grinding wheel / belt be consistent with the approved workinstruction. During the audit the movements between the work piece and grinding wheel was not identifed on the workinstructions.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			8			MINOR			CLOSED			AC7126/5			A			6.7.6			Are the relative movements between work piece and grinding wheel/belt consistent with the approved process / Work Instructions?			AC7126/5 Rev A para 5.7.5 & 6.7.5. requires the direction of the grinding wheel rotation to be consistant with the approved process / workinstruction. Rotation direction of the wheel was not on the process/ workinsruction.

AC7126/5 Rev A para 5.7.6 & 6.7.6 requires the relative movements between work piece and grinding wheel / belt be consistent with the approved workinstruction. During the audit the movements between the work piece and grinding wheel was not identifed on the workinstructions.


			167768			Richard Scott			5			American Aircraft Parts Mfg. Co			12-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3332			9			MINOR			CLOSED			AC7126			B			7.3.1			Is there a documented procedure to assure that worn cutting tools and abrasives are dispositioned (either disposed of or reconditioned) and not inadvertently re-used?			AC 7126 Rev B para 7.3.1 requires A documented procedure that cutting tools and abrasives are dispositioned ( either disposed of or reconditioned ) and not inadvertently re-used. During the audit no procedure was presented.


			167872			Richard Scott			5			Heroux Devtek			3-Dec-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			12098			1			MINOR			ARCHIVED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			AC 7126 Rev B para 8.2.1 requires a documented procedure including make-up water quality hardness during the audit this was not included in a procedure.


			167872			Richard Scott			5			Heroux Devtek			3-Dec-15			INITIAL			Nadcap			Certificate Issued			CMSP			United States			12098			1			MINOR			VOID			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			AC 7126 Rev B para 8.2.1 requires a documented procedure including make-up water quality hardness during the audit this was not included in a procedure.


			169197			Richard Scott			5			SPS Technologies			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3799			1			MINOR			CLOSED			AC7126			B			7.2.2			If particular cutting tool / abrasive (tool types, tool materials, coating, etc.) are prohibited by the Customer, is this documented and followed?Compliance Assessment Guidance: N/A applies only if none of the Primes have prohibited specific tools.			AC 7126 Rev B para 7.2.2 requires particular cutting tools that are prohibited by the customer to be documented and followed .
This was not documented in A procedure or work instruction at the time of the audit. During the time of the closeout meeting the procedure was up dated to include the statement.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			5.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			6.7.2			Do the actual parameters  match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			6.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			1			MAJOR			CLOSED			AC7126/1			A			6.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 5.7.2 requires that the actual parameters match the work instructions the approved values or ranges.
During the cnc program review the following speeds and feeds by tool number did not match the customer approved work instruction values. Program 04720 tool 10 specifed tool speed per approved tech plan over max  by 433 rpm.
AC 7126 / 1 Rev A para 5.7.3 & 6.7.3  the parameters in use are required to be within the customer requirements.During the audit this was not complied with. 
AC 7126/1 Rev A para 5.7.7 requires the actual process to match the approved process. the aproved cnc process did not match 

AC 7126/1 Rev A para 6.7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			ARCHIVED			AC7126/1			A			6.7.2			Do the actual parameters  match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			ARCHIVED			AC7126/1			A			6.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			ARCHIVED			AC7126/1			A			6.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			VOID			AC7126/1			A			6.7.2			Do the actual parameters  match the Work Instruction/approved values or range?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			VOID			AC7126/1			A			6.7.3			Are parameters in use within customer requirements, if applicable?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			2			MAJOR			VOID			AC7126/1			A			6.7.7			Does the actual process match the approved process?			AC 7126/1 Rev A para 6..7.2 Do the actual parameters match the work instructions / approved values or ranges. 
During the job audit the following cnc program # 4800 Tool number 4 was not on the approved process.Tool number 48 speed was under min feed rate under min by.14 tool # 53 speed was 339 rpm  o/max feed rate was 1.03 o/max tool # 55 feed rate was 3.51 u/min  tool # 58 feed rate was 2.1 under min tool # 59 speed 25 o/max .6 o/max 
AC7126/1 Rev A para 6.7.3 requires the parameters in use to be within the customers requirements the speed and feed rates were not programed in accordance to the approved tech plan 
Para 6.7.7 The speeds and feeds did not match the approved process.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			3			MINOR			CLOSED			AC7126			B			8.2.1			Is there a documented procedure for cutting fluid maintenance that covers the necessary elements for the cutting fluid(s) in use, including frequencies of testing?  Specific tests and frequencies will vary depending on the fluid in use.  For this question, the exact tests and frequencies are up to the discretion of the Supplier so long as the listed points are considered, documented, and followed.•  Assigned responsibility for control•  Concentration or chemistry check/maintenance (water-based fluids)•  Make-up water quality/hardness (water-based fluids)•  Viscosity and particle concentration (cutting oils)•  Tramp oil control (maximum allowed concentration)•  Cleaning requirements prior to re-charge•  * Systems or procedures to prevent fluid contamination			AC 7126  Rev B para 8.2.1 requires a procedure for water quality hardness ,tramp oil control cleaning requirements prior to recharge , systems or procedure to prevent fluid contamination. During the audit the procedure did not identify these controls.
AC 7126 Rev B para 8.2.2 does the documented procedure for cutting fluid maintenance meet customer requirements 
see above.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			3			MINOR			CLOSED			AC7126			B			8.2.2			Does the documented procedure for cutting fluid maintenance meet manufacturer’s recommendations and if applicable any Customer requirements?			AC 7126  Rev B para 8.2.1 requires a procedure for water quality hardness ,tramp oil control cleaning requirements prior to recharge , systems or procedure to prevent fluid contamination. During the audit the procedure did not identify these controls.
AC 7126 Rev B para 8.2.2 does the documented procedure for cutting fluid maintenance meet customer requirements 
see above.


			172909			Richard Scott			5			PAS Technologies Inc.			14-Mar-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			3710			4			MINOR			CLOSED			AC7126			B			9.2.1			Is there a documented maintenance plan which clearly communicates all actions required to keep the equipment in good working condition including the following points:•  Lubrication procedure•  Cleanliness procedure•  Moving parts degradation inspection•  Responsibility and frequency•  Cutting Tools holders inspections•  * Part holding fixtures and cutting fluid nozzles?			AC7126 Rev B para 9.2.1 requires a documented procedure to address cutting tool holder , part holding fixtures / cutting fluid nozzels Maintenance plan to be sure they are in good working condition during the audit this plan did not address these issues.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/1			A			5.3.8.4			Do Work Instructions describe all controlled cutting tools and abrasives such that the operator can verify they match the approved process?  Note: This requirement may be met by a physical description of all controlled features (including geometry, material, and coating, if any) or by reference to a drawing, catalogue, crib or other number/code that uniquely describes the tool.			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/1			A			5.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each cutting tool and machining stage?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/2			A			6.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/3			A			5.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each cutting tool and machining stage?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/6			A			5.3.9.1			Do the Work Instructions describe the layout and positioning of coolant delivery nozzle(s) so that it can be set-up repeatedly for each cutting tool and machining stage?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/6			A			7.3.7.4			Are all operations that are performed included in the Work Instructions?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			1			MAJOR			CLOSED			AC7126/6			A			7.3.8.4			Does the Work Instruction list the operations performed, establishing a manufacturing sequence/chronological order?			The supplier the following work instruction errors:

- position of aux. coolant nozzles did not describe number/layout/position in several areas 
- hand bench work instruction did not include a round hand file that was being used
- hand bench did work instruction drawing listed an edge to be rotary ground in error
- hole drilling work instruction incorrectly dimension the diameter of a polishing brush tool as the hole size instead of the brush size. The brush is slightly bigger than the hole it is polishing.

In all cases the operator was preforming the process as intended and the work instructions either had omission or technical error. This was written as a Major finding because it repeated over a number of processes and operators.


			163836			Richard Sovich			6			Magellan Aerospace, Mississauga			26-Jan-16			REACCRED			Nadcap			Certificate Issued			CMSP			Canada			3244			2			MINOR			VOID			AC7126/2			A			6.11.1			Are visual and NDT inspections performed in accordance with customer requirements?			During the Broaching job the operator preformed an denominational check of job audit part using a shadow-graph and calibrated Mylar with acceptance bands. The operator review the part and said it passed the inspection. Upon further review the auditor saw an area that exceeded the tolerance band. Quality control reviewed and tagged the part as non-conforming but continued the part with a clear stop and review after the bulk finishing operator which could possible open the slot to a conforming condition.  In review of the final inspection, a CNC measurement inspection was found to be the method of product acceptance and that the shadow-graph was in process. This was written as a minor finding.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126			B			5.2.1			Is there a documented procedure assuring that changes to controlled processes are reviewed and approved by authorized individual(s) as defined by the Supplier or the Customer requirements?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/1			A			5.3.6			Are changes to the process proposed by the supplier approved by the customer and design authority prior to incorporating the change when required?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/6			A			5.3.6			Are changes to the process approved per customer requirements prior to incorporating the change?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/6			A			5.3.9.4			Do all parameters (or ranges) meet customer requirements?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/6			A			5.7.4			Do the actual parameters (speed, feed rate, cycle time, pressure, flow rate, etc.) in use match the Work Instruction/approved values or range?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			1			MAJOR			CLOSED			AC7126/6			A			5.7.5			Are the parameters in use within an acceptable range per the customer requirements?			For Hole and Edge finishing Job audits #1 (same job- p/n 2600M25 P01 - VSE frozen Process) the operator had lined out the tech plan displacement per stroke and wrote in a value 2 cubic inches greater than the maximum requirement. This violates the supplier approval for approved changes and customer requirement for approval to changes to a frozen process. The supplier tagged the part as nonconforming and contacted the customer immediately. The supplier indicated that no impact to product is suspected.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			2			MINOR			CLOSED			AC7126/1			A			6.3.9.5			Do the Work Instructions include all holding devices and fixtures where required by the customer?			For holemaking job audit#2, the fixture identified in the tech plan was not labeled or marked.


			165177			Richard Sovich			6			Extrude Hone LLC			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9476			3			MINOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			Honeywell specification in job audit #2 for hole making (EMS 5269 rev C) requires the supplier to internal audit training of operators.  There was no evidence of this in the internal audit plan.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			1			MINOR			CLOSED			AC7126			B			7.3.1			Is there a documented procedure to assure that worn cutting tools and abrasives are dispositioned (either disposed of or reconditioned) and not inadvertently re-used?			Nadcap questions below require that worn cutting abrasives are dispositioned and marked so they can be uniquely identified.  New wheels in use were marked as required, however there were several used wheels in the same storage rack as the new wheels that were not marked nor dispositioned.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			1			MINOR			CLOSED			AC7126/5			A			5.8.1.1			Are grinding wheel/belt markings sufficient to assure that the grinding wheel/belt can be uniquely identified and verified against process documents, the Work Instructions, or the customer approved process?			Nadcap questions below require that worn cutting abrasives are dispositioned and marked so they can be uniquely identified.  New wheels in use were marked as required, however there were several used wheels in the same storage rack as the new wheels that were not marked nor dispositioned.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			1			MINOR			CLOSED			AC7126/5			A			6.8.1.1			Are grinding wheel/belt markings sufficient to assure that the grinding wheel/belt can be uniquely identified and verified against process documents, the Work Instructions or the customer approved process?			Nadcap questions below require that worn cutting abrasives are dispositioned and marked so they can be uniquely identified.  New wheels in use were marked as required, however there were several used wheels in the same storage rack as the new wheels that were not marked nor dispositioned.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			2			MINOR			CLOSED			AC7126/5			A			5.3.10.4			Do Work Instructions include values or ranges for each process parameter, either directly or by reference an NC file?			Nadcap requirements listed below require values or ranges and the that all parameters to be within acceptable range.  The wheel speed was listed as a single value and the machine setting (infinitely variable) was very close but not exact.  The supplier identified that the value should have a tolerance listed, but it was not listed on the two data sheets that were reviewed for the job audits.  All other parameters had parameter tolerance assigned and this was the only isolated parameter that did not have a tolerance.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			2			MINOR			CLOSED			AC7126/5			A			5.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Nadcap requirements listed below require values or ranges and the that all parameters to be within acceptable range.  The wheel speed was listed as a single value and the machine setting (infinitely variable) was very close but not exact.  The supplier identified that the value should have a tolerance listed, but it was not listed on the two data sheets that were reviewed for the job audits.  All other parameters had parameter tolerance assigned and this was the only isolated parameter that did not have a tolerance.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			2			MINOR			CLOSED			AC7126/5			A			6.3.10.4			Do Work Instructions include values or ranges for each process parameter, either directly or by reference an NC file?			Nadcap requirements listed below require values or ranges and the that all parameters to be within acceptable range.  The wheel speed was listed as a single value and the machine setting (infinitely variable) was very close but not exact.  The supplier identified that the value should have a tolerance listed, but it was not listed on the two data sheets that were reviewed for the job audits.  All other parameters had parameter tolerance assigned and this was the only isolated parameter that did not have a tolerance.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			2			MINOR			CLOSED			AC7126/5			A			6.7.4			Are the parameters in use within an acceptable range per the customer requirements?			Nadcap requirements listed below require values or ranges and the that all parameters to be within acceptable range.  The wheel speed was listed as a single value and the machine setting (infinitely variable) was very close but not exact.  The supplier identified that the value should have a tolerance listed, but it was not listed on the two data sheets that were reviewed for the job audits.  All other parameters had parameter tolerance assigned and this was the only isolated parameter that did not have a tolerance.


			165856			Richard Sovich			6			Tekalia Aeronautik, A division of Tekalia Aeronautik (2010) Inc			23-Nov-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			7875			3			MINOR			CLOSED			AC7126/5			A			5.5.1.5			Are all gages and process monitoring equipment  identified as to their calibration status current?Note: Refer to AC7126 question 9.1.6 regarding procedural requirements. Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			A calibration sticked was observed as out of date on the flow meter in job audit #1.  The supplier was able to produce the calibration record, and concluded the sticker was misprinted.  The operator was using the flow meter to set the coolant flow of the controlled process with the past due calibration sticker.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			1			MAJOR			CLOSED			AC7126			B			11.2			If there is a failure to comply with a Customer required validated condition, is this identified, comprehensively documented and reported to the Customer for analysis as per the procedure?Compliance Assessment Guidance: A failure to comply with a validated condition includes approved process parameters, consumables, etc.  Check that the nonconforming product procedure was followed for machining examples.  If there are no examples, check for awareness.			Nadcap questions listed below require that a failure to comply with Customer required validated condition must be documented and reported to the customer for analysis. During Job audit #1 the operator did not follow work instruction or customer specification and did not identify, mark and plunge grind the high spots that were present and witnessed by the auditor and customer (audit observer).  This job was processed outside of the frozen process and customer specification and was ultimately accepted by final inspection.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			1			MAJOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			Nadcap questions listed below require that a failure to comply with Customer required validated condition must be documented and reported to the customer for analysis. During Job audit #1 the operator did not follow work instruction or customer specification and did not identify, mark and plunge grind the high spots that were present and witnessed by the auditor and customer (audit observer).  This job was processed outside of the frozen process and customer specification and was ultimately accepted by final inspection.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			1			MAJOR			CLOSED			AC7126/5			A			5.11.4			Does the operator follow written Work Instructions with respect to grinding of coatings?			Nadcap questions listed below require that a failure to comply with Customer required validated condition must be documented and reported to the customer for analysis. During Job audit #1 the operator did not follow work instruction or customer specification and did not identify, mark and plunge grind the high spots that were present and witnessed by the auditor and customer (audit observer).  This job was processed outside of the frozen process and customer specification and was ultimately accepted by final inspection.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			1			MAJOR			CLOSED			AC7126/5			A			5.3.3			Is the process being performed per the current revision of applicable approved customer requirements or industry specifications?			Nadcap questions listed below require that a failure to comply with Customer required validated condition must be documented and reported to the customer for analysis. During Job audit #1 the operator did not follow work instruction or customer specification and did not identify, mark and plunge grind the high spots that were present and witnessed by the auditor and customer (audit observer).  This job was processed outside of the frozen process and customer specification and was ultimately accepted by final inspection.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			2			MINOR			CLOSED			AC7126/5			A			5.11.4			Does the operator follow written Work Instructions with respect to grinding of coatings?			Nadcap question AC7126 para 5.11.5 requires high spots ground using the technique.  The technique did include identifying the marking the high spots, however did not include to plunge grind as required by the customer specification LGPS 7010 rev B.  Additionally work instruction TPS 114-7 para 13.3.2.1 states fluid flow to be set at minimum, however in practice the valve is open to 3/4 full. The supplier indicated that 3/4 full open is correct.


			168406			Richard Sovich			6			Southwest United Canada Inc. - CEEL Limited			15-Jul-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			5208			2			MINOR			CLOSED			AC7126/5			A			5.11.5			Are high spots ground using the technique and in-feeds required by the customer based on the type of high spots?			Nadcap question AC7126 para 5.11.5 requires high spots ground using the technique.  The technique did include identifying the marking the high spots, however did not include to plunge grind as required by the customer specification LGPS 7010 rev B.  Additionally work instruction TPS 114-7 para 13.3.2.1 states fluid flow to be set at minimum, however in practice the valve is open to 3/4 full. The supplier indicated that 3/4 full open is correct.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			ARCHIVED			AC7126			B			9.2.4			Are cutting fluid Pressure or Flow levels evaluated as part of preventive maintenance (P/M) or equipment calibration?Compliance Assessment Guidance: If there is a required cutting fluid pressure or flow this must be validated at least annually.  If flood is permitted, then a visual inspection during P/M is sufficient.			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			ARCHIVED			AC7126/1			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			ARCHIVED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			ARCHIVED			AC7126/1			A			6.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			ARCHIVED			AC7126/1			A			6.7.7			Does the actual process match the approved process?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			ARCHIVED			AC7126/4			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			ARCHIVED			AC7126/4			A			6.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126			B			9.2.4			Are cutting fluid Pressure or Flow levels evaluated as part of preventive maintenance (P/M) or equipment calibration?Compliance Assessment Guidance: If there is a required cutting fluid pressure or flow this must be validated at least annually.  If flood is permitted, then a visual inspection during P/M is sufficient.			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/1			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/1			A			5.7.7			Does the actual process match the approved process?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/1			A			6.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/1			A			6.7.7			Does the actual process match the approved process?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/4			A			5.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			1			MAJOR			OPEN			AC7126/4			A			6.6.3			Does the cutting fluid delivery method, including pressure/flow match the documented and approved process and the requirements of the Customer?			For Part Number 3091783-751 rev K (for the hole-making and milling-slots methods) the FMP (customer approved manufacturing plan) listed a specific coolant flow rate.  This requirement is verified by The maintenance records where the supplier has a 5 gal bucket catch test.  The maintenance record shows that the flow was verified to be lower. The test reports results that are not compliant to frozen customer requirements, and thus the supplier needs to assess any potential impact to product. (Note: the maintenance record for the turning method for this part is listed as the verified rate and is compliant to the turning FMP.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			For part number 3091783-751 rev K (for all methods) the characteristic accountability detailed in the inspection plan lists surface requirements (per drawing callout) as required. The supplier's quality record reports the surface requirement as "Compliant" and lists the inspection tool as "Visual".  The supplier does not measure the surface with a calibrated profilometer nor do they visually compare the surface to a calibrated surface standard. This condition likely extends to all parts of this part number and all other parts that have a surface requirement in the characteristic accountability inspection plan.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/1			A			5.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			For part number 3091783-751 rev K (for all methods) the characteristic accountability detailed in the inspection plan lists surface requirements (per drawing callout) as required. The supplier's quality record reports the surface requirement as "Compliant" and lists the inspection tool as "Visual".  The supplier does not measure the surface with a calibrated profilometer nor do they visually compare the surface to a calibrated surface standard. This condition likely extends to all parts of this part number and all other parts that have a surface requirement in the characteristic accountability inspection plan.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/1			A			6.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			For part number 3091783-751 rev K (for all methods) the characteristic accountability detailed in the inspection plan lists surface requirements (per drawing callout) as required. The supplier's quality record reports the surface requirement as "Compliant" and lists the inspection tool as "Visual".  The supplier does not measure the surface with a calibrated profilometer nor do they visually compare the surface to a calibrated surface standard. This condition likely extends to all parts of this part number and all other parts that have a surface requirement in the characteristic accountability inspection plan.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/3			A			5.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			For part number 3091783-751 rev K (for all methods) the characteristic accountability detailed in the inspection plan lists surface requirements (per drawing callout) as required. The supplier's quality record reports the surface requirement as "Compliant" and lists the inspection tool as "Visual".  The supplier does not measure the surface with a calibrated profilometer nor do they visually compare the surface to a calibrated surface standard. This condition likely extends to all parts of this part number and all other parts that have a surface requirement in the characteristic accountability inspection plan.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/4			A			5.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			For part number 3091783-751 rev K (for all methods) the characteristic accountability detailed in the inspection plan lists surface requirements (per drawing callout) as required. The supplier's quality record reports the surface requirement as "Compliant" and lists the inspection tool as "Visual".  The supplier does not measure the surface with a calibrated profilometer nor do they visually compare the surface to a calibrated surface standard. This condition likely extends to all parts of this part number and all other parts that have a surface requirement in the characteristic accountability inspection plan.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			2			MAJOR			OPEN			AC7126/4			A			6.10.1			Are visual and NDT inspections performed in accordance with customer requirements?			For part number 3091783-751 rev K (for all methods) the characteristic accountability detailed in the inspection plan lists surface requirements (per drawing callout) as required. The supplier's quality record reports the surface requirement as "Compliant" and lists the inspection tool as "Visual".  The supplier does not measure the surface with a calibrated profilometer nor do they visually compare the surface to a calibrated surface standard. This condition likely extends to all parts of this part number and all other parts that have a surface requirement in the characteristic accountability inspection plan.


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			3			MINOR			OPEN			AC7126/1			A			5.3.3			Is the process being performed per the current revision of applicable approved customer requirements or industry specifications?			For p/n 3091783-751 (PO 3501620604) the KK Ind. MOT dated 10-6-09 lists the revision as "G".  The actual revision fpr KK Ind MOT should be NC.  The supplier confirmed this was a typographical error on the MOT. (Note the Honeywell MOT is rev G)


			170216			Richard Sovich			6			KK Industries LLC			18-May-16			REACCRED			Nadcap			Supplier Review			CMSP			United States			11129			4			MINOR			OPEN			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			Upon general inspection of calibration of equipment, the optical comparitor (KK130) is listed as calibrated.  Upon inspection of the calibration report from the outside calibration not acceptance criteria was established.  The actual measurement of the equipment was the only item reported. The supplier review the tolerance in the machine manual and concluded that the reported "measurement" of the comparator was within accuracy.  The auditor did not have sufficient time in this audit to review this conclusion. Since the optical comparator was not used specifically in the job audit portion for this audit, the finding is being written as a minor.


			171423			Richard Sovich			6			Triumph Processing, Embee Division, Inc.			16-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			3337			1			MAJOR			OPEN			AC7126			B			9.2.1			Is there a documented maintenance plan which clearly communicates all actions required to keep the equipment in good working condition including the following points:•  Lubrication procedure•  Cleanliness procedure•  Moving parts degradation inspection•  Responsibility and frequency•  Cutting Tools holders inspections•  * Part holding fixtures and cutting fluid nozzles?			The maintenance plan does not clearly communicate all actions required to keep equipment in good working order. The maintenance plan had inconsistency between machines of the same model number, including, actual working levels, required units, tolerance ranges, etc.  Mostly, the affected document was the daily maintenance sheet. The supplier reviewed the required maintenance gaps and concluded that there is no potential impact to product.  The finding is being written as a Major, due to the systemic nature over many machines.


			171423			Richard Sovich			6			Triumph Processing, Embee Division, Inc.			16-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			3337			2			MINOR			OPEN			AC7126			B			7.1.2			Are tool and abrasive manufacturer/Suppliers approved per the Supplier’s procedure and any additional Customer requirements?			AC7126 para 7.1.2 requires abrasive suppliers to be approved per suppliers procedures.  The suppliers procedure states that uncontrolled suppliers "which includes catalog tool suppliers" are not required to be listed on the ASL.  In practice the supplier does list wheel suppliers on the ASL and this appears to be a procedural discrepancy specifically for grinding wheels, thus the minor finding designation.


			171423			Richard Sovich			6			Triumph Processing, Embee Division, Inc.			16-May-16			INITIAL			Nadcap			Supplier Review			CMSP			United States			3337			3			MINOR			OPEN			AC7126/5			A			5.3.8.4			Are all operations that are performed included in the Work Instructions?			AC7126 para 5.3.8.4 requires all operations that are performed to be included in the work instruction.  In Job Audit #2, the grinding technique listed two (2) maximum values for wheel speed.  The higher maximum value was over the Customer's specification requirement.  In practice, the SFPM is compliant to the lower max value and thus the supplier does not suspect any potential impact to product, however this could be confusing to a new operator, so it is written as a minor finding.


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			1			MAJOR			CLOSED			AC7126/3			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Turning Job#1, GE, 40137336-889P01, Job # 15083 rel-03, Oper 040. B&E,s controlled process instruction had a different feed rate than the actual CNC program for Tool #12. The feed rate in the program was .002 IPR feed rate higher than the Controlled process instruction. This a frozen process therefore the actual program feeds should not deviate from the work instructions. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			1			MAJOR			CLOSED			AC7126/3			A			5.7.8			Does the actual process match the approved process?			Turning Job#1, GE, 40137336-889P01, Job # 15083 rel-03, Oper 040. B&E,s controlled process instruction had a different feed rate than the actual CNC program for Tool #12. The feed rate in the program was .002 IPR feed rate higher than the Controlled process instruction. This a frozen process therefore the actual program feeds should not deviate from the work instructions. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			1			MAJOR			CLOSED			AC7126/3			A			6.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Turning Job#1, GE, 40137336-889P01, Job # 15083 rel-03, Oper 040. B&E,s controlled process instruction had a different feed rate than the actual CNC program for Tool #12. The feed rate in the program was .002 IPR feed rate higher than the Controlled process instruction. This a frozen process therefore the actual program feeds should not deviate from the work instructions. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			2			MINOR			CLOSED			AC7126/3			A			6.3.10.1			Is the shop traveler (including equivalent paper or electronic record) used to reflect sequence of operations, inspection points, identification of the individual(s) performing the work and date properly completed?			Turning Job #2, GE, 4013736-889P01, JOB# 15083Rel-03, oper 060. Operation 060 was not dated as required on the routing sheet.  All other operations were dated. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			2			MINOR			CLOSED			AC7126/3			A			6.7.5			Is all information requested on the manufacturing sheets, quality and production Work Instruction documents, and any associated documents clearly marked off by relevant parties and properly filled out?			Turning Job #2, GE, 4013736-889P01, JOB# 15083Rel-03, oper 060. Operation 060 was not dated as required on the routing sheet.  All other operations were dated. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			3			MINOR			CLOSED			AC7126/6			A			6.3.7.6			Do the Work Instructions include all of the information required by the customer's specification, including all required documents?			Job #2, Edge Treatment, Electro-Methods/GE, 2600M25P01, oper. 250, Work order 14903 rel13, Set up sheet for the job does not contain the whole holding fixture identification number.  "T08" is missing from the identification number.  The The identification number including T08 is marked on the fixture. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			4			MINOR			CLOSED			AC7126			B			9.1.3			Are there documented procedures in place to assure equipment is re-qualified after maintenance to any spindle, axis drive, or monitoring systems before the equipment is returned to production?			B&E procedureWI-4.9NN  does not require that equipment is requalified after maintenance to the monitoring systems. This is a Nadcap requirement. ITAR applies


			164382			Rick Pollak			7			B & E Precision Aircraft Components			8-Feb-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			4431			5			MINOR			CLOSED			AC7126/6			A			5.3.10.1			Is the shop traveler (including equivalent paper or electronic record) used to reflect sequence of operations, inspection points, identification of the individual(s) performing the work and date properly completed?			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043, The previous operation 102 CNC YASDA prior to the bench operation 110 was not sign off as required.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			1			MINOR			CLOSED			AC7126/1			A			6.5.3.1			Has the preventive maintenance program been completed as per schedule and are records available to verify completion?			Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359.  There was no record documenting that the machine filter has been checked and cleaned as required, for Jan and Feb of 2016.  Operator stated than he usually blows it out as needed.  Review of the filter with the operator found the filter to be dirty in need of cleaning. The log requires the filter to be checked and cleaned monthly.  Machine # 284. ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			5.3.9.7			For hand bench operations on controlled features, do Work Instructions describe the devices (e.g. air motor), cutting tools and abrasives approved for processing the features?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			5.9.1			Do burr removal processes meet the customer requirements?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			5.9.2			Do hand finishing processes meet the customer requirements?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			6.3.9.7			For hand bench operations on controlled features, do Work Instructions describe the devices (e.g. air motor), cutting tools and abrasives approved for processing the features?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			6.9.1			Do burr removal processes meet the customer requirements?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165781			Rick Pollak			7			Paradigm Precision			3-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			9274			2			MAJOR			CLOSED			AC7126/1			A			6.9.2			Do hand finishing processes meet the customer requirements?			Hole Making Job #1, IHI/ GE, 2332M79P01, SN WN496, job 7877-098. and Holemaking Job #2, IHI/ GE, 2332M78P01, SN WL509, Job # 7532-359,   The work instructions for handbench require the operator to  use a Dremel Hand held grinder and a specific speed setting.  These two items are not identified in the  GE approved tech plan as required by the specification. P11TF12 pp 3.10. and table III.  There was some discussion about this requirement during the audit.  To help resolve the issue GE's Lead Quality Engineer,CA CMSP, and  PQE were contacted by Paradigm.  After review  the Lead Quality Engineer sent in a email confirming that the Dremel and speed should be identified in the Tech plan. The NCR has been identified as a major because it is a non compliance to GE Specification and the GE approved Tech Plan.  ITAR applies.


			165782			Rick Pollak			7			Paradigm Precision			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3670			1			MAJOR			CLOSED			AC7126/1			A			5.9.1			Do burr removal processes meet the customer requirements?			Handbench  deburring, Hole making Job #1, GEAE, 2668M94G01, sn NH832, The tools being used for the deburr operation do not agree with the tools called out in the GE approved tech Plan . ITAR applies. The NCR has been established as a major because the process does not agree with the GE approved Tech plan.  ITAR applies


			165782			Rick Pollak			7			Paradigm Precision			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3670			1			MAJOR			CLOSED			AC7126/1			A			5.9.2			Do hand finishing processes meet the customer requirements?			Handbench  deburring, Hole making Job #1, GEAE, 2668M94G01, sn NH832, The tools being used for the deburr operation do not agree with the tools called out in the GE approved tech Plan . ITAR applies. The NCR has been established as a major because the process does not agree with the GE approved Tech plan.  ITAR applies


			165782			Rick Pollak			7			Paradigm Precision			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3670			2			MAJOR			CLOSED			AC7126			B			9.1.1			Does the Supplier have a documented procedure for equipment qualification, including re-qualification intervals?			Although Paradigm has a procedure for equipment qualifcation , it is not in compliance with GE specifcation P11TF12 PP 4.1.2.1.  The spindle speed  is not always qualified over the speeds used for P11TF12 operation.  Specificaly the required spindle speed for the job audited was 98rpms lower than the slowest qualification point and the highest job speed was 348rpms higher than the high calibration point. In summary the machine was not verified over the range of use. Job Audited, GE, 2668M94G01, Sn NH832 oper 180.  Itar applies. This NCR has been established as a major because it is a non compliance to the GE spec. requirements.


			165782			Rick Pollak			7			Paradigm Precision			1-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3670			2			MAJOR			CLOSED			AC7126/1			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification  current, within the allowable limits, and visible at the machine?			Although Paradigm has a procedure for equipment qualifcation , it is not in compliance with GE specifcation P11TF12 PP 4.1.2.1.  The spindle speed  is not always qualified over the speeds used for P11TF12 operation.  Specificaly the required spindle speed for the job audited was 98rpms lower than the slowest qualification point and the highest job speed was 348rpms higher than the high calibration point. In summary the machine was not verified over the range of use. Job Audited, GE, 2668M94G01, Sn NH832 oper 180.  Itar applies. This NCR has been established as a major because it is a non compliance to the GE spec. requirements.


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.1.5.1			Have quality and technical requirements been flowed down?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.5			Are the Work Instructions at the workstation the same revision as the approved process and does that planning have all changes properly incorporated?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.7.6			Do the Work Instructions include all of the information required by the customer’s specification, including all required documents?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.8.4			Do Work Instructions describe all controlled cutting tools and abrasives such that the operator can verify they match the approved process?  Note: This requirement may be met by a physical description of all controlled features (including geometry, material, and coating, if any) or by reference to a drawing, catalogue, crib or other number/code that uniquely describes the tool.			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.9.3			Do Work Instructions list values or ranges for all parameters required to run the process?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			1			MAJOR			CLOSED			AC7126/1			A			5.3.9.6			Do the Work Instructions include all information required by the customer to be in the Work Instructions?			Job #1, hole making, 6012T83P02, SN BCMB1329.  The work instructionsthat the auditor reviewed with the lead operator did not flow down specific GE approved tech plan requirements: tool number, tool manufacturer, tool material, toll sizes, feeds and speeds,  coolant application.and tool change point,  ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.3.6			Are changes to the process proposed by the supplier approved by the customer and design authority prior to incorporating the change when required?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.3.7.1			Are Work Instructions detailing each operation available at each work station and do they show evidence of approval, revision level and date?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.3.7.4			Is there objective evidence of Work Instructions approval in accordance with the supplier’s requirements and the customer requirements if any?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.7.2			Do the actual parameters match the Work Instruction/approved values or range?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.7.3			Are parameters in use within customer requirements, if applicable?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			2			MAJOR			CLOSED			AC7126/1			A			5.7.7			Does the actual process match the approved process?			Job #1, hole making, 6012T83P02, SN BCMB1329,  The NC program sheet listing the machining parameters had no evidence of approval.  The feeds and speeds on this program sheet were in conflict with the speeds and feeds listed on the GE approved Tech Plan ( rev Date 4/24/2006) given to the auditor to audit the operation. Operation 09, roughing, actual rpms were 30 over Tech plan requirement, feed IPM was .044 ipm slower than tech plan requirement.
operation 075, Semi finish, actual tool speed was 40 rpms over Tech plan requirement, and  actual feed was .37 ipm slower than tech plan reuired ment. Further review of the program that was inputed into the lathe controller had yet another tool feed for rouging which was .592 ipm slower than the Tech plan requirement and  .532 ipm slower for finishing.    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			3			MAJOR			CLOSED			AC7126/1			A			5.5.1.1			Is the process running on an approved machine or approved alternative if required by the customer?			Job #1, hole making, 6012T83P02, SN BCMB1329. There was no evidence that the deep hole drilling machine has been initially qualified and requalified every 12 months  as required by P11TF12 pp4.1.2., 3.8.3    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			3			MAJOR			CLOSED			AC7126/1			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification  current, within the allowable limits, and visible at the machine?			Job #1, hole making, 6012T83P02, SN BCMB1329. There was no evidence that the deep hole drilling machine has been initially qualified and requalified every 12 months  as required by P11TF12 pp4.1.2., 3.8.3    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			3			MAJOR			CLOSED			AC7126/1			A			5.5.2.2			Have all machine and process monitor calibrations required by the customer been performed after any maintenance related to those systems or monitored machine functions?			Job #1, hole making, 6012T83P02, SN BCMB1329. There was no evidence that the deep hole drilling machine has been initially qualified and requalified every 12 months  as required by P11TF12 pp4.1.2., 3.8.3    ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/1			A			5.3.8.5			Do Work Instructions include change intervals or wear criteria for each controlled cutting tool or abrasive?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			5.2.1			Does the process approval document (technical plan, manufacturing plan, data sheet, etc.) contain all of the information per customer requirements?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			5.3.7.6			Do the Work Instructions include all of the information required by the customer’s specification, including any  documents required by the operator?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			5.3.8.5			Do Work Instructions include Cutting Tool Change Intervals or wear criteria for each controlled cutting tool?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			5.3.9.6			Do the work instructions include all information required by the customer to be in the Work Instructions?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			6.2.1			Does the process approval document (technical plan, manufacturing plan, data sheet, etc.) contain all of the information per customer requirements?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			6.3.7.6			Do the Work Instructions include all of the information required by the customer’s specification, including any  documents required by the operator?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			6.3.8.5			Do Work Instructions include Cutting Tool Change Intervals or wear criteria for each controlled cutting tool?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			4			MAJOR			CLOSED			AC7126/3			A			6.3.9.6			Do the work instructions include all information required by the customer to be in the Work Instructions?			Job #1, hole making,GE 6012T83P02, SN BCMB1329 , Job #1 Turning , GE 5140T22P01, operation 0100,  SNBCMB1329  andJob #2 Turning,  GE 5140T22P01, operation 0110,  SNBCMB1329. Work instructions do not include change intervals for cutting tools. REF: P11TF12 pp3.5 table III, P11TF17pp 3.5.2.,3.5.4


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			5			MINOR			CLOSED			AC7126/1			A			5.3.9.5			Do the Work Instructions include all holding devices and fixtures where required by the customer?			Job #1, hole making,GE 6012T83P02, SN BCMB1329., The  special cones  required to set up the part on the lathe are not documented in the work instructions.   ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			6			MINOR			CLOSED			AC7126			B			9.1.7			Are tool wear measurement devices included as part of the Supplier’s approved calibration system?Compliance Assessment Guidance: This applies to tool wear measured at any point.  If no tool wear measurements are made, there shall be a system in place to ensure tool wear measurement and calibration will occur when required.			Tool setter and inspection system used for checking tool wear has no evidence of calibration traceable to NIST. ITAR applies.


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			7			MAJOR			CLOSED			AC7126/1			A			5.5.1.2			Does the machine have the capability to monitor the cutting fluid flow rate or/and pressure per customer requirements?			Job #1, hole making,GE 6012T83P02, SN BCMB1329. The deep hole drilling machine does not have the capability to monitor the cutting fluid flow as required by P11TF12 pp3.6.1.  During the audit a conference call was made to GE discussing the isue.  Based on the speeds and feeds it was determined that a coolant  flow monitoring system was required for the operation.  Confernce call involved Magellans QC engineer, Director of Engineering, Nadcap Auditor and GE Special Process Engineer.   ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			8			MINOR			CLOSED			AC7126/3			A			5.3.5			Are the Work Instructions at the workstation the same revision as the approved process and does that planning have all changes properly incorporated?			Job #1 Turning, GE 5140T22P01,oper 100,  SN BCMB1329.  There were two approved copies of the NC program in the job folder. One dated 4/16/2009 and one dated 3/6/2015.  The operator stated he ran the job with  the one dated 4/16/2009. Which copy was required is the question and how is the operator to determine which program to use to run the part.   ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			8			MINOR			CLOSED			AC7126/3			A			5.7.1			Is the correct version of the NC program in use?			Job #1 Turning, GE 5140T22P01,oper 100,  SN BCMB1329.  There were two approved copies of the NC program in the job folder. One dated 4/16/2009 and one dated 3/6/2015.  The operator stated he ran the job with  the one dated 4/16/2009. Which copy was required is the question and how is the operator to determine which program to use to run the part.   ITAR applies


			167331			Rick Pollak			7			Magellan Aerospace - Haverhill Inc.			22-Sep-15			REACCRED			Nadcap			Failed - Risk Mitigation Completed			CMSP			United States			4943			9			MINOR			CLOSED			AC7126/3			A			6.8.1.4			Do cutting tools in use at the workstation match the approved process and Work Instructions?			Job #2 Turning, GE 5140T22P01,oper 110,  SN BCMB1329, The cutting tool insert used for the job did not match the cutting tool requirement in the work instruction. The insert was marked differently.  The operator stated it was a typo error in the work instruction. ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			1			MAJOR			CLOSED			AC7126			B			9.1.2			Does the documented procedure for equipment qualification, including re-qualification intervals, meet or exceed Customer requirements?Compliance Assessment Guidance: Even if there are no Customer requirements, the Supplier must set and maintain the qualification requirements for equipment.			Hole making JOB #1, GE,L47479P02, Sn NUM78876, Job # 9453-1/1. and Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit . Machine qualification reports from an outside vendor dated 2/6/2016  show that the spindle speed is not being qualified over the range of speeds used for P11TF12 operations.  The low speed calibration point for the CNC Verticle Drill Mills is 420RPM higher than the lowest speed required by the GE approved Technical Plans.  The manual Bridgeport  low speed calibration point is 120RPM higher than the lowest speed of the GE approved technical plan.  This NCR has been established as a Major since it is 1) non compliant to GE specification P11TF12 PP 4.1.2.1. and 2) a repeat finding from the previous Nadcap audit158877, NCR 1.  ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			1			MAJOR			CLOSED			AC7126/1			A			5.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification  current, within the allowable limits, and visible at the machine?			Hole making JOB #1, GE,L47479P02, Sn NUM78876, Job # 9453-1/1. and Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit . Machine qualification reports from an outside vendor dated 2/6/2016  show that the spindle speed is not being qualified over the range of speeds used for P11TF12 operations.  The low speed calibration point for the CNC Verticle Drill Mills is 420RPM higher than the lowest speed required by the GE approved Technical Plans.  The manual Bridgeport  low speed calibration point is 120RPM higher than the lowest speed of the GE approved technical plan.  This NCR has been established as a Major since it is 1) non compliant to GE specification P11TF12 PP 4.1.2.1. and 2) a repeat finding from the previous Nadcap audit158877, NCR 1.  ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			1			MAJOR			CLOSED			AC7126/1			A			6.5.2.1			For each function requiring periodic qualification per customer requirements, is the qualification current, within the allowable limits, and visible at the machine?			Hole making JOB #1, GE,L47479P02, Sn NUM78876, Job # 9453-1/1. and Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit . Machine qualification reports from an outside vendor dated 2/6/2016  show that the spindle speed is not being qualified over the range of speeds used for P11TF12 operations.  The low speed calibration point for the CNC Verticle Drill Mills is 420RPM higher than the lowest speed required by the GE approved Technical Plans.  The manual Bridgeport  low speed calibration point is 120RPM higher than the lowest speed of the GE approved technical plan.  This NCR has been established as a Major since it is 1) non compliant to GE specification P11TF12 PP 4.1.2.1. and 2) a repeat finding from the previous Nadcap audit158877, NCR 1.  ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			2			MINOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			Hole Making,Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit , There was no evidence that the inspector (stamp N12) who acccepted the first piece was trained to P11TF12 Hole making.  This training is required by Numet"s NQP-018 , PP Qualification of Personnel. " All employees involved in the hole making process are trained and retrained annually for P11TF12 hole making requirements. Trained employees include ..... inspectors,......etc."  ITAR applies.


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			3			MINOR			CLOSED			AC7126/1			A			6.6.1			Does the cutting fluid in use match the documented cutting fluid?			Hole Making, Job #2, EDAC/GE, 2453M81P01, SN NUM 80047 thru 80052, Job # 9799-1/1, completed job audit.  The cutting fluid on the operation sheet, Oper 150, does not agree with the cutting fluid required by the GE approved tech plan.  The operator stated and showed the auditor that he was using the cutting fluid required by the Tech Plan.  Based on this review, the NCR has been established as a minor.  The operation sheet is the work instruction that the operators at Numet follow.  Approved Tech plans are not part of their job package flowed down to manufacturing area.  ITAR applies


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			4			MAJOR			CLOSED			AC7126			B			4.1			During the course of the audit, was compliance with the existing quality system demonstrated?			NCR 1 of this audit is a repeat NCR from the previous Audit # 158877 NCR 1 indicating that the corrective action system at Numet failed to correct the non compliance.  The C/A was nonsustaing thus this NCR must be written as a Major against Numets Corrective Action system per Nadcap requirements. General Auditors Handbook pp 4.2.10.5.  ITAR applies


			167599			Rick Pollak			7			Numet Machining Techniques			31-Mar-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			10821			4			MAJOR			CLOSED			AC7126			B			4.2			For re-accreditation audits, are corrective actions from previous audit findings implemented?Compliance Assessment Guidance: N/A only applies if there have been no Nadcap audit findings in the previous CMSP audit or if this is an initial audit.			NCR 1 of this audit is a repeat NCR from the previous Audit # 158877 NCR 1 indicating that the corrective action system at Numet failed to correct the non compliance.  The C/A was nonsustaing thus this NCR must be written as a Major against Numets Corrective Action system per Nadcap requirements. General Auditors Handbook pp 4.2.10.5.  ITAR applies


			167908			Rick Pollak			7			Mecaer America, Inc.			1-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12134			1			MINOR			CLOSED			AC7126/5			A			5.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			Coating Grinding , Job #1, UTAS/ Goodrich, piston, 1159LM50114-11, SN PLT1094.Same for Job #2.  The work instruction /dressing information did not include wheel speed and dress amount as required by the Nadcap checklist. During the audit Mecaer updated there work instructions to include these items.


			167908			Rick Pollak			7			Mecaer America, Inc.			1-Oct-15			INITIAL			Nadcap			Certificate Issued			CMSP			Canada			12134			1			MINOR			CLOSED			AC7126/5			A			6.3.10.6			Do Work Instructions include all dressing tools/abrasives and parameters either directly or by reference to an NC file and do they specify a specific value or range of values for each parameter as required per the table below?			Coating Grinding , Job #1, UTAS/ Goodrich, piston, 1159LM50114-11, SN PLT1094.Same for Job #2.  The work instruction /dressing information did not include wheel speed and dress amount as required by the Nadcap checklist. During the audit Mecaer updated there work instructions to include these items.


			170443			Rick Pollak			7			Hansen Engineering & Machinery Co Inc			4-Apr-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3158			1			MINOR			CLOSED			AC7126/1			A			5.8.1.1			Do cutting tools and abrasives in use at the workstation match the approved process and Work Instructions?			Hole making Job #1.Satellite Tool and Machine Co./ GE, 9528M79P03, SN FNRA1081.   Actual Tool # 3 reamer manufacturer labelled on the tool does not agree with the manufacturer called for on the GE approved Tech Plan.  Hansen investigation found that the actual reamer being used was bought from the originally approved source but supplied by a seperately name sister company. According to the supplier the reamer was always manufactured by the same personal and facilty. The company during a separation/division changed the company name they labelled on the reamer.  Based on this investigation the NCR has been labeled as a minor.


			170443			Rick Pollak			7			Hansen Engineering & Machinery Co Inc			4-Apr-16			REACCRED			Nadcap			Certificate Issued			CMSP			United States			3158			2			MINOR			CLOSED			AC7126			B			11.6			Does the Supplier have a documented procedure that assures the functionality of the machine is thoroughly checked and, if necessary, restored after an unanticipated Special Cause Event and prior to the restart of production?			Hansen Engineering does not have a documented procedure that assures that the functionality of the machine is thoroughly checked and if necessary restored after an aticipated Special Cause Event and prior to restart of production.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			1			MINOR			CLOSED			AC7126/6			A			5.3.9.9			Does the supplier have a method to log usage if tool/abrasive/media change intervals exceed one part?			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043.  B&E does not have a method to log usage for abrasive tool change intervals for this operation. All tools are used for more than 1 part.  This is a Nadcap requirement.  Operator stated he changes the tools as required by the work instructions. Same issue for Hand bench Job #2, Electro Methods/GE, 2600M25P01, oper. 545, Job 14903-10.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			1			MINOR			CLOSED			AC7126/6			A			6.3.9.9			Does the supplier have a method to log usage if tool/abrasive/media change intervals exceed one part?			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043.  B&E does not have a method to log usage for abrasive tool change intervals for this operation. All tools are used for more than 1 part.  This is a Nadcap requirement.  Operator stated he changes the tools as required by the work instructions. Same issue for Hand bench Job #2, Electro Methods/GE, 2600M25P01, oper. 545, Job 14903-10.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			2			MINOR			VOID			AC7126/6			A			5.3.10.1			Is the shop traveler (including equivalent paper or electronic record) used to reflect sequence of operations, inspection points, identification of the individual(s) performing the work and date properly completed?			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043, The previous operation 102 CNC YASDA prior to the bench operation 110 was not sign off as required.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			3			MINOR			CLOSED			AC7126/6			A			5.5.1.4			Are all gages and process monitoring equipment identified as to their calibration status and current?Note:Refer to AC7126 question 9.1.6 regarding procedural requirements.  Gages/readouts that are used by the operator to set controlled process parameters or to set alarm limits must be calibrated.Gages/readouts associated with machine functions (e.g. hydraulic pressure, air pressure, lubrication levels, etc.) need not be calibrated unless specific prime requirements exist.			Hand Bench, Job #1, GE, 4129T40P01, Job W15025 rel -07 oper 110, sn H8043, There was no evidence of the calibration status for the edge break masters at the work station.  The masters are required by the work instruction.  During the audit the masters were labeled " reference only".


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			4			MAJOR			CLOSED			AC7126/6			A			6.8.1.2			Do the cutters/abrasives/media in use at the workstation match the approved process and Work Instructions?  Refer to handbook for specifics.			Hand bench Job #2, Electro Methods/GE, 2600M25P01, oper. 545, Job 14903-10.  No evidence that the abrasive wheel required by the customer approved tech plan was being used for the operation.  There was a similar wheel being used but the identification on the wheel and containor did not match the identification required by the tech plan.  This NCR is a major since it is a noncompliance with the customer approved tech plan.


			174288			Rick Pollak			7			B & E Precision Aircraft Components			10-Feb-16			INITIAL			Nadcap			Certificate Issued			CMSP			United States			10458			4			MAJOR			CLOSED			AC7126/6			A			6.8.1.3			Do the cutters/abrasives/media in use meet the customer requirements?			Hand bench Job #2, Electro Methods/GE, 2600M25P01, oper. 545, Job 14903-10.  No evidence that the abrasive wheel required by the customer approved tech plan was being used for the operation.  There was a similar wheel being used but the identification on the wheel and containor did not match the identification required by the tech plan.  This NCR is a major since it is a noncompliance with the customer approved tech plan.
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