COMPOSITES Task Group

february 2008

UNCONFIRMED MINUTES

25-29 February 2008
holiday inn hotel rome
rome, italy
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.
MONDAY, 25 FEBRUARY 2008 (CLOSED SESSION)

A Closed meeting was held with only Primes attending.  Audits in Task Group and Staff Engineer Review were reviewed.  The results of an Auditor Interview were discussed.  Auditor statistics were reviewed to establish auditor performance since October 2007.  Staff Engineer Delegation status and maintenance data was reviewed.      

Action Item: Identify concerns with identification of consumable goods and address this issue via question in the audit checklist. (Lance Loeks, Kevin Dowling, Joe Dwyer)  [Note: Suggested Question – Does the supplier have in place a procedure to make sure that the correct material is used?] 

Action Item: Need to examine the right way to address the pump action dispensers.  Audit handbook clarification needs to be developed and all references in the handbook to pump dispensers need to be aligned.  (Mike Bemis, Pete Atwell, Marty Couey)
Action Item:  Review data to determine how often an auditor has been paired with a facility more than once.  (PRI)

MONDAY, 25 FEBRUARY 2008 (OPEN SESSION)
1.0 Opening Comments
1.1 Call to Order/Quorum Check
The Composites Task Group Meeting was called to order by David Watson at 2:00 pm.  A quorum of qualifying members was established. 19 primes
1.1.1 Introductions
1.1.2 Routing of Attendance List
The attendance list was routed for signatures.
	User Members Present

	Name
	
	Company

	Peter
	Atwell
	Airbus

	Mike
	Bemis
	Goodrich Aerostructures

	Peter
	Bonarrigo
	Bombardier

	Sharon
	Bull
	Rolls Royce plc

	Tara
	Campbell
	Rolls Royce plc

	David
	Constable
	Airbus

	Jeff
	Conrad
	Cessna Aircraft Co.

	Marty
	Couey
	Hawker Beechcraft

	Lucia
	Cutillo
	Alenia Aeronautica

	Marsha
	Davis
	Lockheed Martin

	Laurent
	Dejaie
	Sonaca

	Kevin
	Dowling
	Spirit AeroSystems

	Joe
	Dwyer
	Rolls Royce

	M’hamed 
	El Haouari
	Bombardier Aerospace (Canada)

	Marcel
	Francois
	SAFRAN Group

	Angie
	Gabriel
	The Boeing Company

	Fabio
	Gasparotto
	The Boeing Company - HdH

	Udo
	Goessler
	Eurocopter 

	Robin
	Gorman
	The Boeing Company

	Olivier
	Goupillon
	Eurocopter

	Brett
	Hemingway
	BAE Systems

	Mark 
	Jackson
	Vought

	Dennis
	Keefe
	GE Aviation Hamble LTD

	Dr. Wolfgang
	Kerfin
	EADS/MAS

	John
	Key
	Bell Helicopter Textron

	Betty
	Kocsis
	Honeywell

	Frank
	Lennert
	The Boeing Company

	Ron
	Levi
	Lockheed Martin

	Lance
	Loeks
	The Boeing Company

	William
	Macias
	Goodrich

	Leah
	Markowitz
	Honeywell

	Luigi
	Di Martino
	The Boeing Company

	Federico
	Masellis
	Alenia Aeronautica

	Andreas
	Mastorakis
	GE Aviation

	Angelina
	Mendoza
	Goodrich

	Donald
	Missel
	Lockheed Martin

	Keith
	Panuska
	Lockheed Martin

	Linda
	Paranthoen
	Latecoere

	Alberto
	Portal
	EADS (MTAD)

	Doug
	Prenovost
	Northrop Grumman

	Engin
	Sabuncu
	Cessna Aircraft Co.

	Kevin
	Shilling
	The Boeing Company

	David
	Watson
	Bombardier


	Other Participants/Members Present

	Name
	
	Company

	Stephen
	Davies
	Hexcel

	Jean-Luc
	Forget
	Structil

	Roger
	Francombe
	Advance Composites Group

	Miguel 
	Gerdel
	Thermal Structures

	Dave 
	Gray
	Mitchell Labs

	Hiroki 
	Hashitsume
	Mitsubishi Heavy Industries, LDT

	Regine
	Kocklenberg
	Hexcel Composites

	Carmela Ferentz
	Kuperberg
	IAI

	Louis
	Lagarenne
	3M Fance

	Robert
	Lunn
	Huntsman Advance Materials

	June
	Mason
	Albany Engineered Composites

	Hitoshi
	Nada
	Mitsubishi Heavy Industries, LTD

	Daniel
	Ng
	Hexcel

	Krish
	Patni
	D-J Engineering

	John
	Riddell
	St. Bernard Composites LTD

	Don
	Russell
	Toray Composites

	Steve
	Schrameyer
	Cytec Engineered Materials

	Mike
	Watts
	GKN Aerospace Services


	PRI Staff Present

	Rebekah Foutz
	PRI Staff (Warrendale, PA)


1.1.3 Review of Agenda
The Staff Engineer (Rebekah Foutz) reviewed the agenda for this Composites Task Group, February 2008, Nadcap meeting in Rome, Italy with the Task Group members present.
1.1.4 Approval of Previous Meeting Minutes

The minutes from the 22 – 26 October 2007 Composites Task Group Meeting were reviewed.  A motion was made for approval of the minutes, seconded, and all were in favor with no disapprovals.  Therefore, the minutes were approved as written.  All meeting minutes will be available on the PRI web site at www.pri-network.org.
1.1.5 Approval of New Voting Members

The following members were approved by the Task Group…

John Key Jr. – Bell Helicopter Textron – User Voting Member

Jamar Johnson – Bell Helicopter Textron – Alternate User Voting Member

Steve Schrameyer – Supplier Voting Member – Cytec Engineered Materials

Jeff Conrad – Cessna Aircraft Company – User Voting Member

Engin Sabuncu – Cessna Aircraft Company – Alternate User Voting Member

Tara Campbell – Rolls Royce plc – User Voting Member

2.0 STAFF/AUDITOR REPORT
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2.1 Specific items of interest to the Composites Task Group since July 2007 included:
2.1.1 12 Primes have mandated AC7118 Rev A.  A list of Primes that have mandated (Prime Matrix) Nadcap accreditation can be found on www.pri-network.org.
2.1.2 2008 Audit Projections 

· 147  Projected
· Currently 85% of the projected audits have been conducted/scheduled.  
2.1.3 Pareto of Nonconformances
· An updated NCR Pareto chart was presented which detailed the most recurring findings to date for Composites audits.   The Paragraph in which findings were most prevalent was 11.3.2 – Are document work instructions available to operator and does the procedure(s) accurately reflect the manufacturing process?

· This presentation, including the specific questions, can be viewed on www.eauditnet.com under Public Documents – Composites.
· A presentation that provides additional clarification on Environmentally Monitored Areas (EMA) can also be viewed on www.eauditnet.com under Public Documents – Composites.
2.1.4 Auditor Base Status

2.1.5 The current auditor base status was presented to the Task Group.  There are currently 7 auditors with one located in the Europe Sector and 5 located in the Americas Sector.

2.1.6 ITAR/EAR

2.1.6.1 125 composite audits scheduled/conducted
2.1.6.2 34 (27%) have no ITAR/EAR restrictions
Action Item:  The NDT Task Group has a flyer that is circulated prior to every Nadcap meeting.  In that flyer they include various facts and helpful information in regards to the NDT Task Group.  Determine what needs to be done to develop a similar flyer for the Composite Task Group.  (PRI, Angie Mendoza, Pete Atwell, Miguel Gerdel and John Riddell)
3.0 METRICS
4.1 PRI presented the Composites Task Group metrics and reviewed the status of each.

· Total Supplier cycle time - Initial audits – Green
· Goal is to have an average cycle time <=34 days

· Actual average cycle time is 27

· Total Supplier cycle time – Reaccreditation audits – Green
· Goal is to have an average cycle time <=26 days

· Actual average cycle time is 20

· Staff engineer cycle time – Initial audits – Green
· Goal is to have an average cycle time <=20 days

· Actual average cycle time is 11 
· Staff engineer cycle time – Reaccreditation audits – Green
· Goal is to have an average cycle time <=15 days

· Actual average cycle time is 15
· Task Group cycle time – Initial audits – Red (Staff Engineer is not Delegated for Initial Audits.  Initial Audit Task Group ballots are required to be a minimum of 14 days.)
· Goal is to have an average cycle time <=7 days

· Actual average cycle time is 22
· Task Group cycle time – Reaccreditation audits – Green 
· Goal is to have an average cycle time <=7 days

· Actual average cycle time is 7

· Suppliers on merit – Red
· Goal is to have 80% of Suppliers eligible, on Merit

· Actual percentage is 65% 
· Prime Audit Balloting charts presented for initial and reaccreditation

4.0 SUPPLIER SUPPORT COMMITTEE REPORT – (MIGUEL GERDEL)
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The Nadcap Supplier Support Committee (SSC) update was presented, including the mission and purpose of this committee.  An update was given on the activities of the Communications and Mentoring Team, Metrics Team, Supplier Survey Team, 25 Mile Rule and Pilot Checklist Review.  Further details on these topics can be reviewed in the attached SSC Report.  

The minutes from the SSC meeting conducted on Tuesday, 23 October 2007 will be available on www.pri-network.org.
5.0 ACTION ITEM LIST REPORT OUT
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The action items from the previous meetings were reviewed during the meeting as follows:
4.2 Action Item Status

· October Action Item #1 – See Agenda Item #6.  

· October Action Item #2 – Closed – Audit Handbook clarification revised.
· October Action Item #3 – Open – Will discuss during a Task Group conference call prior to next Nadcap meeting. 

· October Action Item #4 – Closed – Audit Handbook Clarification revised.
· October Action Item #5 – Open – Will discuss during a Task Group conference call prior to next Nadcap meeting.

· October Action Item #6 -7 – Closed 

· October Action Item #8 – Open – Will discuss during a Task Group conference call prior to next Nadcap meeting.

· October Action Item #9 – Closed – Audit Handbook clarification revised.
· October Action Item #10 – Open – Will discuss during a Task Group conference call prior to next Nadcap meeting.

· October Action Items #11-15 – Closed

6.0 AC7118 – REVIEW OF SECTION 3 – 11 (ACTION ITEM #1)
A team of Task Group members were assigned the action item to review sections 3 - 11 of the AC7118 Rev A to determine if there is duplication between these sections and the job audits (sections 12 – 23).  The team provided feedback on their results.  There were a number of questions identified therefore the Task Group agreed that the originally assigned sub-team would continue to work on the questions until the end of June.  At that time the questions will be circulated to the entire Task Group to collect comments.  Those questions that were commented on would then be reviewed at the July Nadcap meeting.  Any question that was not commented on will not be discussed.   
Action Item: The original sub-team is to continue their work on the identified questions.  (Lance Loeks (lead), Miguel Gerdel, Kevin Dowling, Dave Tomasitis, Dave Kimber, Pete Atwell and June Mason)

Action Item: Circulate the final proposal to the Task Group to gather comments that will be discussed at the July Nadcap meeting.  (PRI)
TUESDAY, 26 FEBRUARY 2008 (CLOSED  SESSION)

A Closed meeting was held with only Primes attending.  During this time the following items were addressed…Audits in Task Group and Staff Engineer Review were reviewed and discussed.  A succession plan for the Task Group Chair, Vice Chair and Secretary was reviewed and approved (See attached presentation for details.).  Auditor statistics were reviewed to establish auditor performance since July 2007.  Staff Engineer Delegation status and maintenance data was reviewed.  Some concern was expressed that the Task Group required AS9100 training for the Composite Staff Engineer has not been completed.    
Action Item:  Direct the Auditors to provide further detail of the audit status in their audit cover letter.  Auditors will be asked to detail how many times they have audited that specific Supplier (e.g. “This is my second time at Supplier B.”).  (PRI)
TUESDAY, 26 FEBRUARY 2008 (OPEN  SESSION)

7.0 JULY AUDITOR TRAINING – FINALIZE TOPICS

8.0 JULY AUDITOR TRAINING – WORKING SESSIONS
These topics were set aside for a Task Group conference call to be scheduled at a later date.  More pressing topics that were brought forward during the meeting were asked to be added to the Open Discussion (agenda item 9), thus required additional time in the agenda. 
9.0 OPEN DISCUSSION

9.1 
NTGOP-001 Ballot Recall
9.1.1 Some concern was expressed over the proposed changes to the NTGOP-001 that were circulated and then later recalled prior to the February Nadcap meeting.  The main concern expressed by the Task Group was that Task Groups will not be required to be included in formal ballots of the NOPs that, in the near future, will contain all of the Supplier Merit, Audit Failure and Staff Engineer Delegation criteria.

9.1.2 It was reiterated that any and all concerns with any documents that are balloted to NMC, need to be expressed to the respective NMC representatives.
9.2 CCA and EMA Concerns

9.2.1 A Supplier expressed concern that the Audit Handbook does not allow the use of equipment that utilizes lubricant in the clean room.  It was clarified that there are a few situations where this could be necessary.  

Action Item: Look into a possible change to the Audit Handbook Clarification for CCA and EMA to clarify situations such as this.  (John Riddell, Miguel Gerdel, Lance Loeks, Pete Atwell, Kevin Dowling)  

9.3 Storage of Materials in Freezers

9.3.1 AC7118 Rev A, paragraph 6.1.3 reads, “Is there a record that monitors the materials stored in the cold storage unit(s) including their product designation and expiration date?”  There was question as to what was required for a record.  Audit handbook clarification was revised for this question to make the intent of the question clear. 

Action Item: Clarify to Auditors the intent of paragraph 6.1.3. (PRI)

9.4 Identification of Consumable Materials
9.4.1 Audit Handbook was revised to specify that labels are not required if the supplier can demonstrate they are using expendable materials as defined by the customer or internal procedure.

10.0 MEETING CLOSE OUT
10.1 Next meeting date and location
The next Nadcap meetings are scheduled for the week of 21 – 25 July 2008 in Pittsburgh, Pennsylvania. 
Composite session will be scheduled Open all day Monday, Tuesday Closed for two hours in morning and the Open for the rest of the day.  Wednesday will be Open and both Composite and Non Metallic Materials participants are encouraged to attend.  Wednesday afternoon through Friday will be dedicated to Non Metallic Materials.  The formal agenda will be developed, distributed and will be available on www.pri-network.org.  

ADJOURNMENT – The meeting was adjourned at 3:50 p.m.
WEDNESDAY, 27 FBRUARY 2008   (OPEN SESSION)
Non Metallic Materials (NMM) Sub-Group

11.0 Opening Comments
11.1 Call to Order/Quorum Check
The Composites Task Group Meeting was called to order by David Watson at 11:20 a.m.  A quorum of qualifying members was established.
11.2 Introductions
11.3 Routing of Attendance List
The attendance list was routed for signatures
12.0 HISTORY AND BACKGROUND OF PCD AC DEvelopmenT

12.1 The history and background of the development of AC7124 was discussed to update all in attendance on the progress of the development of the audit criteria and direction the group is heading in.  
12.2 Primes in attendance agreed to organize a letter or intent to mandate that would be circulated to all applicable Suppliers.
13.0 ACTION ITEM REPORT OUT
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The action items from the previous meetings were reviewed during the meeting as follows:
13.1 Action Item Status

· October Action Item #2 – Closed 

· October Action Item #3 – Slides will be added and Open and Closing Meeting Presentation will be circulated to Auditors

· October Action Item #8-9 – Closed 

· October Action Item #15-20 – Closed

· October Action Item #21-23 – Closed – These were reviewed during Thursday, Agenda Item #4.

· October Action Items #1, 4-7 and 10-14 were reviewed on Friday.

14.0 AUDIT CRITERIA DEVELOPMENT FOR AC7124
14.1 The scope of the AC7124 was outlined.  Specific checklist questions were then developed.  

AC7124 – Raw Material Manufacturing

General Requirements
· Raw Material Control – (See Receiving Job Audits AC7118 Rev A)

· Receiving

· Storage and Handling

· Shelf life control

· Process Change Management

· Quality System Requirements
AC7124/1 – Prepreg

Job Audits

· Receiving – Reinforcement

· Receiving – Resin

· Prepregging – Hot Melt (film offline)

· Prepregging – Hot Melt (film online) 

· Prepregging – Solution (tow, uni tape or fabric)
· Slitting (Prepreg or film)
· Slitting – Automated fiber placement (AFP)

· Re-winding

· Plying

· Packaging

· Storage

· Certification

AC7124/2 – Resin 

Job Audits
· Receiving – Constituent 1

· Receiving – Constituent 2

· Mixing – Compounding
· Mixing – Reactor Mixing
· Mixing – In-Line Mixing/Continuous Mixing

· Blending

THURSDAY, 28 FEBRUARY 2008 (OPEN SESSION)
5.0 AUDIT CRITERIA DEVELOPMENT FOR AC7124 – CONTINUED
5.1 The results of Action Items 21 through 23 were reviewed and teams were formed to continue development of the AC7124.  The draft checklists will be sent out for ballot once they are written and organized.  Open conference calls and potential meetings will be held to continue the development of these checklists.  Further review will take place at the next Nadcap meeting.  
Action Item – Develop Audit Criteria for AC7124/1 – Prepreg specifically for Prepregging – Hot Melt (film offline).  Mid May.  (Don Russell and Angie Gabriel (lead))

Action Item – Develop Audit Criteria for AC7124/1 – Prepreg specifically for Prepregging – Hot Melt (file online).  End of May.  (Pete Atwell (lead), David Constable and Roger Francombe)

Action Item – Develop Audit Criteria for AC7124/1 – Prepreg specifically for Prepregging – Solution (tow, uni tape or fabric).  (Mike Bemis and Angie Gabriel)

Action Item – Develop Audit Criteria for AC7124/1 – Prepreg specifically for Slitting (Prepreg or film).  (John Key, Jeff Conrad and Steve Schrameyer)

Action Item – Develop Audit Criteria for AC7124/1 – Prepreg specifically for Slitting – Automated fiber placement (AFP).  Mid June.  (Mike Bemis)

Action Item – Develop Audit Criteria for AC7124/1 – Prepreg specifically for Plying.  (John Key)

Action Item – Develop Audit Criteria for AC7124/2 – Resin specifically for Mixing – Compounding and Mixing – Reactor Mixing. Mid May.  (Mike Bemis and Andreas Mastorakis)

Action Item – Develop Audit Criteria for AC7124/2 – Resin specifically for Mixing – In-Line Mixing/Continuous Mixing.  Mid May.  (Mike Bemis (lead), Steve Schrameyer, David Constable, Pete Atwell and Brett Hemingway)

Action Item – Develop Audit Criteria for AC7124/2 – Resin specifically for Blending.  Mid June.  (Andreas Mastorakis (lead) and Steve Schrameyer)

Action Item – Schedule a conference call in mid May, End of May and mid June to discuss and review the status of the audit criteria development for AC7124.  (PRI)

6.0 OPEN DISCUSSION
No topics were brought forward for discussion.

7.0 MEETING CLOSE OUT
7.1 Next meeting date and location

The next Nadcap meetings are scheduled for the week of 21 – 25 July 2008 in Pittsburgh, Pennsylvania. 
Composite session will be scheduled Open all day Monday, Tuesday Closed for two hours in morning and the Open for the rest of the day.  Wednesday will be Open and both Composite and Non Metallic Materials participants are encouraged to attend.  Wednesday afternoon through Friday will be dedicated to Non Metallic Materials.  The formal agenda will be developed, distributed and will be available on www.pri-network.org.  

ADJOURNMENT – The meeting was adjourned at 6:00 p.m.
FRIDAY, 29 February 2008 (OPEN SESSION)

8.0 OPENING COMMENTS

8.1 Call to Order/Quorum Check
The Composites Task Group Meeting was called to order by David Watson at 09:00 a.m.  A quorum of qualifying members was established.
8.2 Introductions

8.3 Routing of Attendance List

9.0 STAFF/AUDITOR REPORT
2.1 Specific items of interest since to the NMM sub-group since October 2007 included:

2.1.1 Prime mandates of AC7122:

2.1.1.1 BAE Systems

2.1.1.2 GE Aviation – Mandate effective May 1, 2008. GE supplier approvals that expire after that date must obtain PRI AC7122 accreditation.

2.1.1.3 Goodrich – All Nadcap checklists are mandated, but a specific letter will be distributed to appropriate testing suppliers pertaining to AC7122.

2.1.1.4 SAFRAN Group

3.0 ACTION ITEM REPORT OUT
The action items from the previous meetings were reviewed during the meeting as follows:
3.1 Action Item Status

· October Action Item #1 – Closed 

· October Action Item #4-7 – Closed

· October Action Item #10-14 – Closed – These were reviewed during Friday, Agenda Item #4.  
Action item: Post IPT results on eAuditNet – Public Documents – Non Metallic Materials.  (PRI)
4.0 Audit Critieria Development for AC7122/2 - Adhesives 
4.1 The results of Action Items 5, 7 and 10 through 14 were reviewed.  The draft checklist will be sent out for ballot once it is written and organized.  Further review will take place at the next Nadcap meeting.

5.0 OPEN DISCUSSION 
No topics were brought forward for discussion.
6.0 MEETING CLOSE-OUT
6.1 Next meeting date and location

The next Nadcap meetings are scheduled for the week of 21 – 25 July 2008 in Pittsburgh, Pennsylvania. 
Composite session will be scheduled Open all day Monday, Tuesday Closed for two hours in morning and the Open for the rest of the day.  Wednesday will be Open and both Composite and Non Metallic Materials participants are encouraged to attend.  Wednesday afternoon through Friday will be dedicated to Non Metallic Materials.  The formal agenda will be developed, distributed and will be available on www.pri-network.org.  

ADJOURNMENT – The meeting was adjourned at 6:00 p.m.
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Supplier Support Committee 

Update



Miguel Gerdel

Composites (COMP)

February 2008
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Supplier Support Committee Leadership Team (SSC LT)

David Michaud, Chairperson 

     -Fountain Plating Co



Derek Alty, Europe Sector Rep

-Bodycote Heat Treatments Ltd



Jim Cummings, Vice Chairperson

 -Metal Finishing Co



Bob Custer, Americas Sector Rep

-AAA Plating & Inspection Inc



Eric Jacklin, Americas Sector Rep

-F.M. Callahan & So



Stu Sherman, Secretary

 -Metallurgical Processing Inc



Yoshiomi Sukesada, Asia Sector Rep

 -Asahi Kinzoku Kogyo Co. Ltd







Open Position – Europe Representative
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How does the SSC help?

		An avenue for suppliers to have input and give feedback to the Nadcap system.





		Provides answers and support for suppliers with questions or problems.  





		Presents information to suppliers about the Nadcap process.



		Offers the Supplier perspective on Nadcap projects.
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SSC Activities

SSC Standing Sub-Teams:



Communications & Mentoring Team

Metrics Team



Additional Sub-Team:

2009 Supplier Survey Team
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SSC Activities 

Communications & Mentoring Sub-Team

Mark Finkeldei, Nex-Tech Processing - Sub-Team Leader



		Newsletter are published prior to each Nadcap meeting. 



		A proposal to eliminate last minute changes to the Closed/Open Nadcap meeting schedules was sent and accepted.



		Additional mentors including international multilingual mentors were recruited.



		20 mentor requests were received in 2007 and 5 to date in 2008.  



		There are mentors from each commodity and all three sectors; Americas, Asia and Europe. More mentors are needed!



		Request help or volunteer to mentor others through email at NadcapSSC@sae.org or see any of the SSC LT members or SSC PRI Staff, Joanna Leigh, Jennifer Gallagher or Seema Martin.
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SSC Activities (Cont’d)

Metrics Sub-Team

John Cristman,  X-R-I Testing – Sub-Team Leader



		A series of metrics which gives the SSC LT information relevant to supplier involvement.



		Current project is to develop a way to monitor and measure the effectiveness of the Mentoring program.



		Overall Supplier votes 

		62% = 2007 average – up from 37%





		TG voting percentage – 59%





Remember to Use  your vote!
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SSC Activities (Cont’d)

Supplier Survey



		The Survey Analysis Team reviewed all of the 2007 survey findings and presented them at the October 2007 Nadcap meeting.  (Report is on the PRI website)



		Improvement opportunities were identified and groups were recommended to review the information and determine next steps. 



		To ensure actions are completed, a new team is in process.  Once charter is approved, the team will:

		Distribute actions from the 2007 survey and ensure completion.

		After the 2007 Survey actions are complete, the team will begin the development of the 2009 Supplier Survey – increased response rates in all sectors will be a priority (2007 rates; Americas – 64%, Europe – 28%, Asia – 8%)



		Survey Teams have both supplier and prime members.
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SSC Activities - Other

SSC Leadership Team changes: Eric Jacklin of FM Callahan added as a member and Jim Cummings of Metal Finishing Co. is now recognized as Vice-Chair.



SSC LT continues to follow-up on the flowdown activities, and is requesting that the use of flowdown templates be monitored to ensure implementation.



SSC LT sent a request to PRI to have suppliers updated when auditors are advised of a new procedure that affects how they audit.  

Task Groups will now make auditor advisories applicable to audits/technical changes available to suppliers through the Audit Handbook 
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SSC Activities - Other

A revision to NOP-001, Appendix C has been drafted to better define SSC Operations and will be balloted in the next revision to this procedure.



Prime champions are listed on eAuditNet for easy access



Suppliers have expressed confusion over the Closed/Open meeting times.  Closed times are for Primes to discuss matters of a sensitive and confidential nature relating to Supplier companies.  

Tip:

Review meeting agendas available on the PRI website prior to the Nadcap meeting

Contact the Staff Engineer or Task Group Chair with any questions prior to, or at the meeting
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Supplier Feedback  

Your Help!!



Suppliers have voiced concern over the lack of technical definitions in checklists and other Task Group materials. 



Is this a problem in this Task Group?



Do you have any recommendations to improve this?
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Task Group

Prime Request

Primes:

Clarify the use of Nadcap accredited sub-tiers for a Nadcap accredited supplier.

	

Some suppliers are not sure whether they are required to use a Nadcap accredited supplier for subcontracted work.
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SSC Meeting

Review of SSC activity in 2007 will be reported.



Group discussion on what YOU feel is important for the SSC to work on in 2008.



ITAR/EAR update by Don Buehler, PRI Staff.



PRI Professional Development report.
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Supplier Meetings

SSC Tutorial and Workshop

Tuesday – 26 February 2008

9:00am-11:00am



eAuditNet Training for Suppliers

Tuesday – 26 February 2008

11:00am-12:00pm



SSC Meeting

Tuesday – 26 February 2008

4:00 PM –6:00 PM
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Any Questions?















@adcap












GVadmp
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Action Items

		Item #		Quarter		Year		Item Description		Due (Target) Date		Date Completed		Item Owner
(Responsibility)		Does this Affect Other Task Groups?
(Y/N)		Status		Comments / Concerns		Sort Code
(Archive/
Save

		1		January		2006		Team to address captive labs sections of the AC7118 draft Rev A and add clarification to the Auditor Handbook.		3-Apr-06		17-Jul-06		Andreas Mastorakis				Closed		Additional Team Members: Miguel Gerdel, Nayan Patel, Peter Atwell, June Mason, Dave Kimber, Chris Allen, Vitorio Stana
Comments: Andreas and Miguel have put some details together for review.  May be reviewed at next meeting or telecon. 
Revise Due Date: 30-Jun-06		Archive

		2		January		2006		Provide a list of suggested processes to add to the Nadcap accreditation of AC7118		24-Apr-06				Primes				Tabled		Comments: Tabled until release of AC7118 rev A		Save

		3		January		2006		Examine different options for determining length of audits by # of scopes, square footage of facility, # of job audits required, checklist on demand, etc.		24-Apr-06		22-May-06		Lance Loeks				Closed		Comments: Vote to be taken - due date is 31 May 2006
Additional Team Members: Steve Keck, June Mason, Miguel Gerdel
Revised Due Date: 22-May-06		Archive

		4		January		2006		Track number of extensions requested by suppliers		24-Apr-06				PRI				Closed		Comments: Data to be presented at next meeting.		Save

		1		April		2006		Task group members to find out who their reps are on the standardization task group		5-May-06		5-May-06		Primes				Closed		Resolution: Andreas Mastorakis		Archive

		2		April		2006		Add clarification to the handbook to define segregation of misc bonding in the CCA		31-May-06		7-Jul-06		Lance Loeks				Closed				Archive

		3		April		2006		Create a glossary of terms associated with different words used in the composite handbook and checklist (Rebekah to compile those terms already defined by the group)		Ongoing		-		PRI				Closed				Save

		4		April		2006		Confirm that Primes can accept the requirement for calibration to be ASTM E220 or the equivalent EN		19-May-06		10-Jul-06		Primes				Closed		Comments: Primed can accept.		Archive

		5		April		2006		Add the definitions of what will satisfy the requirement for written  procedures		5-May-06		30-Jun-06		Lance Loeks				Closed				Archive

		6		April		2006		Team to research description of an acceptable  manual feed rate criteria		19-May-06		13-Jun-06		Peter Atwell
Brett Hemingway				Closed				Archive

		7		April		2006		Develop a proposal to eliminate Major and Minor findings and define what is meant by systemic and non-systemic		19-May-06		22-May-06		Andreas Mastorakis				Closed		Comments: Email sent to Standardization Committee including the Composites Task Group proposal.		Archive

		8		April		2006		Reference in the prep instructions as to what chemical processing/surface preparation accreditation may be required for bonding		12-May-06				PRI				Closed		Comments: Need to discuss further with Task Group.

Comments: Not going to execute this AI.		Save

		9		April		2006		Find out how many years audit records are retained		5-May-06		16-May-06		PRI				Closed		Resolution: A minimum of 6 accreditation periods.  Can be found in NIP 4-02.		Archive

		10		April		2006		Find out if auditor that performs pre-audit can perform the actual accreditation audit		5-May-06		11-May-06		PRI				Closed		Resolution: No		Archive

		11		April		2006		Schedule conf call to resolve comments from pilot audit and 7118 rev A comments, chart recorder for shipments per customer and audit direction		12-May-06		12-May-06		PRI				Closed		Resolution: Scheduled for 22 May 2006		Archive

		1		July		2006		Define "Miscellaneous Bonding" to add to glossary of terms in Auditor Handbook		4-Aug-06		1-Aug-06		Arun Sibal				Closed		Additional Team Members: Dave Kimber and Miguel Gerdel

Comments:  Added definition to Audit Handbook		Archive

		2		July		2006		Define Heat Gun Clarification for 16.a-B.2.13 in Auditor Handbook		18-Aug-06		27-Sep-06		Joe Dwyer				Closed		Comments: Reminder email was sent on 18 August 2006

Additional Team Members: Betty Kocsis, Dave Kimber, Miguel Gerdel, and John Riddell		Archive

		3		July		2006		Ask auditors where they feel the N/A answer’s are useful and where they are not of value		28-Jul-06		2-Aug-06		PRI				Closed		Comments: Email sent to Auditors requesting a response by 18 August 2006.		Archive

		4		July		2006		Make paragraph changes from 23a and 23b into 23.c. of checklist		28-Jul-06		2-Aug-06		PRI				Closed				Archive

		5		July		2006		Send a copy of the pilot audit report to Joe Dwyer		28-Jul-06		2-Aug-06		PRI				Closed				Archive

		6		July		2006		Develop examples of minor sanding to add to Auditor Handbook		25-Aug-06		16-Oct-06		Kevin Dowling				Closed		Comments: Reminder email was sent on 18 August 2006

Additional Team Members:  - Lance Loeks, Betty Kocsis, Victorio Stana, and Dave Kimber		Archive

		7		July		2006		Ask question of NMC Standards Sub Group regarding the potential product impact definition and present at Pittsburgh meeting		16-Oct-06		16-Oct-06		Dave Watson				Closed		Comments: Reminder email was sent on 18 August 2006
As of 16 October 2006, there is no resolution from NMC.		Archive

		8		July		2006		Split NCR Parato into initial and reaccred and check for improvement trends		16-Oct-06		27-Sep-06		PRI				Closed		Comments: Reminder email was sent on 18 August 2006		Archive

		9		July		2006		Check to see the suppliers that get a higher number of findings are participating in meetings		16-Oct-06		27-Sep-06		PRI				Closed		Comments: Reminder email was sent on 18 August 2006		Archive

		10		July		2006		Post NCR Parato chart on eAuditNet and sort the NCR by section number		25-Jul-06		9-Aug-06		PRI				Closed				Archive

		11		July		2006		Investigate the NCR’s for the most frequent findings and look for some common root causes		1-Apr-07				PRI				Tabled		Comments: Reminder email was sent on 18 August 2006

Focus on improving Audit Handbook before addressing this action item.

Additional Team Members: - Vitorio Stana		Save

		12		July		2006		Check to see if we can use slash instead of codes in the checklist for the 4 different accreditations		31-Jul-06		31-Jul-06		PRI				Closed		Comments:  Slashes are used to indicate separate documents.  Will adopt the abbreviations.		Archive

		13		July		2006		Define "segregation" to add to CCA and EMA section of Auditor Handbook		26-Aug-06		9-Sep-06		Lance Loeks				Closed		Comments: Reminder email was sent on 18 August 2006		Archive

		14		July		2006		Revise NTGOP Appendix 14 and send for ballot		18-Aug-06		18-Aug-06		PRI				Closed				Archive

		1		October		2006		Ask Glen Schultz to break first pass yield into rolling 12 month yields rolled up quarterly		22-Jan-07		7-Nov-06		PRI		No		Closed		Comments:  No longer tracking

		2		October		2006		Clarify definition of EMA		22-Jan-07		17-Jan-07		Joe Dwyer		No		closed		Comments:  Reminder email was sent on 4 January 2007

Additional Team Members: Brian Johnson

		3		October		2006		Clarify the use of irons		22-Jan-07		17-Jan-07		Sharon Bull		No		Closed		Comments:  Reminder email was sent on 4 January 2007.

Suppliers are running trials with heating irons.  Information will be presented at January Nadcap meeting.

Additional Team Members: John Riddell and June Mason

		4		October		2006		Have auditors keep a list of the questions in checklist where "Yes" is checked and "N/A" is the recorded response		22-Jan-07		22-Jan-07		PRI		No		Closed		Comments: AC7118 Rev A was released on 8 January 2007, not much data will be available to present at January meeting.  Still collecting data.  Sent email to auditors on 8 January requesting they being to track paragraph numbers.  Will present the data at the April Nadcap meeting.

		5		October		2006		Provide Miguel Gerdel  with statistics on the correlation of  high number of audit findings and suppliers that participate or don’t participate in quarterly meetings.  (Supplier names will not be disclosed.)		12-Jan-07		2-Jan-07		PRI		No		Closed

		6		October		2006		Compare the NTGOP Appendix 14 with the NOP 008 and remove duplicate references in section 9.1.1		22-Jan-07		9-Jan-07		PRI		No		Closed		Comments: Proposed changes will be discussed at the January Nadcap meeting.

		7		October		2006		Add "incomplete audit" to the follow-up audit  criteria in the NTGOP-001 Appendix 14		22-Jan-07		22-Jan-07		PRI		No		Closed		Comments: Proposed changes will be discussed at the January Nadcap meeting.

		8		October		2006		Research NTGOP-001 Appendix 14, Para 8.1 merit criteria and report back to task group		22-Jan-07		22-Jan-07		PRI		No		Closed		Comments: Proposed changes will be discussed at the January Nadcap meeting.

		9		October		2006		Create cover page for auditor handbook		1-Nov-06		25-Oct-06		PRI		No		Closed

		10		October		2006		Define acceptable vs. unacceptable types of portable dehumidifiers		1-Nov-06		26-Oct-06		Francis Averous		No		Closed

		11		October		2006		Review AH Section 10 and verify where the general statements should be located in the sub sections		1-Nov-06		17-Oct-06		Andreas Mastorakis		No		Closed

		12		October		2006		Meet with Jen Gallagher to get specifics regarding NCSI session		1-Nov-06		11-Dec-06		PRI		No		Closed		Comments:  Meeting scheduled for 15 January 2007 for Asia Suppliers.  Additional meetings will depend on the turn-out of this meeting.

		13		October		2006		Release Auditor Handbook Rev A-1		1-Nov-06		13-Dec-06		PRI		No		Closed		Comments:  Updated and posted on eAuditNet

		14		October		2006		Request the NMC for a matrix to track the ratio of major and minor among task groups		1-Nov-06		1-Feb-07		David Watson		Yes		Closed

		1		January		2007		Track the progress of findings in weak areas for Auditor 1 and Auditor 4 and assess these areas during prime oversight audits (reference Auditor Metrics)		22-Apr-07				PRI		Yes		Tabled		Comments:  Need to determine what data to use now that the Rev A has been relesed.

Use Rev A data only and report out at July, Nadcap meeting.

		2		January		2007		Update the auditor observation form to the AC 7118 Rev A		28-Feb-07		9-Feb-07		PRI		Yes		Closed

		3		January		2007		Share areas of strengths and weaknesses identified from oversight observation with Auditor 5 and help Auditor 5 to improve opening and closing meetings with training from Auditor 3		16-Feb-07		7-Feb-07		PRI		Yes		Closed

		4		January		2007		Schedule a February conference call to identify areas in the Audit Handbook that need better clarification and review proposed clarification to be added		5-Feb-07		28-Feb-07		Task Group
(PRI, Primes, Suppliers, Auditors)		No		Closed

		5		January		2007		Those Task Group Members who have tentatively agreed to perform Auditor oversight audits to provide which audits they can commit to		9-Feb-07		9-Feb-07		Primes		No		Closed		Additional Team Members  – Dave Watson, Kevin Dowling, Keith Panuska, Greg Sayler, Marty Couey, Qaedeer Syed, Mike Bemis, and Andreas Mastorakis

		6		January		2007		Revise NTGOP-001 Appendix 14 - Implement the proposal to use the Staff Engineer delegation criteria for closing reaccredidation audits based on the  NDT NTGOP-001 Appendix 1 Para. 6.3.1 a & b approach		2-Feb-07		7-Feb-07		PRI		No		Closed		Comments:  Sent for 21-day letter ballot on 8 Feb 07, ballot end date is 1 March 2007

		7		January		2007		Put together a chart showing those Primes that are voting on Reacreds		16-Jul-07		18-Oct-07		PRI		No		Closed		Comments:  Topic will be discussed at the July Nadcap meeting.
                  Gather data and discuss in October 2007 Nadcap meeting.

		8		January		2007		Rolls Royce to Host Composite NCSI Meeting for Europe Suppliers		22-Apr-07		28-Mar-07		Sharon Bull		No		Closed		Comments:  Contacted Sharon on 16 March 07 to see if we can schedule this session.
                   Europe NCSI is scheduled for May 22, 2007 from 8:00am - 10:00am EDT

		9		January		2007		Boeing to host Composite NCSI Meeting for the US suppliers		22-Apr-07		12-Apr-07		Lance Loeks		No		Closed		Comments:  Contacted Lance on 16 March 07 and set a tentative date for 12 April 07.
                   Americas NCSI is scheduled for 12 April from 11:00 - 1:00pm EDT.

		10		January		2007		Review the quality section of the checklist to identify high level questions that do not add value beyond the scope of AS9100 accreditation		16-Jul-07		9-Jul-07		Rick Ouellette		No		Closed		Comments:  Topic will be discussed at the July Nadcap meeting.

		11		January		2007		Investigate Para. 3.3.1, compare the NCRs it is referenced in		22-Oct-07		18-Oct-07		PRI		No		Closed		Comments:  Need to determine what data to use now that the Rev A has been relesed.

Use Rev A data.  Topic will be discussed at the July Nadcap meeting.

This will be combined with the efforts of the AQS Task Group to eliminate redundant quality system questions.  Will bring data to October meeting.

		12		January		2007		Circulate suggestions, generated at the 2007 Redondo beach meeting, to reduce cost and/or add value to task group and have task group members prioritize them for discussion at the April 2007 meeting		12-Feb-07		7-Feb-07		PRI		No		Closed

		13		January		2007		Request for volunteers to help Eric LeFort with translation of checklist and Audit Handbook into French		12-Feb-07		12-Feb-07		PRI		No		Closed		Comments:  Marcel Francois from Aircelle - SAFRAN Group has volunteered to assist.

		14		January		2007		Request for volunteers to help Miguel Gerdel with translation of checklist and Audit Handbook into Spanish		12-Feb-07		12-Feb-07		PRI		No		Closed		Comments:  Alberto Portal from EADS - MTAD has volunteered to assist.

		15		January		2007		Investigate other means to do initial translations of the AC7118 and Audit Handbook into other languages for Task Group translation teams to work with		22-Apr-07		22-Apr-07		PRI		No		Closed		Comments:  There are online programs that can be used and Jennifer G. used a fairly inexpensive source to translate.

		16		January		2007		Determine what procedure and checklist Nadcap Management Council (NMC) Oversight sub-group is using when they are conducting Auditor oversight audits to determine if the Composites Task Group can use it during Composite specific Auditor oversight audits		28-Feb-07		28-Feb-07		PRI		No		Closed		Comments:  Checklist has been modified so that Composites can use it.

		17		January		2007		Put together a proposed flow down requirements template for suppliers - See Chemical Processing example Purchase Order		15-Jun-07		24-Oct-07		David Tomasitis		No		Closed		Comments:  Discussed during April 2007 Nadcap meeting.  Team to go back and organize a single document to propose during the July 2007 Nadcap meeting.

Task Group voted during the October 2007 Nadcap meeting and agreed to not go forward with the flowdown template.  

Additional Team Members – Dave Kimber, Brian Johnson, Aharon Klipper, Vitorio Stana

		18		January		2007		Define what an iron is and describe a process that can be used to satisfy Question 8.1.4 and 16a-b.2.16 in AC7118 Rev A		15-Jun-07				Joe Dwyer		No		Closed		Comments: Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.

Discussed during the April 2007 Nadcap meeting.  Team to go back and organize a single document to propose during the July 2007 Nadcap meeting.

Additional Team Members - June Mason, Dave Kimber, John Riddell, Kevin Bidlack, Miguel Gerdel, Brian Johnson, David Constable

		19		January		2007		Send the NTGOP Appendix 14 (that includes the January 2007 revisions) to task group for Ballot		5-Feb-07		8-Feb-07		PRI		No		Closed		Comments:  Ballot end date is 1 March 2007

		20		January		2007		Incorporate all resolved handbook clarification agreed to at the January 2007 meeting		28-Feb-07		28-Feb-07		PRI		No		Closed

		21		January		2007		Define acceptable vs unacceptable humidifiers		15-Jun-07		5-Apr-07		Francis Averous		No		Closed		Comments: Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.

Discussed during the April 2007 Nadcap meeting.  Team to go back and organize a single document to propose during the July 2007 Nadcap meeting.

Additional Team Members: Betty Kocsis, Greg Wallis, June Mason

		22		January		2007		Revise Auditor Handbook to put generic text in the general section for material identification and to add specific text where it applies to an individual material type including core protection requirements - Circulate the proposed clarification to Task Group and comments are to be forwarded to Dave Kimber.  Discuss final proposal during April meeting.		2-Feb-07		9-Feb-07		PRI		No		Closed		Comments:  First section of Action Item was competed on 4 January 2007.
Everyone is to have comments back to Dave Kimber by 02-28-2007.  Dave has distilled and composed a single document (with each individual's input attached) by 03-2-2007.

Dave's comments were included into the handbook and the handbook was circulated to the Task Group on 11 May.  Coments due back 8 June 2007.  Comments will be resolved and handbook will be re-circulated as needed. 

Additional Team Members:  John Key and Miguel Gerdel

		23		January		2007		Contact primes not in attendance at the January 2007 meeting to see if they are will to have their suppliers contact them when they believe they are having a customer specific audit  that is redundant with Nadcap Composite audit		12-Feb-07		12-Feb-07		PRI		No		Closed

		24		January		2007		Define Scope of core processing audit		15-Jun-07		11-May-07		Roy Redman		No		Closed		Comments: Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.

Discussed during the April 2007 Nadcap meeting.  Team to go back and organize a single document to propose during the July 2007 Nadcap meeting.

Incorporated comments from Lance, Kevin and Roy to Handbook and circulated to the Task Group on 11 May 2007.  Comments due 23 May 2007.  Discussed comments during a conference call held on 12 June 2007.  Not all comment were resolved, will re-visit during the July Nadcap meeting.

Additional Team Members:  Lance Loeks, Andreas Mastorakis, Mike Bemis, Miguel Gerdel

		25		January		2007		Review how other Task Groups address the requirement to get RCCA training when an audit is failed.  How do they enforce this?		16-Jul-07		9-Jul-07		PRI		No		Closed		Comments:  Sent email to Staff Engineers.

		26		January		2007		Schedule a conference call for Primes and Suppliers to finish Audit Handbook discussion.		12-Feb-07		7-Feb-07		PRI		No		Closed

		27		January		2007		Clarify definition of EMA		22-Jan-07		17-Jan-07		Joe Dwyer		No		Closed		Comments:  Reminder email was sent on 4 January 2007
                   Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.

Discussed during the April 2007 Nadcap meeting.  Team to go back and organize a single document to propose during the July 2007 Nadcap meeting.

Additional Team Members: Brian Johnson

		1		April		2007		Edit the Supplier Merit evaluation questions in eAuditNet.  Remove 2 through 8 and add them into the front of AC7118 Rev A		8-Jun-07		31-May-07		PRI		No		Closed		Comments:  eAuditNet has been revised and applied to audits in the system.

		2		April		2007		Send revised NTGOP-001 Appendix 14 out for ballot		25-May-07		30-May-07		PRI		No		Closed		Comments:  Ballot end date is 20 June 2007.

		3		April		2007		Send the paragraphs in AC7118 Rev A that are repetitive with Quality systems questions to PRI		8-Jun-07		9-Jul-07		Rick Ouellette		No		Closed		Comments:  Repreat AI from January 2007.  See also January 2007 AI #10.

		4		April		2007		Add topics identified to July Nadcap meeting agenda to discuss identified AC7118 Rev A questions		16-Jul-07		6-Jul-07		PRI		No		Closed

		5		April		2007		Look at past approaches that PRI has tried to improve auditor performance (ie computer tablets, PDAs … etc)		16-Jul-07				PRI		Yes		Closed

		6		April		2007		Talk to other Staff Engineer to determine  if it is alright to send a mass email to ask suppliers to donate a translation of documents in their native language that Nadcap can refine for clarification of technical content		8-Jun-07		5-Jun-07		PRI		Yes		Closed		Comments:  Sent email to Staff Engineers on 5 June 2007.

		7		April		2007		Talk to Globalization Sub-Team about what is being done to assist translation of Nadcap documentation		16-Jul-07		4-Jul-07		Peter Atwell		No		Closed		Comments:  Will discuss during the July Nadcap meeting.

		1		July		2007		Send out email to Task Group User members asking for volunteers for Task Group officer positions		27-Jul-07		27-Jul-07		PRI		No		Closed

		2		July		2007		Identify auditor specific weaknesses relative to the top 5 nonconformances that are being written and review during October Auditor Training		21-Oct-07		18-Oct-07		PRI		No		Closed

		3		July		2007		Schedule an observation audit with an auditor.  This audit will count towards the Task Group goal to observe each auditor at least once a year and Staff Engineer Delegation Maintenance Criteria						PRI		No		Closed		Comment - Observation audits scheduled for October 1-3, 2007 and December 10-13, 2007.

		4		July		2007		Review Staff Engineer delegation data		2-Aug-07		18-Oct-07		David Watson		No		Closed		Additional Team Members - PRI

		5		July		2007		Post the NCSI presentations under public documents on eAuditNet		3-Aug-07		10-Aug-07		PRI		No		Closed		Document is located under Public Documents - Composites

		6		July		2007		Update the list of approved suppliers on the PRI QML		17-Sep-07				Mandating User Voting Members		Yes		Closed		Comment - Other commodities may want to remind their mandating User Members to review their QML.

		7		July		2007		Find out how primes can update the My QML list on eAuditNet		27-Jul-07		9-Aug-07		PRI		No		Closed

		8		July		2007		Update the notification that is placed in the first NCR of the audit report to detail the revised merit criteria per NTGOP-001 Appendix 14		31-Aug-07		31-Aug-07		PRI		No		Closed

		9		July		2007		Prime Balloting on Audit Reports, determine if the data can be manipulated to differentiate between initial and reaccredit audits		31-Aug-07		31-Aug-07		PRI		No		Closed

		10		July		2007		Look to see if any of the questions in the first section (3 – 11) of the AC7118 Rev A have been written up without additional paragraphs referenced  from the job audit sections (12 – 23)		28-Sep-07		18-Oct-07		PRI		Yes		Closed		Comments:  Paragraphs from sections 3-11 have been written up in NCRs but there is no specific trend or paragraphs that are typicall written up alone.

		11		July		2007		Email the highlighted checklist from Rick Ouellette that shows possible audit questions that may be considered for elimination to the Task Group members		3-Aug-07		9-Aug-07		PRI		Yes		Closed

		12		July		2007		Investigate the total number of supplier voting members that are permitted in a task group		24-Aug-07				Lance Loeks		No		Closed

		13		July		2007		Circulate the presentation of proposed NTGOP 001		3-Aug-07		8-Aug-07		PRI		No		Closed

		14		July		2007		Provide terminology regarding how to handle customer furnished tools that are not identified		3-Aug-07		9-Aug-07		Lance Loeks		No		Closed

		15		July		2007		Look at lot traceability requirement that Honeywell has for core processing		3-Aug-07		24-Oct-07		Leah Markowitz		No		Closed

		16		July		2007		Set an agenda item for October, Nadcap meeting to discuss core traceability requirements		22-Oct-07		18-Oct-07		PRI		No		Closed

		1		October		2007		Review sections 3 - 11 of the AC7118 Rev A to determine if there is duplication between these sections and the job audits (sections 12 – 23)		30-Jun-08				Lance Loeks (Lead),  Miguel Gerdel, Kevin Dowling, Dave Tomasitis, Dave Kimber, Pete Atwell, June Mason & a Composites Auditor				Open		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

The original sub-team is to continue their work on the identified questions.  Once complete, the questions will be circulated to the Task Group to gather comments.  Discussion will continue at the July Nadcap meeting.  See also February AI #5.

		2		October		2007		Provide Audit Handbook Clarification for AC7118 Rev A paragraph  8.1.6  to better define its intent regarding ply trimming requirements		28-Dec-07		19-Feb-08		Lance Loeks (Lead),  Miguel Gerdel, Kevin Dowling, Dave Tomasitis, Dave Kimber, Pete Atwell, June Mason & a Composites Auditor				Closed		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

		3		October		2007		Provide Audit Handbook Clarification for AC7118 Rev A paragraph 3.3.1		28-Dec-07		14-Feb-08		Peter Atwell (Lead), Sharon Bull, Dave Kimber				Open		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

Was not reviewed during the February Nadcap meeting.  Will be discussed during a Task Group conference call prior to the next Nadcap meeting.

		4		October		2007		Revise wording for AC7118 Rev A paragraphs  4.3.1 and 4.3.2,  Generate a question in each of  the relevant  job audit sections to replace general section question 4.2.1		28-Dec-07		14-Feb-08		Pete Atwell (Lead), Dave Kimber, Miguel Gerdel, and Sharon Bull				Closed		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

		5		October		2007		Provide Audit Handbook Clarification for the newly created section 11.5		28-Dec-07		19-Feb-08		Lance Loeks (Lead), Kevin Dowling, Miguel Gerdel, and June Mason				Open		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

Was not reviewed during the February Nadcap meeting.  Will be discussed during a Task Group conference call prior to the next Nadcap meeting.

		6		October		2007		Review the rest of section 12 and remove Question 2.9 as required		28-Dec-07		12-Nov-07		PRI				Closed

		7		October		2007		Clarify the intent of AC7118 Rev A job audit 12.b to the Auditors.  Order of precedence has been set for what materials are to be audited.  Details have been added to the Audit Handbook		26-Oct-07		26-Oct-07		PRI				Closed

		8		October		2007		Provide Audit Handbook Clarification for AC7118 Rev A paragraph 4.4.4 to better define its intent (e.g. difference between Firmware and Software and what to do when there are no automated controls)		28-Dec-07		19-Feb-08		Lance Loeks (Lead),  Miguel Gerdel, Kevin Dowling, Dave Tomasitis, Dave Kimber, Pete Atwell, June Mason & a Composites Auditor				Open		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

Was not reviewed during the February Nadcap meeting.  Will be discussed during a Task Group conference call prior to the next Nadcap meeting.

		9		October		2007		Provide Audit Handbook Clarification for AC7118 Rev A paragraph 10.1.6 (protection of test specimens		28-Dec-07		17-Jan-08		Mike Bemis & Andreas Mastorakis				Closed		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

		10		October		2007		Provide Audit Handbook Clarification for AC7118 Rev A paragraph 11.3.2 (documentation of ply lay-up, inspection steps)		28-Dec-07		18-Feb-08		Joe Dwyer (Lead), Miguel Gerdel, Fritz Watson				Open		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

Was not reviewed during the February Nadcap meeting.  Will be discussed during a Task Group conference call prior to the next Nadcap meeting.

		11		October		2007		Post the updated Audit Handbook on eAuditNet		9-Nov-07		9-Nov-07		PRI				Closed

		12		October		2007		Post the EMA presentation on eAuditNet		9-Nov-07		7-Dec-07		PRI				Closed

		13		October		2007		Circulate all report-outs for Action Items to the Task Group rosters		18-Jan-07		6-Feb-08		PRI				Closed

		14		October		2007		Identify the number of reaccreditation audits that close in two (2) days and five (5) days		24-Feb-07		20-Feb-08		PRI				Closed		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

		15		October		2007		Determine how individual Task Groups are to make changes to the NOP-011 appendix		2-Nov-07		19-Nov-07		PRI				Closed		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.  See email from John Barrett.

		1		February		2008		Identify concerns with identification of consumable goods and address this issue via question in the audit checklist. [Note: Suggested Question – Does the supplier have in place a procedure to make sure that the correct material is used?]		30-Jun-08				Lance Loeks, Kevin Dowling and Joe Dwyer				Open

		2		February		2008		Need to examine the right way to address the pump action dispensers.  Audit handbook clarification needs to be developed and all references in the handbook to pump dispensers need to be aligned.		30-Jun-08				Mike Bemis, Pete Atwell, Marty Couey				Open

		3		February		2008		Review data to determine how often an auditor has been paired with a facility more than once.		30-Jun-08				PRI				Open

		4		February		2008		The NDT Task Group has a flyer that is circulated prior to every Nadcap meeting.  In that flyer they include various facts and helpful information in regards to the NDT Task Group.  Determine what needs to be done to develop a similar flyer for the Composite Task Group.		30-Jun-08				PRI, Angie Mendoza, Pete Atwell, Miguel Gerdel and John Riddell				Open

		5		February		2008		Circulate the final proposal from October 2007 Action Item #1 to the Task Group to gather comments that will be discussed at the July Nadcap meeting.		1-Jul-08				PRI				Open

		6		February		2008		Direct the Auditors to provide further detail of the audit status in their audit cover letter.  Auditors will be asked to detail how many times they have audited that specific Supplier (e.g. “This is my second time at Supplier B.”).		31-Mar-08				PRI				Open

		7		February		2008		Look into a possible change to the Audit Handbook Clarification for CCA and EMA to clarify situations such as this.		30-Jun-08				John Riddell, Miguel Gerdel, Lance Loeks, Pete Atwell, Kevin Dowling				Open

		8		February		2008		Clarify to Auditors the intent of paragraph 6.1.3.		31-Mar-08				PRI				Open
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Summary

		*Month		*Year		*Total		*Open		*Tabled		*Closed		* % Closed		* % Open

		January		2003		0		0		0		0		0%		0%

		April		2003		0		0		0		0		0%		0%

		July		2003		0		0		0		0		0%		0%

		October		2003		0		0		0		0		0%		0%

		January		2004		0		0		0		0		0%		0%

		April		2004		0		0		0		0		0%		0%

		July		2004		0		0		0		0		0%		0%

		October		2004		0		0		0		0		0%		0%

		January		2005		0		0		0		0		0%		0%

		April		2005		0		0		0		0		0%		0%

		July		2005		0		0		0		0		0%		0%

		October		2005		0		0		0		0		0%		0%

		January		2006		4		0		1		3		75%		0%

		April		2006		11		0		0		11		100%		0%

		July		2006		14		0		1		13		93%		0%

		October		2006		14		0		0		14		100%		0%

		January		2007		27		0		1		26		96%		0%

		April		2007		7		0		0		7		100%		0%

		July		2007		16		0		0		16		100%		0%

		October		2007		15		5		0		10		67%		33%

		February		2008		8		8		0		0		0%		100%

		July		2008		0		0		0		0		0%		0%

		October		2008		0		0		0		0		0%		0%

		February		2009		0		0		0		0		0%		0%

		July		2009		0		0		0		0		0%		0%

		October		2009		0		0		0		0		0%		0%

		February		2010		0		0		0		0		0%		0%

		July		2010		0		0		0		0		0%		0%

		October		2010		0		0		0		0		0%		0%





Formulas

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2003		Open		0		January		2003		Closed		0		January		2003		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2003		Open		0		April		2003		Closed		0		April		2003		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2003		Open		0		July		2003		Closed		0		July		2003		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2003		Open		0		October		2003		Closed		0		October		2003		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2004		Open		0		January		2004		Closed		0		January		2004		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2004		Open		0		April		2004		Closed		0		April		2004		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2004		Open		0		July		2004		Closed		0		July		2004		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2004		Open		0		October		2004		Closed		0		October		2004		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2005		Open		0		January		2005		Closed		0		January		2005		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2005		Open		0		April		2005		Closed		0		April		2005		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2005		Open		0		July		2005		Closed		0		July		2005		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2005		Open		0		October		2005		Closed		0		October		2005		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2006		Open		0		January		2006		Closed		3		January		2006		Tabled		1

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2006		Open		0		April		2006		Closed		11		April		2006		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2006		Open		0		July		2006		Closed		13		July		2006		Tabled		1

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2006		Open		0		October		2006		Closed		14		October		2006		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2007		Open		0		January		2007		Closed		26		January		2007		Tabled		1

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2007		Open		0		April		2007		Closed		7		April		2007		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2007		Open		0		July		2007		Closed		16		July		2007		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2007		Open		5		October		2007		Closed		10		October		2007		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		February		2008		Open		8		February		2008		Closed		0		February		2008		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2008		Open		0		July		2008		Closed		0		July		2008		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2008		Open		0		October		2008		Closed		0		October		2008		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		February		2009		Open		0		February		2009		Closed		0		February		2009		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2009		Open		0		July		2009		Closed		0		July		2009		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2009		Open		0		October		2009		Closed		0		October		2009		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		February		2010		Open		0		February		2010		Closed		0		February		2010		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2010		Open		0		July		2010		Closed		0		July		2010		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2010		Open		0		October		2010		Closed		0		October		2010		Tabled		0
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Action Items

		Item #		Quarter		Year		Item Description		Due (Target) Date		Date Completed		Item Owner
(Responsibility)		Does this Affect Other Task Groups?
(Y/N)		Status		Comments / Concerns		Sort Code
(Archive/
Save

		1		July		2006		Notify Auditors to review NMMT checklists and scopes of all standards in matrix and provide questions/comments to be reviewed at auditor training		24-Jul-06		2-Aug-06		PRI				Closed		Comments: Checklists will be sent to auditors after all revisions have been submitted on 18 August 2006.		Archive

		2		July		2006		E-mail above auditor training to Candy and CC task group		24-Jul-06		26-Jul-06		PRI				Closed				Archive

		3		July		2006		Coordinate pilot audit with Rebekah Foutz		11-Aug-06		22-Aug-06		Daniel Ng				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		4		July		2006		Send BAE Systems (Air Systems) and Vought e-mail to designate Alternate User Voting Members		28-Jul-06		2-Aug-06		PRI				Closed				Archive

		5		July		2006		Change title on document AS7122 to AC7122		18-Aug-06		23-Aug-06		Andreas Mastorakis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		6		July		2006		Change references in the AC7122/1 of ‘AS7122’ to ‘AC7122’		18-Aug-06		11-Aug-06		Betty Kocsis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		7		July		2006		Create Auditor Handbook clarification in regards to what Nadcap accreditations possibly apply for paragraph 4.20 of the AC7122 (formerly AS7122)		19-Oct-06		20-Oct-06		Mike Bemis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		8		July		2006		Determine if a description of the intent of AC7122 can be added to the checklist		19-Oct-06		20-Oct-06		Lance Loeks				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		9		July		2006		Create Auditor Handbook clarification, incorporating Auditor feedback, on paragraph 1.1 of the AC7122/1		19-Oct-06		20-Oct-06		Mike Bemis				Closed		Comments: Sent reminder email on 18 August 2006

Additional Team Members: Uta Dietrich, Jim Ferrel and Andrew Sinclair		Archive

		10		July		2006		Create Auditor Handbook clarification for paragraph 1.5 in AC7122/1		19-Oct-06		20-Oct-06		Mike Bemis				Closed		Comments: Sent reminder email on 18 August 2006

Additional Team Members: Joe Dwyer, Andrew Sinclair and Jim Ferrel		Archive

		11		July		2006		Add definitions to the Auditor Handbook of captive labs, etc in reference to paragraph 3.1 of the AC7122/1		19-Oct-06		20-Oct-06		Andreas Mastorakis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		12		July		2006		Create Auditor Handbook clarification for paragraph 3.2 of the AC7122/1		19-Oct-06		20-Oct-06		Jim Ferrel				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		13		July		2006		Create Auditor Handbook clarification for paragraph 5.1 of the AC7122/1 using Auditor Handbook clarification that has been developed for the AC7122 draft Rev. A		19-Oct-06		20-Oct-06		Mike Bemis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		14		July		2006		Add the clarification of how many job audits in the need to be conducted during an audit		18-Aug-06		23-Aug-06		Andreas Mastorakis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		15		July		2006		Add ‘Section N/A’ to paragraph 30-33 in AC7122/1		18-Aug-06		11-Aug-06		Betty Kocsis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		16		July		2006		Create Auditor Handbook clarification for alignment for paragraph 33.5 in AC7122/1		19-Oct-06		20-Oct-06		Andreas Mastorakis				Closed		Comments: Sent reminder email on 18 August 2006

Additional Team Members: Mike Bemis and Jim Rossi		Archive

		17		July		2006		Renumber AC7122/2		18-Aug-06		22-Aug-06		Mike Bemis				Closed				Archive

		18		July		2006		Reference paragraphs 3.1 and 3.2 under all compression, tension and shear job audit sections in AC7122/2		18-Aug-06		22-Aug-06		Mike Bemis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		19		July		2006		Create Auditor Handbook clarification for paragraph 4.2.9 of AC7122/2 (What is required? Crosshead speed does not need to appear on C of C)		19-Oct-06		20-Oct-06		Andreas Mastorakis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		20		July		2006		Create Auditor Handbook clarification for paragraph 4.5.13 of AC7122/2 (strain gauge requirements for bending strain)		19-Oct-06		20-Oct-06		Neil Clarke				Closed		Comments: Sent reminder email on 18 August 2006
This question has been removed from the AC7122/2

Additional Team Members: Jim Rossi		Archive

		21		July		2006		Separate shear sections into mid plane shear and short beam shear by adding to AC7122 (formerly AS7122) table and reworking AC7122/2 paragraphs 4.8 and 4.9		18-Aug-06		23-Aug-06		Andreas Mastorakis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		22		July		2006		Create Auditor Handbook clarification that, “The recording and verification can be performed by the same person with appropriate training” for paragraph 5.12.1(misnumbered) of the AC7122/2		19-Oct-06		20-Oct-06		Andreas Mastorakis				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		23		July		2006		Create Auditor Handbook clarification for paragraph 5.9.4.2 of AC7122/2		19-Oct-06		20-Oct-06		Jim Ferrel				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		24		July		2006		Harmonize 7.10, 7.11, 7.12 regarding TGA tests		18-Aug-06		21-Aug-06		Andrew Sinclair				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		25		July		2006		Create Auditor Handbook clarification for paragraph 7.15.4 of AC7122/2 (quartz is acceptable...determine acceptable TCE for material)		19-Oct-06		20-Oct-06		Jim Ferrel				Closed		Comments: Sent reminder email on 18 August 2006
This question has been removed from the AC7122/2		Archive

		26		July		2006		Discuss how requirements will be implemented for fire tests (test matrix codes 63-69)		18-Aug-06				Lance Loeks
Uta Dietrich				Closed		Comments: Sent reminder email on 18 August 2006

Sent reminder email on 10 January 2007.

Andy Sinclair is holding his comments on the ballot log until this issue is resolved. 

The majority of these tests have been removed. 

Additional Members: John Key		Save

		27		July		2006		Provide max strain called out in EN2563 for paragraph 4.8.12 of AC7122/2 to Mike Bemis		18-Aug-06		22-Aug-06		Daniel Ng				Closed		Comments: Sent reminder email on 18 August 2006		Archive

		28		July		2006		Provide an example of a job audit format that includes identity of customer, etc. (use MTL job audits as reference)		18-Aug-06		18-Aug-06		Andreas				Closed				Archive

		1		October		2006		Check with Paul McCarthy to determine training needs so that he can participate in the next pilot audit		22-Jan-07		29-Nov-06		PRI				Closed

		2		October		2006		Check correlation with new ASTM procedure being developed for DMA 3-point flex, Para 7.4.3		22-Jan-07		31-Oct-06		Arun Sibal				Closed

		3		October		2006		Restructure DSC section to add SACMA SRM 25 requirements, Andy Sinclair will critique		22-Jan-07		15-Dec-06		Mike Bemis				Closed		Additional Team Members:  Andy Sinclair

		4		October		2006		Get ISO class identification from Uta Dietrich for para. 3.2.4		22-Jan-07		30-Oct-06		Jim Rossi				Closed		Additional Team Members:  Uta Dietrich

		5		October		2006		Contact Uta Dietrich regarding appropriateness of using ASTM D746 for Determination of Brittleness Temperature for composites		22-Jan-07		8-Dec-06		Andreas Mastorakis				Closed		Comments:  Sent reminder email on 10 January 2007.

Additional Team Members:  Uta Dietrich

		6		October		2006		Review tests 5.3.1 – 5.9.1 (flammability, toxicity, etc.) to determine applicability to AC7122		22-Jan-07				Frank Lennert				Closed		Comments:  Sent reminder email on 10 January 2007.

Flamability is the only applicable test method.  

Additional Team Members:  John Key (will talk to Cessna), Uta Dietrich and Lance Loeks

		7		October		2006		Fix 5.1.12.4 (i.e. What is periodic?)		22-Jan-07				Lance Loeks				Closed		Comments:  Sent reminder email on 10 January 2007.

No longer applicable, sections have been deleted.

		8		October		2006		Clarify para 23 and 24 regarding test reports vs certifications. Combine?		22-Jan-07		20-Dec-06		Niko V. Gjaja				Closed		Comments:  Proposial received via emial.  Will discuss at January Nadcap meeting. 

Additional Team Members:  Betty Kocsis and Frank Lennert

		9		October		2006		Delete question regarding low CTE of TMA expansion probe in AC7122/2		22-Jan-07		15-Dec-06		Mike Bemis				Closed

		10		October		2006		Send Daniel Ng (Hexcel) e-mail regarding pilot audit		22-Jan-07		4-Dec-07		PRI				Closed		Comments:  Supplier does not currently want to participate in a pilot audit.

		11		October		2006		Provide Paul Braun with details on audit costs and possible dates		22-Jan-07		2-Nov-06		PRI				Closed

		12		October		2006		Send e-mail to all suppliers asking who will participate in ILT (Inter Laboratory Testing, often referred to as Round Robin)		22-Jan-07		30-Nov-07		PRI				Closed		Comments:  Andreas provided the ILT requirements on 27 NOV to circulate to Task Group Suppliers and Primes.  Will collect comments and finalized during the January Nadcap meeting.

		1		January		2007		Report back DMA round robin results to Rebekah		30-Jan-07		26-Apr-07		Candy Brown		No		Closed		Comments:  Candy sent an email to Mike Stuart on 29 January 2007 requesting information.

		2		January		2007		Generate a proposed IPT TMA (Tg) test spreadsheet and provide to Andreas and Rebekah.		2-Feb-07		30-Jan-07		Brian McCrory		No		Closed

		3		January		2007		Generate a proposed IPT compression test spreadsheet and provide to Andreas and Rebekah.		2-Feb-07		26-Jan-07		Uta Dietrich		No		Closed

		4		January		2007		Provide feedback regarding participation in Pilot Audit		9-Feb-07		9-Feb-07		Andy Sinclair		No		Closed		Comments: Bodycote will not participate in Pilot Audit.  Cytec will participate in Pilot Audit.

Additional Team Members: Candy Brown

		5		January		2007		Provide completed /updated SOW letter including IPT info regarding type of material, specimen configuration, cure cycle and expected failure load to Rebekah		9-Feb-07		1-Feb-07		Andreas Mastorakis		No		Closed

		6		January		2007		Send out e-mail asking for IPT participants. Include SOW and test spreadsheets		9-Feb-07		2-Feb-07		PRI		No		Closed		Comments: Facilities that will participate in IPT must reply by 12-Feb-07

		7		January		2007		Incorporate into the AH,  Niko’s proposal for definitions and requirements for Test Reports and Certifications		16-Feb-07		26-Jan-07		PRI		No		Closed

		8		January		2007		Provide EN equivalents (Replacing red XXXXs in AC7122/2 paragraphs 8.3.7, 8.3.9, 8.4.4, 8.4.7, 8.5.5, 8.6.4, 8.6.7, 8.8.5, 8.8.7) to Rebekah		16-Feb-07		1-Feb-07		Uta Dietrich		No		Closed

		9		January		2007		E-mail description of ASTM D 2393 to Rebekah		29-Jan-07		29-Jan-07		Mike Bemis		No		Closed

		10		January		2007		Send Rebekah definition of ‘Nadcap recognized’ that details how to determine if a registrar is 'Nadcap recognized' for HB7122/1 para  1.1		9-Apr-07		30-Jan-07		PRI		No		Closed		Comments:  NOP-002 Paragraph3.4

		11		January		2007		Contact Rick Ouellette in AQS Task Group to define acceptable methods of signing or signature according to AQS requirements and add to HB7122/2		16-Feb-07		12-Feb-07		PRI		Yes		Closed		Comments: Sent and email to Rick Ouelette and John Barrett on 12 FEB 07.

		12		January		2007		Determine if AC7122/1 paragraphs 2.3 and 7.5 are covered by AC7004		5-Feb-07		1-Feb-07		Frank Lennert		Yes		Closed		Comments:  Discuss results at April Nadcap meeting

		13		January		2007		Update tables in  AC7122/2 to reflect the changes that were made to the tables in AC7122		2-Feb-07		2-Feb-07		Mike Bemis		No		Closed

		14		January		2007		Clarify selection of ambient and non-ambient job audits to beginning of HB7122/2		9-Feb-07		9-Feb-07		Andreas Mastorakis		No		Closed		Comments: Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.

		15		January		2007		Send pictures of fire test cabinets to Rebekah to incorporate into the AC7122/2		9-Feb-07		16-Apr-07		Lance Loeks		No		Closed

		16		January		2007		Create necessary Audit Handbook clarification for all paragraphs in AC7122/1

Take information from AC7122 and place it under each question it applies to in the /1.		9-Apr-07		9-Feb-07		Andreas Mastorakis		No		Closed		Comments: Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.

Additional Team Members:  Candy Brown

		17		January		2007		Create necessary Audit Handbook clarification for AC7122/1 sections 1-4

Take information from AC7122 and place it under each question it applies to in the /1.		9-Apr-07		9-Apr-07		PRI		No		Closed		Comments: Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.

		18		January		2007		Schedule Conference call for week of 12 February 2007		2-Feb-07		2-Feb-07		PRI		No		Closed		Comments:  Review requirement 4.19.10 of AC7122/2 Revision 29 Aug 2006. (5.18.10 Revision 15 Dec 2006). Are customer requirements allowed to override requirement for magnifying device?  Need to detail in Audit Handbook

		19		January		2007		Create necessary Audit Handbook clarification for all job audits related to Mechanical tests, section 5 AC7122/2

Take information from AC7122 and place it under each question it applies to in the /1 and/or /2.		9-Apr-07		13-Apr-07		Brett Hemingway		No		Closed		Comments:  Sent reminder email on 10 January 2007.  Date modified from 22 Jan 07.  
                   Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.               

Additional Team Members:  Paul Braun

		20		January		2007		Create necessary Audit Handbook clarification for all job audits related to Physical Tests, section 6 and Chemical Tests, section 7 AC7122/2

Take information from AC7122 and place it under each question it applies to in the /1 and/or /2.		16-Jul-07		25-Oct-07		Jim Ferrel		No		Closed		Comments:  Sent reminder email on 10 January 2007.  Date modified from 22 Jan 07. 
                   Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.
                   Section 6 is complete.  Will present Section 7 at the July Nadcap meeting.  

Additional Team Members:  Don Russell

		21		January		2007		Create necessary Audit Handbook clarification for all job audits related to Thermal Tests, section 8 AC7122/2

Take information from AC7122 and place it under each question it applies to in the /1 and/or /2.		9-Apr-07		9-Apr-07		Joe Dwyer		No		Closed		Comments:  Sent reminder email on 10 January 2007.  Date modified from 22 Jan 07. 
                   Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting. 

Additional Team Members:  Andrew Sinclair and Olivier Goupillon

		22		January		2007		Create necessary Audit Handbook clarification for all job audits related to Fire Tests, section 9 AC7122/2

Take information from AC7122 and place it under each question it applies to in the /1 and/or /2.		9-Apr-07		16-Apr-07		Lance Loeks		No		Closed		Comments:  Sent reminder email on 10 January 2007.  Date modified from 22 Jan 07.
                   Proposal will be circulated for review prior to the April Nadcap meeting and a decision will be made at the April Nadcap meeting.  

Additional Team Members:  Uta Dietrich

		23		January		2007		Send results from all action items that require review and discussion to all Task Group members so that comments can be organized prior to the Nadcap meeting.		13-Apr-07		13-Apr-07		PRI		No		Closed

		1		April		2007		Revise next Statement of Work report to reference which standard test spreadsheet to use, for next IPT		16-Jul-07		22-Jun-07		Andreas Mastorakis		No		Closed

		2		April		2007		Plot measurements of thickness and widths of specimens		30-Jun-07		4-Jun-07		Andreas Mastorakis		No		Closed		Comments:  Data to be reviewed at July 2007 Nadcap meeting.

		3		April		2007		Consider the following in reviewing data: grip type, alignment method
extensometer calibration method, extensometer type, attachment method, parameters used to measure modulus and deviations from requested practice (microstrain levels) and whether or not lab is ISO 17025 certified.		30-Jun-07		22-Jun-07		Andreas Mastorakis		No		Closed		Comments:  Provided IPT measurement comparison data.

		4		April		2007		Change all ‘suppliers’ to ‘test laboratories’ throughout all AC7122 documents		31-May-07		24-May-07		PRI		No		Closed		Comments:  Removed N/A’s where appropriate in the AC7122/1

		5		April		2007		Identify all sections that allow N/A’s if ISO17025 certified and group them in sequence		31-May-07		20-Jul-07		PRI		No		Closed		Comments: AC7122 revised to allow "N/A" for Suppliers that have 17025 accreditation.

Removed N/A’s where appropriate in the AC7122/1.  It was agreed by members prsent to removed N/A's from sections 7.0, 12.0, 13.0 and 14.0.

		6		April		2007		Delete unnecessary yes/no’s in AC7122		31-May-07		24-May-07		PRI		No		Closed

		7		April		2007		Reflect all changes from AC7122/1 and /2 in handbook		31-May-07		24-May-07		PRI		No		Closed

		8		April		2007		Delete item d. (test observed) from every job audit and renumber		31-May-07		24-May-07		PRI		No		Closed

		9		April		2007		Delete reminder from all job audits		31-May-07		24-May-07		PRI		No		Closed

		10		April		2007		Add revision requirement to each job audit for material and test specs		31-May-07		24-May-07		PRI		No		Closed

		11		April		2007		Correct Table A1 of AC7122/2 per Uta Deitrich’s comments		31-May-07		31-May-07		Mike Bemis		No		Closed

		12		April		2007		Assign a few hours at the next meeting for the discussion of creating a new checklist/Task Group for the raw material manufacturing process		16-Jul-07		16-Jul-07		PRI		Yes		Closed		Comments:  Added a half day Closed session on Wednesday, 18 July to discuss among Primes and also an Open session on Thursday, 19 July to discuss with Supplier base.

		13		April		2007		Report at Istanbul meeting on the concept of creating a new checklist for auditing raw material manufacturing processes including possible benefits of eliminating redundant audits		16-Jul-07		16-Jul-07		All Primes		Yes		Closed		Commens:  Decision of TG to go forward with this activity.

		14		April		2007		If necessary, create a question; for certificate of test report in /1 para 4.13		31-May-07		22-Jun-07		Andreas Mastorakis		No		Closed

		15		April		2007		Put together table for length of time required for audits based upon number of job audits included		31-May-07		19-Jul-07		PRI		No		Closed		Comments:  Revised s-frm-16 to show audit grading criteria for NMMT.  Maximum audit length will be 4 days. 

Task Group accepted audit length proposed.

		16		April		2007		Distribute the Audit Handbook to the Task Group for comments		31-May-07		31-May-07		PRI		No		Closed

		17		April		2007		Verify 7.2.8 and 7.2.9		31-May-07		20-Jul-07		Joe Dwyer		No		Closed		Additional Team Members:  Andy Sinclair 

Comments:  No change was made.

		18		April		2007		Prepare paragraph for exceptions to thermocouple attachment for specimens which can’t accommodate normal thermocouples (Ref AC7122/2 5.2.4)		16-Jul-07		15-May-07		Daniel Ng (Hexcel Duxford)		No		Closed		Comments:  Proposed Handbook Clarification will be discuss at the July 2007 Nadcap meeting.

		19		April		2007		Clarify AC7122/2 paragraph 5.3.2.2 regarding strain gage conditioning and acquisition measuring device		16-Jul-07		25-Oct-07		Jim Ferrel		No		Closed

		20		April		2007		Indicate paragraph references of AC7122/2 and Auditor Handbook which need to be updated from 3.2 to 3.3 (strain gage application)		16-Jul-07		9-Jul-07		Mike Bemis		No		Closed

		21		April		2007		Identify alternate/European/British interpretation of technical terms (e.g. deflectometer) throughout AC7122 documents		16-Jul-07		5-Jul-07		Peter Atwell		Yes		Closed		Additional Team Members:  David Constable and Daniel Ng

		22		April		2007		Bring Round Robin data from ASTM D30 committee DMA testing to July Nadcap meeting		16-Jul-07		20-Jul-07		Arun Sibal		No		Closed

		23		April		2007		Schedule conference call to primes only to discuss actions to be taken to investigate IPT results		31-May-07		10-Jul-07		PRI		No		Closed

		1		July		2007		Distribute the already accumulated list of raw material suppliers to the Task Group for review and ask for a list of primes that will participating and/or mandating		15-Aug-07		16-Aug-07		PRI		No		Closed

		2		July		2007		Possible NCAMP meeting participation to be explored		27-Jul-07				PRI		No		Closed

		3		July		2007		Add audit scheduling topic to October auditor training agenda		21-Oct-07		3-Aug-07		PRI		No		Closed

		4		July		2007		Add an Introduction presentation topic to October auditor training agenda.  Use an existing presentation as an example		21-Oct-07		3-Aug-07		PRI		No		Closed

		5		July		2007		Add a planning topic for identifying prime customers and the selection of testing for these primes		21-Oct-07		3-Aug-07		PRI		No		Closed

		6		July		2007		Collect questions and comments from auditors to address at October auditor training		22-Jul-07		16-Aug-07		PRI		No		Closed

		7		July		2007		Add technical training topics (testing methods) based on auditor inputs to October auditor training agenda		21-Oct-07		3-Aug-07		PRI		No		Closed

		8		July		2007		Add an agenda item for next meeting  to create a statement of work for each test and finalize IPT program		22-Oct-07		3-Aug-07		PRI		No		Closed		Comments - Prior to next IPT, statements of work will be established for tests that are identified.

		9		July		2007		Distribute the current thickness and width measurement analysis from Andreas to the Suppliers who participated in the IPT		27-Jul-07		16-Aug-07		PRI		No		Closed

		10		July		2007		Add question 28.1 change (subcontracting tasks) topic to October auditor training		21-Oct-07		3-Aug-07		PRI		No		Closed

		11		July		2007		Circulate measurement comparison table to NMMT taskgroup members		27-Oct-07		16-Aug-07		PRI		No		Closed

		1		October		2007		Recirculate updated IPT results and Andreas's thickness and width results		9-Nov-07		7-Dec-07		PRI				Closed

		2		October		2007		Ask the auditors to provide feedback on the usefullness of having a copy of a Supplier's Quality Manual prior to an audit		2-Nov-07		2-Nov-07		PRI				Closed		Comments - Sent and email to the auditor base.  Requested a reply by 30 November.  Report out will be reviewed during the February 2008 Nadcap meeting.

		3		October		2007		Add slide regarding definition of Nadcap to the Opening Meeting presentation that was created.		23-Nov-07				PRI				Open

		4		October		2007		Send the existing adhesives test matrix to Brian Gallagher		2-Nov-07		7-Dec-07		PRI				Closed

		5		October		2007		Updat the adhesives test matrix as needed and return to PRI

Agenda Item #4		16-Nov-07				Brian Gallagher				Closed

		6		October		2007		Send the adhesives test matrix to all task group members		19-Nov-07		7-Dec-07		PRI				Closed

		7		October		2007		Review adhesives test matrix and identify other tests pertaining to adhesives that should be added and return to PRI.

Friday Agenda Item #4		18-Jan-08		18-Jan-08		All task group members				Closed		Comments: Response received from Jim Hartman, John Moylan and Olivier Goupillon

		8		October		2007		Send letters to adhesives suppliers requesting attendance at next meeting and provide confirmation to PRI.		30-Nov-07		30-Nov-08		Primes				Closed		Comments: Response received from Brett Hemingway and Andrease Mastorakis

		9		October		2007		Create a standard invitation letter template and circulate to all Task Gropu primes		9-Nov-07		27-Nov-07		PRI				Closed

		10		October		2007		Write preliminary checklist for mechanical testing of adhesives. Draw from AC7122/1

Friday Agenda Item #4		18-Jan-08		18-Jan-08		Mike Bemis (lead),  Jim Rossi, Brian Gallagher				Closed		Comments: Draft checklist has been completed.  Will be reviewed during the February 2008 Nadcap meeting.

		11		October		2007		Compare AC7122/1 matrix to ASTM  D 4762

Friday Agenda Item #4		30-Nov-07		23-Jan-08		Andreas Mastorakis				Closed		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

		12		October		2007		Write preliminary checklist for physical testing of adhesives. Draw from AC7122/1

Friday Agenda Item #4		18-Jan-08		8-Feb-08		Brian Gallagher (lead), Andreas Mastorakis				Closed		Comments - Report out will be reviewed during the February 2008 Nadcap meeting.

		13		October		2007		Write preliminary checklist for thermal and chemical testing of adhesives. Draw from AC7122/1

Friday Agenda Item #4		18-Jan-08				Joe Dwyer (lead), Andreas Mastorakis				Closed

		14		October		2007		Write preliminary checklist for fire testing of adhesives. Draw from AC7122/1

Friday Agenda Item #4		18-Jan-08				Lance Loeks (lead), Frank Lennert, Angie Gabriel, Peter Atwell, Peter Bomarrigo				Open

		15		October		2007		Forward Document No. NRP 101 Prepreg PCD preparation and Maintenance Guide to all TG members		9-Nov-07		7-Dec-07		PRI				Closed

		16		October		2007		Distribute S507 to all Task Group members		9-Nov-07		7-Dec-07		PRI				Closed

		17		October		2007		Distribute NCAMP preso to Task Group members		9-Nov-07		7-Dec-07		PRI				Closed

		18		October		2007		Bring PCD documents for adhesives to next meeting		25-Feb-08		27-Feb-08		Brian Gallagher				Closed

		19		October		2007		Bring sample PCD documents to next meeting		25-Feb-08		27-Feb-08		Primes, Prepreg Suppliers				Closed

		20		October		2007		Request prepreggers to bring sample PCD questions		25-Feb-08		27-Feb-08		Andreas Mastorakis				Closed

		21		October		2007		Put together draft PCD checklist

Agenda Item #4		18-Jan-08		18-Jan-08		Rebekah Foutz, Andreas Mastorakis, Mike Bemis				Closed		Comments: Draft checklist has been completed.  Will be reviewed during the February 2008 Nadcap meeting.

		22		October		2007		Put together quality system related questions for PCD checklist

Agenda Item #4		18-Jan-08		27-Feb-08		Lance Loeks, Angie Gabriel				Closed

		23		October		2007		Get number for new checklist

Agenda Item #4		25-Feb-08		7-Nov-07		PRI				Closed		AC7124

		1		February		2008		Develop Audit Criteria for AC7124/1 – Prepreg specifically for Prepregging – Hot Melt (film offline).		15-May-08				Don Russell and Angie Gabriel (lead)				Open

		2		February		2008		Develop Audit Criteria for AC7124/1 – Prepreg specifically for Prepregging – Hot Melt (file online).		31-May-08				Pete Atwell (lead), David Constable and Roger Francombe				Open

		3		February		2008		Develop Audit Criteria for AC7124/1 – Prepreg specifically for Prepregging – Solution (tow, uni tape or fabric).						Mike Bemis and Angie Gabriel				Open

		4		February		2008		Develop Audit Criteria for AC7124/1 – Prepreg specifically for Slitting (Prepreg or film).						John Key, Jeff Conrad and Steve Schrameyer				Open

		5		February		2008		Develop Audit Criteria for AC7124/1 – Prepreg specifically for Slitting – Automated fiber placement (AFP).		15-Jun-08				Mike Bemis				Open

		6		February		2008		Develop Audit Criteria for AC7124/1 – Prepreg specifically for Plying.						John Key				Open

		7		February		2008		Develop Audit Criteria for AC7124/2 – Resin specifically for Mixing – Compounding and Mixing – Reactor Mixing.		15-May-08				Mike Bemis and Andreas Mastorakis				Open

		8		February		2008		Develop Audit Criteria for AC7124/2 – Resin specifically for Mixing – In-Line Mixing/Continuous Mixing.		15-May-08				Mike Bemis (lead), Steve Schrameyer, David Constable, Pete Atwell and Brett Hemingway				Open

		9		February		2008		Develop Audit Criteria for AC7124/2 – Resin specifically for Blending.		15-Jun-08				Andreas Mastorakis (lead) and Steve Schrameyer				Open

		10		February		2008		Schedule a conference call in mid May, End of May and mid June to discuss and review the status of the audit criteria development for AC7124.		1-May-08				PRI				Open

		11		February		2008		Post IPT results on eAuditNet – Public Documents – Non Metallic Materials.		31-Mar-08				PRI				Open



&LUpdated &D&RNadcap NMMT Task Group Action Item List



Summary

		*Month		*Year		*Total		*Open		*Tabled		*Closed		* % Closed		* % Open

		January		2003		0		0		0		0		0%		0%

		April		2003		0		0		0		0		0%		0%

		July		2003		0		0		0		0		0%		0%

		October		2003		0		0		0		0		0%		0%

		January		2004		0		0		0		0		0%		0%

		April		2004		0		0		0		0		0%		0%

		July		2004		0		0		0		0		0%		0%

		October		2004		0		0		0		0		0%		0%

		January		2005		0		0		0		0		0%		0%

		April		2005		0		0		0		0		0%		0%

		July		2005		0		0		0		0		0%		0%

		October		2005		0		0		0		0		0%		0%

		January		2006		0		0		0		0		0%		0%

		April		2006		0		0		0		0		0%		0%

		July		2006		28		0		0		28		100%		0%

		October		2006		12		0		0		12		100%		0%

		January		2007		23		0		0		23		100%		0%

		April		2007		23		0		0		23		100%		0%

		July		2007		11		0		0		11		100%		0%

		October		2007		23		2		0		21		91%		9%

		February		2008		11		11		0		0		0%		100%

		July		2008		0		0		0		0		0%		0%

		October		2008		0		0		0		0		0%		0%

		February		2009		0		0		0		0		0%		0%

		July		2009		0		0		0		0		0%		0%

		October		2009		0		0		0		0		0%		0%

		February		2010		0		0		0		0		0%		0%

		July		2010		0		0		0		0		0%		0%

		October		2010		0		0		0		0		0%		0%





Formulas

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2003		Open		0		January		2003		Closed		0		January		2003		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2003		Open		0		April		2003		Closed		0		April		2003		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2003		Open		0		July		2003		Closed		0		July		2003		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2003		Open		0		October		2003		Closed		0		October		2003		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2004		Open		0		January		2004		Closed		0		January		2004		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2004		Open		0		April		2004		Closed		0		April		2004		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2004		Open		0		July		2004		Closed		0		July		2004		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2004		Open		0		October		2004		Closed		0		October		2004		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2005		Open		0		January		2005		Closed		0		January		2005		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2005		Open		0		April		2005		Closed		0		April		2005		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2005		Open		0		July		2005		Closed		0		July		2005		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2005		Open		0		October		2005		Closed		0		October		2005		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2006		Open		0		January		2006		Closed		0		January		2006		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2006		Open		0		April		2006		Closed		0		April		2006		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2006		Open		0		July		2006		Closed		28		July		2006		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2006		Open		0		October		2006		Closed		12		October		2006		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		January		2007		Open		0		January		2007		Closed		23		January		2007		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		April		2007		Open		0		April		2007		Closed		23		April		2007		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2007		Open		0		July		2007		Closed		11		July		2007		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2007		Open		2		October		2007		Closed		21		October		2007		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		February		2008		Open		11		February		2008		Closed		0		February		2008		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2008		Open		0		July		2008		Closed		0		July		2008		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2008		Open		0		October		2008		Closed		0		October		2008		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		February		2009		Open		0		February		2009		Closed		0		February		2009		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2009		Open		0		July		2009		Closed		0		July		2009		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2009		Open		0		October		2009		Closed		0		October		2009		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		February		2010		Open		0		February		2010		Closed		0		February		2010		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		July		2010		Open		0		July		2010		Closed		0		July		2010		Tabled		0

		Quarter		Year		Status				Quarter		Year		Status				Quarter		Year		Status

		October		2010		Open		0		October		2010		Closed		0		October		2010		Tabled		0
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Staff Report



25 – 26 February 2008

Composites Task Group Meeting
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Update to Chair, Vice Chair and Secretary

		The following will be in transition…

		Mike Bemis – Chair – October 2008

		Kevin Dowling – Vice Chair – October 2008

		Leah Markowitz – Secretary – July 2008







*



Recent Activities – 

 October 2007 through February 2008

		Prime Mandates (11): 

		BAE Systems – Military Air Solutions

		The Boeing Company

		BOMBARDIER, Inc.

		EADS Corporation 

		AIRBUS

		MTAD

		Eurocopter

		GE Aviation





		Goodrich Aerostructures Corporation

		Honeywell Aerospace

		Northrop Grumman Corporation

		Rolls Royce PLC

		SAFRAN Group

		Vought Aircraft Industries



		The Composite Task Group continues to update and improve the AC7118 Audit Handbook to promote a consistent understanding of the checklist.



		The Non Metallic Materials Sub-Group continues to develop Audit Criteria for Independent Test Labs and Raw Material Manufacturing.  Attend the Open meetings scheduled for Wednesday through Friday for more details.







*



2008 Projections

		2008 Audit Projections = 147 (72 Americas, 44 Europe, 31 Asia)





		125 Scheduled/Conducted (63 Americas, 32 Europe, 30 Asia)

		85% of plan





		1 Certificate Issued

		4 Supplier Review

		3 Staff Engineer Review

		1 Task Group Review



As of 7 February 2008





*



Top 10 Paragraphs

		This chart shows the top 10 paragraphs that are referenced in an NCR. 













C - Top 10


			11.3.2


			12a-g.2.1


			6.3.1


			6.3.2


			5.1.11


			12a-b.2.13


			6.3.6


			12a-b, g.2.11, 12f.2.12


			22.2.1


			15a-b.2.4





AC7118 Rev A audits only
As of 13 February 2008


Auditor Name Grand Total


Paragraph #


% of Top 10


Top 10 Paragraphs
(109 Certs Issued)


0.152027027


0.1418918919


0.1114864865


0.1047297297


0.0945945946


0.0878378378


0.0777027027


0.0777027027


0.0777027027


0.0743243243





C - Sections


			3.


			4.


			5.


			6.


			7.


			8.


			9.


			10


			11


			12


			13


			14


			15


			16


			17


			18


			19


			20


			21


			22


			23





AC7118 Rev A audits only
As of 13 February 2008


Auditor Name Grand Total


Section #


% Used


Sections
(109 Certs Issued)


0.0209205021


0.0284518828


0.0677824268


0.1907949791


0.0384937238


0.0870292887


0.0016736402


0.0652719665


0.1054393305


0.0937238494


0.0158995816


0.0376569038


0.0384937238


0.0468619247


0.0259414226


0.0025104603


0.0033472803


0.030125523


0.0167364017


0.0518828452


0.0309623431





Copied PT


			


			Count of Combined			Auditor Name


			Combined			David Kennedy			Dimple Matharoo			Harry Coffee			Kevin Canfield			Sean Walsh			Steven Keck			Grand Total


			11.3.2			37%			28%			5%			6%			23%			11%			15%


			12a-g.2.1			3%			67%			3%			14%			23%			0%			14%


			6.3.1			2%			0%			15%			14%			15%			22%			11%


			6.3.2			2%			0%			13%			14%			12%			11%			10%


			5.1.11			15%			0%			8%			8%			12%			11%			9%


			12a-b.2.13			12%			0%			15%			7%			12%			0%			9%


			6.3.6			0%			0%			8%			12%			4%			11%			8%


			12a-b, g.2.11, 12f.2.12			2%			0%			15%			11%			0%			0%			8%


			22.2.1			12%			6%			10%			7%			0%			11%			8%


			15a-b.2.4			15%			0%			8%			6%			0%			22%			7%


			Count of Section			Auditor Name


			Section			David Kennedy			Dimple Matharoo			Harry Coffee			Kevin Canfield			Sean Walsh			Steven Keck			Grand Total


			3.			1.5%			0.0%			1.1%			3.7%			0.0%			0.0%			2.1%


			4.			7.5%			0.0%			2.2%			1.6%			1.2%			2.6%			2.8%


			5.			6.0%			4.4%			6.6%			8.1%			3.6%			10.3%			6.8%


			6.			7.5%			9.6%			26.9%			24.2%			18.1%			25.6%			19.1%


			7.			5.6%			7.0%			6.0%			1.6%			4.8%			0.0%			3.8%


			8.			9.0%			16.7%			8.8%			6.1%			12.0%			10.3%			8.7%


			9.			0.0%			0.9%			0.0%			0.2%			0.0%			0.0%			0.2%


			10			1.5%			6.1%			0.5%			11.8%			7.2%			0.0%			6.5%


			11			18.3%			12.3%			6.6%			6.7%			15.7%			10.3%			10.5%


			12			5.6%			13.2%			9.9%			10.8%			10.8%			0.0%			9.4%


			13			3.0%			4.4%			1.6%			0.4%			1.2%			0.0%			1.6%


			14			1.5%			3.5%			6.0%			3.9%			4.8%			5.1%			3.8%


			15			5.2%			0.0%			1.6%			4.7%			2.4%			7.7%			3.8%


			16			3.7%			4.4%			6.0%			4.9%			6.0%			0.0%			4.7%


			17			3.0%			7.0%			3.3%			1.4%			1.2%			2.6%			2.6%


			18			0.0%			0.0%			1.1%			0.0%			0.0%			2.6%			0.3%


			19			0.0%			0.0%			2.2%			0.0%			0.0%			0.0%			0.3%


			20			2.6%			7.0%			0.5%			2.2%			4.8%			12.8%			3.0%


			21			4.1%			0.0%			0.5%			1.0%			1.2%			5.1%			1.7%


			22			7.8%			2.6%			5.5%			4.3%			4.8%			5.1%			5.2%


			23			6.7%			0.9%			2.7%			2.6%			0.0%			0.0%			3.1%








Certs PT


			


			Count of Audit Number						Auditor Name


			Audit Number			Audit Type			David Kennedy			Dimple Matharoo			Harry Coffee			Kevin Canfield			Sean Walsh			Steven Keck			Grand Total


			115082			INITIAL									1												1


			115082 Total												1												1


			116686			INITIAL																		1			1


			116686 Total																					1			1


			116710			INITIAL			1																		1


			116710 Total						1																		1


			117302			INITIAL									1												1


			117302 Total												1												1


			117328			REACCRED			1																		1


			117328 Total						1																		1


			117450			INITIAL																		1			1


			117450 Total																					1			1


			117614			INITIAL						1															1


			117614 Total									1															1


			117718			REACCRED												1									1


			117718 Total															1									1


			117719			REACCRED																		1			1


			117719 Total																					1			1


			117720			REACCRED			1																		1


			117720 Total						1																		1


			118042			REACCRED									1												1


			118042 Total												1												1


			118059			REACCRED									1												1


			118059 Total												1												1


			118086			REACCRED									1												1


			118086 Total												1												1


			118115			REACCRED									1												1


			118115 Total												1												1


			118126			REACCRED												1									1


			118126 Total															1									1


			118179			REACCRED												1									1


			118179 Total															1									1


			118216			REACCRED			1																		1


			118216 Total						1																		1


			118288			REACCRED									1												1


			118288 Total												1												1


			118385			REACCRED												1									1


			118385 Total															1									1


			118393			REACCRED			1																		1


			118393 Total						1																		1


			118397			INITIAL									1												1


			118397 Total												1												1


			118467			REACCRED			1																		1


			118467 Total						1																		1


			118468			REACCRED									1												1


			118468 Total												1												1


			118469			REACCRED						1															1


			118469 Total									1															1


			118470			REACCRED						1															1


			118470 Total									1															1


			118471			REACCRED												1									1


			118471 Total															1									1


			118488			INITIAL						1															1


			118488 Total									1															1


			118541			REACCRED												1									1


			118541 Total															1									1


			118549			REACCRED						1															1


			118549 Total									1															1


			118624			REACCRED												1									1


			118624 Total															1									1


			118691			REACCRED						1															1


			118691 Total									1															1


			118722			REACCRED															1						1


			118722 Total																		1						1


			118874			REACCRED									1												1


			118874 Total												1												1


			118886			INITIAL												1									1


			118886 Total															1									1


			118934			REACCRED									1												1


			118934 Total												1												1


			119015			REACCRED			1																		1


			119015 Total						1																		1


			119016			REACCRED			1																		1


			119016 Total						1																		1


			119038			REACCRED												1									1


			119038 Total															1									1


			119073			REACCRED												1									1


			119073 Total															1									1


			119093			REACCRED												1									1


			119093 Total															1									1


			119096			INITIAL			1																		1


			119096 Total						1																		1


			119102			INITIAL									1												1


			119102 Total												1												1


			119129			REACCRED			1																		1


			119129 Total						1																		1


			119151			REACCRED			1																		1


			119151 Total						1																		1


			119244			REACCRED									1												1


			119244 Total												1												1


			119245			REACCRED									1												1


			119245 Total												1												1


			119254			REACCRED			1																		1


			119254 Total						1																		1


			119255			REACCRED			1																		1


			119255 Total						1																		1


			119382			REACCRED			1																		1


			119382 Total						1																		1


			119415			INITIAL															1						1


			119415 Total																		1						1


			119419			REACCRED			1																		1


			119419 Total						1																		1


			119480			REACCRED												1									1


			119480 Total															1									1


			119489			REACCRED												1									1


			119489 Total															1									1


			119538			REACCRED									1												1


			119538 Total												1												1


			119539			REACCRED												1									1


			119539 Total															1									1


			119543			REACCRED			1																		1


			119543 Total						1																		1


			119544			INITIAL												1									1


			119544 Total															1									1


			119601			INITIAL			1																		1


			119601 Total						1																		1


			119616			INITIAL			1																		1


			119616 Total						1																		1


			119629			REACCRED												1									1


			119629 Total															1									1


			119730			REACCRED												1									1


			119730 Total															1									1


			119764			INITIAL																		1			1


			119764 Total																					1			1


			119785			INITIAL			1																		1


			119785 Total						1																		1


			119793			REACCRED			1																		1


			119793 Total						1																		1


			119817			INITIAL			1																		1


			119817 Total						1																		1


			119831			REACCRED												1									1


			119831 Total															1									1


			119832			REACCRED												1									1


			119832 Total															1									1


			119909			REACCRED						1															1


			119909 Total									1															1


			119911			REACCRED									1												1


			119911 Total												1												1


			120045			REACCRED			1																		1


			120045 Total						1																		1


			120120			REACCRED												1									1


			120120 Total															1									1


			120141			INITIAL			1																		1


			120141 Total						1																		1


			120241			INITIAL												1									1


			120241 Total															1									1


			120291			INITIAL												1									1


			120291 Total															1									1


			120295			REACCRED						1															1


			120295 Total									1															1


			120296			REACCRED			1																		1


			120296 Total						1																		1


			120322			INITIAL			1																		1


			120322 Total						1																		1


			120361			INITIAL									1												1


			120361 Total												1												1


			120604			INITIAL									1												1


			120604 Total												1												1


			120656			REACCRED						1															1


			120656 Total									1															1


			120722			REACCRED									1												1


			120722 Total												1												1


			120767			REACCRED												1									1


			120767 Total															1									1


			120768			REACCRED												1									1


			120768 Total															1									1


			120786			REACCRED									1												1


			120786 Total												1												1


			120789			INITIAL									1												1


			120789 Total												1												1


			120856			REACCRED									1												1


			120856 Total												1												1


			120910			REACCRED									1												1


			120910 Total												1												1


			121008			REACCRED															1						1


			121008 Total																		1						1


			121049			REACCRED															1						1


			121049 Total																		1						1


			121069			REACCRED			1																		1


			121069 Total						1																		1


			121121			INITIAL						1															1


			121121 Total									1															1


			121153			REACCRED						1															1


			121153 Total									1															1


			121415			INITIAL												1									1


			121415 Total															1									1


			121805			INITIAL			1																		1


			121805 Total						1																		1


			121917			INITIAL									1												1


			121917 Total												1												1


			122150			REACCRED												1									1


			122150 Total															1									1


			122199			REACCRED												1									1


			122199 Total															1									1


			122218			REACCRED															1						1


			122218 Total																		1						1


			122250			REACCRED			1																		1


			122250 Total						1																		1


			122358			INITIAL						1															1


			122358 Total									1															1


			122510			REACCRED			1																		1


			122510 Total						1																		1


			122863			REACCRED															1						1


			122863 Total																		1						1


			122864			REACCRED															1						1


			122864 Total																		1						1


			123113			INITIAL															1						1


			123113 Total																		1						1


			123234			REACCRED									1												1


			123234 Total												1												1


			123278			REACCRED			1																		1


			123278 Total						1																		1


			123325			INITIAL									1												1


			123325 Total												1												1


			123398			REACCRED															1						1


			123398 Total																		1						1


			123739			INITIAL									1												1


			123739 Total												1												1


			Grand Total						30			12			27			27			9			4			109








Certs Issued


			Certs Issued Between:						And			13-Feb-08


			Audit Type:						INITIAL;REACCRED												220


			Commodity:						COMP


			Audit Number			Auditor Name			Commodity			Customer Number			Company			Street			City			State Code			Postal Code			Country Code			Audit Type			Year			Audit Start Date			Audit End Date			Month			Year			Cert Issue Date			Cert Expire Date			Cert Revision			Major NCR's			Minor NCR's			Total NCR's			Total PRI Staff Days			SE Reviewer			SE Review Days			CSR Reviewer			CSR Days			Supplier Review Days			Task Group Review Days			Cycle Count


			118115			Harry Coffee			Composites (COMP)			6113799008			Euro-Composites Corp			13213 Airpark Dr			Elkwood			VA			22718-1703			USA			REACCRED			2007			08-Jan-07			11-Jan-07			2			2007			13-Feb-07			30-Apr-08						0			2			2			15			Foutz, Rebekah			14			Kornrumpf, Jennifer			1			12			5			2


			118126			Kevin Canfield			Composites (COMP)			6113397581			Cyclone Aviation Products Ltd			1 Cyclone Road			Carmiel						20100			ISRAE			REACCRED			2007			08-Jan-07			11-Jan-07			4			2007			23-Apr-07			30-Apr-08						7			4			11			21			Foutz, Rebekah			21			Kornrumpf, Jennifer			0			61			16			3


			119096			David Kennedy			Composites (COMP)			6113509609			Albany Engineered Composites Inc.			1281 N Main St			Boerne			TX			78006-3014			USA			INITIAL			2007			08-Jan-07			12-Jan-07			2			2007			20-Feb-07			30-Apr-08						0			2			2			1			Foutz, Rebekah			1			Kornrumpf, Jennifer			0			21			14			1


			117719			Steven Keck			Composites (COMP)			6113399204			Alcore Inc			1502 Quarry Drive			Edgewood			MD			21040			USA			REACCRED			2007			11-Jan-07			12-Jan-07			3			2007			16-Mar-07			30-Apr-08						3			2			5			23			Foutz, Rebekah			23			Kornrumpf, Jennifer			0			33			4			3


			118179			Kevin Canfield			Composites (COMP)			6113796263			Yokohama Rubber Co Ltd			2-1 Oiwake Hiratsuka-shi Kanagawa-ken			Hiratsuka-shi						254 8601			JAPAN			REACCRED			2007			23-Jan-07			26-Jan-07			4			2007			13-Apr-07			30-Apr-08						5			3			8			27			Foutz, Rebekah			26			Kornrumpf, Jennifer			1			41			7			4


			117328			David Kennedy			Composites (COMP)			6113975521			Performance Plastics Inc			7919 Saint Andrews Ave			San Diego			CA			92154-8224			USA			REACCRED			2007			29-Jan-07			01-Feb-07			5			2007			15-May-07			31-Jan-08						2			5			7			28			Foutz, Rebekah			24			Kornrumpf, Jennifer			4			68			7			4


			117718			Kevin Canfield			Composites (COMP)			6114979380			Kameda Sangyo Company Ltd			432 Kawada-cho			Utsunomiya						3210111			JAPAN			REACCRED			2007			29-Jan-07			30-Jan-07			2			2007			20-Feb-07			31-Oct-08						0			1			1			2			Foutz, Rebekah			2			Kornrumpf, Jennifer			0			13			5			2


			118397			Harry Coffee			Composites (COMP)			6109418128			Aurora Flight Sciences of West Virginia			3000 E Benedum Industrial Dr			Bridgeport			WV			26330-9683			USA			INITIAL			2007			29-Jan-07			01-Feb-07			3			2007			30-Mar-07			30-Apr-08						0			4			4			14			Foutz, Rebekah			13			Kornrumpf, Jennifer			1			28			14			2


			118886			Kevin Canfield			Composites (COMP)			6119804023			Fuji Heavy Industries Ltd.			102 Kamihama-cho			Handa Aichi						4578668			JAPAN			INITIAL			2007			31-Jan-07			02-Feb-07			4			2007			10-Apr-07			30-Apr-08						2			1			3			22			Foutz, Rebekah			21			Kornrumpf, Jennifer			1			30			14			3


			118469			Dimple Matharoo			Composites (COMP)			6111895807			Sacesa			Crta. Nacional IV 531			Sevilla						41080			SPAIN			REACCRED			2007			05-Feb-07			07-Feb-07			5			2007			15-May-07			30-Apr-08						3			5			8			25			Foutz, Rebekah			24			Kornrumpf, Jennifer			1			54			13			5


			120789			Harry Coffee			Composites (COMP)			6120115882			Sabreliner Corp			1040 Rozier Street			STE Genevieve			MO			63670			USA			INITIAL			2007			06-Feb-07			09-Feb-07			5			2007			29-May-07			30-Apr-08						0			8			8			32			Foutz, Rebekah			32			Kornrumpf, Jennifer			0			53			23			6


			119785			David Kennedy			Composites (COMP)			6113985948			Nikkiso Co Ltd			498-1 Shizutani			Makinohara-shi Shizuoka						4210496			JAPAN			INITIAL			2007			07-Feb-07			09-Feb-07			5			2007			04-May-07			30-Apr-08						1			2			3			17			Foutz, Rebekah			17			Kornrumpf, Jennifer			0			52			15			4


			116686			Steven Keck			Composites (COMP)			6115611841			AOKI CO. Ltd			5-7-3 Takaida-Naka			Higashi-Osaka Osaka						5770065			JAPAN			INITIAL			2007			08-Feb-07			09-Feb-07			5			2007			17-May-07			30-Apr-08						3			3			6			25			Foutz, Rebekah			24			Kornrumpf, Jennifer			1			54			15			3


			117302			Harry Coffee			Composites (COMP)			6109101969			Helicomb Intl			1402 S 69th East Ave			Tulsa			OK			74112-6603			USA			INITIAL			2007			12-Feb-07			15-Feb-07			4			2007			04-Apr-07			30-Apr-08						0			5			5			11			Foutz, Rebekah			11			Kornrumpf, Jennifer			0			21			15			2


			117720			David Kennedy			Composites (COMP)			6111177020			Korea Aerospace Industries Ltd			802 Yuchun Ri Sanam-Myun			Sachon-City Kyung Nam						664940			SKORE			REACCRED			2007			12-Feb-07			15-Feb-07			3			2007			21-Mar-07			31-Oct-08						0			2			2			13			Foutz, Rebekah			13			Kornrumpf, Jennifer			0			13			5			2


			119489			Kevin Canfield			Composites (COMP)			6114358927			Fischer Advanced Composite Components AG			Kammer 32			Ort Im Innkreis						A4974			ASTRI			REACCRED			2007			12-Feb-07			12-Feb-07			4			2007			23-Apr-07			30-Apr-08						2			0			2			17			Foutz, Rebekah			17			Kornrumpf, Jennifer			0			29			7			2


			119480			Kevin Canfield			Composites (COMP)			6113861444			Fischer Advanced Composite Components AG			Fischerstrasse 9			Ried im Innkreis						A4910			ASTRI			REACCRED			2007			13-Feb-07			15-Feb-07			4			2007			23-Apr-07			30-Apr-08						2			4			6			17			Foutz, Rebekah			17			Kornrumpf, Jennifer			0			36			11			3


			118488			Dimple Matharoo			Composites (COMP)			6114902001			EIRECOMPOSITES LTD.			Udaras Industrial Estate			Carraroe Co. Galway									IRELA			INITIAL			2007			19-Feb-07			20-Feb-07			5			2007			29-May-07			30-Apr-08						3			8			11			34			Foutz, Rebekah			34			Kornrumpf, Jennifer			0			37			18			3


			117450			Steven Keck			Composites (COMP)			6116420280			EDO Fiber Innovations			24 Walpole Park S			Walpole			MA			02081-2541			USA			INITIAL			2007			20-Feb-07			22-Feb-07			4			2007			16-Apr-07			30-Apr-08						3			2			5			15			Foutz, Rebekah			15			Kornrumpf, Jennifer			0			19			17			2


			120361			Harry Coffee			Composites (COMP)			6116260262			Nova Composites Inc.			14926 35th Avenue West			Lynnwood			WA			98087			USA			INITIAL			2007			21-Feb-07			23-Feb-07			5			2007			10-May-07			30-Apr-08						1			4			5			31			Foutz, Rebekah			31			Kornrumpf, Jennifer			0			28			15			4


			119817			David Kennedy			Composites (COMP)			6114677365			Precision Aero Services Inc			1200 E Highland Ave			Nevada			MO			64772-1059			USA			INITIAL			2007			26-Feb-07			28-Feb-07			4			2007			26-Apr-07			30-Apr-08						2			1			3			13			Foutz, Rebekah			13			Kornrumpf, Jennifer			0			27			15			2


			118468			Harry Coffee			Composites (COMP)			6111890420			GKN Aerospace - St. Louis / Composites			142 JS McDonell Blvd			St. Louis			MO			63042			USA			REACCRED			2007			06-Mar-07			09-Mar-07			5			2007			09-May-07			28-Aug-07						0			3			3			24			Foutz, Rebekah			24			Kornrumpf, Jennifer			0			27			8			2


			118059			Harry Coffee			Composites (COMP)			6110690964			ATK Space Systems - Clearfield			1700 South 800 East			Clearfield			UT			84016-0433			USA			REACCRED			2007			12-Mar-07			15-Mar-07			4			2007			09-Apr-07			31-Jan-09						0			1			1			0			Foutz, Rebekah			0			Kornrumpf, Jennifer			0			11			11			2


			118385			Kevin Canfield			Composites (COMP)			6111626241			Hitco Carbon Composites Inc			1600 W 135th St			Gardena			CA			90249-2506			USA			REACCRED			2007			13-Mar-07			16-Mar-07			5			2007			15-May-07			31-Jul-08						3			3			6			31			Foutz, Rebekah			27			Kornrumpf, Jennifer			4			20			7			3


			119419			David Kennedy			Composites (COMP)			6113904806			Precision Aerospace & Composites			1516 Fryar Ave			Sumner			WA			98390-1514			USA			REACCRED			2007			13-Mar-07			16-Mar-07			5			2007			22-May-07			31-Jan-09						4			2			6			22			Foutz, Rebekah			22			Kornrumpf, Jennifer			0			35			8			3


			118470			Dimple Matharoo			Composites (COMP)			6114213868			Salver Spa			Via Corbino 10			Brindisi						72100			ITALY			REACCRED			2007			19-Mar-07			21-Mar-07			4			2007			03-Apr-07			31-Jan-09						0			0			0			0			Foutz, Rebekah			0			Kornrumpf, Jennifer			0			1			8			0


			118934			Harry Coffee			Composites (COMP)			6113805549			Plastic Fabricating Co Inc			1650 S McComas St			Wichita			KS			67213-1239			USA			REACCRED			2007			19-Mar-07			22-Mar-07			6			2007			11-Jun-07			31-Jul-08						2			3			5			3			Foutz, Rebekah			3			Kornrumpf, Jennifer			0			70			5			3


			119255			David Kennedy			Composites (COMP)			6111765306			GKN Aerospace Services			3951 Al Highway 229 S			Tallassee			AL			36078-4733			USA			REACCRED			2007			19-Mar-07			21-Mar-07			5			2007			09-May-07			31-Jan-09						0			2			2			17			Foutz, Rebekah			17			Kornrumpf, Jennifer			0			20			8			2


			120241			Kevin Canfield			Composites (COMP)			6120377662			Composite Solutions			1820 West Valley Hwy N			Auburn			WA			98001			USA			INITIAL			2007			20-Mar-07			23-Mar-07			8			2007			07-Aug-07			31-Jul-08						8			4			12			48			Foutz, Rebekah			47			Conglose, Mary			1			47			41			5


			119254			David Kennedy			Composites (COMP)			6114032803			GKN Aerospace Inc			100 Smothers Road			Montgomery			AL			36117			USA			REACCRED			2007			22-Mar-07			22-Mar-07			5			2007			09-May-07			31-Jan-09						0			0			0			0			Foutz, Rebekah			0			Kornrumpf, Jennifer			0			1			8			0


			119093			Kevin Canfield			Composites (COMP)			6109544966			RUAG Aerospace			Seetalstrasse 175			Emmen						CH 6032			SWITZ			REACCRED			2007			27-Mar-07			30-Mar-07			6			2007			04-Jun-07			31-Jan-09						4			4			8			23			Foutz, Rebekah			20			Kornrumpf, Jennifer			3			39			3			3


			119616			David Kennedy			Composites (COMP)			6111708305			Indonesian Aerospace (IAE)			PO Box 563			Bandung West Java						40174			INDON			INITIAL			2007			27-Mar-07			30-Mar-07			6			2007			25-Jun-07			31-Jul-08						6			5			11			23			Foutz, Rebekah			23			Kornrumpf, Jennifer			0			43			21			3


			118216			David Kennedy			Composites (COMP)			6115278941			Japan Mold Systems Co. Ltd.			3657 Higashikata			Fukaya-shi Saitama-ken						3660041			JAPAN			REACCRED			2007			02-Apr-07			03-Apr-07			5			2007			15-May-07			31-Jan-09						0			1			1			9			Foutz, Rebekah			8			Kornrumpf, Jennifer			1			27			6			2


			118624			Kevin Canfield			Composites (COMP)			6107020767			Smith West LLC			404 W Guadalupe Rd			Tempe			AZ			85283			USA			REACCRED			2007			02-Apr-07			03-Apr-07			5			2007			15-May-07			31-Jan-09						1			0			1			8			Foutz, Rebekah			7			Kornrumpf, Jennifer			1			27			7			3


			115082			Harry Coffee			Composites (COMP)			6111134526			Mitsubishi Heavy Industries Ltd			10 Oye-Cho Minato-Ku			Nagoya    Aichi						4558815			JAPAN			INITIAL			2007			10-Apr-07			13-Apr-07			5			2007			29-May-07			31-Jul-08						0			4			4			6			Foutz, Rebekah			6			Kornrumpf, Jennifer			0			21			15			1


			118471			Kevin Canfield			Composites (COMP)			6113281341			Senior Aerospace Composites			2700 S Custer St			Wichita			KS			67217-1356			USA			REACCRED			2007			10-Apr-07			13-Apr-07			7			2007			12-Jul-07			31-Jul-08						8			4			12			17			Foutz, Rebekah			17			Conglose, Mary			0			54			17			3


			118549			Dimple Matharoo			Composites (COMP)			6114968524			Aernnova - COASA SAU			PQ TECNOLOGICO DE GALICIA			(Orense)						32901			SPAIN			REACCRED			2007			10-Apr-07			12-Apr-07			5			2007			30-May-07			31-Jan-09						2			3			5			11			Foutz, Rebekah			11			Kornrumpf, Jennifer			0			29			7			3


			120141			David Kennedy			Composites (COMP)			6119513165			ALCORE BRIGANTINE			Route de l'Aviation			Anglet						64600			FRANC			INITIAL			2007			11-Apr-07			12-Apr-07			5			2007			29-May-07			31-Jul-08						0			3			3			8			Foutz, Rebekah			8			Kornrumpf, Jennifer			0			21			15			3


			118288			Harry Coffee			Composites (COMP)			6115047583			Showa Aircraft Industry Co Ltd			600 Tanaka-Cho			Akishima-Shi Tokyo						1968522			JAPAN			REACCRED			2007			16-Apr-07			19-Apr-07			5			2007			15-May-07			31-Jan-09						0			1			1			3			Foutz, Rebekah			2			Kornrumpf, Jennifer			1			16			4			2


			119016			David Kennedy			Composites (COMP)			6110747202			IAI - CAG - SHL PD & ENG Divisions			Ben Gurion Airport			Lod						70101			ISRAE			REACCRED			2007			16-Apr-07			19-Apr-07			5			2007			30-May-07			31-Jan-09						0			5			5			10			Foutz, Rebekah			10			Kornrumpf, Jennifer			0			20			7			2


			119764			Steven Keck			Composites (COMP)			6116115524			Aviation Equipment Inc			1571 MacArthur Blvd			Costa Mesa			CA			92626-1407			USA			INITIAL			2007			16-Apr-07			19-Apr-07			6			2007			25-Jun-07			31-Jul-08						2			4			6			10			Foutz, Rebekah			10			Kornrumpf, Jennifer			0			37			17			4


			118086			Harry Coffee			Composites (COMP)			6111737509			Nippi Corporation			3175 Showa-Machi			Kanazawa-Ku Yokohama						236 8540			JAPAN			REACCRED			2007			23-Apr-07			26-Apr-07			5			2007			09-May-07			31-Jan-09						0			0			0			1			Foutz, Rebekah			1			Kornrumpf, Jennifer			0			0			8			0


			119151			David Kennedy			Composites (COMP)			6114120922			Flexco Inc			6855 Suva St			Bell Gardens			CA			90201-1999			USA			REACCRED			2007			23-Apr-07			25-Apr-07			6			2007			04-Jun-07			31-Jul-08						0			3			3			7			Foutz, Rebekah			7			Kornrumpf, Jennifer			0			25			5			2


			118467			David Kennedy			Composites (COMP)			6111221581			Brookhouse Composites Ltd			India Mill			Darwen Lancashire						BD3 1AD			ENGLA			REACCRED			2007			01-May-07			04-May-07			6			2007			07-Jun-07			31-Jan-09						0			5			5			8			Foutz, Rebekah			8			Kornrumpf, Jennifer			0			22			3			3


			118691			Dimple Matharoo			Composites (COMP)			6114908283			Hexcel Composites sprl			Rue Trois Bourdons 54			Welkenraedt						B4840			BELGI			REACCRED			2007			07-May-07			08-May-07			6			2007			12-Jun-07			31-Jan-09						0			2			2			0			Foutz, Rebekah			0			Kornrumpf, Jennifer			0			23			5			2


			119015			David Kennedy			Composites (COMP)			6114976367			ACM TOCHIGI COMPANY			353-1OSHIAGE			SAKURA CITY TOCHIGI						3291334			JAPAN			REACCRED			2007			16-May-07			18-May-07			6			2007			08-Jun-07			31-Jan-09						0			2			2			0			Foutz, Rebekah			0			Kornrumpf, Jennifer			0			17			3			2


			119601			David Kennedy			Composites (COMP)			6111745889			JAMCO Corporation			6-11-25 Osawa			Tokyo						1818571			JAPAN			INITIAL			2007			21-May-07			23-May-07			7			2007			09-Jul-07			31-Jul-08						0			2			2			7			Foutz, Rebekah			7			Conglose, Mary			0			23			14			3


			119831			Kevin Canfield			Composites (COMP)			6113636242			Danner Corporation			307 Oravetz Pl SE			Auburn			WA			98092-8601			USA			REACCRED			2007			21-May-07			23-May-07			7			2007			12-Jul-07			31-Jul-08						5			4			9			6			Foutz, Rebekah			6			Conglose, Mary			0			38			3			5


			118874			Harry Coffee			Composites (COMP)			6113395240			Tri-Mack Plastics Manufacturing Corp			66 Tupelo Street			Bristol			RI			02809			USA			REACCRED			2007			22-May-07			24-May-07			6			2007			04-Jun-07			31-Jan-09						0			0			0			3			Foutz, Rebekah			0			Kornrumpf, Jennifer			3			4			3			0


			119832			Kevin Canfield			Composites (COMP)			6115405468			Danner Corporation			315 3rd St NW			Auburn			WA			98002			USA			REACCRED			2007			24-May-07			24-May-07			7			2007			12-Jul-07			31-Jul-08						0			0			0			0			Foutz, Rebekah			0			Conglose, Mary			0			5			4			0


			119102			Harry Coffee			Composites (COMP)			6113382347			Hexcel Composites			PO Box 15006			Casa Grande			AZ			85230-5006			USA			INITIAL			2007			30-May-07			31-May-07			7			2007			02-Jul-07			31-Jul-08						0			1			1			0			Foutz, Rebekah			0			Conglose, Mary			0			14			14			1


			119793			David Kennedy			Composites (COMP)			6113572005			Nordam Repair Division			11200 E Pine St			Tulsa			OK			74116-1613			USA			REACCRED			2007			11-Jun-07			14-Jun-07			8			2007			13-Aug-07			31-Oct-08						2			5			7			20			Foutz, Rebekah			17			Conglose, Mary			3			35			2			4


			120856			Harry Coffee			Composites (COMP)			6113281503			Texstars Inc			925 Avenue H East			Arlington			TX			76011			USA			REACCRED			2007			11-Jun-07			14-Jun-07			9			2007			10-Sep-07			31-Oct-08						6			3			9			14			Foutz, Rebekah			14			Conglose, Mary			0			60			11			4


			119073			Kevin Canfield			Composites (COMP)			6111732025			Euro-Composites Corp			B.P. 24 Zone Industrielle			Echternach						L6401			LUXEM			REACCRED			2007			18-Jun-07			21-Jun-07			8			2007			22-Aug-07			31-Oct-08						2			3			5			18			Foutz, Rebekah			18			Conglose, Mary			0			39			5			3


			119382			David Kennedy			Composites (COMP)			6115936542			Angeles Composite Technologies Inc			2138 W 18th St			Port Angeles			WA			98363-5123			USA			REACCRED			2007			18-Jun-07			20-Jun-07			8			2007			28-Aug-07			30-Apr-09						1			5			6			18			Foutz, Rebekah			18			Conglose, Mary			0			42			5			3


			120604			Harry Coffee			Composites (COMP)			6114118141			Peco Manufacturing Co Inc			4707 SE 17th Ave			Portland			OR			97202-4714			USA			INITIAL			2007			18-Jun-07			21-Jun-07			8			2007			15-Aug-07			31-Oct-08						1			2			3			17			Foutz, Rebekah			17			Conglose, Mary			0			19			15			2


			119730			Kevin Canfield			Composites (COMP)			6107000884			Bristol Aerospace LTD			660 Berry St			Winnipeg			MB			R3S 2S4			CANAD			REACCRED			2007			26-Jun-07			29-Jun-07			9			2007			10-Sep-07			31-Oct-08						2			3			5			19			Foutz, Rebekah			19			Conglose, Mary			0			37			14			4


			119538			Harry Coffee			Composites (COMP)			6113466881			C&D Zodiac Inc - Core/Prepregs			12806 State Ave			Marysville			WA			98271-7849			USA			REACCRED			2007			09-Jul-07			10-Jul-07			8			2007			13-Aug-07			30-Apr-09						0			1			1			5			Foutz, Rebekah			2			Conglose, Mary			3			24			2			3


			121805			David Kennedy			Composites (COMP)			6113395004			CTL Aerospace			5616 Spellmire Dr			Cincinnati			OH			45246-4898			USA			INITIAL			2007			09-Jul-07			12-Jul-07			9			2007			11-Sep-07			31-Oct-08						3			7			10			16			Foutz, Rebekah			16			Conglose, Mary			0			29			15			3


			119539			Kevin Canfield			Composites (COMP)			6114055848			C&D Zodiac Inc - Structural Composites			12810 State Ave			Marysville			WA			98271-7849			USA			REACCRED			2007			10-Jul-07			12-Jul-07			8			2007			22-Aug-07			30-Apr-09						2			2			4			9			Foutz, Rebekah			9			Conglose, Mary			0			25			5			2


			118042			Harry Coffee			Composites (COMP)			6113197244			Goodrich Corp			11120 Norwalk Blvd			Santa Fe Springs			CA			90670-3830			USA			REACCRED			2007			17-Jul-07			19-Jul-07			7			2007			27-Jul-07			30-Apr-09						0			0			0			1			Foutz, Rebekah			1			Conglose, Mary			0			0			3			0


			119909			Dimple Matharoo			Composites (COMP)			6113397921			Alenia Aermacchi S.p.A.			Via Ing Paolo Foresio N 1			Venegono Superiore						21040			ITALY			REACCRED			2007			17-Jul-07			20-Jul-07			9			2007			06-Sep-07			31-Oct-08						0			3			3			7			Foutz, Rebekah			7			Conglose, Mary			0			33			6			3


			120296			David Kennedy			Composites (COMP)			6111742400			ShinMaywa Industries Ltd.			1-1-1 Ohgi			Higashinada-Ku Kobe-Shi						658 0027			JAPAN			REACCRED			2007			17-Jul-07			20-Jul-07			8			2007			29-Aug-07			31-Oct-08						0			5			5			8			Foutz, Rebekah			8			Conglose, Mary			0			27			5			2


			120322			David Kennedy			Composites (COMP)			6119471809			Fujiwara Co. Ltd			1 Meotogoshi Mutsushi			Kitanagoya-City						481 8505			JAPAN			INITIAL			2007			23-Jul-07			26-Jul-07			10			2007			03-Oct-07			31-Oct-08						1			5			6			18			Foutz, Rebekah			17			Conglose, Mary			1			33			15			3


			121415			Kevin Canfield			Composites (COMP)			6121134325			SIP-SL			Fisicas 53			Alcorcon (Madrid)						E28923			SPAIN			INITIAL			2007			24-Jul-07			26-Jul-07			9			2007			12-Sep-07			31-Oct-08						0			2			2			7			Foutz, Rebekah			7			Conglose, Mary			0			26			15			2


			123325			Harry Coffee			Composites (COMP)			6115440928			North Coast Composites Inc			4605 Spring Rd			Cleveland			OH			44131			USA			INITIAL			2007			24-Jul-07			26-Jul-07			8			2007			30-Aug-07			31-Oct-08						1			1			2			0			Foutz, Rebekah			0			Conglose, Mary			0			16			15			4


			120295			Dimple Matharoo			Composites (COMP)			6111869943			GE Aviation Sys. Aerostructures Hamble			Kings Avenue Hamble-le-Rice			Southampton Hampshire						SO31 4NF			ENGLA			REACCRED			2007			06-Aug-07			09-Aug-07			10			2007			03-Oct-07			31-Oct-08						2			3			5			10			Foutz, Rebekah			9			Rodriguez Yrayzoz, Mercedes			1			35			5			3


			116710			David Kennedy			Composites (COMP)			6115117549			Triumph Airborne Structures			115 Centennial Dr			Hot Springs			AR			71913-9149			USA			INITIAL			2007			13-Aug-07			15-Aug-07			10			2007			24-Oct-07			31-Oct-08						0			4			4			7			Foutz, Rebekah			7			Conglose, Mary			0			46			16			4


			119544			Kevin Canfield			Composites (COMP)			6119747083			Sun Country Industries			PO Box 93490			Albuquerque			NM			87199-3490			USA			INITIAL			2007			13-Aug-07			14-Aug-07			8			2007			21-Aug-07			31-Oct-08						0			0			0			0			Foutz, Rebekah			0			Conglose, Mary			0			1			6			0


			120722			Harry Coffee			Composites (COMP)			6108901704			Applied Aerospace Structures Corp			3437 S Airport Way			Stockton			CA			95206-3853			USA			REACCRED			2007			13-Aug-07			16-Aug-07			9			2007			18-Sep-07			30-Apr-09						0			2			2			14			Foutz, Rebekah			13			Conglose, Mary			1			11			5			4


			118393			David Kennedy			Composites (COMP)			6108039003			Avcorp Industries Inc.			10025 River Way			Delta			BC			V4G 1M7			CANAD			REACCRED			2007			20-Aug-07			23-Aug-07			9			2007			20-Sep-07			30-Apr-09						0			1			1			3			Foutz, Rebekah			3			Conglose, Mary			0			19			3			2


			120120			Kevin Canfield			Composites (COMP)			6110465649			Kawasaki Heavy Industries Ltd			1Kawasaki Cho			Kakamigahara Gifu						5048710			JAPAN			REACCRED			2007			21-Aug-07			24-Aug-07			11			2007			20-Nov-07			31-Oct-08						4			3			7			22			Foutz, Rebekah			22			Conglose, Mary			0			28			34			2


			120656			Dimple Matharoo			Composites (COMP)			6116550066			Easy Industrial Solutions SL			Parque Industrial Bahia de CadizI			Puerto de Santa Maria (CA						11500			SPAIN			REACCRED			2007			21-Aug-07			23-Aug-07			10			2007			15-Oct-07			31-Oct-08						3			2			5			14			Foutz, Rebekah			14			Conglose, Mary			0			29			5			4


			120291			Kevin Canfield			Composites (COMP)			6120482489			Kawasaki Heavy Industries Ltd			3-11 Kusunoki			Yatomi Aichi						4980066			JAPAN			INITIAL			2007			27-Aug-07			28-Aug-07			11			2007			20-Nov-07			31-Oct-08						5			6			11			30			Foutz, Rebekah			30			Conglose, Mary			0			34			20			3


			118541			Kevin Canfield			Composites (COMP)			6111810002			Hexcel Kent			19819 84th Avenue South			Kent			WA			98032-1298			USA			REACCRED			2007			04-Sep-07			07-Sep-07			10			2007			18-Oct-07			31-Jul-09						2			4			6			16			Foutz, Rebekah			16			Conglose, Mary			0			20			3			3


			120910			Harry Coffee			Composites (COMP)			6108297984			Nordam Group			6910 Whirlpool Dr			Tulsa			OK			74117-1305			USA			REACCRED			2007			06-Sep-07			07-Sep-07			10			2007			15-Oct-07			31-Jan-09						0			2			2			4			Foutz, Rebekah			4			Conglose, Mary			0			24			5			2


			118722			Sean Walsh			Composites (COMP)			6109653103			Turkish Aerospace Industries Inc (TAI)			Fethiye Mahallesi Havacilik Bulvari 17			Kazan Ankara						06980			TURKE			REACCRED			2007			10-Sep-07			13-Sep-07			9			2007			28-Sep-07			31-Jul-09						0			1			1			1			Foutz, Rebekah			0			Conglose, Mary			1			8			2			1


			120786			Harry Coffee			Composites (COMP)			6111347180			Apex Composites LLC			414 Chamberloop Drive			Ada			OK			74820			USA			REACCRED			2007			10-Sep-07			13-Sep-07			10			2007			15-Oct-07			31-Jan-09						0			1			1			1			Foutz, Rebekah			1			Conglose, Mary			0			21			6			1


			121121			Dimple Matharoo			Composites (COMP)			6113997321			Composystem			CR Madrid Toledo km 32400			Illescas (Toledo)						45200			SPAIN			INITIAL			2007			10-Sep-07			12-Sep-07			11			2007			15-Nov-07			31-Jan-09						0			5			5			24			Foutz, Rebekah			24			Conglose, Mary			0			20			15			3


			119415			Sean Walsh			Composites (COMP)			6115026481			Patria Aerostructures Oy			Lentokonetehtaantie 3			Halli						FI35600			FINLA			INITIAL			2007			17-Sep-07			20-Sep-07			1			2008			07-Jan-08			31-Jan-09						3			5			8			18			Foutz, Rebekah			15			Conglose, Mary			3			53			33			3


			119629			Kevin Canfield			Composites (COMP)			6111644401			CTRM Aero Composites Sdn Bhd			Composites Technology City			Melaka						75350			MALAY			REACCRED			2007			17-Sep-07			21-Sep-07			11			2007			15-Nov-07			31-Jan-09						5			6			11			18			Foutz, Rebekah			18			Conglose, Mary			0			32			3			3


			119244			Harry Coffee			Composites (COMP)			6110377601			Aerospace Industrial Development Corp			111 Lane 68 Fu-Hsing N Rd			Taichung						407			TAIWA			REACCRED			2007			18-Sep-07			21-Sep-07			10			2007			15-Oct-07			31-Jul-09						0			4			4			4			Foutz, Rebekah			4			Conglose, Mary			0			12			6			1


			119129			David Kennedy			Composites (COMP)			6107021685			Steel Tool & Engineering			22152 Pennsylvania Rd			Taylor			MI			48180			USA			REACCRED			2007			24-Sep-07			25-Sep-07			11			2007			05-Nov-07			31-Jul-09						0			1			1			12			Foutz, Rebekah			12			Conglose, Mary			0			21			6			1


			121917			Harry Coffee			Composites (COMP)			6121321727			Mitsubishi Heavy Industries Ltd.			16-1 2-Chome Higashi Yamato-Machi			Shimonoseki						7508505			JAPAN			INITIAL			2007			25-Sep-07			27-Sep-07			11			2007			01-Nov-07			31-Jan-09						0			1			1			0			Foutz, Rebekah			0			Conglose, Mary			0			16			15			2


			120045			David Kennedy			Composites (COMP)			6113395282			US Aeroteam			1300 Grange Hall Road			Beavercreek			OH			45430			USA			REACCRED			2007			01-Oct-07			03-Oct-07			12			2007			14-Dec-07			31-Jul-09						2			4			6			25			Foutz, Rebekah			24			Conglose, Mary			1			28			15			2


			123398			Sean Walsh			Composites (COMP)			6113989423			Pratt & Whitney Composites Inc			4075 Ruffin Rd			San Diego			CA			92123-1817			USA			REACCRED			2007			02-Oct-07			05-Oct-07			11			2007			14-Nov-07			31-Jan-09						1			2			3			13			Foutz, Rebekah			12			Conglose, Mary			1			17			5			3


			120767			Kevin Canfield			Composites (COMP)			6116288024			C.A.M. srl			S.S. Appia Km 237			Paolisi (BN)						82011			ITALY			REACCRED			2007			08-Oct-07			10-Oct-07			12			2007			13-Dec-07			31-Jan-09						4			3			7			23			Foutz, Rebekah			22			Conglose, Mary			1			32			7			3


			121049			Sean Walsh			Composites (COMP)			6107018847			PTI Industries Inc			2 Peerless Way			Enfield			CT			06082			USA			REACCRED			2007			09-Oct-07			12-Oct-07			11			2007			05-Nov-07			31-Jul-09						1			2			3			13			Foutz, Rebekah			13			Conglose, Mary			0			6			5			1


			117614			Dimple Matharoo			Composites (COMP)			6111699948			Moreggia SPA			Corso Pastrengo 36			Collegno (TO)						10139			ITALY			INITIAL			2007			15-Oct-07			17-Oct-07			12			2007			13-Dec-07			31-Jan-09						2			1			3			3			Foutz, Rebekah			2			Conglose, Mary			1			35			14			3


			122250			David Kennedy			Composites (COMP)			6114032845			GKN Aerospace Services Ltd			Ferry Road			East Cowes						PO32 6RA			ENGLA			REACCRED			2007			29-Oct-07			01-Nov-07			12			2007			14-Dec-07			31-Jul-09						0			3			3			9			Foutz, Rebekah			8			Conglose, Mary			1			24			7			2


			123234			Harry Coffee			Composites (COMP)			6113975521			Performance Plastics Inc			7919 Saint Andrews Ave			San Diego			CA			92154-8224			USA			REACCRED			2007			30-Oct-07			02-Nov-07			12			2007			26-Dec-07			31-Jan-09						0			3			3			16			Foutz, Rebekah			11			Conglose, Mary			5			29			4			2


			122510			David Kennedy			Composites (COMP)			6119607880			GKN Aerospace Services Ltd - Osborne			Ferry Road			East Cowes						PO32 6RA			ENGLA			REACCRED			2007			02-Nov-07			02-Nov-07			12			2007			14-Dec-07			31-Jul-09						0			0			0			1			Foutz, Rebekah			0			Conglose, Mary			1			2			3			0


			121069			David Kennedy			Composites (COMP)			6111387043			Aernnova - Fibertecnic SAU			Portal de Gamarra 40			Vitoria-Gasteiz (Alava)						01013			SPAIN			REACCRED			2007			05-Nov-07			08-Nov-07			1			2008			10-Jan-08			31-Jul-09						2			4			6			26			Foutz, Rebekah			26			Conglose, Mary			0			26			8			2


			122150			Kevin Canfield			Composites (COMP)			6113275865			Composites Horizons Inc			1471 Industrial Park St			Covina			CA			91722-3414			USA			REACCRED			2007			05-Nov-07			07-Nov-07			12			2007			26-Dec-07			31-Jan-09						1			2			3			14			Foutz, Rebekah			9			Conglose, Mary			5			32			3			2


			122218			Sean Walsh			Composites (COMP)			6107230285			BAE Systems Composite Structures Inc.			1095 / 1195 Columbia St			Brea			CA			92821-2928			USA			REACCRED			2007			06-Nov-07			09-Nov-07			12			2007			26-Dec-07			31-Jan-09						2			3			5			16			Foutz, Rebekah			11			Conglose, Mary			5			18			8			2


			122199			Kevin Canfield			Composites (COMP)			6109538600			Kaman Aerospace Corp			Old Windsor Rd			Bloomfield			CT			06002			USA			REACCRED			2007			12-Nov-07			15-Nov-07			1			2008			25-Jan-08			31-Jan-09						3			6			9			22			Foutz, Rebekah			22			Conglose, Mary			0			38			8			3


			123739			Harry Coffee			Composites (COMP)			6114963383			IDEC			C/ Albert Einstein 29			Mi?ano Menor Alava						01510			SPAIN			INITIAL			2007			13-Nov-07			15-Nov-07			1			2008			28-Jan-08			31-Jan-09						3			2			5			26			Foutz, Rebekah			23			Conglose, Mary			3			29			14			3


			122358			Dimple Matharoo			Composites (COMP)			6116352044			ARIES ESTRUCTURAS AEROESPACIALES (ARESA)			Parque Tecnologico de Boecillo Acceso 2			Valladolid						47151			SPAIN			INITIAL			2007			20-Nov-07			23-Nov-07			1			2008			25-Jan-08			31-Jan-09						0			1			1			0			Foutz, Rebekah			0			Conglose, Mary			0			22			36			1


			120768			Kevin Canfield			Composites (COMP)			6113637788			Israel Aircraft Industries - RAMTA Div			Itzhak Napha 1 PO Box 323			Beer Sheva						84102			ISRAE			REACCRED			2007			26-Nov-07			29-Nov-07			2			2008			04-Feb-08			31-Jan-09						4			2			6			20			Foutz, Rebekah			16			Conglose, Mary			4			31			14			3


			123278			David Kennedy			Composites (COMP)			6113998964			Aernnova - ICSA			C/ Rio Zancara s/n Poligono Industrial			Toledo						45007			SPAIN			REACCRED			2007			26-Nov-07			28-Nov-07			1			2008			28-Jan-08			31-Jul-09						3			4			7			23			Foutz, Rebekah			20			Conglose, Mary			3			28			7			3


			121008			Sean Walsh			Composites (COMP)			6113291645			Composites Atlantic Limited			71 Hall St			Lunenburg			NS			B0J 2C0			CANAD			REACCRED			2007			27-Nov-07			30-Nov-07			12			2007			27-Dec-07			31-Jul-09						1			2			3			12			Foutz, Rebekah			12			Conglose, Mary			0			7			8			1


			119038			Kevin Canfield			Composites (COMP)			6107022888			Thermal Structures Inc			2362 Railroad St			Corona			CA			92880-5410			USA			REACCRED			2007			03-Dec-07			06-Dec-07			12			2007			26-Dec-07			31-Oct-09						0			1			1			11			Foutz, Rebekah			6			Conglose, Mary			5			6			3			2


			122863			Sean Walsh			Composites (COMP)			6113861444			Fischer Advanced Composite Components AG			Fischerstrasse 9			Ried im Innkreis						A4910			ASTRI			REACCRED			2007			03-Dec-07			06-Dec-07			1			2008			25-Jan-08			30-Apr-09						1			1			2			13			Foutz, Rebekah			13			Conglose, Mary			0			21			8			2


			119245			Harry Coffee			Composites (COMP)			6113786147			Asian Composites Manufacturing Sdn Bhd			Lot 224 Kawasan Perindustrian			Bukit Kayu Hitam						06050			MALAY			REACCRED			2007			04-Dec-07			07-Dec-07			1			2008			17-Jan-08			31-Oct-09						0			1			1			8			Foutz, Rebekah			8			Conglose, Mary			0			20			8			1


			119543			David Kennedy			Composites (COMP)			6113395101			Parkway Products de Mexico			Carretera Zacatecas 5570-1			Saltillo						25070			MEXIC			REACCRED			2007			04-Dec-07			05-Dec-07			12			2007			19-Dec-07			31-Oct-09						0			0			0			1			Foutz, Rebekah			1			Conglose, Mary			0			3			8			0


			122864			Sean Walsh			Composites (COMP)			6114358927			Fischer Advanced Composite Components AG			Kammer 32			Ort Im Innkreis						A4974			ASTRI			REACCRED			2007			07-Dec-07			07-Dec-07			1			2008			25-Jan-08			30-Apr-09						0			0			0			0			Foutz, Rebekah			0			Conglose, Mary			0			2			4			0


			119911			Harry Coffee			Composites (COMP)			6113384701			BHA Aero Composite Parts Co Ltd			4-388 Hebei Road Marine Hi-Tech			Tanggu District						300451			CHINA			REACCRED			2007			10-Dec-07			13-Dec-07			1			2008			17-Jan-08			31-Oct-09						0			1			1			16			Foutz, Rebekah			16			Conglose, Mary			0			7			8			2


			123113			Sean Walsh			Composites (COMP)			6121292005			Fischer Advanced Composite Components AG			Industriegebiet			Kammer 37 Reichersberg						A4981			ASTRI			INITIAL			2007			10-Dec-07			11-Dec-07			1			2008			25-Jan-08			30-Apr-09						0			0			0			0			Foutz, Rebekah			0			Rodriguez Yrayzoz, Mercedes			0			2			4			0


			121153			Dimple Matharoo			Composites (COMP)			6113878301			Aries Complex			Av de la Industria			Tres Cantos						28760			SPAIN			REACCRED			2008			21-Jan-08			23-Jan-08			2			2008			06-Feb-08			31-Jan-09						0			0			0			1			Foutz, Rebekah			0			Conglose, Mary			1			0			6			0








NCR PT


			


			Count of Combined			Auditor Name


			Combined			David Kennedy			Dimple Matharoo			Harry Coffee			Kevin Canfield			Sean Walsh			Steven Keck			Grand Total


			11.3.2			8.21%			4.39%			1.10%			1.77%			7.23%			2.56%			3.77%


			12a-g.2.1			0.75%			10.53%			0.55%			4.13%			7.23%			0.00%			3.51%


			6.3.1			0.37%			0.00%			3.30%			3.93%			4.82%			5.13%			2.76%


			6.3.2			0.37%			0.00%			2.75%			4.13%			3.61%			2.56%			2.59%


			5.1.11			3.36%			0.00%			1.65%			2.36%			3.61%			2.56%			2.34%


			12a-b.2.13			2.61%			0.00%			3.30%			1.96%			3.61%			0.00%			2.18%


			6.3.6			0.00%			0.00%			1.65%			3.54%			1.20%			2.56%			1.92%


			22.2.1			2.61%			0.88%			2.20%			1.96%			0.00%			2.56%			1.92%


			12a-b, g.2.11, 12f.2.12			0.37%			0.00%			3.30%			3.14%			0.00%			0.00%			1.92%


			15a-b.2.4			3.36%			0.00%			1.65%			1.57%			0.00%			5.13%			1.84%


			8.6.9			1.49%			0.00%			1.65%			1.96%			3.61%			2.56%			1.76%


			6.3.5			0.00%			0.00%			2.20%			2.75%			1.20%			2.56%			1.67%


			22.2.10			1.49%			0.00%			1.65%			1.77%			3.61%			0.00%			1.59%


			11.3.1			4.85%			1.75%			0.00%			0.59%			0.00%			2.56%			1.59%


			21a.2.2, b.2.3			4.10%			0.00%			0.55%			0.59%			1.20%			5.13%			1.51%


			6.3.4			0.00%			0.00%			3.30%			1.18%			3.61%			5.13%			1.42%


			14a-b.2.10			0.75%			0.88%			2.75%			1.38%			2.41%			0.00%			1.42%


			11.2.5			0.75%			2.63%			0.55%			1.96%			0.00%			2.56%			1.42%


			3.3.1			1.12%			0.00%			0.00%			2.55%			0.00%			0.00%			1.34%


			16a-b.2.16			0.37%			3.51%			3.30%			0.39%			3.61%			0.00%			1.34%


			7.5.2			0.75%			0.88%			4.40%			0.20%			3.61%			0.00%			1.26%


			20a-d.2.1			1.87%			3.51%			0.00%			0.98%			0.00%			2.56%			1.26%


			8.1.4			0.37%			3.51%			2.20%			0.59%			2.41%			0.00%			1.17%


			20a-d.2.7			0.00%			2.63%			0.55%			0.59%			4.82%			7.69%			1.17%


			10.1.4			0.00%			3.51%			0.00%			1.77%			0.00%			0.00%			1.09%


			14a-b.2.11			0.75%			0.00%			2.20%			0.98%			2.41%			0.00%			1.09%


			6.2.8			0.75%			0.88%			1.10%			1.18%			0.00%			2.56%			1.00%


			5.1.12			0.37%			0.88%			0.55%			1.38%			0.00%			5.13%			1.00%


			17.2.9			1.49%			2.63%			0.55%			0.59%			1.20%			0.00%			1.00%


			5.1.3			0.75%			0.00%			1.10%			1.38%			0.00%			0.00%			0.92%


			23a-c.2.1			1.49%			0.00%			1.10%			0.98%			0.00%			0.00%			0.92%


			11.2.4			0.75%			0.00%			0.00%			0.59%			7.23%			0.00%			0.92%


			13.2.2			1.87%			1.75%			1.10%			0.39%			0.00%			0.00%			0.92%


			10.1.5			0.00%			0.00%			0.00%			2.16%			0.00%			0.00%			0.92%


			7.5.1			0.75%			3.51%			0.00%			0.79%			0.00%			0.00%			0.84%


			6.3.3			0.00%			0.00%			2.20%			0.79%			2.41%			0.00%			0.84%


			5.1.1			0.37%			0.00%			0.55%			1.57%			0.00%			0.00%			0.84%


			15a-b.2.13			0.75%			0.00%			0.00%			1.38%			1.20%			0.00%			0.84%


			8.1.1			1.12%			4.39%			0.00%			0.00%			1.20%			0.00%			0.75%


			7.1			1.49%			0.00%			1.65%			0.20%			1.20%			0.00%			0.75%


			6.3.7			0.37%			0.00%			2.20%			0.59%			0.00%			2.56%			0.75%


			3.4			0.37%			0.00%			1.10%			1.18%			0.00%			0.00%			0.75%


			10.1.13			0.00%			0.88%			0.00%			1.38%			1.20%			0.00%			0.75%


			8.6.7			0.75%			1.75%			1.10%			0.20%			1.20%			0.00%			0.67%


			8.1.6			0.75%			0.00%			1.65%			0.59%			0.00%			0.00%			0.67%


			6.3			2.61%			0.00%			0.55%			0.00%			0.00%			0.00%			0.67%


			6.1.2			0.75%			0.00%			1.10%			0.79%			0.00%			0.00%			0.67%


			4.4.3			1.49%			0.00%			0.00%			0.79%			0.00%			0.00%			0.67%


			22.2.6			0.75%			1.75%			1.10%			0.20%			1.20%			0.00%			0.67%


			16a-c.2.13			2.24%			0.00%			1.10%			0.00%			0.00%			0.00%			0.67%


			10.1.6			0.00%			0.00%			0.00%			1.57%			0.00%			0.00%			0.67%


			8.1.2			1.12%			0.88%			0.00%			0.39%			1.20%			0.00%			0.59%


			10.1.2-c.			0.00%			0.00%			0.00%			1.38%			0.00%			0.00%			0.59%


			23a-c.2.2			1.49%			0.00%			0.00%			0.59%			0.00%			0.00%			0.59%


			8.7.1			0.75%			1.75%			0.00%			0.20%			0.00%			2.56%			0.50%


			8.2.2			0.75%			1.75%			0.00%			0.39%			0.00%			0.00%			0.50%


			7.5.3			1.49%			0.88%			0.00%			0.20%			0.00%			0.00%			0.50%


			10.1.2-a.			0.00%			0.00%			0.00%			0.39%			4.82%			0.00%			0.50%


			12a-g.2.6			0.00%			0.88%			0.55%			0.79%			0.00%			0.00%			0.50%


			14a-b.2.6			0.00%			0.88%			0.00%			0.79%			0.00%			2.56%			0.50%


			23a-c.2.9			0.75%			0.00%			0.55%			0.59%			0.00%			0.00%			0.50%


			22.2.14			1.12%			0.00%			0.55%			0.39%			0.00%			0.00%			0.50%


			17.2.8			0.75%			2.63%			0.00%			0.20%			0.00%			0.00%			0.50%


			16a-c.2.8			0.75%			0.00%			0.55%			0.59%			0.00%			0.00%			0.50%


			7.6.1			0.75%			1.75%			0.00%			0.20%			0.00%			0.00%			0.42%


			6.4.1			0.00%			0.88%			0.55%			0.59%			0.00%			0.00%			0.42%


			10.1.3			0.37%			0.00%			0.55%			0.59%			0.00%			0.00%			0.42%


			6.2.2			0.00%			0.00%			1.65%			0.39%			0.00%			0.00%			0.42%


			6.2.17			0.00%			0.88%			0.00%			0.79%			0.00%			0.00%			0.42%


			6.2.12			0.00%			1.75%			0.55%			0.39%			0.00%			0.00%			0.42%


			6.2.11			0.00%			0.00%			1.10%			0.39%			1.20%			0.00%			0.42%


			16a-b.2.19			0.00%			0.00%			0.00%			0.98%			0.00%			0.00%			0.42%


			5.2.1			0.00%			1.75%			0.00%			0.59%			0.00%			0.00%			0.42%


			4.4.8			1.12%			0.00%			0.55%			0.20%			0.00%			0.00%			0.42%


			11.3.6			0.75%			0.88%			0.55%			0.20%			0.00%			0.00%			0.42%


			23a-b.2.6, c.2.7			1.87%			0.00%			0.00%			0.00%			0.00%			0.00%			0.42%


			15a-b.2.3			0.37%			0.00%			0.00%			0.59%			0.00%			2.56%			0.42%


			8.8.2			0.00%			0.00%			0.00%			0.59%			1.20%			0.00%			0.33%


			8.3.1			0.37%			0.00%			0.55%			0.39%			0.00%			0.00%			0.33%


			8.1.5			1.12%			0.00%			0.55%			0.00%			0.00%			0.00%			0.33%


			6.5.2			0.00%			0.00%			1.10%			0.39%			0.00%			0.00%			0.33%


			11.4.4			0.75%			1.75%			0.00%			0.00%			0.00%			0.00%			0.33%


			17.2.3			0.75%			0.00%			0.55%			0.20%			0.00%			0.00%			0.33%


			12a-g.2.5			1.12%			0.00%			0.55%			0.00%			0.00%			0.00%			0.33%


			17.2.5			0.00%			0.00%			1.65%			0.00%			0.00%			2.56%			0.33%


			6.2.6			0.00%			0.00%			1.10%			0.39%			0.00%			0.00%			0.33%


			16a-b.2.20			0.00%			0.00%			0.00%			0.79%			0.00%			0.00%			0.33%


			6.1.3			0.37%			0.00%			0.00%			0.59%			0.00%			0.00%			0.33%


			16a-c.2.1			0.37%			0.88%			0.00%			0.39%			0.00%			0.00%			0.33%


			12a-c, e, g.2.10			0.00%			1.75%			0.55%			0.20%			0.00%			0.00%			0.33%


			23a-c.2.3			0.75%			0.00%			0.55%			0.20%			0.00%			0.00%			0.33%


			15a-b.2.2			0.00%			0.00%			0.00%			0.59%			1.20%			0.00%			0.33%


			16a-c.2.7			0.00%			0.00%			0.00%			0.59%			0.00%			0.00%			0.25%


			11.2.2			0.00%			0.00%			0.00%			0.59%			0.00%			0.00%			0.25%


			13.2.3			0.37%			1.75%			0.00%			0.00%			0.00%			0.00%			0.25%


			11.4.2			1.12%			0.00%			0.00%			0.00%			0.00%			0.00%			0.25%


			11.4.3			0.00%			0.00%			0.55%			0.39%			0.00%			0.00%			0.25%


			17.2.2			0.00%			0.00%			0.55%			0.39%			0.00%			0.00%			0.25%


			6.5.1			0.37%			0.00%			0.00%			0.39%			0.00%			0.00%			0.25%


			15a-b.2.6			0.00%			0.00%			0.00%			0.59%			0.00%			0.00%			0.25%


			10.1.9			1.12%			0.00%			0.00%			0.00%			0.00%			0.00%			0.25%


			20a-c.2.8			0.75%			0.00%			0.00%			0.20%			0.00%			0.00%			0.25%


			16a-c.2.5			0.00%			0.00%			0.55%			0.00%			2.41%			0.00%			0.25%


			6.2.15			0.37%			0.88%			0.00%			0.20%			0.00%			0.00%			0.25%


			11.3.3			0.00%			0.88%			0.55%			0.20%			0.00%			0.00%			0.25%


			6.2.10			0.75%			0.00%			0.55%			0.00%			0.00%			0.00%			0.25%


			13.2.1			0.37%			0.00%			0.55%			0.00%			1.20%			0.00%			0.25%


			6.1.1			0.00%			0.00%			0.00%			0.59%			0.00%			0.00%			0.25%


			5.1.8			0.00%			0.88%			0.55%			0.20%			0.00%			0.00%			0.25%


			5.1.4			0.00%			0.00%			1.10%			0.20%			0.00%			0.00%			0.25%


			11.3.4			0.37%			0.00%			0.55%			0.20%			0.00%			0.00%			0.25%


			11.4.1			0.75%			0.00%			0.55%			0.00%			0.00%			0.00%			0.25%


			10.1.2-b.			0.00%			0.00%			0.00%			0.59%			0.00%			0.00%			0.25%


			4.4.7			0.75%			0.00%			0.00%			0.20%			0.00%			0.00%			0.25%


			12a-g.2.7			0.37%			0.00%			0.55%			0.20%			0.00%			0.00%			0.25%


			4.4.1			0.75%			0.00%			0.00%			0.00%			1.20%			0.00%			0.25%


			8.8.3			0.00%			0.88%			0.00%			0.20%			0.00%			0.00%			0.17%


			16a-c.2.6			0.00%			0.00%			0.00%			0.39%			0.00%			0.00%			0.17%


			19a-b.2.1			0.00%			0.00%			1.10%			0.00%			0.00%			0.00%			0.17%


			4.2.1			0.75%			0.00%			0.00%			0.00%			0.00%			0.00%			0.17%


			10.2.2			0.00%			0.88%			0.00%			0.20%			0.00%			0.00%			0.17%


			12a-g.2.3			0.37%			0.00%			0.00%			0.20%			0.00%			0.00%			0.17%


			4.3.2			0.37%			0.00%			0.55%			0.00%			0.00%			0.00%			0.17%


			8.6.5			0.00%			0.88%			0.00%			0.20%			0.00%			0.00%			0.17%


			4.4.2			0.75%			0.00%			0.00%			0.00%			0.00%			0.00%			0.17%


			20a-d.2.2			0.00%			0.00%			0.00%			0.20%			0.00%			2.56%			0.17%


			4.4.4			0.00%			0.00%			0.55%			0.20%			0.00%			0.00%			0.17%


			4.4.5			0.75%			0.00%			0.00%			0.00%			0.00%			0.00%			0.17%


			4.4.6			0.75%			0.00%			0.00%			0.00%			0.00%			0.00%			0.17%


			19a-b.2.7			0.00%			0.00%			1.10%			0.00%			0.00%			0.00%			0.17%


			20a-d.2.6			0.00%			0.88%			0.00%			0.20%			0.00%			0.00%			0.17%


			8.1.3			0.00%			0.88%			0.00%			0.20%			0.00%			0.00%			0.17%


			13.2.5			0.37%			0.88%			0.00%			0.00%			0.00%			0.00%			0.17%


			15a-b.2.5			0.75%			0.00%			0.00%			0.00%			0.00%			0.00%			0.17%


			14a-b.2.4			0.00%			0.00%			0.55%			0.20%			0.00%			0.00%			0.17%


			11.2.1			0.00%			0.00%			0.55%			0.00%			1.20%			0.00%			0.17%


			21b.2.2			0.00%			0.00%			0.00%			0.39%			0.00%			0.00%			0.17%


			10.2.1			0.00%			0.00%			0.00%			0.39%			0.00%			0.00%			0.17%


			5.1.2			0.37%			0.88%			0.00%			0.00%			0.00%			0.00%			0.17%


			14a-b.2.1			0.00%			0.00%			0.00%			0.39%			0.00%			0.00%			0.17%


			14a-b.2.5			0.00%			0.00%			0.55%			0.20%			0.00%			0.00%			0.17%


			6.2.5			0.00%			1.75%			0.00%			0.00%			0.00%			0.00%			0.17%


			6.2.13			0.37%			0.00%			0.00%			0.00%			0.00%			2.56%			0.17%


			22.2.5			0.37%			0.00%			0.00%			0.00%			0.00%			2.56%			0.17%


			5.1.9			0.00%			0.00%			0.55%			0.20%			0.00%			0.00%			0.17%


			6.2.1			0.00%			0.88%			0.00%			0.20%			0.00%			0.00%			0.17%


			18a-b.2.1			0.00%			0.00%			1.10%			0.00%			0.00%			0.00%			0.17%


			14a-b.2.9			0.00%			0.88%			0.00%			0.00%			0.00%			2.56%			0.17%


			9.6			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			23a-b.2.5, c.2.6			0.37%			0.00%			0.00%			0.00%			0.00%			0.00%			0.08%


			22.2.9			0.37%			0.00%			0.00%			0.00%			0.00%			0.00%			0.08%


			18a-b.3.1			0.00%			0.00%			0.00%			0.00%			0.00%			2.56%			0.08%


			16a-b.2.17			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			16a-c.2.4			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			6.2.14			0.00%			0.88%			0.00%			0.00%			0.00%			0.00%			0.08%


			22.2.4			0.37%			0.00%			0.00%			0.00%			0.00%			0.00%			0.08%


			10.4.3-c.			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			16a-b.2.15			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			5.1.7			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			22.2.3			0.37%			0.00%			0.00%			0.00%			0.00%			0.00%			0.08%


			6.2.7			0.00%			0.88%			0.00%			0.00%			0.00%			0.00%			0.08%


			11.3.11			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			17.2.7			0.00%			0.88%			0.00%			0.00%			0.00%			0.00%			0.08%


			10.1.1-a.			0.00%			0.00%			0.00%			0.00%			1.20%			0.00%			0.08%


			5.1.6			0.37%			0.00%			0.00%			0.00%			0.00%			0.00%			0.08%


			17.2.4			0.00%			0.88%			0.00%			0.00%			0.00%			0.00%			0.08%


			10.4.1			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			22.2.2			0.37%			0.00%			0.00%			0.00%			0.00%			0.00%			0.08%


			16a-b.2.14			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			23a-b.2.7, c.2.8			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			23a-c.2.10			0.00%			0.88%			0.00%			0.00%			0.00%			0.00%			0.08%


			10.4.3-a.			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			5.1.14			0.00%			0.00%			0.00%			0.00%			0.00%			2.56%			0.08%


			12a-b, g.2.12			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			7.4			0.37%			0.00%			0.00%			0.00%			0.00%			0.00%			0.08%


			10.2.3			0.00%			0.88%			0.00%			0.00%			0.00%			0.00%			0.08%


			5.1.13			0.37%			0.00%			0.00%			0.00%			0.00%			0.00%			0.08%


			10.1.11			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			10.4.2			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			11.3.7			0.00%			0.00%			0.00%			0.00%			0.00%			2.56%			0.08%


			5.1.10			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			11.4.5			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			11.2.3			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			4.5.1			0.00%			0.00%			0.00%			0.00%			0.00%			2.56%			0.08%


			12a-g.2.4			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			8.2.1			0.00%			0.00%			0.00%			0.00%			1.20%			0.00%			0.08%


			14a-b.2.2			0.00%			0.88%			0.00%			0.00%			0.00%			0.00%			0.08%


			16a-c.2.10			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			8.3.4			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			8.6.2			0.00%			0.00%			0.00%			0.00%			0.00%			2.56%			0.08%


			8.6.4			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			11.4.6			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			8.6.6			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			23c.2.5			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			8.6.8			0.37%			0.00%			0.00%			0.00%			0.00%			0.00%			0.08%


			10.1.7			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			4.3.1			0.00%			0.00%			0.55%			0.00%			0.00%			0.00%			0.08%


			8.8.1			0.00%			0.00%			0.00%			0.00%			0.00%			2.56%			0.08%


			4.2.2			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			10.4.3-b.			0.00%			0.00%			0.00%			0.20%			0.00%			0.00%			0.08%


			9.1			0.00%			0.88%			0.00%			0.00%			0.00%			0.00%			0.08%


			Grand Total			100.00%			100.00%			100.00%			100.00%			100.00%			100.00%			100.00%








NCR Paragraph Ref


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


			118115			Harry Coffee			Euro-Composites Corp			08-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113799008			1			MINOR			CLOSED			AC7118			A			6.2.6			6.2.6			6.			Is the CCA maintained under positive pressure?			The proper equipment is installed to maintain positive pressure in both CCAs; however, there is no procedure to check the pressure periodically to insure that positive pressure is maintained.


			118115			Harry Coffee			Euro-Composites Corp			08-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113799008			2			MINOR			CLOSED			AC7118			A			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			Procedure ECCP 210-12/NGC Core Repair Process, paragraph 3, Procedure, Step 5 requires placement of 3 thermocouples around the perimeter of the area being repaired.  For the repair being audited, only 2 thermocouples were placed, and they were located in a flat area approximately 6 inches from the repair.  The area being repaired was only 3-4 cells from the chamfered edge of the part, so placement of thermocouples around the perimeter would have been difficult to impossible.  The technician stated that three thermocouples are not used in this particular circumstance.  Inspection of the repaired area after completion indicated that the adhesive had flowed properly, was fully cured and was at or above surface contour (allowing for excess adhesive to be sanded away), indicating that the repaired area would meet the customer specification for reprocessed core when the repair is completed.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			1			MAJOR			CLOSED			AC7118			A			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Documented laboratory procedures are required for the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimens.

Lab procedure CYC-QD-16-01 Rev. A does not address the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimen.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			1			MAJOR			CLOSED			AC7118			A			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Documented laboratory procedures are required for the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimens.

Lab procedure CYC-QD-16-01 Rev. A does not address the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimen.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			1			MAJOR			CLOSED			AC7118			A			10.1.6			10.1.6			10			Are procedures in place to protect specimens from damage prior to test?			Documented laboratory procedures are required for the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimens.

Lab procedure CYC-QD-16-01 Rev. A does not address the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimen.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			2			MAJOR			CLOSED			AC7118			A			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Temperature excursions during shipment must be evaluated and removed from material out-time life.

 FM400 film adhesive (Cytec lot #197) had a recorded and evaluated temperature excursion of 58 hours by receiving inspection. The 58 hours was not recorded on the out-time log for one roll of FM400 film adhesive issued to the CCA from the material storage freezer.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			2			MAJOR			CLOSED			AC7118			A			14a.2.6			14a-b.2.6			14			For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time?(This applies both to the parent material and the kits)			Temperature excursions during shipment must be evaluated and removed from material out-time life.

 FM400 film adhesive (Cytec lot #197) had a recorded and evaluated temperature excursion of 58 hours by receiving inspection. The 58 hours was not recorded on the out-time log for one roll of FM400 film adhesive issued to the CCA from the material storage freezer.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			2			MAJOR			CLOSED			AC7118			A			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			Temperature excursions during shipment must be evaluated and removed from material out-time life.

 FM400 film adhesive (Cytec lot #197) had a recorded and evaluated temperature excursion of 58 hours by receiving inspection. The 58 hours was not recorded on the out-time log for one roll of FM400 film adhesive issued to the CCA from the material storage freezer.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			3			MAJOR			CLOSED			AC7118			A			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Purchase order and received material requirements must match including the revision of the specification or drawing.

Purchase order HOL 000173 for BMS 8-79 was verified by receiving inspection during the audit as revision AD. The supplier certification for Hexcel lot# 27425 specified the revision as AE. 

This is a non-sustaining corrective action from audit 111892 NCR #9.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			3			MAJOR			CLOSED			AC7118			A			3.4			3.4			3.			Verification of Corrective ActionsFor re-accreditation audits, was objective evidence of compliance for corrective actions from previous audits verified?			Purchase order and received material requirements must match including the revision of the specification or drawing.

Purchase order HOL 000173 for BMS 8-79 was verified by receiving inspection during the audit as revision AD. The supplier certification for Hexcel lot# 27425 specified the revision as AE. 

This is a non-sustaining corrective action from audit 111892 NCR #9.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			4			MAJOR			CLOSED			AC7118			A			12a.2.10			12a-c, e, g.2.10			12			Is material identified for recall if it is issued prior to full acceptance in the event of acceptance test failure?			Material released prior to final receiving inspection / lab testing shall be authorized and identified for positive recall.

BMS 8-79 lot 06/060893 was released to the CCA from the material storage freezer without the identification label reflecting that the material was pre-released pending the completion of lab testing. Testing was not complete on 1-9-2007 when the roll of material was found in the CCA without any identification indicating the material was pre-released.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			4			MAJOR			CLOSED			AC7118			A			5.1.8			5.1.8			5.			If internal pre-released is used, is there a documented procedure for internal pre-release of materials requiring tests/certification that allows a positive recall?			Material released prior to final receiving inspection / lab testing shall be authorized and identified for positive recall.

BMS 8-79 lot 06/060893 was released to the CCA from the material storage freezer without the identification label reflecting that the material was pre-released pending the completion of lab testing. Testing was not complete on 1-9-2007 when the roll of material was found in the CCA without any identification indicating the material was pre-released.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			5			MINOR			CLOSED			AC7118			A			14b.2.5			14a-b.2.5			14			If kits are removed from the CCA, are kits bagged and sealed to prevent damage or contamination?			Kits removed from the CCA shall be bagged and sealed to prevent contamination and damage.

Graphite kit (work order SHM012464) was removed from the cutting CCA and transferred to the layup CCA without be placed in a sealed bag.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			5			MINOR			CLOSED			AC7118			A			8.1.3			8.1.3			8.			Do documented procedures define handling and protection of parts and materials from damage and contamination during manufacturing, handling, and storage?			Kits removed from the CCA shall be bagged and sealed to prevent contamination and damage.

Graphite kit (work order SHM012464) was removed from the cutting CCA and transferred to the layup CCA without be placed in a sealed bag.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			6			MINOR			CLOSED			AC7118			A			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			A documented procedure describing the shelf life (out-time) controls for material is required.

Procedure CYC-QD-12-12 Rev. A does not contain the instructions for the completion of out-time card used for rolls of material issued to the CCA from the material storage freezer.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			7			MINOR			CLOSED			AC7118			A			6.5.1			6.5.1			6.			Is there a documneted preventative maintenance plan that includes all major equipment (i.e., ovens, autoclaves, presses, tape placement machines, infusion systems, lab test equipment and lab fixture, etc.), as applicable?			A documented preventive maintenance plan is required that covers all major equipment.

The PM plan (CYC-AI-00-01) does not include all the major equipment in the composites facility. The Gerber CNC ply cutter, the CNC mill for core processing, and the cure ovens are not covered in the plan.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			8			MAJOR			CLOSED			AC7118			A			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			Heating tools must be controlled to a maximum temperature.

Air heat guns used in the CCA's for layup are not controlled to a maximum heating temperature. No documented controls for the verification and control of the maximum temperature were found.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			9			MAJOR			CLOSED			AC7118			A			4.4.3			4.4.3			4.			Are supplier software records maintained and are software backups secured in a remote location for disaster recovery in accordance with customer(s) data retention requirements?NOTE: The requirements for software records should be documented.			Documented software control procedures for the backup and disaster recovery of data files and records are required.

No procedure for backup and disaster recovery were found during the audit.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			10			MAJOR			CLOSED			AC7118			A			6.2.2			6.2.2			6.			If applicable, is the compressed air supply in the CCA filtered to remove oil, water and particles and are the filters monitored for periodic replacement?			Compressed air used for cleaning core during core processing is checked for contamination per BSS 7217.

No record or report of the test for cleanliness per para. 8.0 was found. The check is performed daily by the operator.


			118126			Kevin Canfield			Cyclone Aviation Products Ltd			08-Jan-07			REACCRED			Certificate Issued			COMP			Israel			6113397581			11			MINOR			CLOSED			AC7118			A			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Miscellaneous bonding operations shall be performed in a CCA or EMA.

The work cell for the F-16 Rudder where the seal adhesive application is performed and the weighing of the adhesive is not a designated CCA or EMA.


			119096			David Kennedy			Albany Engineered Composites Inc.			08-Jan-07			INITIAL			Certificate Issued			COMP			United States			6113509609			1			MINOR			CLOSED			AC7118			A			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			On shop Order 418, Part Number 666000457, WI 091-01-421, thermocouple placement is not defined in Shop Order or Work Instruction as required in paragraph 17.2.9 and 8.1.2


			119096			David Kennedy			Albany Engineered Composites Inc.			08-Jan-07			INITIAL			Certificate Issued			COMP			United States			6113509609			1			MINOR			CLOSED			AC7118			A			8.1.2			8.1.2			8.			Is there a documneted procedure or work instruction for the placement of thermocouples?			On shop Order 418, Part Number 666000457, WI 091-01-421, thermocouple placement is not defined in Shop Order or Work Instruction as required in paragraph 17.2.9 and 8.1.2


			119096			David Kennedy			Albany Engineered Composites Inc.			08-Jan-07			INITIAL			Certificate Issued			COMP			United States			6113509609			2			MINOR			CLOSED			AC7118			A			21b.2.3			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			A) Route Fixture 001-01-637 is utilized in the stage three machining of by-pass vane P/N 23074783; however, it is not called out in the Work Instruction (W/I 001-01-473) 
B) Template used for cutting roving material for Rolls-Royce fairing (P/N 23056401) is identified in W/I 001-03-410 Rev B as 001-03-825; however, it is only identified as "12" ".


			117719			Steven Keck			Alcore Inc			11-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113399204			1			MAJOR			CLOSED			AC7118			A			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			The temperature of the area where the core splicing is performed is required to be between 65-90F in accordance with Boeing specification DPS 1.99.  A review of the temperature record for Tuesday, January 9 indicated that the temperature fell below the minimum temperature for a period of approximately 4 hours (07:00-11:00).  There were no notes on the chart that indicated that this temperature excursion was identified or that any corrective action was taken.


			117719			Steven Keck			Alcore Inc			11-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113399204			2			MINOR			CLOSED			AC7118			A			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			The oven cure operation for job number NM-00450-007 (Middle River  P/N 601C4505-020) was completed and signed off without the previous two completed operations being signed off off.  This appeared to be an isolated condition.  All other shop floor travelers reviewed were properly filled out.


			117719			Steven Keck			Alcore Inc			11-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113399204			3			MAJOR			CLOSED			AC7118			A			6.2.13			6.2.13			6.			Are the floors covered and/or sealed?			The floor in the controlled contamination area where metallic core is spliced contained multiple small areas where the sealing surface was flaked off.  This is in violation of the controlling customer specifications BAC 5514 and DPS 1.99.


			117719			Steven Keck			Alcore Inc			11-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113399204			4			MINOR			CLOSED			AC7118			A			18a.3.1			18a-b.3.1			18			Is pot life/working life of the resin monitored and controlled?			The pot life of the two part resin (Grumman Specification GM 4006) used to repair slice lines on Vought P/N D52B2601-809 is not controlled.  There is no product impact.  The repair work performed was completed in less than 5 minutes.  The pot life requirement per the specification is 30 minutes minimum (the material supplier data sheet guarantees 50 minutes workable life).


			117719			Steven Keck			Alcore Inc			11-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113399204			4			MINOR			CLOSED			AC7118			A			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			The pot life of the two part resin (Grumman Specification GM 4006) used to repair slice lines on Vought P/N D52B2601-809 is not controlled.  There is no product impact.  The repair work performed was completed in less than 5 minutes.  The pot life requirement per the specification is 30 minutes minimum (the material supplier data sheet guarantees 50 minutes workable life).


			117719			Steven Keck			Alcore Inc			11-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113399204			5			MAJOR			CLOSED			AC7118			A			22.2.5			22.2.5			22			Are all age sensitive materials used in the process within acceptable limits (age/shelf life)?			Alcore's system for control of temperature sensitive materials does not effectively control refrigerated materials that are pulled from refrigeration and stored at room temperature.  Two-part resin per GM 4006, used on Vought P/N D52B2601-809, has a 12 month shelf life when stored below 40F. The system does not adjust this time when the material is pulled from the refrigerator and stored at room temperature.  Also, the out time forms for the potting material used on Vought P/N D52B7101-809 were not consistently filled out correctly.  The records for all other freezer materials that were reviewed were acceptable.


			117719			Steven Keck			Alcore Inc			11-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113399204			5			MAJOR			CLOSED			AC7118			A			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			Alcore's system for control of temperature sensitive materials does not effectively control refrigerated materials that are pulled from refrigeration and stored at room temperature.  Two-part resin per GM 4006, used on Vought P/N D52B2601-809, has a 12 month shelf life when stored below 40F. The system does not adjust this time when the material is pulled from the refrigerator and stored at room temperature.  Also, the out time forms for the potting material used on Vought P/N D52B7101-809 were not consistently filled out correctly.  The records for all other freezer materials that were reviewed were acceptable.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			1			MAJOR			CLOSED			AC7118			A			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Material time-out logs must be completed including any excursions identified during shipment.



Material kit 149W5194-2 supplied by the customer (ShinMaywa) experienced temperature excursions during shipment (this kit included BMS 8-79 type 120 material). No additional out-time was logged on any material out-time log indicating to total accumulation of out-time. The customer time-out log is provided with the kit but does not have provisions for recording additional out-time. Internal procedure RR 800-3 Rev. GR2 does not include instructions for handling customer provided material during receiving.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			1			MAJOR			CLOSED			AC7118			A			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Material time-out logs must be completed including any excursions identified during shipment.



Material kit 149W5194-2 supplied by the customer (ShinMaywa) experienced temperature excursions during shipment (this kit included BMS 8-79 type 120 material). No additional out-time was logged on any material out-time log indicating to total accumulation of out-time. The customer time-out log is provided with the kit but does not have provisions for recording additional out-time. Internal procedure RR 800-3 Rev. GR2 does not include instructions for handling customer provided material during receiving.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			1			MAJOR			CLOSED			AC7118			A			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			Material time-out logs must be completed including any excursions identified during shipment.



Material kit 149W5194-2 supplied by the customer (ShinMaywa) experienced temperature excursions during shipment (this kit included BMS 8-79 type 120 material). No additional out-time was logged on any material out-time log indicating to total accumulation of out-time. The customer time-out log is provided with the kit but does not have provisions for recording additional out-time. Internal procedure RR 800-3 Rev. GR2 does not include instructions for handling customer provided material during receiving.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			1			MAJOR			CLOSED			AC7118			A			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			Material time-out logs must be completed including any excursions identified during shipment.



Material kit 149W5194-2 supplied by the customer (ShinMaywa) experienced temperature excursions during shipment (this kit included BMS 8-79 type 120 material). No additional out-time was logged on any material out-time log indicating to total accumulation of out-time. The customer time-out log is provided with the kit but does not have provisions for recording additional out-time. Internal procedure RR 800-3 Rev. GR2 does not include instructions for handling customer provided material during receiving.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			2			MAJOR			CLOSED			AC7118			A			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Purchased material must be verified during receiving to the drawing/specification requirements including the revision level.

Film adhesive BMS 5-129 rev. L was received as Rev. F and Core BMS 8-124 Rev. AB was received as Rev. R. Yokohama internal material specification sheets do not have the current customer revision.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			2			MAJOR			CLOSED			AC7118			A			12c.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Purchased material must be verified during receiving to the drawing/specification requirements including the revision level.

Film adhesive BMS 5-129 rev. L was received as Rev. F and Core BMS 8-124 Rev. AB was received as Rev. R. Yokohama internal material specification sheets do not have the current customer revision.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			3			MAJOR			CLOSED			AC7118			A			12b.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Temperature sensitive material must be monitored during shipment and verified at receiving.

BMS 5-129 type 4 grade 5 (3M lot 6080B6) received on purchase order 506162811 has no record of temperature monitoring during shipment. Chart recorder data was not found or indicated as verified during receiving.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			4			MINOR			CLOSED			AC7118			A			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Documented procedures for EMA's are required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments
-	Cleaning requirements

No documented procedures exist for the EMA's. The EMA's in practice comply to the customer requirements, however there are no documented procedures per AC 7118 rev. A.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			4			MINOR			CLOSED			AC7118			A			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Documented procedures for EMA's are required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments
-	Cleaning requirements

No documented procedures exist for the EMA's. The EMA's in practice comply to the customer requirements, however there are no documented procedures per AC 7118 rev. A.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			4			MINOR			CLOSED			AC7118			A			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			Documented procedures for EMA's are required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments
-	Cleaning requirements

No documented procedures exist for the EMA's. The EMA's in practice comply to the customer requirements, however there are no documented procedures per AC 7118 rev. A.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			4			MINOR			CLOSED			AC7118			A			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			Documented procedures for EMA's are required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments
-	Cleaning requirements

No documented procedures exist for the EMA's. The EMA's in practice comply to the customer requirements, however there are no documented procedures per AC 7118 rev. A.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			4			MINOR			CLOSED			AC7118			A			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Documented procedures for EMA's are required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments
-	Cleaning requirements

No documented procedures exist for the EMA's. The EMA's in practice comply to the customer requirements, however there are no documented procedures per AC 7118 rev. A.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			4			MINOR			CLOSED			AC7118			A			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Documented procedures for EMA's are required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments
-	Cleaning requirements

No documented procedures exist for the EMA's. The EMA's in practice comply to the customer requirements, however there are no documented procedures per AC 7118 rev. A.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			5			MAJOR			CLOSED			AC7118			A			20d.2.6			20a-d.2.6			20			Are process control panels processed in accordance with customer requirements?			Cure verification methods using an eraser for rubbing or Shore A Durometer test per BAC 5010 Type 44 (PSD 6-163) paragraph 8.2.7.g is required.

No test method is specified for the verification of cured sealant/adhesive per BAC 5010 Type 44 (PSD 6-163) paragraph 8.2.7.g.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			5			MAJOR			CLOSED			AC7118			A			8.6.5			8.6.5			8.			As required, are process control panels or tag end specimens processed and cured concurrently with the part they represent?			Cure verification methods using an eraser for rubbing or Shore A Durometer test per BAC 5010 Type 44 (PSD 6-163) paragraph 8.2.7.g is required.

No test method is specified for the verification of cured sealant/adhesive per BAC 5010 Type 44 (PSD 6-163) paragraph 8.2.7.g.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			6			MINOR			CLOSED			AC7118			A			10.1.11			10.1.11			10			Are all specimens tested by the laboratory recorded (such as tested completion/failure, replaced, re-test)?			Documented laboratory procedures are required for the disposition of samples, the protection of specimens, and the recording of all specimens tested including failed, re-test or replaced.

Lab procedure ER851-31 Rev. R3 does not address the disposition of samples, the protection of specimens, and the recording of all specimens tested including failed, re-test or replaced.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			6			MINOR			CLOSED			AC7118			A			10.1.2-c.			10.1.2-c.			10			Disposition of samples.			Documented laboratory procedures are required for the disposition of samples, the protection of specimens, and the recording of all specimens tested including failed, re-test or replaced.

Lab procedure ER851-31 Rev. R3 does not address the disposition of samples, the protection of specimens, and the recording of all specimens tested including failed, re-test or replaced.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			6			MINOR			CLOSED			AC7118			A			10.1.6			10.1.6			10			Are procedures in place to protect specimens from damage prior to test?			Documented laboratory procedures are required for the disposition of samples, the protection of specimens, and the recording of all specimens tested including failed, re-test or replaced.

Lab procedure ER851-31 Rev. R3 does not address the disposition of samples, the protection of specimens, and the recording of all specimens tested including failed, re-test or replaced.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			7			MINOR			CLOSED			AC7118			A			8.1.2			8.1.2			8.			Is there a documneted procedure or work instruction for the placement of thermocouples?			A document procedure or work instruction is required for the placement of thermocouples.

No document procedure or work instruction for the placement of thermocouples was found during the audit.


			118179			Kevin Canfield			Yokohama Rubber Co Ltd			23-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6113796263			8			MAJOR			CLOSED			AC7118			A			20a.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, pressure, vacuum, time, etc.) monitored, recorded and verified per requirements?			Cure requirements must be monitored, recorded and verified.

Thermal profile AA-6-220 specified the tool position in the autoclave and thermocouple placement for the tool. The tool was placed 90 degrees out of position in the autoclave to the approved requirement and the thermocouples (2) were placed in the center of tool. The thermocouples should be place with one in the center of the tool and the other at the end facing the autoclave door per thermal profile.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			1			MAJOR			CLOSED			AC7118			A			17.2.8			17.2.8			17			Does the supplier have an approved thermal profile on file per customer requirements?			On job number NBJ6-0356, P/N 88232-1 - EWI 9.3.003 (Work Instruction) para. 4.3.1 states "Use the thermal profile map on the specific tool and/or part for thermocouple location." The tool does not have a thermal profile and the work order does not define TC location. Customer specification requires that the thermocouple be placed at the slowest heat rise area - this could not be defined without a thermal profile. This is a customer supplied tool.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			1			MAJOR			CLOSED			AC7118			A			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			On job number NBJ6-0356, P/N 88232-1 - EWI 9.3.003 (Work Instruction) para. 4.3.1 states "Use the thermal profile map on the specific tool and/or part for thermocouple location." The tool does not have a thermal profile and the work order does not define TC location. Customer specification requires that the thermocouple be placed at the slowest heat rise area - this could not be defined without a thermal profile. This is a customer supplied tool.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			1			MAJOR			CLOSED			AC7118			A			7.6.1			7.6.1			7.			Are records of  thermal profiles on file, per customer requirements?			On job number NBJ6-0356, P/N 88232-1 - EWI 9.3.003 (Work Instruction) para. 4.3.1 states "Use the thermal profile map on the specific tool and/or part for thermocouple location." The tool does not have a thermal profile and the work order does not define TC location. Customer specification requires that the thermocouple be placed at the slowest heat rise area - this could not be defined without a thermal profile. This is a customer supplied tool.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			1			MAJOR			CLOSED			AC7118			A			8.1.2			8.1.2			8.			Is there a documneted procedure or work instruction for the placement of thermocouples?			On job number NBJ6-0356, P/N 88232-1 - EWI 9.3.003 (Work Instruction) para. 4.3.1 states "Use the thermal profile map on the specific tool and/or part for thermocouple location." The tool does not have a thermal profile and the work order does not define TC location. Customer specification requires that the thermocouple be placed at the slowest heat rise area - this could not be defined without a thermal profile. This is a customer supplied tool.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			2			MINOR			CLOSED			AC7118			A			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			There is no method to define release agent cure completion. There is a statement in the traveler to allow the release agent to cure for a certain time but no place to record time or procedure to attach notification to tool. Auditor witnessed appropriate cure times used before returning tool to CCA.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			2			MINOR			CLOSED			AC7118			A			7.5.3			7.5.3			7.			Is mold release fully cured prior to lay-up, adhesive bonding, and/or infusion?			There is no method to define release agent cure completion. There is a statement in the traveler to allow the release agent to cure for a certain time but no place to record time or procedure to attach notification to tool. Auditor witnessed appropriate cure times used before returning tool to CCA.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			3			MAJOR			CLOSED			AC7118			A			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			On job number NBJ6-0356, P/N 88232-1 - customer (Northrop Grumman) specification PS 22-80-00 para 3.5.5 D through F calls out for a series of steps for room temperature debulk: 1 - Pull vacuum of not less than 25"hg for 5 minutes. 2 - Release vacuum and rub out wrinkles. 3 - Reapply 25"hg vacuum for 5 minutes. Part was debulked for over 30 minutes at an unknown vacuum since there was no vacuum gage used. The Work Instruction stated only "Debulk".


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			3			MAJOR			CLOSED			AC7118			A			16b.2.13			16a-c.2.13			16			Are debulks compliant to the documented procedure or training?			On job number NBJ6-0356, P/N 88232-1 - customer (Northrop Grumman) specification PS 22-80-00 para 3.5.5 D through F calls out for a series of steps for room temperature debulk: 1 - Pull vacuum of not less than 25"hg for 5 minutes. 2 - Release vacuum and rub out wrinkles. 3 - Reapply 25"hg vacuum for 5 minutes. Part was debulked for over 30 minutes at an unknown vacuum since there was no vacuum gage used. The Work Instruction stated only "Debulk".


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			3			MAJOR			CLOSED			AC7118			A			8.1.5			8.1.5			8.			Are there documented procedures or work instructions for debulking per customer requirements?			On job number NBJ6-0356, P/N 88232-1 - customer (Northrop Grumman) specification PS 22-80-00 para 3.5.5 D through F calls out for a series of steps for room temperature debulk: 1 - Pull vacuum of not less than 25"hg for 5 minutes. 2 - Release vacuum and rub out wrinkles. 3 - Reapply 25"hg vacuum for 5 minutes. Part was debulked for over 30 minutes at an unknown vacuum since there was no vacuum gage used. The Work Instruction stated only "Debulk".


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			4			MINOR			CLOSED			AC7118			A			22.2.4			22.2.4			22			Are all bond surfaces prepared and protected prior to the bonding operation?			On job number BBS6-0352, P/N 17P1A2657-441 - The inserts to be bonded had been degreased and protected for bonding but were then handled with bare hands during the bonding procedure, recontaminating the parts.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			5			MINOR			CLOSED			AC7118			A			11.3.6			11.3.6			11			Have changes to the work instructions/traveler (edits, etc.) been performed in accordance to established policies, procedures, and program directives?			A) On job number PBS-2-0622, P/N AWE8343-501HC89 - The traveller calls out Operation 110 for trimming; however, trim procedure is Operation 100 in W/I.
Also on the same job, the W/I calls out trim tool WE8343-1; however, the tool is identified as WE8343-501.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			5			MINOR			CLOSED			AC7118			A			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			A) On job number PBS-2-0622, P/N AWE8343-501HC89 - The traveller calls out Operation 110 for trimming; however, trim procedure is Operation 100 in W/I.
Also on the same job, the W/I calls out trim tool WE8343-1; however, the tool is identified as WE8343-501.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			6			MINOR			CLOSED			AC7118			A			11.3.4			11.3.4			11			Are material batches, roll numbers, lot numbers, and other traceable information recorded on the traveler or work instruction?			Although all required traceable information is recorded on the traveler, the traveler job number is tied only to the customer purchase order. In other words, if the purchase order is for 35 units, all 35 parts will have the same job/traveler number, making component traceability nearly impossible. The supplier feels that traceability can be defined by the proximity of the mfg completion date and invoice date; however, if more than one part from the same PO is made on the same day, individual traceability is lost.


			117328			David Kennedy			Performance Plastics Inc			29-Jan-07			REACCRED			Certificate Issued			COMP			United States			6113975521			7			MINOR			CLOSED			AC7118			A			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			Element Work Instruction No. 15.1.001 - Storage and Handling Dated Materials does not address the steps taken for recording out time adjustments from data retrieved from the shipping recorders. The auditor has witnessed how the transaction is performed and is satisfied that the action is completed, but could not find any written procedure to support it.


			117718			Kevin Canfield			Kameda Sangyo Company Ltd			29-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6114979380			1			MINOR			CLOSED			AC7118			A			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Documented procedures for EMA's are required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments

No documented procedures exist for the EMA's. The EMA's in practice comply with customer requirements, however there are no documented procedures per AC 7118 rev. A.


			117718			Kevin Canfield			Kameda Sangyo Company Ltd			29-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6114979380			1			MINOR			CLOSED			AC7118			A			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Documented procedures for EMA's are required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments

No documented procedures exist for the EMA's. The EMA's in practice comply with customer requirements, however there are no documented procedures per AC 7118 rev. A.


			117718			Kevin Canfield			Kameda Sangyo Company Ltd			29-Jan-07			REACCRED			Certificate Issued			COMP			Japan			6114979380			1			MINOR			CLOSED			AC7118			A			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Documented procedures for EMA's are required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments

No documented procedures exist for the EMA's. The EMA's in practice comply with customer requirements, however there are no documented procedures per AC 7118 rev. A.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			1			MINOR			CLOSED			AC7118			A			16a.2.8			16a-c.2.8			16			If prepreg/fiber/fabric is trimmed in place with a cutting tool, are measures taken (e.g. chims) to protect other plies and/or tools from being cut?			A technician was observed trimming a pattern on a graphite tool without using a shim to protect the tool.  However, the technique used by the technician placed the blade at an angle that prevented cutting of the tool surface.  The surface of the tool, which has been in continuous production for more than two years, was inspected and found to be free of any damage from the current or previous similar practices.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			1			MINOR			CLOSED			AC7118			A			8.1.6			8.1.6			8.			If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?			A technician was observed trimming a pattern on a graphite tool without using a shim to protect the tool.  However, the technique used by the technician placed the blade at an angle that prevented cutting of the tool surface.  The surface of the tool, which has been in continuous production for more than two years, was inspected and found to be free of any damage from the current or previous similar practices.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			2			MINOR			CLOSED			AC7118			A			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			When tool # CUF 3671219F01001-2 (tool for Global Hawk upper aft skin) was prepared, mold release was applied by pouring the mold release from the 1-gallon can onto a rag.  This resulted in contamination of the exterior of the can. The can was then placed back into flammable storage with various tool cleaning supplies.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			3			MINOR			CLOSED			AC7118			A			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			One roll of prepreg and three rolls of adhesive in the freezer were observed to be improperly stored.  All four rolls in question had no core extending past the edge of the material.  Each of the three adhesive rolls was resting horizontally on two semi-circular styrofoam blocks approximately 4 inches wide.  The roll of prepreg was stored vertically.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			3			MINOR			CLOSED			AC7118			A			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			One roll of prepreg and three rolls of adhesive in the freezer were observed to be improperly stored.  All four rolls in question had no core extending past the edge of the material.  Each of the three adhesive rolls was resting horizontally on two semi-circular styrofoam blocks approximately 4 inches wide.  The roll of prepreg was stored vertically.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			3			MINOR			CLOSED			AC7118			A			14a.2.10			14a-b.2.10			14			Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?			One roll of prepreg and three rolls of adhesive in the freezer were observed to be improperly stored.  All four rolls in question had no core extending past the edge of the material.  Each of the three adhesive rolls was resting horizontally on two semi-circular styrofoam blocks approximately 4 inches wide.  The roll of prepreg was stored vertically.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			3			MINOR			CLOSED			AC7118			A			14a.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			One roll of prepreg and three rolls of adhesive in the freezer were observed to be improperly stored.  All four rolls in question had no core extending past the edge of the material.  Each of the three adhesive rolls was resting horizontally on two semi-circular styrofoam blocks approximately 4 inches wide.  The roll of prepreg was stored vertically.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			3			MINOR			CLOSED			AC7118			A			14b.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			One roll of prepreg and three rolls of adhesive in the freezer were observed to be improperly stored.  All four rolls in question had no core extending past the edge of the material.  Each of the three adhesive rolls was resting horizontally on two semi-circular styrofoam blocks approximately 4 inches wide.  The roll of prepreg was stored vertically.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			4			MINOR			CLOSED			AC7118			A			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Although most bonding done by this supplier uses kitted adhesive systems, the adhesives used for miscellaneous bonding and repair is a conventional two-part adhesive system.  However, the work instructions for both are the same.  Work instructions for conventional two-part adhesives have no provisions for the technician to record the mix ratio, actual weights of components mixed, mix time or pot life expiration time.  For the job audited, all of the work was performed correctly; however the information was not recorded in the documentation because there was no place to record it.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			4			MINOR			CLOSED			AC7118			A			8.6.6			8.6.6			8.			Are there documented procedures or work instructions specifying resin mix ratios?			Although most bonding done by this supplier uses kitted adhesive systems, the adhesives used for miscellaneous bonding and repair is a conventional two-part adhesive system.  However, the work instructions for both are the same.  Work instructions for conventional two-part adhesives have no provisions for the technician to record the mix ratio, actual weights of components mixed, mix time or pot life expiration time.  For the job audited, all of the work was performed correctly; however the information was not recorded in the documentation because there was no place to record it.


			118397			Harry Coffee			Aurora Flight Sciences of West Virginia			29-Jan-07			INITIAL			Certificate Issued			COMP			United States			6109418128			4			MINOR			CLOSED			AC7118			A			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Although most bonding done by this supplier uses kitted adhesive systems, the adhesives used for miscellaneous bonding and repair is a conventional two-part adhesive system.  However, the work instructions for both are the same.  Work instructions for conventional two-part adhesives have no provisions for the technician to record the mix ratio, actual weights of components mixed, mix time or pot life expiration time.  For the job audited, all of the work was performed correctly; however the information was not recorded in the documentation because there was no place to record it.


			118886			Kevin Canfield			Fuji Heavy Industries Ltd.			31-Jan-07			INITIAL			Certificate Issued			COMP			Japan			6119804023			1			MAJOR			CLOSED			AC7118			A			4.4.3			4.4.3			4.			Are supplier software records maintained and are software backups secured in a remote location for disaster recovery in accordance with customer(s) data retention requirements?NOTE: The requirements for software records should be documented.			A document software procedure is required that addresses 1) software backups secured in a remote location for disaster recovery, 2) protect software from unauthorized changes, and 3) prevent the unauthorized use of obsolete software. In addition, BAC 5578 paragraph 13.4.f requires that software documentation of Controlled Operations (CO) be retained for the duration of the production of the part.

Software procedure FTM9-92 for NC Control Plan does not provided procedure for 1) software backups secured in a remote location for disaster recovery, 2) protect software from unauthorized changes, 3) prevent the unauthorized use of obsolete software, and 4) the software documentation retention time for laser ply programs used for ply placement are identified as CO are not defined per customer requirement in BAC 5578 paragraph 13.4.f.


			118886			Kevin Canfield			Fuji Heavy Industries Ltd.			31-Jan-07			INITIAL			Certificate Issued			COMP			Japan			6119804023			1			MAJOR			CLOSED			AC7118			A			4.4.7			4.4.7			4.			Does the supplier have a documented procedure to protect the software from unauthorized changes?			A document software procedure is required that addresses 1) software backups secured in a remote location for disaster recovery, 2) protect software from unauthorized changes, and 3) prevent the unauthorized use of obsolete software. In addition, BAC 5578 paragraph 13.4.f requires that software documentation of Controlled Operations (CO) be retained for the duration of the production of the part.

Software procedure FTM9-92 for NC Control Plan does not provided procedure for 1) software backups secured in a remote location for disaster recovery, 2) protect software from unauthorized changes, 3) prevent the unauthorized use of obsolete software, and 4) the software documentation retention time for laser ply programs used for ply placement are identified as CO are not defined per customer requirement in BAC 5578 paragraph 13.4.f.


			118886			Kevin Canfield			Fuji Heavy Industries Ltd.			31-Jan-07			INITIAL			Certificate Issued			COMP			Japan			6119804023			1			MAJOR			CLOSED			AC7118			A			4.4.8			4.4.8			4.			Does the supplier's documented procedure prevent unathorized use of obsolete software?			A document software procedure is required that addresses 1) software backups secured in a remote location for disaster recovery, 2) protect software from unauthorized changes, and 3) prevent the unauthorized use of obsolete software. In addition, BAC 5578 paragraph 13.4.f requires that software documentation of Controlled Operations (CO) be retained for the duration of the production of the part.

Software procedure FTM9-92 for NC Control Plan does not provided procedure for 1) software backups secured in a remote location for disaster recovery, 2) protect software from unauthorized changes, 3) prevent the unauthorized use of obsolete software, and 4) the software documentation retention time for laser ply programs used for ply placement are identified as CO are not defined per customer requirement in BAC 5578 paragraph 13.4.f.


			118886			Kevin Canfield			Fuji Heavy Industries Ltd.			31-Jan-07			INITIAL			Certificate Issued			COMP			Japan			6119804023			2			MAJOR			CLOSED			AC7118			A			11.3.6			11.3.6			11			Have changes to the work instructions/traveler (edits, etc.) been performed in accordance to established policies, procedures, and program directives?			Changes to work instructions / travelers must be approved and controlled.

Changes were made to WPS documents however the planning operation was not updated to include the change. Work Order GC006986 at operation 140 specified WPS 34 for the prefit of details and WPS 35 should have been specified. Work Order GC016657 at operation 0080 specified WPS 7 for bagging requirements and WPS 7-1 should have been specified.


			118886			Kevin Canfield			Fuji Heavy Industries Ltd.			31-Jan-07			INITIAL			Certificate Issued			COMP			Japan			6119804023			2			MAJOR			CLOSED			AC7118			A			16b.2.15			16a-b.2.15			16			If applicable, are pre-fit operations (e.g. verifilms) performed and compliant to the documented procedure?			Changes to work instructions / travelers must be approved and controlled.

Changes were made to WPS documents however the planning operation was not updated to include the change. Work Order GC006986 at operation 140 specified WPS 34 for the prefit of details and WPS 35 should have been specified. Work Order GC016657 at operation 0080 specified WPS 7 for bagging requirements and WPS 7-1 should have been specified.


			118886			Kevin Canfield			Fuji Heavy Industries Ltd.			31-Jan-07			INITIAL			Certificate Issued			COMP			Japan			6119804023			2			MAJOR			CLOSED			AC7118			A			17.2.2			17.2.2			17			Is the part bagged prior to cure per customer requirements?For closed mold, bagging is not done.			Changes to work instructions / travelers must be approved and controlled.

Changes were made to WPS documents however the planning operation was not updated to include the change. Work Order GC006986 at operation 140 specified WPS 34 for the prefit of details and WPS 35 should have been specified. Work Order GC016657 at operation 0080 specified WPS 7 for bagging requirements and WPS 7-1 should have been specified.


			118886			Kevin Canfield			Fuji Heavy Industries Ltd.			31-Jan-07			INITIAL			Certificate Issued			COMP			Japan			6119804023			2			MAJOR			CLOSED			AC7118			A			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Changes to work instructions / travelers must be approved and controlled.

Changes were made to WPS documents however the planning operation was not updated to include the change. Work Order GC006986 at operation 140 specified WPS 34 for the prefit of details and WPS 35 should have been specified. Work Order GC016657 at operation 0080 specified WPS 7 for bagging requirements and WPS 7-1 should have been specified.


			118886			Kevin Canfield			Fuji Heavy Industries Ltd.			31-Jan-07			INITIAL			Certificate Issued			COMP			Japan			6119804023			3			MINOR			CLOSED			AC7118			A			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			A documented procedure is required that describes the actions to take when a specified temperature / humidity requirement in the CCA is exceeded.

Procedure FSD-G-8367 Rev. n/c does not describe the actions to take when a specified temperature / humidity requirement in the CCA is exceeded.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			1			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.13			10.1.13			10			Do documented procedures establish a policy for replacement and re-testing?			The internal procedure for mechanical tesing does not state:
1. Any policy for replacement or re-testing.
2. Inspection and validation of testing tools and fixtures.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			1			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			The internal procedure for mechanical tesing does not state:
1. Any policy for replacement or re-testing.
2. Inspection and validation of testing tools and fixtures.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			2			MINOR			CLOSED			AC7118			A 29-Jan-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			1.Operation 90 was conducted before operation 30 for part number 35828620003A01 works order number 590393.
Op 90 can be conducted before op 30 and if this is to continue the job card requires amending.
2. Operation for tool preperation not endorsed by operator for part number 95-81815-003A01 works order 591096.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Purchase orders did not state the revision number for materails, adhesives, resin or detail part for job audits conducted reference checklist number 12.
Also incoming certs from suppliers stated different specification numbers than that on the purchase order.ie;
Purchase order for Airbus core ECA4.8-64 staes specification number AIMS1101-001 Grade H - 10mm. Incoming Cert from supplier states I+D-P-176


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Purchase orders did not state the revision number for materails, adhesives, resin or detail part for job audits conducted reference checklist number 12.
Also incoming certs from suppliers stated different specification numbers than that on the purchase order.ie;
Purchase order for Airbus core ECA4.8-64 staes specification number AIMS1101-001 Grade H - 10mm. Incoming Cert from supplier states I+D-P-176


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			12c.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Purchase orders did not state the revision number for materails, adhesives, resin or detail part for job audits conducted reference checklist number 12.
Also incoming certs from suppliers stated different specification numbers than that on the purchase order.ie;
Purchase order for Airbus core ECA4.8-64 staes specification number AIMS1101-001 Grade H - 10mm. Incoming Cert from supplier states I+D-P-176


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			12d.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Purchase orders did not state the revision number for materails, adhesives, resin or detail part for job audits conducted reference checklist number 12.
Also incoming certs from suppliers stated different specification numbers than that on the purchase order.ie;
Purchase order for Airbus core ECA4.8-64 staes specification number AIMS1101-001 Grade H - 10mm. Incoming Cert from supplier states I+D-P-176


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			4			MINOR			CLOSED			AC7118			A 29-Jan-07			17.2.8			17.2.8			17			Does the supplier have an approved thermal profile on file per customer requirements?			Thermal profile for EADS CASA tool for the A400M Spar part number M552A1050200 did not have a record of the thermal profile. (Just started production)


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			5			MAJOR			CLOSED			AC7118			A 29-Jan-07			20a.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, pressure, vacuum, time, etc.) monitored, recorded and verified per requirements?			1.Curing parameters are verified and endosred by the inspector reviewing the cure chart for the autoclave and oven. The chart does not have all the parameters indicated, so the  verification cannot be conducted fully.
2. The Oven chart does not record the vacuum, This is only indicated outside the oven.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			5			MAJOR			CLOSED			AC7118			A 29-Jan-07			20b.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, vacuum, time, etc.) monitored, recorded and verified per requirements?			1.Curing parameters are verified and endosred by the inspector reviewing the cure chart for the autoclave and oven. The chart does not have all the parameters indicated, so the  verification cannot be conducted fully.
2. The Oven chart does not record the vacuum, This is only indicated outside the oven.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			5			MAJOR			CLOSED			AC7118			A 29-Jan-07			8.7.1			8.7.1			8.			Are cure requirements (i.e., temperature, pressure, vacuum, hold times, ramp rates, etc.) monitored, recorded and verified per customer requirements?			1.Curing parameters are verified and endosred by the inspector reviewing the cure chart for the autoclave and oven. The chart does not have all the parameters indicated, so the  verification cannot be conducted fully.
2. The Oven chart does not record the vacuum, This is only indicated outside the oven.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			6			MINOR			CLOSED			AC7118			A 29-Jan-07			22.2.6			22.2.6			22			Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			The mix ratio or operater for sealant  Z18115 was not recorded in the register or on the job card for part number 3582862-0003A01 works order 590393
This had previously been recorded in the register.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			6			MINOR			CLOSED			AC7118			A 29-Jan-07			8.6.7			8.6.7			8.			Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			The mix ratio or operater for sealant  Z18115 was not recorded in the register or on the job card for part number 3582862-0003A01 works order 590393
This had previously been recorded in the register.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			7			MINOR			CLOSED			AC7118			A 29-Jan-07			23a.2.10			23a-c.2.10			23			Are results from all tested specimens recorded (such as tested completion/failure, replaced, re-test)?			Internal procedure for mechanical testing SACE 2002 requires updating to include new working practices for recording of test results - Computer generated doocument now used.


			118469			Dimple Matharoo			Sacesa			05-Feb-07			REACCRED			Certificate Issued			COMP			Spain			6111895807			8			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.15			6.2.15			6.			Is sweeping or other dust dispersing methods prohibited when lay-up is in progress or uncovered adhesives, sealant primers, composites, tooling, etc. are in the CCA?			Sweeping of dust was being conducted during lay-up operations.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			1			MINOR			CLOSED			AC7118			A 29-Jan-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			A roll of BMS5-101 Type II Grade 10 film adhesive that was warming to room temperature in the bag was observed to be resting on a work surface in the CCA, not supported by the core.  Also, in the freezer, two rolls of prepreg were observed to be stored improperly as well.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			1			MINOR			CLOSED			AC7118			A 29-Jan-07			12b.2.5			12a-g.2.5			12			Are materials adequately protected from damage and contamination? (e.g., bags are not torn, seals are not damaged, etc.)			A roll of BMS5-101 Type II Grade 10 film adhesive that was warming to room temperature in the bag was observed to be resting on a work surface in the CCA, not supported by the core.  Also, in the freezer, two rolls of prepreg were observed to be stored improperly as well.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			1			MINOR			CLOSED			AC7118			A 29-Jan-07			14a.2.10			14a-b.2.10			14			Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?			A roll of BMS5-101 Type II Grade 10 film adhesive that was warming to room temperature in the bag was observed to be resting on a work surface in the CCA, not supported by the core.  Also, in the freezer, two rolls of prepreg were observed to be stored improperly as well.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			1			MINOR			CLOSED			AC7118			A 29-Jan-07			14a.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			A roll of BMS5-101 Type II Grade 10 film adhesive that was warming to room temperature in the bag was observed to be resting on a work surface in the CCA, not supported by the core.  Also, in the freezer, two rolls of prepreg were observed to be stored improperly as well.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			1			MINOR			CLOSED			AC7118			A 29-Jan-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			A roll of BMS5-101 Type II Grade 10 film adhesive that was warming to room temperature in the bag was observed to be resting on a work surface in the CCA, not supported by the core.  Also, in the freezer, two rolls of prepreg were observed to be stored improperly as well.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			2			MINOR			CLOSED			AC7118			A 29-Jan-07			16a.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			High-quality Steinel heat guns are used.  The current to the heaters is adjustable, but there is no indication of the air temperature from the guns, and no testing is done to determine or control their temperature.  There is a requirement for a maximum temperature of 200F for the film adhesives used.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			2			MINOR			CLOSED			AC7118			A 29-Jan-07			16b.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			High-quality Steinel heat guns are used.  The current to the heaters is adjustable, but there is no indication of the air temperature from the guns, and no testing is done to determine or control their temperature.  There is a requirement for a maximum temperature of 200F for the film adhesives used.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			2			MINOR			CLOSED			AC7118			A 29-Jan-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			High-quality Steinel heat guns are used.  The current to the heaters is adjustable, but there is no indication of the air temperature from the guns, and no testing is done to determine or control their temperature.  There is a requirement for a maximum temperature of 200F for the film adhesives used.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			3			MINOR			CLOSED			AC7118			A 29-Jan-07			17.2.5			17.2.5			17			Are leak checks on tools (i.e. mold, vacuum bags, etc.) performed to the documented procedures?			Supplier uses USAF Technical Orders and MIL-HDBK-337 for procedural guidance in metal bonding.  MIL-HDBK-337 requires a vacuum leak check with a maximum leak rate of 0.1 psi per minute.  The technicians observed bagging parts in the CCA during this audit found and repaired leaks in the bags, but did not confirm that the leak rate was at or below the specified rate.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			3			MINOR			CLOSED			AC7118			A 29-Jan-07			8.3.4			8.3.4			8.			Do documneted procedures exist to check the tools/bags for leaks prior to cure?  (prepreg/adhesive/rfi, metal bond, liquid resin processing)			Supplier uses USAF Technical Orders and MIL-HDBK-337 for procedural guidance in metal bonding.  MIL-HDBK-337 requires a vacuum leak check with a maximum leak rate of 0.1 psi per minute.  The technicians observed bagging parts in the CCA during this audit found and repaired leaks in the bags, but did not confirm that the leak rate was at or below the specified rate.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			4			MINOR			CLOSED			AC7118			A 29-Jan-07			6.2.6			6.2.6			6.			Is the CCA maintained under positive pressure?			CCA does not appear to be maintained under positive pressure, based on door-opening resistance.  There is no procedure to test for positive pressure periodically.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			5			MINOR			CLOSED			AC7118			A 29-Jan-07			6.1.2			6.1.2			6.			Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?			No documented procedure exists for actions to be taken if there is a failure of the material storage freezers, although technicians questioned knew what to do.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			6			MINOR			CLOSED			AC7118			A 29-Jan-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			No documented procedure exists for actions to be taken in the event that there is an excursion of CCA temperature or humidity outside limits, although technicians questioned knew what to do.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			7			MINOR			CLOSED			AC7118			A 29-Jan-07			6.2.12			6.2.12			6.			Is there a documented procedure established cleaning of  the following (within the CCA): floors, walls, ceilings, transport equipment, light fixtures, tools, storage areas and tables/work stations using approved materials?			No documented procedure exists for cleaning the CCA.


			120789			Harry Coffee			Sabreliner Corp			06-Feb-07			INITIAL			Certificate Issued			COMP			United States			6120115882			8			MINOR			CLOSED			AC7118			A 29-Jan-07			6.2.2			6.2.2			6.			If applicable, is the compressed air supply in the CCA filtered to remove oil, water and particles and are the filters monitored for periodic replacement?			Standard shop air is used in the CCA for adhesive dispensers and occasionally to apply vacuum to bagged parts.  There are no additional filters on the CCA compressed air supply to remove particulates, oil or water.  The quality of the CCA air supply is never checked.


			119785			David Kennedy			Nikkiso Co Ltd			07-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6113985948			1			MINOR			CLOSED			AC7118			A			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Paragraph 5.1.3, 11.2.5, and 12a.2.11 require that out time and temperature are controlled and traceable from the point of purchase. Individual box temperature recorders are not used, but the supplier maintains a record of the temperature recorders retrieved from the transport vehicle. However, temperature excursions from these charts are not entered as out time. Note: customer specification RMS 081 paragraph 4.2.6 states that out time begins "from date of receipt".


			119785			David Kennedy			Nikkiso Co Ltd			07-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6113985948			1			MINOR			CLOSED			AC7118			A			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Paragraph 5.1.3, 11.2.5, and 12a.2.11 require that out time and temperature are controlled and traceable from the point of purchase. Individual box temperature recorders are not used, but the supplier maintains a record of the temperature recorders retrieved from the transport vehicle. However, temperature excursions from these charts are not entered as out time. Note: customer specification RMS 081 paragraph 4.2.6 states that out time begins "from date of receipt".


			119785			David Kennedy			Nikkiso Co Ltd			07-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6113985948			1			MINOR			CLOSED			AC7118			A			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			Paragraph 5.1.3, 11.2.5, and 12a.2.11 require that out time and temperature are controlled and traceable from the point of purchase. Individual box temperature recorders are not used, but the supplier maintains a record of the temperature recorders retrieved from the transport vehicle. However, temperature excursions from these charts are not entered as out time. Note: customer specification RMS 081 paragraph 4.2.6 states that out time begins "from date of receipt".


			119785			David Kennedy			Nikkiso Co Ltd			07-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6113985948			2			MINOR			CLOSED			AC7118			A			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			Paragraph 13.2.2 requires that release agents be fully cured before the tool is returned to the clean room. The material specification of Frekote 700NC calls for a minimum cure time of 5 to 10 minutes; however, the tooling is repeatedly returned to the CCA by robot within 2 minutes of application. It should be noted that upon returning to the clean room, lay up does not begin for another three hours.


			119785			David Kennedy			Nikkiso Co Ltd			07-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6113985948			3			MAJOR			CLOSED			AC7118			A			14b.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			Paragraphs 5.1.11, 5.1.13, and 14b2.11 and the customer specification  (RPS 23.00) require that the bags containing prepreg be sealed before and during freezer storage. The bags used to store kits in the freezer are used so many times that some have developed small holes corrupting the required seal.


			119785			David Kennedy			Nikkiso Co Ltd			07-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6113985948			3			MAJOR			CLOSED			AC7118			A			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Paragraphs 5.1.11, 5.1.13, and 14b2.11 and the customer specification  (RPS 23.00) require that the bags containing prepreg be sealed before and during freezer storage. The bags used to store kits in the freezer are used so many times that some have developed small holes corrupting the required seal.


			119785			David Kennedy			Nikkiso Co Ltd			07-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6113985948			3			MAJOR			CLOSED			AC7118			A			5.1.13			5.1.13			5.			Is the adhesive, resin, prepreg, or potting sealed in an approved material or container prior to returning to cold storage?			Paragraphs 5.1.11, 5.1.13, and 14b2.11 and the customer specification  (RPS 23.00) require that the bags containing prepreg be sealed before and during freezer storage. The bags used to store kits in the freezer are used so many times that some have developed small holes corrupting the required seal.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			1			MINOR			CLOSED			AC7118			A			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			AOKI internal procedure CQ01-P3, B07 Rev 9 details the manufacturing steps for hand chamfering Nomex honeycomb core.  The procedure requires that rough chamfering be performed with a hand belt sander and finish chamfering be conducted with a hand router.  The operator used a hand router to perform the entire operation.  Although the finished core detail was acceptable, the operator is required to follow the detailed instructions or get the instructions modified to reflect actual practice.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			2			MAJOR			CLOSED			AC7118			A			5.1.14			5.1.14			5.			Is conditioned core (dried or cleaned) sealed in an approved material prior to returning to storage (if outside the CCA), if required by customer? (core processing only)			Vought Specification VSS 11115, Paragraph 3.5.2.3 requires that core be dried at elevated temperature prior to final trimming.  This requirement was not flowed down to the shop floor paperwork for any of the Vought part numbers produced, including 1159BH54202-13.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			2			MAJOR			CLOSED			AC7118			A			8.6.2			8.6.2			8.			Are the core and laminates dried prior to bonding per customer requirements? (prepreg/adhesive and core only)			Vought Specification VSS 11115, Paragraph 3.5.2.3 requires that core be dried at elevated temperature prior to final trimming.  This requirement was not flowed down to the shop floor paperwork for any of the Vought part numbers produced, including 1159BH54202-13.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			2			MAJOR			CLOSED			AC7118			A			8.8.1			8.8.1			8.			Are there documented procedures or work instructions for the drying of core material per customer requirements?			Vought Specification VSS 11115, Paragraph 3.5.2.3 requires that core be dried at elevated temperature prior to final trimming.  This requirement was not flowed down to the shop floor paperwork for any of the Vought part numbers produced, including 1159BH54202-13.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			3			MAJOR			CLOSED			AC7118			A			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			AOKI procedure DQ20-P! defines the temperature in the EMA to be controlled between 15.5 and 37.5C.  This reflects the customer requirements from ShinMaywa specification SJM 602. The cleaning log requires that the temperature and humidity be checked daily.  The log was signed off as acceptable for Monday, February 5, 2007.  The temperature of the EMA room was below the minimum requirement of 15.5C for most of the operating day on February 5th.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			3			MAJOR			CLOSED			AC7118			A			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			AOKI procedure DQ20-P! defines the temperature in the EMA to be controlled between 15.5 and 37.5C.  This reflects the customer requirements from ShinMaywa specification SJM 602. The cleaning log requires that the temperature and humidity be checked daily.  The log was signed off as acceptable for Monday, February 5, 2007.  The temperature of the EMA room was below the minimum requirement of 15.5C for most of the operating day on February 5th.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			4			MAJOR			CLOSED			AC7118			A			15b.2.3			15a-b.2.3			15			Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)?			BAC 5010 Paragraph 8.2.24 requires a 15-20 minute drying time in between brush coats of adhesive BMS5-127 Type 2, Class 2.  The shop floor paperwork did not provide specific drying times in between coats.  On shop order # A87056 (Boeing P/N 149W5238-2) the operator allowed each coat to dry approximately 5 minutes.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			5			MINOR			CLOSED			AC7118			A			20d.2.1			20a-d.2.1			20			Are curing parameters (e.g. vacuum, time max tool temp, pressure, etc.) monitored, recorded and verified per requirements?			Boeing P/N 149W5223-4 is potted with BMS5-28, Type 7 adhesive.  This adhesive requires a 24 hour pre-cure at 65-80F prior to further processing.  The inspection step for the potting operation is signed off immediately after the potting operation.  The cure time and temperature is not recorded or verified.  The entire process step was witnessed by the auditor.  It is standard practice that core is not moved onto the next process step until after 24 hours.   Also, the process is performed in a area where the temperature and humidity is continuously controlled and monitored.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			5			MINOR			CLOSED			AC7118			A			20d.2.2			20a-d.2.2			20			Is the cure record labeled with all applicable parameters (e.g. temperature, time, vacuum and clamping pressure) and retained as part of the manufacturing record?			Boeing P/N 149W5223-4 is potted with BMS5-28, Type 7 adhesive.  This adhesive requires a 24 hour pre-cure at 65-80F prior to further processing.  The inspection step for the potting operation is signed off immediately after the potting operation.  The cure time and temperature is not recorded or verified.  The entire process step was witnessed by the auditor.  It is standard practice that core is not moved onto the next process step until after 24 hours.   Also, the process is performed in a area where the temperature and humidity is continuously controlled and monitored.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			5			MINOR			CLOSED			AC7118			A			8.7.1			8.7.1			8.			Are cure requirements (i.e., temperature, pressure, vacuum, hold times, ramp rates, etc.) monitored, recorded and verified per customer requirements?			Boeing P/N 149W5223-4 is potted with BMS5-28, Type 7 adhesive.  This adhesive requires a 24 hour pre-cure at 65-80F prior to further processing.  The inspection step for the potting operation is signed off immediately after the potting operation.  The cure time and temperature is not recorded or verified.  The entire process step was witnessed by the auditor.  It is standard practice that core is not moved onto the next process step until after 24 hours.   Also, the process is performed in a area where the temperature and humidity is continuously controlled and monitored.


			116686			Steven Keck			AOKI CO. Ltd			08-Feb-07			INITIAL			Certificate Issued			COMP			Japan			6115611841			6			MINOR			CLOSED			AC7118			A			4.5.1			4.5.1			4.			Do documented procedures require training records of personnel?			Potting operations performed in accordance with BAC 5432 require specific training and annual certification to BSS 7650.  The key components for the operator's Potting Training are taken from BAC 5317.  This training does not address all of the requirements contained in BAC 5432.  All other aspects of operator training at AOKI were acceptable and fully documented.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			1			MINOR			CLOSED			AC7118			A			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Two chest type freezers located in the CCA/EMA area are used for temporary storage of film adhesive and prepreg.  One roll of adhesive and 2 rolls of prepreg were observed to be stored in these freezers horizontally, without core support.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			1			MINOR			CLOSED			AC7118			A			12b.2.12			12a-b, g.2.12			12			When material is returned to the cold storage facility, is the proper bagging material used and is it sealed?			Two chest type freezers located in the CCA/EMA area are used for temporary storage of film adhesive and prepreg.  One roll of adhesive and 2 rolls of prepreg were observed to be stored in these freezers horizontally, without core support.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			1			MINOR			CLOSED			AC7118			A			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Two chest type freezers located in the CCA/EMA area are used for temporary storage of film adhesive and prepreg.  One roll of adhesive and 2 rolls of prepreg were observed to be stored in these freezers horizontally, without core support.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			1			MINOR			CLOSED			AC7118			A			14a.2.10			14a-b.2.10			14			Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Two chest type freezers located in the CCA/EMA area are used for temporary storage of film adhesive and prepreg.  One roll of adhesive and 2 rolls of prepreg were observed to be stored in these freezers horizontally, without core support.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			1			MINOR			CLOSED			AC7118			A			14a.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			Two chest type freezers located in the CCA/EMA area are used for temporary storage of film adhesive and prepreg.  One roll of adhesive and 2 rolls of prepreg were observed to be stored in these freezers horizontally, without core support.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			1			MINOR			CLOSED			AC7118			A			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Two chest type freezers located in the CCA/EMA area are used for temporary storage of film adhesive and prepreg.  One roll of adhesive and 2 rolls of prepreg were observed to be stored in these freezers horizontally, without core support.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			2			MINOR			CLOSED			AC7118			A			16a.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Two different types of heat guns are used in the CCA and EMA.  Both are adjustable, and adjustments are made regularly by the technicians.  One of the two gun types has a rated maximum temperature capability of 300F.  Maximum temperature is not measured controlled.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			2			MINOR			CLOSED			AC7118			A			16b.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Two different types of heat guns are used in the CCA and EMA.  Both are adjustable, and adjustments are made regularly by the technicians.  One of the two gun types has a rated maximum temperature capability of 300F.  Maximum temperature is not measured controlled.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			2			MINOR			CLOSED			AC7118			A			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			Two different types of heat guns are used in the CCA and EMA.  Both are adjustable, and adjustments are made regularly by the technicians.  One of the two gun types has a rated maximum temperature capability of 300F.  Maximum temperature is not measured controlled.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			3			MINOR			CLOSED			AC7118			A			8.1.6			8.1.6			8.			If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?			Shims are generally not used to protect plies or tools from damage when prepreg or adhesive is trimmed on the tool.  However, in all cases observed, the technique employed to trim prepreg or adhesive showed great care for underlying material and tooling, and no damage to either was detected.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			4			MINOR			CLOSED			AC7118			A			11.3.4			11.3.4			11			Are material batches, roll numbers, lot numbers, and other traceable information recorded on the traveler or work instruction?			In the Traveler for Job ID # 18358-0000, Serial # 7308-0001, Item (step) 310 addresses the mixing of the two part adhesive for bonding.  The traveler specifies the mix ratio, but it does not require or provide a place for the technician to record the actual weights, does not require witness by a QA inspector, and does not require lap-shear specimens.  All other travelers for similar bonding operations require that the technician enter the weights of the components.  The technician performing this bonding operation entered the weights in a blank area of the traveler without prompting by the auditor.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			4			MINOR			CLOSED			AC7118			A			22.2.6			22.2.6			22			Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			In the Traveler for Job ID # 18358-0000, Serial # 7308-0001, Item (step) 310 addresses the mixing of the two part adhesive for bonding.  The traveler specifies the mix ratio, but it does not require or provide a place for the technician to record the actual weights, does not require witness by a QA inspector, and does not require lap-shear specimens.  All other travelers for similar bonding operations require that the technician enter the weights of the components.  The technician performing this bonding operation entered the weights in a blank area of the traveler without prompting by the auditor.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			4			MINOR			CLOSED			AC7118			A			8.6.7			8.6.7			8.			Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			In the Traveler for Job ID # 18358-0000, Serial # 7308-0001, Item (step) 310 addresses the mixing of the two part adhesive for bonding.  The traveler specifies the mix ratio, but it does not require or provide a place for the technician to record the actual weights, does not require witness by a QA inspector, and does not require lap-shear specimens.  All other travelers for similar bonding operations require that the technician enter the weights of the components.  The technician performing this bonding operation entered the weights in a blank area of the traveler without prompting by the auditor.


			117302			Harry Coffee			Helicomb Intl			12-Feb-07			INITIAL			Certificate Issued			COMP			United States			6109101969			5			MINOR			CLOSED			AC7118			A			23b.2.9			23a-c.2.9			23			Did the test comply with the work instructions/documented test procedures?			SS9612 Rev8 requires that, for the resin content portion of the test, after solvent wash the fiber must be dried at 330F +/-5F for 30 minutes.  The oven used for this has a digital controller which cannot control temperature above 220F.  The work-around used was to remove the controller's thermocouple and insert a higher temperature thermocouple that reads to an external unit.  The oven was then controlled manually.  The manual control of the oven was not satisfactory.  The temperature was not controlled to within the tolerance, with several excursions above the upper limit.


			117720			David Kennedy			Korea Aerospace Industries Ltd			12-Feb-07			REACCRED			Certificate Issued			COMP			South Korea			6111177020			1			MINOR			CLOSED			AC7118			A			21b.2.3			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Paragraph 21b.2.3 requires that jigs and templates used in the machining process be identified and used as required per work instructions: jigs used to hold 787 stiffeners for NC routing are not identified and are not called out in work orders.


			117720			David Kennedy			Korea Aerospace Industries Ltd			12-Feb-07			REACCRED			Certificate Issued			COMP			South Korea			6111177020			1			MINOR			CLOSED			AC7118			A			7.1			7.1			7.			Are tools identified and traceable to ownership?			Paragraph 21b.2.3 requires that jigs and templates used in the machining process be identified and used as required per work instructions: jigs used to hold 787 stiffeners for NC routing are not identified and are not called out in work orders.


			117720			David Kennedy			Korea Aerospace Industries Ltd			12-Feb-07			REACCRED			Certificate Issued			COMP			South Korea			6111177020			2			MINOR			CLOSED			AC7118			A			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA compliant to the documented procedure: miscellaneous bonding is being performed in an area not defined as an EMA and is located adjacent to Trim Booth # 2 which is an open trim/rout area.


			117720			David Kennedy			Korea Aerospace Industries Ltd			12-Feb-07			REACCRED			Certificate Issued			COMP			South Korea			6111177020			2			MINOR			CLOSED			AC7118			A			6.3			6.3			6.			Environmentally Monitored Area			Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA compliant to the documented procedure: miscellaneous bonding is being performed in an area not defined as an EMA and is located adjacent to Trim Booth # 2 which is an open trim/rout area.


			119489			Kevin Canfield			Fischer Advanced Composite Components AG			12-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6114358927			1			MAJOR			CLOSED			AC7118			A 29-Jan-07			8.2.2			8.2.2			8.			Are kits properly labeled for traceability?			Core kits require traceability during storage.

Core kits stocked at various locations in the CCA are missing identification.


			119489			Kevin Canfield			Fischer Advanced Composite Components AG			12-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6114358927			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Receiving inspection is required to verify incoming materials to specification requirements including the revision level. In addition, for temperature sensitive material the temperature must be monitored and verified upon receipt.

Receiving records for purchase order 4500076420 show material being received to specification IPS 05-10-002-4 issue 1. The associated supplier certification in the receiving package did not contain a specification revision level and temperature monitoring records were not available for the shipment.


			119489			Kevin Canfield			Fischer Advanced Composite Components AG			12-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6114358927			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Receiving inspection is required to verify incoming materials to specification requirements including the revision level. In addition, for temperature sensitive material the temperature must be monitored and verified upon receipt.

Receiving records for purchase order 4500076420 show material being received to specification IPS 05-10-002-4 issue 1. The associated supplier certification in the receiving package did not contain a specification revision level and temperature monitoring records were not available for the shipment.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			1			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			EMA documented procedures for core processing (machine, forming, storage) and adhesive bonding of inserts is required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments (if required)
-	Cleaning requirements

No documented procedures exist for the core processing area at the main facility (Ried) and adhesive bonding area at the satellite (Ort) for inserts that are now classified as an EMA's per AC 7118 rev. A. The areas comply with current customer requirements.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			1			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			EMA documented procedures for core processing (machine, forming, storage) and adhesive bonding of inserts is required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments (if required)
-	Cleaning requirements

No documented procedures exist for the core processing area at the main facility (Ried) and adhesive bonding area at the satellite (Ort) for inserts that are now classified as an EMA's per AC 7118 rev. A. The areas comply with current customer requirements.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			1			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			EMA documented procedures for core processing (machine, forming, storage) and adhesive bonding of inserts is required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments (if required)
-	Cleaning requirements

No documented procedures exist for the core processing area at the main facility (Ried) and adhesive bonding area at the satellite (Ort) for inserts that are now classified as an EMA's per AC 7118 rev. A. The areas comply with current customer requirements.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			1			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			EMA documented procedures for core processing (machine, forming, storage) and adhesive bonding of inserts is required for:
-	Defining the environmental conditions and prohibited materials for processing in the EMA
-	The actions taken when environmental conditions are exceeded
-	The calibration  of monitoring instruments (if required)
-	Cleaning requirements

No documented procedures exist for the core processing area at the main facility (Ried) and adhesive bonding area at the satellite (Ort) for inserts that are now classified as an EMA's per AC 7118 rev. A. The areas comply with current customer requirements.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			2			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			A documented procedure is required for the inspection and validation of testing tool fixtures or tools purchased to a drawing for the laboratory.

No documented procedure was found for the inspection and validation of testing tool fixtures or tools purchased to a drawing for the laboratory.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			12b.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Receiving of temperature sensitive materials shall be verified for temperature excursion during shipment.

BMS 5-90 film adhesive (Cytec lot 1376) from purchase order 4500066852 temperature recorder data indicated a 2 hour excursion in temperature during shipment that was not recorded in the  time-out record for the material.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			3.4			3.4			3.			Verification of Corrective ActionsFor re-accreditation audits, was objective evidence of compliance for corrective actions from previous audits verified?			Receiving of temperature sensitive materials shall be verified for temperature excursion during shipment.

BMS 5-90 film adhesive (Cytec lot 1376) from purchase order 4500066852 temperature recorder data indicated a 2 hour excursion in temperature during shipment that was not recorded in the  time-out record for the material.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			4			MINOR			CLOSED			AC7118			A 29-Jan-07			14b.2.1			14a-b.2.1			14			Is pattern cutting and kitting for prepreg film adhesive and resin film performed in the CCA compliant to the documented procedure? (Prepreg/Metal Bond/RFI and Liquid Resin Processing Only)			Software shall be uniquely identified in the appropriate work instruction.

CNC ply cutter software program for work order 3690403 specified program 725Z3570-553-ZSFA2. The ply cutter controller had the -533 program installed. The ply cutter had not been updated to the latest (-553) or correct program.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			4			MINOR			CLOSED			AC7118			A 29-Jan-07			4.4.4			4.4.4			4.			Is software uniquely identified in the appropriate work instructions?			Software shall be uniquely identified in the appropriate work instruction.

CNC ply cutter software program for work order 3690403 specified program 725Z3570-553-ZSFA2. The ply cutter controller had the -533 program installed. The ply cutter had not been updated to the latest (-553) or correct program.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			5			MAJOR			CLOSED			AC7118			A 29-Jan-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Rolls of prepreg and adhesive shall be stored in a manner to prevent damage or contamination.

Several (4-6) rolls of material in the ply cutter walk-in freezer were stored on their sides in a unsupported manner.


			119480			Kevin Canfield			Fischer Advanced Composite Components AG			13-Feb-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			6			MINOR			CLOSED			AC7118			A 29-Jan-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			A documented procedure is required for describing the actions to be taken when specified temperature / humidity requirements are exceeded in the CCA.

FQI 116.50 rev. D requires the use of automatic alarms for the detection of environmental variations and excursions. An audit of the Honeywell Enterprise Building Integrator program that manages the alarms revealed that the alarms were not set correctly or not active.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			1			MINOR			CLOSED			AC7118			A 29-Jan-07			11.3.3			11.3.3			11			Does the material traceability information from the raw material supplier match the material acceptance documentation, and is it within shelf life and out time as applicable?			1. Purchase orders for material and adhesives did not state the issue status.
2. Material 919-42%-1 2HS 700-2x2T-285-1200 stated on PO 12KT received.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			1			MINOR			CLOSED			AC7118			A 29-Jan-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			1. Purchase orders for material and adhesives did not state the issue status.
2. Material 919-42%-1 2HS 700-2x2T-285-1200 stated on PO 12KT received.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			1			MINOR			CLOSED			AC7118			A 29-Jan-07			12a.2.6			12a-g.2.6			12			Does the material traceability information from the sub-tier and/or raw material supplier match the material acceptance documentation?			1. Purchase orders for material and adhesives did not state the issue status.
2. Material 919-42%-1 2HS 700-2x2T-285-1200 stated on PO 12KT received.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			1			MINOR			CLOSED			AC7118			A 29-Jan-07			12e.2.1			12a-g.2.1			12			Do the drawing/design/specification requirements and revision on the purchase order match the recieved material?			1. Purchase orders for material and adhesives did not state the issue status.
2. Material 919-42%-1 2HS 700-2x2T-285-1200 stated on PO 12KT received.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			1			MINOR			CLOSED			AC7118			A 29-Jan-07			12g.2.1			12a-g.2.1			12			Do the drawing/specification/design requirements and revision on the purchase order match the received material?			1. Purchase orders for material and adhesives did not state the issue status.
2. Material 919-42%-1 2HS 700-2x2T-285-1200 stated on PO 12KT received.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			2			MINOR			CLOSED			AC7118			A 29-Jan-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Material history card for FN 96 on GRN 319-06 PO 118-06  Material received, did not have the correct time for life remaining at ambient.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			Tool Preparation
1. Application of frekote states 4 applications on the technique sheet but only 2 applied.
2. Multi purpose grey cloth used for application of Frekote.
3. Frekote application not conducted to training provided. Application of coats should have been recorded on the masking tape applied to the tool.
4. Application of Frekote was being conducted at the same time as trimming in an open area close to the trimming area.
5. Form QR188 is used to sign off completion of tool preparation - This was endorsed prior to the curing operation.
6. Method of applying frekote was the wipe on wipe off method. 
7. Acetone  used for cleaning of tool had an expiry date of 02/02/07.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			13.2.3			13.2.3			13			Is the tooling cleaned per requirements prior to use?			Tool Preparation
1. Application of frekote states 4 applications on the technique sheet but only 2 applied.
2. Multi purpose grey cloth used for application of Frekote.
3. Frekote application not conducted to training provided. Application of coats should have been recorded on the masking tape applied to the tool.
4. Application of Frekote was being conducted at the same time as trimming in an open area close to the trimming area.
5. Form QR188 is used to sign off completion of tool preparation - This was endorsed prior to the curing operation.
6. Method of applying frekote was the wipe on wipe off method. 
7. Acetone  used for cleaning of tool had an expiry date of 02/02/07.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			7.5.1			7.5.1			7.			Are mold releases applied according to customer or supplier requirements?			Tool Preparation
1. Application of frekote states 4 applications on the technique sheet but only 2 applied.
2. Multi purpose grey cloth used for application of Frekote.
3. Frekote application not conducted to training provided. Application of coats should have been recorded on the masking tape applied to the tool.
4. Application of Frekote was being conducted at the same time as trimming in an open area close to the trimming area.
5. Form QR188 is used to sign off completion of tool preparation - This was endorsed prior to the curing operation.
6. Method of applying frekote was the wipe on wipe off method. 
7. Acetone  used for cleaning of tool had an expiry date of 02/02/07.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			7.5.3			7.5.3			7.			Is mold release fully cured prior to lay-up, adhesive bonding, and/or infusion?			Tool Preparation
1. Application of frekote states 4 applications on the technique sheet but only 2 applied.
2. Multi purpose grey cloth used for application of Frekote.
3. Frekote application not conducted to training provided. Application of coats should have been recorded on the masking tape applied to the tool.
4. Application of Frekote was being conducted at the same time as trimming in an open area close to the trimming area.
5. Form QR188 is used to sign off completion of tool preparation - This was endorsed prior to the curing operation.
6. Method of applying frekote was the wipe on wipe off method. 
7. Acetone  used for cleaning of tool had an expiry date of 02/02/07.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			11.4.4			11.4.4			11			Are all cleaning and environmental logs up to date?			CCA environmental requirements.
1. Verification of humidity and Temperature was monitored on a daily basis but Ratier Figiac procedure MP50-565-00 states verification should be conducted twice a day.
2. Temperature stated on MP50-565-00 states 19 -23 actual recorded was 16 deg C.
3. The cleaning schedule should reflect internal procedure QP8.4 ie. Cleaning of walls above 6ft etc.
4. No evidence of verification of a weekly overpressure check stated in internal procedure. 
5. there was no segregation of dry fibers and prepregs in the clean room.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			14a.2.2			14a-b.2.2			14			Is pattern cutting and kitting for dry fiber/fabric/braid/preform performed in an EMA or CCA, and is the area segregated (e.g. seperate rooms, dedicated work tables, or shared work tables cleaned before and after use) from other types of processing to prevent cross contamination compliant to the documented procedure?  (Prepreg/Adhesive Bonding and Liquid Resin Processing Only)			CCA environmental requirements.
1. Verification of humidity and Temperature was monitored on a daily basis but Ratier Figiac procedure MP50-565-00 states verification should be conducted twice a day.
2. Temperature stated on MP50-565-00 states 19 -23 actual recorded was 16 deg C.
3. The cleaning schedule should reflect internal procedure QP8.4 ie. Cleaning of walls above 6ft etc.
4. No evidence of verification of a weekly overpressure check stated in internal procedure. 
5. there was no segregation of dry fibers and prepregs in the clean room.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.1			6.2.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the CCA?(For processing, the documented procedure shall be in compliance with customer requirements or in absence of customer requirements, Table 1 located in the Audit Handbook.)			CCA environmental requirements.
1. Verification of humidity and Temperature was monitored on a daily basis but Ratier Figiac procedure MP50-565-00 states verification should be conducted twice a day.
2. Temperature stated on MP50-565-00 states 19 -23 actual recorded was 16 deg C.
3. The cleaning schedule should reflect internal procedure QP8.4 ie. Cleaning of walls above 6ft etc.
4. No evidence of verification of a weekly overpressure check stated in internal procedure. 
5. there was no segregation of dry fibers and prepregs in the clean room.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.12			6.2.12			6.			Is there a documented procedure established cleaning of  the following (within the CCA): floors, walls, ceilings, transport equipment, light fixtures, tools, storage areas and tables/work stations using approved materials?			CCA environmental requirements.
1. Verification of humidity and Temperature was monitored on a daily basis but Ratier Figiac procedure MP50-565-00 states verification should be conducted twice a day.
2. Temperature stated on MP50-565-00 states 19 -23 actual recorded was 16 deg C.
3. The cleaning schedule should reflect internal procedure QP8.4 ie. Cleaning of walls above 6ft etc.
4. No evidence of verification of a weekly overpressure check stated in internal procedure. 
5. there was no segregation of dry fibers and prepregs in the clean room.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.7			6.2.7			6.			Is temperature and humidity continuously recorded, or is there a record of periodic monitoring checks maintained per customer requirements?			CCA environmental requirements.
1. Verification of humidity and Temperature was monitored on a daily basis but Ratier Figiac procedure MP50-565-00 states verification should be conducted twice a day.
2. Temperature stated on MP50-565-00 states 19 -23 actual recorded was 16 deg C.
3. The cleaning schedule should reflect internal procedure QP8.4 ie. Cleaning of walls above 6ft etc.
4. No evidence of verification of a weekly overpressure check stated in internal procedure. 
5. there was no segregation of dry fibers and prepregs in the clean room.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			CCA environmental requirements.
1. Verification of humidity and Temperature was monitored on a daily basis but Ratier Figiac procedure MP50-565-00 states verification should be conducted twice a day.
2. Temperature stated on MP50-565-00 states 19 -23 actual recorded was 16 deg C.
3. The cleaning schedule should reflect internal procedure QP8.4 ie. Cleaning of walls above 6ft etc.
4. No evidence of verification of a weekly overpressure check stated in internal procedure. 
5. there was no segregation of dry fibers and prepregs in the clean room.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			5			MINOR			CLOSED			AC7118			A 29-Jan-07			12a.2.10			12a-c, e, g.2.10			12			Is material identified for recall if it is issued prior to full acceptance in the event of acceptance test failure?			No procedure for prerelease of materials prior to acceptance of test although working practices does allow release.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			5			MINOR			CLOSED			AC7118			A 29-Jan-07			12b.2.10			12a-c, e, g.2.10			12			Is material identified for recall if it is issued prior to full acceptance in the event of acceptance test failure?			No procedure for prerelease of materials prior to acceptance of test although working practices does allow release.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			5			MINOR			CLOSED			AC7118			A 29-Jan-07			5.1.8			5.1.8			5.			If internal pre-released is used, is there a documented procedure for internal pre-release of materials requiring tests/certification that allows a positive recall?			No procedure for prerelease of materials prior to acceptance of test although working practices does allow release.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			6			MINOR			CLOSED			AC7118			A 29-Jan-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			1. Component Record card was amended by pen and was not endorsed.
2. Job operations were not sequential for part number APL0983-51-6P.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			6			MINOR			CLOSED			AC7118			A 29-Jan-07			11.3.6			11.3.6			11			Have changes to the work instructions/traveler (edits, etc.) been performed in accordance to established policies, procedures, and program directives?			1. Component Record card was amended by pen and was not endorsed.
2. Job operations were not sequential for part number APL0983-51-6P.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			7			MAJOR			CLOSED			AC7118			A 29-Jan-07			20b.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, vacuum, time, etc.) monitored, recorded and verified per requirements?			Cure verification for part number FH 4030005-000 ID number IC/CR/576 was incorrect. The lagging thermocouple did not reach temperature (70 deg C) before resin infusion


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			7			MAJOR			CLOSED			AC7118			A 29-Jan-07			8.7.1			8.7.1			8.			Are cure requirements (i.e., temperature, pressure, vacuum, hold times, ramp rates, etc.) monitored, recorded and verified per customer requirements?			Cure verification for part number FH 4030005-000 ID number IC/CR/576 was incorrect. The lagging thermocouple did not reach temperature (70 deg C) before resin infusion


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			8			MINOR			VOID			AC7118			A 29-Jan-07			20a.2.6			20a-d.2.6			20			Are process control panels processed in accordance with customer requirements?			No Process Test Specimen for FH403009000 Stinger ref. procedure FN 100 Appendix E.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			8			MINOR			VOID			AC7118			A 29-Jan-07			8.6.5			8.6.5			8.			As required, are process control panels or tag end specimens processed and cured concurrently with the part they represent?			No Process Test Specimen for FH403009000 Stinger ref. procedure FN 100 Appendix E.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			9			MINOR			CLOSED			AC7118			A 29-Jan-07			8.1.1			8.1.1			8.			Is the equipmnet used for the verification of product and process conformity calibrated?			1. Thermocouple calibration was not conducted as per internal procedure QP2.5  
2. Verification of thermocouple count incorrect in the autoclave log.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			10			MINOR			CLOSED			AC7118			A 29-Jan-07			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			Thermocouples were not placed as per work instructions. IC/WI/23


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			11			MINOR			CLOSED			AC7118			A 29-Jan-07			13.2.5			13.2.5			13			Is the tooling used free from damage, deterioration, or debris that could affect the part?			1. Material hand template used for trimming IC/TR241 was not stated on the technique sheet IC/WI/44 Iss. B and was worn.


			118488			Dimple Matharoo			EIRECOMPOSITES LTD.			19-Feb-07			INITIAL			Certificate Issued			COMP			Ireland			6114902001			12			MINOR			CLOSED			AC7118			A 29-Jan-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			Heating Iron called on work instruction was incorrect.


			117450			Steven Keck			EDO Fiber Innovations			20-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116420280			1			MAJOR			CLOSED			AC7118			A			14a.2.9			14a-b.2.9			14			Is the orientation and detail shape/dimension consistent with customer requirements?			A flange reinforcement insert is required for GEAE P/N 2321M89P01.  The insert/kit is a multi-ply lay-up with offset gore cuts to accomodate the change in diameter from the tube section to the flange.  The gore cutting procedure is detailed in GEAE approved EDO procedure WI-058.  The operator failed to follow the offsetting cutting pattern on the third ply of the insert identified as S/N M89-1031.  When notified of the error, EDO personnel placed the part on hold and issued a coorective action to remove the third ply and replace it a ply that had been correctly cut.


			117450			Steven Keck			EDO Fiber Innovations			20-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116420280			2			MAJOR			CLOSED			AC7118			A			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			EDO's out time paperwork for their bulk adhesives are not fully filled out.  EDO's procedure WI-043, only mandates that the freezer in and out time are recorded.  This was performed.  The procedure does not require anyone to calculate the remaining out time of the material.  This part of the form was not filled out.  The resin used has a six month shelf life at room temperature and 12 month at 0F.  The resin examined is typically consumed within three month of receipt.  The out time on the resin that was examined during the audit was less than 24 hours.  Because the out time is not routinely calculated, the system can not verify that the cures have been completed prior to the out time expiration date.


			117450			Steven Keck			EDO Fiber Innovations			20-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116420280			2			MAJOR			CLOSED			AC7118			A			20b.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			EDO's out time paperwork for their bulk adhesives are not fully filled out.  EDO's procedure WI-043, only mandates that the freezer in and out time are recorded.  This was performed.  The procedure does not require anyone to calculate the remaining out time of the material.  This part of the form was not filled out.  The resin used has a six month shelf life at room temperature and 12 month at 0F.  The resin examined is typically consumed within three month of receipt.  The out time on the resin that was examined during the audit was less than 24 hours.  Because the out time is not routinely calculated, the system can not verify that the cures have been completed prior to the out time expiration date.


			117450			Steven Keck			EDO Fiber Innovations			20-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116420280			2			MAJOR			CLOSED			AC7118			A			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			EDO's out time paperwork for their bulk adhesives are not fully filled out.  EDO's procedure WI-043, only mandates that the freezer in and out time are recorded.  This was performed.  The procedure does not require anyone to calculate the remaining out time of the material.  This part of the form was not filled out.  The resin used has a six month shelf life at room temperature and 12 month at 0F.  The resin examined is typically consumed within three month of receipt.  The out time on the resin that was examined during the audit was less than 24 hours.  Because the out time is not routinely calculated, the system can not verify that the cures have been completed prior to the out time expiration date.


			117450			Steven Keck			EDO Fiber Innovations			20-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116420280			3			MINOR			CLOSED			AC7118			A			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			The operator failed to follow the sequence of events that were detailed in the manufacturing plan (EDO procedure WI-058) for GEAE P/N 2321M89P01, Shop order #5006176.  The component identification label was required to be applied to the part prior to the final vacuum debulk of the lay-up.  The operator applied the label after the final debulking operation.  Although this is a GEAE approved manufacturing plan, the deviation occurred at a process step where GEAE allows for EDO to make minor changes to the plan.


			117450			Steven Keck			EDO Fiber Innovations			20-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116420280			4			MINOR			CLOSED			AC7118			A			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			The GEAE approved EDO work instructions (WI-058, Paragraph 8.5.1) for trimming of the flange on P/N 2321M85P01 calls out a two-step process.  The initial step (rough cut with a saw) was omitted.  The flange was trimmed solely with the router called out for the second part of the step. Although this is a GEAE approved manufacturing plan, the deviation occurred at a process step where GEAE allows for EDO to make minor changes to the plan.


			117450			Steven Keck			EDO Fiber Innovations			20-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116420280			5			MAJOR			CLOSED			AC7118			A			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			Operations which produce contaminates are prohibited in the EMA.



EDO's procedure WI-066 allows for the use of mold release in one of the designated EMAs. This EMA is the same location where Resin Infusion occurs (the process steps are separated by time) and is adjacent to the EMA where dry fabric/braid lay-up occurs. The mold prep and lay up operations do occur at the same time. The two EMAs share common airspace, but are separated by a partial partition. Although this is somewhat of a unique condition, the procedure and the operating conditions have been shared with EDO's prime customer (GEAE).


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			1			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.2			6.2.2			6.			If applicable, is the compressed air supply in the CCA filtered to remove oil, water and particles and are the filters monitored for periodic replacement?			Compressed air used for cleaning core during core processing of Boeing commercial product in the non-metallic core processing shop shall be checked for contamination per BSS 7217.

No records or reports of the test for cleanliness per para. 8.0 were found. The check is performed daily by the operator.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			12c.2.4			12a-g.2.4			12			Is the material identified?			Core must be identified by the supplier per DMS paragraph 3.6 and 5.2

Core block A6134 (Hexcel) from Vought purchase order 171-613652AZ line 1 did not have the DMS specification on the identification tag / label. The tag / label listed the specification as LN-29968. 

Note: The Vought material code for this core block is 725444150017.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			3			MINOR			CLOSED			AC7118			A 29-Jan-07			8.2.2			8.2.2			8.			Are kits properly labeled for traceability?			Core kits are required to have identification.

Core for p/n 901-034-106-101 on work order YDD51T was not identified in accordance with the planned operation 020. The bulk material number and block number were missing from the identification tag.

Note: Traceability was not lost. The work order contained the block number.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Documented work instructions shall accurately reflect the manufacturing process.

During the audit several observations were made where the planned operation does not reflect the manufacturing process used. The following examples were identified.

1. Work order planning YDFLH5 for p/n 65B02616-123-503 (s/n 2084) did not list the MIT overlay used and contain the double chemical wipe for bond primer refresh on the metal details.

2. Work order planning YDDTRW for p/n 65B03228-026-802 did not list the BHRF tool used for trimming the part.

3. Work order YDDWXV fro p/n 17P4T6157-516-408 did not contain the breather material being used (N-10 was used and 2x N-4 was called out) and bagging operation 090 contained multiple actions that were not performed in the implied sequence. Example, the thermal couple placement was specified prior to the preparation of the thermal couple on the following page.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			16b.2.19			16a-b.2.19			16			Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning?  (metal bond only)			Documented work instructions shall accurately reflect the manufacturing process.

During the audit several observations were made where the planned operation does not reflect the manufacturing process used. The following examples were identified.

1. Work order planning YDFLH5 for p/n 65B02616-123-503 (s/n 2084) did not list the MIT overlay used and contain the double chemical wipe for bond primer refresh on the metal details.

2. Work order planning YDDTRW for p/n 65B03228-026-802 did not list the BHRF tool used for trimming the part.

3. Work order YDDWXV fro p/n 17P4T6157-516-408 did not contain the breather material being used (N-10 was used and 2x N-4 was called out) and bagging operation 090 contained multiple actions that were not performed in the implied sequence. Example, the thermal couple placement was specified prior to the preparation of the thermal couple on the following page.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			16b.2.6			16a-c.2.6			16			Are details (prepreg, fiber, fabric, surfacing films, core, foam, metal, etc.) placed in the proper position, fiber alignmnet, and orientation per design requirements?			Documented work instructions shall accurately reflect the manufacturing process.

During the audit several observations were made where the planned operation does not reflect the manufacturing process used. The following examples were identified.

1. Work order planning YDFLH5 for p/n 65B02616-123-503 (s/n 2084) did not list the MIT overlay used and contain the double chemical wipe for bond primer refresh on the metal details.

2. Work order planning YDDTRW for p/n 65B03228-026-802 did not list the BHRF tool used for trimming the part.

3. Work order YDDWXV fro p/n 17P4T6157-516-408 did not contain the breather material being used (N-10 was used and 2x N-4 was called out) and bagging operation 090 contained multiple actions that were not performed in the implied sequence. Example, the thermal couple placement was specified prior to the preparation of the thermal couple on the following page.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Documented work instructions shall accurately reflect the manufacturing process.

During the audit several observations were made where the planned operation does not reflect the manufacturing process used. The following examples were identified.

1. Work order planning YDFLH5 for p/n 65B02616-123-503 (s/n 2084) did not list the MIT overlay used and contain the double chemical wipe for bond primer refresh on the metal details.

2. Work order planning YDDTRW for p/n 65B03228-026-802 did not list the BHRF tool used for trimming the part.

3. Work order YDDWXV fro p/n 17P4T6157-516-408 did not contain the breather material being used (N-10 was used and 2x N-4 was called out) and bagging operation 090 contained multiple actions that were not performed in the implied sequence. Example, the thermal couple placement was specified prior to the preparation of the thermal couple on the following page.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			5			MAJOR			CLOSED			AC7118			A 29-Jan-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Adhesive pot life shall be monitored and controlled.

Adhesive for bonding inserts per DPS 1.902 type 2 (DPM5429) on work order YC889X for p/n 17P4T6031-501-409 was not monitored for pot life. The pot life is 30 minutes at 75 degrees Fahrenheit. The mix was used past 40 minutes and no temperature measurement was available. The adhesive kits are also stored in the area with no temperature monitoring or controls to determine if the maximum storage requirements of 80 degrees Fahrenheit are met.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			5			MAJOR			CLOSED			AC7118			A 29-Jan-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Adhesive pot life shall be monitored and controlled.

Adhesive for bonding inserts per DPS 1.902 type 2 (DPM5429) on work order YC889X for p/n 17P4T6031-501-409 was not monitored for pot life. The pot life is 30 minutes at 75 degrees Fahrenheit. The mix was used past 40 minutes and no temperature measurement was available. The adhesive kits are also stored in the area with no temperature monitoring or controls to determine if the maximum storage requirements of 80 degrees Fahrenheit are met.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			6			MINOR			CLOSED			AC7118			A 29-Jan-07			6.2.12			6.2.12			6.			Is there a documented procedure established cleaning of  the following (within the CCA): floors, walls, ceilings, transport equipment, light fixtures, tools, storage areas and tables/work stations using approved materials?			A documented procedure is required that establishes the cleaning of the CCA including transport equipment.

DQI 9.11 does not address transport equipment (forklifts) used to move tools in and out of the CCA.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			7			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.4.1			6.4.1			6.			Do Instrument System Check (ISC) and Thermal Uniformity Survey (TUS) comply with customer requirements, or, if no customer requirement exists, does the instrumentation system accuracy meet the customer's processing requirements?			Customer approved processing equipment must comply with customer requirements for TUS / ISC when applicable.

Autoclave number 4 S-032552 thermal uniformity (TUS) survey and instrumentation check (ISC) performed on May 13, 2006 did not comply with Boeing D6-49327 set point of 260 F. The autoclave was tested at 160 F, 350 F and 600 F. This autoclave is approved and listed on Boeing PDD 6-47 and PDD 6-205.


			121186			Kevin Canfield			NUCAP-Vought			20-Feb-07			INITIAL			Accredited			COMP			United States			6116125543			8			MINOR			CLOSED			AC7118			A 29-Jan-07			4.4.3			4.4.3			4.			Are supplier software records maintained and are software backups secured in a remote location for disaster recovery in accordance with customer(s) data retention requirements?NOTE: The requirements for software records should be documented.			Software records and data must have network backups and disaster recovery ability. 

No documented procedures were found for the backup of manufacturing data files with remote storage requirements for disaster recovery.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			1			MINOR			CLOSED			AC7118			A 29-Jan-07			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			Frekote mold release is poured directly from the one-gallon metal container onto cloths for wiping.  Mold release from the rags can run from the cloths back onto the exterior of the can and contaminate the metal container with mold release.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			1			MINOR			CLOSED			AC7118			A 29-Jan-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			Frekote mold release is poured directly from the one-gallon metal container onto cloths for wiping.  Mold release from the rags can run from the cloths back onto the exterior of the can and contaminate the metal container with mold release.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			2			MINOR			CLOSED			AC7118			A 29-Jan-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			The roll of HC9837.1.030 PSF OST surfacing film was laying horizontally on the cutting table while patterns were being hand-cut.  Several rolls of material were stored unsupported or vertically in the freezer as well.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			2			MINOR			CLOSED			AC7118			A 29-Jan-07			14a.2.10			14a-b.2.10			14			Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?			The roll of HC9837.1.030 PSF OST surfacing film was laying horizontally on the cutting table while patterns were being hand-cut.  Several rolls of material were stored unsupported or vertically in the freezer as well.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			2			MINOR			CLOSED			AC7118			A 29-Jan-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			The roll of HC9837.1.030 PSF OST surfacing film was laying horizontally on the cutting table while patterns were being hand-cut.  Several rolls of material were stored unsupported or vertically in the freezer as well.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			3			MINOR			CLOSED			AC7118			A 29-Jan-07			8.1.6			8.1.6			8.			If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?			Two technicians were observed to be trimming prepreg on a tool to create butt splices.  One of the technicians was using a shim to protect the tool and material plies.  The other technician, although not using a shim, employed a technique that avoided contact of the blade point with the tool or underlying plies.  Inspection of the layup revealed no damage to the tool or to the underlying plies.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.2			6.2.2			6.			If applicable, is the compressed air supply in the CCA filtered to remove oil, water and particles and are the filters monitored for periodic replacement?			Northrop Grumman process specification PS20509 paragraph 5.3.15 requires that compressed air supplied to the CCA be filtered and non-lubricated.  Air supplied to the Gerber NC cutter in the clean room is not filtered per the Northrop Grumman spec.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			5			MINOR			CLOSED			AC7118			A 29-Jan-07			12a.2.10			12a-c, e, g.2.10			12			Is material identified for recall if it is issued prior to full acceptance in the event of acceptance test failure?			Nova has a procedure to ensure materials are segregated pending required acceptance testing; however the procedure is not documented.  Nova has only one customer and one product line for which segregation is required.  All other customers and products permit acceptance of material based on supplier certificates of conformance.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			5			MINOR			CLOSED			AC7118			A 29-Jan-07			5.1.7			5.1.7			5.			Are there documented procedures to ensure materials are held and segregated pending required tests/certification?			Nova has a procedure to ensure materials are segregated pending required acceptance testing; however the procedure is not documented.  Nova has only one customer and one product line for which segregation is required.  All other customers and products permit acceptance of material based on supplier certificates of conformance.


			120361			Harry Coffee			Nova Composites Inc.			21-Feb-07			INITIAL			Certificate Issued			COMP			United States			6116260262			5			MINOR			CLOSED			AC7118			A 29-Jan-07			5.1.8			5.1.8			5.			If internal pre-released is used, is there a documented procedure for internal pre-release of materials requiring tests/certification that allows a positive recall?			Nova has a procedure to ensure materials are segregated pending required acceptance testing; however the procedure is not documented.  Nova has only one customer and one product line for which segregation is required.  All other customers and products permit acceptance of material based on supplier certificates of conformance.


			119817			David Kennedy			Precision Aero Services Inc			26-Feb-07			INITIAL			Certificate Issued			COMP			United States			6114677365			1			MAJOR			CLOSED			AC7118			A			10.1.9			10.1.9			10			Are specimens tested in a monitored atmosphere that complies with specified test method or customer requirements?			AC7118 paragraph 10.1.9 requires that mechanical testing is performed in a monitored atmosphere that complies with a specified test method. There is no temperature reading or recording equipment in the laboratory. PAS WI-7.5-07 references BSS 7202 which requires a laboratory test temperature of 75F+-10F.


			119817			David Kennedy			Precision Aero Services Inc			26-Feb-07			INITIAL			Certificate Issued			COMP			United States			6114677365			1			MAJOR			CLOSED			AC7118			A			23a.2.6			23a-b.2.6, c.2.7			23			Are specimens tested in a monitored atmosphere that complies with specified test method?			AC7118 paragraph 10.1.9 requires that mechanical testing is performed in a monitored atmosphere that complies with a specified test method. There is no temperature reading or recording equipment in the laboratory. PAS WI-7.5-07 references BSS 7202 which requires a laboratory test temperature of 75F+-10F.


			119817			David Kennedy			Precision Aero Services Inc			26-Feb-07			INITIAL			Certificate Issued			COMP			United States			6114677365			2			MAJOR			CLOSED			AC7118			A			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			Paragraphs 17.2.9 and 8.1.2 require that that the work instruction or procedure define placement of thermocouples. Work instruction does not address TC placement or quantity, BAC5514 calls out for a minimum two TCs placed as defined by thermal profile. After receiving thermal the profile from the customer, it was found that the supplier TC placement did not match profile requirements. It should be noted that the profile calls out two TCs and the supplier used three and considering that the tool is of constant thickness no impact to hardware is noted.


			119817			David Kennedy			Precision Aero Services Inc			26-Feb-07			INITIAL			Certificate Issued			COMP			United States			6114677365			2			MAJOR			CLOSED			AC7118			A			8.1.2			8.1.2			8.			Is there a documneted procedure or work instruction for the placement of thermocouples?			Paragraphs 17.2.9 and 8.1.2 require that that the work instruction or procedure define placement of thermocouples. Work instruction does not address TC placement or quantity, BAC5514 calls out for a minimum two TCs placed as defined by thermal profile. After receiving thermal the profile from the customer, it was found that the supplier TC placement did not match profile requirements. It should be noted that the profile calls out two TCs and the supplier used three and considering that the tool is of constant thickness no impact to hardware is noted.


			119817			David Kennedy			Precision Aero Services Inc			26-Feb-07			INITIAL			Certificate Issued			COMP			United States			6114677365			3			MINOR			CLOSED			AC7118			A			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			: Paragraph 21.a.2.2 requires that aids, jigs, and templates used in the machining process be identified and used as required per work instructions. Work Instruction 71975, Operation 320 states "Trim panel to tool 65-28201-2 RTTP...". Tool  65-28201-2 RTTP is not available and is not used. Note: Trim operation is only for flash and tab removal, net trim is performed at customer installation.


			119817			David Kennedy			Precision Aero Services Inc			26-Feb-07			INITIAL			Certificate Issued			COMP			United States			6114677365			3			MINOR			CLOSED			AC7118			A			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			: Paragraph 21.a.2.2 requires that aids, jigs, and templates used in the machining process be identified and used as required per work instructions. Work Instruction 71975, Operation 320 states "Trim panel to tool 65-28201-2 RTTP...". Tool  65-28201-2 RTTP is not available and is not used. Note: Trim operation is only for flash and tab removal, net trim is performed at customer installation.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			1			MAJOR			CLOSED			AC7118			A 29-Jan-07			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			Reference part number 604-32030-1/01 job number F27307665 Skin panel. Thermocouples were not in the glue line as per specification BAPS155-74.Reference part number 604-32030-1/01 job number F27307665 Skin panel. Thermocouples were not in the glue line as per specification BAPS155-74.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.12			6.2.12			6.			Is there a documented procedure established cleaning of  the following (within the CCA): floors, walls, ceilings, transport equipment, light fixtures, tools, storage areas and tables/work stations using approved materials?			CCA environmental requirements.
1. Personnel access door to the CCA was not able to close freely and therefore was kept slightly open.
2. Cleaning schedule was not in accordance with MPS204-2 ie wet mop walls up to 7 feet and wash doors weekly etc.
3. Dust particle count is done annually but MPS204-2 states a weekly requirement. There also was no internal procedure for dust particle count.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.14			6.2.14			6.			Is the CCA enclosed (walls and ceiling), and are doors kept closed at all times, except for entry and exit?			CCA environmental requirements.
1. Personnel access door to the CCA was not able to close freely and therefore was kept slightly open.
2. Cleaning schedule was not in accordance with MPS204-2 ie wet mop walls up to 7 feet and wash doors weekly etc.
3. Dust particle count is done annually but MPS204-2 states a weekly requirement. There also was no internal procedure for dust particle count.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.5			6.2.5			6.			Is particle count measured and recorded per customer requirements?			CCA environmental requirements.
1. Personnel access door to the CCA was not able to close freely and therefore was kept slightly open.
2. Cleaning schedule was not in accordance with MPS204-2 ie wet mop walls up to 7 feet and wash doors weekly etc.
3. Dust particle count is done annually but MPS204-2 states a weekly requirement. There also was no internal procedure for dust particle count.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			3			MINOR			CLOSED			AC7118			A 29-Jan-07			20a.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, pressure, vacuum, time, etc.) monitored, recorded and verified per requirements?			1. Cure verification was not being conducted after cure.
2. Reference cure 07051002 - Thermocouple 11 was recorded as failed but there was no record on what component it was recording.
3. Verification of out time for time and temperature sensitive material was not conducted after cure.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			3			MINOR			CLOSED			AC7118			A 29-Jan-07			20a.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			1. Cure verification was not being conducted after cure.
2. Reference cure 07051002 - Thermocouple 11 was recorded as failed but there was no record on what component it was recording.
3. Verification of out time for time and temperature sensitive material was not conducted after cure.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			4			MINOR			CLOSED			AC7118			A 29-Jan-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Out time logs for ambient material - Total time column for material out life was not being recorded after material was returned to the freezer.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			4			MINOR			CLOSED			AC7118			A 29-Jan-07			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			Out time logs for ambient material - Total time column for material out life was not being recorded after material was returned to the freezer.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			5			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Internal procedures for process control testing does not sate the requirement to validate testing tool fixtures.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			6			MINOR			CLOSED			AC7118			A 29-Jan-07			13.2.3			13.2.3			13			Is the tooling cleaned per requirements prior to use?			1. Application of frekote was not conducted as per internal procedure PPC3114 para 2 section C.
(Repeat the application of Frekote three to five times for a total of four to six coats.) Only three  coats were applied.
2. Lint free cloths were not being used.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			6			MINOR			CLOSED			AC7118			A 29-Jan-07			7.5.1			7.5.1			7.			Are mold releases applied according to customer or supplier requirements?			1. Application of frekote was not conducted as per internal procedure PPC3114 para 2 section C.
(Repeat the application of Frekote three to five times for a total of four to six coats.) Only three  coats were applied.
2. Lint free cloths were not being used.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			7			MINOR			CLOSED			AC7118			A 29-Jan-07			9.1			9.1			9.			Do the work instructions reference the process specification or engineering requirements?			1. Reference part number 4553306005  routing operation states to be conducted IAW internal procedure PPC1180.  This document states it is not to be used by shop floor operators.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			8			MINOR			CLOSED			AC7118			A 29-Jan-07			22.2.6			22.2.6			22			Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Reference Part number GD239-8002-1X01 job number F26256754 
The mix ratio of the cold adhesive was not recorded.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			8			MINOR			CLOSED			AC7118			A 29-Jan-07			8.6.7			8.6.7			8.			Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Reference Part number GD239-8002-1X01 job number F26256754 
The mix ratio of the cold adhesive was not recorded.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			9			MAJOR			CLOSED			AC7118			A 29-Jan-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Reference Part number GD239-8002-1X01 job number F26256754 
The application of installing the fire shield to the assy using a cold adhesive was not conducted in an EMA.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			10			MINOR			CLOSED			AC7118			A 29-Jan-07			16a.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			There was no calibration procedure for controlling heating tools used in the CCA.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			10			MINOR			CLOSED			AC7118			A 29-Jan-07			16b.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			There was no calibration procedure for controlling heating tools used in the CCA.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			10			MINOR			CLOSED			AC7118			A 29-Jan-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			There was no calibration procedure for controlling heating tools used in the CCA.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			11			MINOR			CLOSED			AC7118			A 29-Jan-07			5.2.1			5.2.1			5.			Is the processor using the required expendable materials as defined in the customer specification?			Consumable  items such as Peel ply, vac bags etc. were not identified and did not have  any information on the rolls in the CCA.


			121626			Dimple Matharoo			NUCAP-Bombardier Aerospace - Shorts MBP			05-Mar-07			INITIAL			Accredited			COMP			United Kingdom			6121268123			12			MINOR			CLOSED			AC7118			A 29-Jan-07			8.1.3			8.1.3			8.			Do documented procedures define handling and protection of parts and materials from damage and contamination during manufacturing, handling, and storage?			House keeping
1. Components that were scrapped were placed in the tool preparation area.
2. Bottom skins 85751120-010 x 3 were balanced incorrectly on a finger trolley and one end was touching the floor.


			118468			Harry Coffee			GKN Aerospace - St. Louis / Composites			06-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111890420			1			MINOR			CLOSED			AC7118			A 29-Jan-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			GPS-SHOP-001 Rev C specifies standard temperature limits and emergency (24-hour) limits.  Essentially, this document repeats the requirements of Boeing process specification PS20509; however it does not define or implement procedures to meet the requirements.  For example, there is a central temperature and humidity system that reports conditions in both CCAs and freezers to the maintenance department.  However, there are no alarms or other automatic warnings inside the CCAs to alert managers and technicians that emergency conditions are in effect or have been exceeded.  There is no procedure documented that requires the maintenance department to notify CCA managers of temperature/humidity limit exceedences.  There is nothing that documents the steps to be taken when emergency limits are exceeded.


			118468			Harry Coffee			GKN Aerospace - St. Louis / Composites			06-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111890420			2			MINOR			CLOSED			AC7118			A 29-Jan-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Boeing process specification PS 21268 defines bagging methods for F/A-18 composite products.  It allows reusable vacuum bags for certain parts, but also permits conventional disposable bagging.  The RH Nose Barrel Skin (P/N 74A305601-1009) is one of the parts for which the reusable bag is permitted.  GKN work order 549384-001, is a work instruction to lay up and cure this part.  This work instruction references a visual aid document for bagging which shows only the re-usable bagging sequence.  However, the re-usable bag for this part is damaged and is being repaired.  In the interim, the CCA technicians are using a conventional bagging sequence, with additional bleeder ply to improve the inside surface.  The sequence is documented on a hand-written 3x5 card taped to the wall.  The method used meets the Boeing specification, but not the internal GKN work instruction/visual aid.  This was verified by the appropriate Boeing engineer.


			118468			Harry Coffee			GKN Aerospace - St. Louis / Composites			06-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111890420			2			MINOR			CLOSED			AC7118			A 29-Jan-07			11.3.6			11.3.6			11			Have changes to the work instructions/traveler (edits, etc.) been performed in accordance to established policies, procedures, and program directives?			Boeing process specification PS 21268 defines bagging methods for F/A-18 composite products.  It allows reusable vacuum bags for certain parts, but also permits conventional disposable bagging.  The RH Nose Barrel Skin (P/N 74A305601-1009) is one of the parts for which the reusable bag is permitted.  GKN work order 549384-001, is a work instruction to lay up and cure this part.  This work instruction references a visual aid document for bagging which shows only the re-usable bagging sequence.  However, the re-usable bag for this part is damaged and is being repaired.  In the interim, the CCA technicians are using a conventional bagging sequence, with additional bleeder ply to improve the inside surface.  The sequence is documented on a hand-written 3x5 card taped to the wall.  The method used meets the Boeing specification, but not the internal GKN work instruction/visual aid.  This was verified by the appropriate Boeing engineer.


			118468			Harry Coffee			GKN Aerospace - St. Louis / Composites			06-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111890420			2			MINOR			CLOSED			AC7118			A 29-Jan-07			17.2.2			17.2.2			17			Is the part bagged prior to cure per customer requirements?For closed mold, bagging is not done.			Boeing process specification PS 21268 defines bagging methods for F/A-18 composite products.  It allows reusable vacuum bags for certain parts, but also permits conventional disposable bagging.  The RH Nose Barrel Skin (P/N 74A305601-1009) is one of the parts for which the reusable bag is permitted.  GKN work order 549384-001, is a work instruction to lay up and cure this part.  This work instruction references a visual aid document for bagging which shows only the re-usable bagging sequence.  However, the re-usable bag for this part is damaged and is being repaired.  In the interim, the CCA technicians are using a conventional bagging sequence, with additional bleeder ply to improve the inside surface.  The sequence is documented on a hand-written 3x5 card taped to the wall.  The method used meets the Boeing specification, but not the internal GKN work instruction/visual aid.  This was verified by the appropriate Boeing engineer.


			118468			Harry Coffee			GKN Aerospace - St. Louis / Composites			06-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111890420			2			MINOR			CLOSED			AC7118			A 29-Jan-07			17.2.3			17.2.3			17			Are the materials for bagging the part (e.g., breathers, bleeders, release films, bags, tacky tape, tapes, infusion tubes & media, etc.) used per specified requirements?			Boeing process specification PS 21268 defines bagging methods for F/A-18 composite products.  It allows reusable vacuum bags for certain parts, but also permits conventional disposable bagging.  The RH Nose Barrel Skin (P/N 74A305601-1009) is one of the parts for which the reusable bag is permitted.  GKN work order 549384-001, is a work instruction to lay up and cure this part.  This work instruction references a visual aid document for bagging which shows only the re-usable bagging sequence.  However, the re-usable bag for this part is damaged and is being repaired.  In the interim, the CCA technicians are using a conventional bagging sequence, with additional bleeder ply to improve the inside surface.  The sequence is documented on a hand-written 3x5 card taped to the wall.  The method used meets the Boeing specification, but not the internal GKN work instruction/visual aid.  This was verified by the appropriate Boeing engineer.


			118468			Harry Coffee			GKN Aerospace - St. Louis / Composites			06-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111890420			2			MINOR			CLOSED			AC7118			A 29-Jan-07			8.3.1			8.3.1			8.			Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?			Boeing process specification PS 21268 defines bagging methods for F/A-18 composite products.  It allows reusable vacuum bags for certain parts, but also permits conventional disposable bagging.  The RH Nose Barrel Skin (P/N 74A305601-1009) is one of the parts for which the reusable bag is permitted.  GKN work order 549384-001, is a work instruction to lay up and cure this part.  This work instruction references a visual aid document for bagging which shows only the re-usable bagging sequence.  However, the re-usable bag for this part is damaged and is being repaired.  In the interim, the CCA technicians are using a conventional bagging sequence, with additional bleeder ply to improve the inside surface.  The sequence is documented on a hand-written 3x5 card taped to the wall.  The method used meets the Boeing specification, but not the internal GKN work instruction/visual aid.  This was verified by the appropriate Boeing engineer.


			118468			Harry Coffee			GKN Aerospace - St. Louis / Composites			06-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111890420			3			MINOR			CLOSED			AC7118			A 29-Jan-07			6.5.2			6.5.2			6.			Are the preventative maintenance records current to the frequency defined in the plan?			GKN has an excellent web-based application that tracks the status of preventive maintenance and calibration requirements.  Unfortunately, the data indicates that preventive maintenance is not being performed to the internally-established requirements.  GKN is in the midst of an aggressive program to eliminate its preventive maintenance backlog.  There is no indication that any customer requirements or specifications are directly jeopardized by this circumstance; however it must be considered at least a schedule risk, should equipment become unavailable because of a failure due to lack of preventive maintenance.


			118059			Harry Coffee			ATK Space Systems - Clearfield			12-Mar-07			REACCRED			Certificate Issued			COMP			United States			6110690964			1			MINOR			CLOSED			AC7118			A 29-Jan-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			Technician applying mold release to tool 1G15205-5PLM2 #2 was pouring the mold release directly from the 1-gallon can onto the cloth.  The mold release was back-washing from the cloth to the outside of the can.  There was a puddle of mold release on the top of the can.  This will contaminate everything else in the fireproof cabinet when the mold release is returned there for storage.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			1			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Documented laboratory procedures are required for the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimens.

Lab procedure 10-4 does not address the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimen.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			1			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Documented laboratory procedures are required for the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimens.

Lab procedure 10-4 does not address the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimen.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			1			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.6			10.1.6			10			Are procedures in place to protect specimens from damage prior to test?			Documented laboratory procedures are required for the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimens.

Lab procedure 10-4 does not address the validation and inspection of tools or fixtures purchased to a drawing, the identification of test specimen's, and the protection of specimen.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			15a.2.13			15a-b.2.13			15			Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?			BAC 5317 requires core processing areas to have contaminates controlled per paragraphs 6.5.b.c and 8.1.1.a.

Compressed air used for cleaning core during core processing per BSS 7217 is not being tested and several oils and lubricants were found in the processing area.

This is a nonsustaining corrective action form audit 114870 NCR#3.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			15a.2.2			15a-b.2.2			15			Is core cleaned after processing to eliminate potential contamination?			BAC 5317 requires core processing areas to have contaminates controlled per paragraphs 6.5.b.c and 8.1.1.a.

Compressed air used for cleaning core during core processing per BSS 7217 is not being tested and several oils and lubricants were found in the processing area.

This is a nonsustaining corrective action form audit 114870 NCR#3.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			15b.2.13			15a-b.2.13			15			Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?			BAC 5317 requires core processing areas to have contaminates controlled per paragraphs 6.5.b.c and 8.1.1.a.

Compressed air used for cleaning core during core processing per BSS 7217 is not being tested and several oils and lubricants were found in the processing area.

This is a nonsustaining corrective action form audit 114870 NCR#3.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			15b.2.2			15a-b.2.2			15			Is core cleaned after processing to eliminate potential contamination?			BAC 5317 requires core processing areas to have contaminates controlled per paragraphs 6.5.b.c and 8.1.1.a.

Compressed air used for cleaning core during core processing per BSS 7217 is not being tested and several oils and lubricants were found in the processing area.

This is a nonsustaining corrective action form audit 114870 NCR#3.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			8.8.2			8.8.2			8.			Is core cleaned after machining to eliminate potential contamination?			BAC 5317 requires core processing areas to have contaminates controlled per paragraphs 6.5.b.c and 8.1.1.a.

Compressed air used for cleaning core during core processing per BSS 7217 is not being tested and several oils and lubricants were found in the processing area.

This is a nonsustaining corrective action form audit 114870 NCR#3.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			3			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			EMA documented procedures are required for core processing and C-17 wet layup/ bonding:
-Defining the environmental conditions and prohibited materials for processing in the EMA
-The actions taken when environmental conditions are exceeded
-The calibration of monitoring instruments (if required)
-Cleaning requirements

EMA procedure 18-12 rev. A is not adequate in section 5.3 a-h. The document does not cover all requirements of AC7118 (rev. A) specifically related to the core processing and C-17 areas. Examples are, identification of the areas specified as EMA and the monitoring of the specified environmental conditions.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			3			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			EMA documented procedures are required for core processing and C-17 wet layup/ bonding:
-Defining the environmental conditions and prohibited materials for processing in the EMA
-The actions taken when environmental conditions are exceeded
-The calibration of monitoring instruments (if required)
-Cleaning requirements

EMA procedure 18-12 rev. A is not adequate in section 5.3 a-h. The document does not cover all requirements of AC7118 (rev. A) specifically related to the core processing and C-17 areas. Examples are, identification of the areas specified as EMA and the monitoring of the specified environmental conditions.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			3			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			EMA documented procedures are required for core processing and C-17 wet layup/ bonding:
-Defining the environmental conditions and prohibited materials for processing in the EMA
-The actions taken when environmental conditions are exceeded
-The calibration of monitoring instruments (if required)
-Cleaning requirements

EMA procedure 18-12 rev. A is not adequate in section 5.3 a-h. The document does not cover all requirements of AC7118 (rev. A) specifically related to the core processing and C-17 areas. Examples are, identification of the areas specified as EMA and the monitoring of the specified environmental conditions.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			3			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			EMA documented procedures are required for core processing and C-17 wet layup/ bonding:
-Defining the environmental conditions and prohibited materials for processing in the EMA
-The actions taken when environmental conditions are exceeded
-The calibration of monitoring instruments (if required)
-Cleaning requirements

EMA procedure 18-12 rev. A is not adequate in section 5.3 a-h. The document does not cover all requirements of AC7118 (rev. A) specifically related to the core processing and C-17 areas. Examples are, identification of the areas specified as EMA and the monitoring of the specified environmental conditions.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			3			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			EMA documented procedures are required for core processing and C-17 wet layup/ bonding:
-Defining the environmental conditions and prohibited materials for processing in the EMA
-The actions taken when environmental conditions are exceeded
-The calibration of monitoring instruments (if required)
-Cleaning requirements

EMA procedure 18-12 rev. A is not adequate in section 5.3 a-h. The document does not cover all requirements of AC7118 (rev. A) specifically related to the core processing and C-17 areas. Examples are, identification of the areas specified as EMA and the monitoring of the specified environmental conditions.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			3			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			EMA documented procedures are required for core processing and C-17 wet layup/ bonding:
-Defining the environmental conditions and prohibited materials for processing in the EMA
-The actions taken when environmental conditions are exceeded
-The calibration of monitoring instruments (if required)
-Cleaning requirements

EMA procedure 18-12 rev. A is not adequate in section 5.3 a-h. The document does not cover all requirements of AC7118 (rev. A) specifically related to the core processing and C-17 areas. Examples are, identification of the areas specified as EMA and the monitoring of the specified environmental conditions.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			12b.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Temperature sensitive material is required to be verified for temperature during shipment.

Roll 0112 of 3M film adhesive (lot 5045D6) temperature recorder chart had no record of temperature during shipment. It appears that the recorder was not started prior to shipment. The time during shipment was not deducted from the material out-time.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			5			MAJOR			CLOSED			AC7118			A 29-Jan-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Material shall be stored to prevent damage or contamination.

1. Cold storage freezer (building 74) had 5-6 boxes of prepreg/film adhesive that were stacked and had fallen over and crushed 2 of the boxes. One roll of material was not supported by the core as a result of the broken box.

2. One sheet of .25 thick nomex honeycomb core stored in the core processing EMA was folded over twice on it's self. Several cut-off's were stored on top to the storage shelf with no identification of status.


			118385			Kevin Canfield			Hitco Carbon Composites Inc			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111626241			6			MINOR			CLOSED			AC7118			A 29-Jan-07			6.2.12			6.2.12			6.			Is there a documented procedure established cleaning of  the following (within the CCA): floors, walls, ceilings, transport equipment, light fixtures, tools, storage areas and tables/work stations using approved materials?			A documented procedure is required that establishes the cleaning of the CCA including transport equipment.

CCA procedure 18-12 rev. A does not address transport equipment (forklifts) used to move tools in and out of the CCA.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			1			MINOR			CLOSED			AC7118			A			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraphs 11.3.1 and 11.3.2 require that the work instructions accurately reflect the tasks being performed: 1) On work order 405715, trim jig  AJ 148A8120-4 was not called out but was used to locate and install inserts. 2) On work order 404683, after operation 030 (application of acoustic liners), a debulk was performed but was not called out on the work order.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			1			MINOR			CLOSED			AC7118			A			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraphs 11.3.1 and 11.3.2 require that the work instructions accurately reflect the tasks being performed: 1) On work order 405715, trim jig  AJ 148A8120-4 was not called out but was used to locate and install inserts. 2) On work order 404683, after operation 030 (application of acoustic liners), a debulk was performed but was not called out on the work order.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			2			MAJOR			CLOSED			AC7118			A			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Paragraph 22.2.10 requires the adhesive pot life be monitored and controlled: On work order 405715, when asked how long the pot life was, I was taken to a chart showing a number adhesive mix ratios and pot lifes. The pot life of the adhesive used (BMS 5-107) was not available, was not on the manufacture's container, and was not known by the operator - without this knowledge pot life could not be controlled or monitored even though the mix time was entered on the container. NOTE: Inserts were installed long before pot life (45 minutes) expired and the pot life data has since been added to the chart and to the work order. Please note: This is a similar condition as previously found in NCR 6 Audit  # 115450


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			2			MAJOR			CLOSED			AC7118			A			3.4			3.4			3.			Verification of Corrective ActionsFor re-accreditation audits, was objective evidence of compliance for corrective actions from previous audits verified?			Paragraph 22.2.10 requires the adhesive pot life be monitored and controlled: On work order 405715, when asked how long the pot life was, I was taken to a chart showing a number adhesive mix ratios and pot lifes. The pot life of the adhesive used (BMS 5-107) was not available, was not on the manufacture's container, and was not known by the operator - without this knowledge pot life could not be controlled or monitored even though the mix time was entered on the container. NOTE: Inserts were installed long before pot life (45 minutes) expired and the pot life data has since been added to the chart and to the work order. Please note: This is a similar condition as previously found in NCR 6 Audit  # 115450


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			2			MAJOR			CLOSED			AC7118			A			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Paragraph 22.2.10 requires the adhesive pot life be monitored and controlled: On work order 405715, when asked how long the pot life was, I was taken to a chart showing a number adhesive mix ratios and pot lifes. The pot life of the adhesive used (BMS 5-107) was not available, was not on the manufacture's container, and was not known by the operator - without this knowledge pot life could not be controlled or monitored even though the mix time was entered on the container. NOTE: Inserts were installed long before pot life (45 minutes) expired and the pot life data has since been added to the chart and to the work order. Please note: This is a similar condition as previously found in NCR 6 Audit  # 115450


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			3			MAJOR			CLOSED			AC7118			A			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Paragraphs 15a.2.4, 15b.2.4,  and 22.2.1 require that core processing and miscellaneous bonding activities be performed in an EMA as defined by checklist paragraph 6.3. At this time, no EMA description or work area has been defined.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			3			MAJOR			CLOSED			AC7118			A			15b.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Paragraphs 15a.2.4, 15b.2.4,  and 22.2.1 require that core processing and miscellaneous bonding activities be performed in an EMA as defined by checklist paragraph 6.3. At this time, no EMA description or work area has been defined.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			3			MAJOR			CLOSED			AC7118			A			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Paragraphs 15a.2.4, 15b.2.4,  and 22.2.1 require that core processing and miscellaneous bonding activities be performed in an EMA as defined by checklist paragraph 6.3. At this time, no EMA description or work area has been defined.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			3			MAJOR			CLOSED			AC7118			A			6.3			6.3			6.			Environmentally Monitored Area			Paragraphs 15a.2.4, 15b.2.4,  and 22.2.1 require that core processing and miscellaneous bonding activities be performed in an EMA as defined by checklist paragraph 6.3. At this time, no EMA description or work area has been defined.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			4			MINOR			CLOSED			AC7118			A			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			Paragraph 13.2.2 and 7.5.3 require that mold release is fully cured prior to lay up: There is no means to verify when the mold release is fully cured.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			4			MINOR			CLOSED			AC7118			A			7.5.3			7.5.3			7.			Is mold release fully cured prior to lay-up, adhesive bonding, and/or infusion?			Paragraph 13.2.2 and 7.5.3 require that mold release is fully cured prior to lay up: There is no means to verify when the mold release is fully cured.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			5			MAJOR			CLOSED			AC7118			A			16a.2.13			16a-c.2.13			16			Are debulks compliant to the documented procedure or training?			Paragraph 16a2.13 requires that debulks are compliant to documented procedures: On work order 404683, operation 050 calls for "... vacuum bag and room temperature debulk.". However, the debulk was performed using heat shrink tape and a heat gun. It should be noted that the heat shrink tape manufacturer's specification states, "Temperature range for practical use is 200F-400F".  To obtain temperatures of this magnitude the precautions developed under check list paragraph 16a.2.16, relating to heat gun controls, would be compromised. Also, considering that the tape is wound directly to the prepreg (BMS8-79 ST1581 CL3) surface, temperature exposure to the prepreg may be an issue.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			5			MAJOR			CLOSED			AC7118			A			16a.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Paragraph 16a2.13 requires that debulks are compliant to documented procedures: On work order 404683, operation 050 calls for "... vacuum bag and room temperature debulk.". However, the debulk was performed using heat shrink tape and a heat gun. It should be noted that the heat shrink tape manufacturer's specification states, "Temperature range for practical use is 200F-400F".  To obtain temperatures of this magnitude the precautions developed under check list paragraph 16a.2.16, relating to heat gun controls, would be compromised. Also, considering that the tape is wound directly to the prepreg (BMS8-79 ST1581 CL3) surface, temperature exposure to the prepreg may be an issue.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			5			MAJOR			CLOSED			AC7118			A			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			Paragraph 16a2.13 requires that debulks are compliant to documented procedures: On work order 404683, operation 050 calls for "... vacuum bag and room temperature debulk.". However, the debulk was performed using heat shrink tape and a heat gun. It should be noted that the heat shrink tape manufacturer's specification states, "Temperature range for practical use is 200F-400F".  To obtain temperatures of this magnitude the precautions developed under check list paragraph 16a.2.16, relating to heat gun controls, would be compromised. Also, considering that the tape is wound directly to the prepreg (BMS8-79 ST1581 CL3) surface, temperature exposure to the prepreg may be an issue.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			5			MAJOR			CLOSED			AC7118			A			8.1.5			8.1.5			8.			Are there documented procedures or work instructions for debulking per customer requirements?			Paragraph 16a2.13 requires that debulks are compliant to documented procedures: On work order 404683, operation 050 calls for "... vacuum bag and room temperature debulk.". However, the debulk was performed using heat shrink tape and a heat gun. It should be noted that the heat shrink tape manufacturer's specification states, "Temperature range for practical use is 200F-400F".  To obtain temperatures of this magnitude the precautions developed under check list paragraph 16a.2.16, relating to heat gun controls, would be compromised. Also, considering that the tape is wound directly to the prepreg (BMS8-79 ST1581 CL3) surface, temperature exposure to the prepreg may be an issue.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			6			MAJOR			CLOSED			AC7118			A			17.2.8			17.2.8			17			Does the supplier have an approved thermal profile on file per customer requirements?			Paragraphs 17.2.8 and 7.6.1 require thermal profiles to be on file per customer requirements, BAC 5317 paragraph 13.2.3 defines customer requirements for thermal profiles, and by the requirements described, customer (Boeing) supplied tool LM148W3440-1 S/N 3165833 UNIT 1  should have a profile available at the supplier. There is no profile at the supplier, and to date, the customer has not been able to provide any supporting data.


			119419			David Kennedy			Precision Aerospace & Composites			13-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113904806			6			MAJOR			CLOSED			AC7118			A			7.6.1			7.6.1			7.			Are records of  thermal profiles on file, per customer requirements?			Paragraphs 17.2.8 and 7.6.1 require thermal profiles to be on file per customer requirements, BAC 5317 paragraph 13.2.3 defines customer requirements for thermal profiles, and by the requirements described, customer (Boeing) supplied tool LM148W3440-1 S/N 3165833 UNIT 1  should have a profile available at the supplier. There is no profile at the supplier, and to date, the customer has not been able to provide any supporting data.


			118934			Harry Coffee			Plastic Fabricating Co Inc			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113805549			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.11			11.3.11			11			Are the parts manufactured to the correct specification and drawing revisions?			The pattern kit cut for the Fwd Box LH Bond Panel, P/N 217Z3101-13 (work order 30774-2-0038) was cut using an out-of-date program for the Gerber NC cutter.  The paperwork called for a -7 kit, but the -1 kit was cut.  Access to an obsolete kit should not have been possible, but even with that access, the correct cut program was available but not used.


			118934			Harry Coffee			Plastic Fabricating Co Inc			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113805549			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.8			4.4.8			4.			Does the supplier's documented procedure prevent unathorized use of obsolete software?			The pattern kit cut for the Fwd Box LH Bond Panel, P/N 217Z3101-13 (work order 30774-2-0038) was cut using an out-of-date program for the Gerber NC cutter.  The paperwork called for a -7 kit, but the -1 kit was cut.  Access to an obsolete kit should not have been possible, but even with that access, the correct cut program was available but not used.


			118934			Harry Coffee			Plastic Fabricating Co Inc			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113805549			2			MAJOR			VOID			AC7118			A 6-Mar-07			3.4			3.4			3.			Verification of Corrective ActionsFor re-accreditation audits, was objective evidence of compliance for corrective actions from previous audits verified?			Work instructions for metal bonding job 34225-0007 (Job audit 16a) call for use of fixture BAJ-902 to seat the end-caps on the 114S2915-72 bonded cover.  The main body of this customer-furnished 4-part tool is clearly marked, however, the three smaller parts of this tool are not identified.  Audit 115869, NCR # 3 identified that tool marking was an issue, making this a Nonsustaining C/A from that audit.


			118934			Harry Coffee			Plastic Fabricating Co Inc			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113805549			2			MAJOR			VOID			AC7118			A 6-Mar-07			7.1			7.1			7.			Are tools identified and traceable to ownership?			Work instructions for metal bonding job 34225-0007 (Job audit 16a) call for use of fixture BAJ-902 to seat the end-caps on the 114S2915-72 bonded cover.  The main body of this customer-furnished 4-part tool is clearly marked, however, the three smaller parts of this tool are not identified.  Audit 115869, NCR # 3 identified that tool marking was an issue, making this a Nonsustaining C/A from that audit.


			118934			Harry Coffee			Plastic Fabricating Co Inc			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113805549			3			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			The mold release application method results in excessive contamination of mold release on work surfaces and storage locations.  A roll of disposable wipes is placed on end in a plastic bucket, and the bucket is filled with mold release.  Individual wipes are removed from the roll, wrung out, and then used to wipe mold release onto the tool.


			118934			Harry Coffee			Plastic Fabricating Co Inc			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113805549			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			17.2.5			17.2.5			17			Are leak checks on tools (i.e. mold, vacuum bags, etc.) performed to the documented procedures?			Work Order 35103-002 for the 453A1201-9035 Shroud Kit (comprising several separate parts) calls for a vacuum leak check after bagging.  The technician that bagged the -3 part did not perform a leak check.  The quality engineer accompanying the auditor noted this and had the autoclave/oven operator perform a leak check prior to moving the part into the autoclave for cure.  The part passed the leak check easily.


			118934			Harry Coffee			Plastic Fabricating Co Inc			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113805549			5			MINOR			CLOSED			AC7118			A 6-Mar-07			6.5.2			6.5.2			6.			Are the preventative maintenance records current to the frequency defined in the plan?			Plastic Fab does not have a top-level preventive maintenance plan.  Several preventive maintenance items are done daily or weekly by maintenance and by operators of various equipment items in the plant, but there is no overall management of the frequency or cost of this activity.  Calibrations, thermal uniformity surveys and other performance-effecting periodic activities are performed on schedule to a master plan, however, and there is no indication that the lack of an overall preventive maintenance plan has had any impact on hardware.  The potential risk to schedule is significant.


			118934			Harry Coffee			Plastic Fabricating Co Inc			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6113805549			6			MINOR			CLOSED			AC7118			A 6-Mar-07			4.3.2			4.3.2			4.			Are internal audits performed according to the supplier's documented procedure?			Plastic Fab has not been able to sustain the frequency of internal audits that are required by its internal plan.  The staff of qualified auditors has shrunk from 15 to 4 due to loss of personnel.  Hiring/training of replacements is in progress.


			119255			David Kennedy			GKN Aerospace Services			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111765306			1			MINOR			CLOSED			AC7118			A			10.1.3			10.1.3			10			Do the documented test procedures reference the customer's specifications?			The noted in AC 7118 paragraphs noted below require the supplier to develop test procedures that meet customer specifications. Although all laboratory testing is performed to customer specifications and equipment manuals, there are no internal documented  test procedures or work instructions to perform these tests.


			119255			David Kennedy			GKN Aerospace Services			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111765306			1			MINOR			CLOSED			AC7118			A			23a.2.1			23a-c.2.1			23			Do the work instruction or documented test procedures reference the customer's testing specification and/or testing standard?			The noted in AC 7118 paragraphs noted below require the supplier to develop test procedures that meet customer specifications. Although all laboratory testing is performed to customer specifications and equipment manuals, there are no internal documented  test procedures or work instructions to perform these tests.


			119255			David Kennedy			GKN Aerospace Services			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111765306			1			MINOR			CLOSED			AC7118			A			23a.2.2			23a-c.2.2			23			Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard?			The noted in AC 7118 paragraphs noted below require the supplier to develop test procedures that meet customer specifications. Although all laboratory testing is performed to customer specifications and equipment manuals, there are no internal documented  test procedures or work instructions to perform these tests.


			119255			David Kennedy			GKN Aerospace Services			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111765306			1			MINOR			CLOSED			AC7118			A			23b.2.1			23a-c.2.1			23			Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard?			The noted in AC 7118 paragraphs noted below require the supplier to develop test procedures that meet customer specifications. Although all laboratory testing is performed to customer specifications and equipment manuals, there are no internal documented  test procedures or work instructions to perform these tests.


			119255			David Kennedy			GKN Aerospace Services			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111765306			1			MINOR			CLOSED			AC7118			A			23b.2.2			23a-c.2.2			23			Do the work instructions or documented test proceudres comply with the customer's testing specification and/or testing standard?			The noted in AC 7118 paragraphs noted below require the supplier to develop test procedures that meet customer specifications. Although all laboratory testing is performed to customer specifications and equipment manuals, there are no internal documented  test procedures or work instructions to perform these tests.


			119255			David Kennedy			GKN Aerospace Services			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111765306			1			MINOR			CLOSED			AC7118			A			23c.2.1			23a-c.2.1			23			Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard?			The noted in AC 7118 paragraphs noted below require the supplier to develop test procedures that meet customer specifications. Although all laboratory testing is performed to customer specifications and equipment manuals, there are no internal documented  test procedures or work instructions to perform these tests.


			119255			David Kennedy			GKN Aerospace Services			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111765306			1			MINOR			CLOSED			AC7118			A			23c.2.2			23a-c.2.2			23			Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard?			The noted in AC 7118 paragraphs noted below require the supplier to develop test procedures that meet customer specifications. Although all laboratory testing is performed to customer specifications and equipment manuals, there are no internal documented  test procedures or work instructions to perform these tests.


			119255			David Kennedy			GKN Aerospace Services			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111765306			2			MINOR			CLOSED			AC7118			A			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraphs 11.3.2 and 21a.2.2 require that work instructions be available to the operator and that they accurately reflect the manufacturing process and the tools/fixture required. While performing the manual trim job audit, the work instruction to perform the job was unavailable and the traveler did not define the operation clearly or the trim fixture required. After investigation, it was found that W/I was in planning for updating.


			119255			David Kennedy			GKN Aerospace Services			19-Mar-07			REACCRED			Certificate Issued			COMP			United States			6111765306			2			MINOR			CLOSED			AC7118			A			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Paragraphs 11.3.2 and 21a.2.2 require that work instructions be available to the operator and that they accurately reflect the manufacturing process and the tools/fixture required. While performing the manual trim job audit, the work instruction to perform the job was unavailable and the traveler did not define the operation clearly or the trim fixture required. After investigation, it was found that W/I was in planning for updating.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			1			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.13			10.1.13			10			Do documented procedures establish a policy for replacement and re-testing?			Documented laboratory procedures are required for:

1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance

2. establishment of unique identification of test specimens traceable to the material lot or process they represent

3. the protection of test specimens from damage prior to test

4. a policy for replacement and re-testing



Procedure CS-522 (rev. new) does not adequately cover the laboratory requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not cover testing performed for all customers regarding: 

1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance

2. establishment of unique identification of test specimens traceable to the material lot or process they represent

3. the protection of test specimens from damage prior to test

4. a policy for replacement and re-testing


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			1			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Documented laboratory procedures are required for:

1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance

2. establishment of unique identification of test specimens traceable to the material lot or process they represent

3. the protection of test specimens from damage prior to test

4. a policy for replacement and re-testing



Procedure CS-522 (rev. new) does not adequately cover the laboratory requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not cover testing performed for all customers regarding: 

1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance

2. establishment of unique identification of test specimens traceable to the material lot or process they represent

3. the protection of test specimens from damage prior to test

4. a policy for replacement and re-testing


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			1			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Documented laboratory procedures are required for:

1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance

2. establishment of unique identification of test specimens traceable to the material lot or process they represent

3. the protection of test specimens from damage prior to test

4. a policy for replacement and re-testing



Procedure CS-522 (rev. new) does not adequately cover the laboratory requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not cover testing performed for all customers regarding: 

1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance

2. establishment of unique identification of test specimens traceable to the material lot or process they represent

3. the protection of test specimens from damage prior to test

4. a policy for replacement and re-testing


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			1			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.6			10.1.6			10			Are procedures in place to protect specimens from damage prior to test?			Documented laboratory procedures are required for:

1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance

2. establishment of unique identification of test specimens traceable to the material lot or process they represent

3. the protection of test specimens from damage prior to test

4. a policy for replacement and re-testing



Procedure CS-522 (rev. new) does not adequately cover the laboratory requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not cover testing performed for all customers regarding: 

1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance

2. establishment of unique identification of test specimens traceable to the material lot or process they represent

3. the protection of test specimens from damage prior to test

4. a policy for replacement and re-testing


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			The documented work instruction (planning) shall accurately reflect the manufacturing process.



Planning is not correct in several places:

1. Peel ply used during part layup is not called out in the planning for the MD part 900F2421641-101.

2. Part 17P6W5326-2 during bagging (operation 030) there is no sketch for the T/C placement, breather materials and location per DPS 1.624-2 rev. F paragraph 6.2.4. T/C's were not placed on the mold surface as specified by the DPS.

3. Holding fixture 449-061-302-113 MHF-1-1 for CNC trim of part 449-061-302-113 (job audit 21b) is not listed in the planning.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			16b.2.17			16a-b.2.17			16			Is peel ply used and removed per customer/supplier requirements?			The documented work instruction (planning) shall accurately reflect the manufacturing process.



Planning is not correct in several places:

1. Peel ply used during part layup is not called out in the planning for the MD part 900F2421641-101.

2. Part 17P6W5326-2 during bagging (operation 030) there is no sketch for the T/C placement, breather materials and location per DPS 1.624-2 rev. F paragraph 6.2.4. T/C's were not placed on the mold surface as specified by the DPS.

3. Holding fixture 449-061-302-113 MHF-1-1 for CNC trim of part 449-061-302-113 (job audit 21b) is not listed in the planning.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Temperature sensitive material shall be verified for temperature during shipment.



Film adhesive (Cytec lot 5160 roll 007) per MDM 16-1076 and DMS 2177 had 2 excursions in temperature above 0 F. during shipment for a total of 8 hours. Material control card used for out-time tracking had only 4 of the 8 hours deducted. Material is also certified by the supplier to DMS 2177 Rev. H that was ordered and received by Composite Solutions on purchase order 305955 as Rev. G material.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			12b.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Temperature sensitive material shall be verified for temperature during shipment.



Film adhesive (Cytec lot 5160 roll 007) per MDM 16-1076 and DMS 2177 had 2 excursions in temperature above 0 F. during shipment for a total of 8 hours. Material control card used for out-time tracking had only 4 of the 8 hours deducted. Material is also certified by the supplier to DMS 2177 Rev. H that was ordered and received by Composite Solutions on purchase order 305955 as Rev. G material.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Procedures / work instructions shall be controlled to ensure only approved, released, and pertinent revisions are available for use. 



The following uncontrolled documents pertinent to the process were found in core processing and machining:

1. Core processing area for machining, trim and drill had 2 uncontrolled processing procedures. One was for the process and the other was for the cleaning requirements for the area.

2. CNC machine cell set-up sheets used to provide the CNC cutting programs and tools used for the trim and drill operation.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			15b.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Procedures / work instructions shall be controlled to ensure only approved, released, and pertinent revisions are available for use. 



The following uncontrolled documents pertinent to the process were found in core processing and machining:

1. Core processing area for machining, trim and drill had 2 uncontrolled processing procedures. One was for the process and the other was for the cleaning requirements for the area.

2. CNC machine cell set-up sheets used to provide the CNC cutting programs and tools used for the trim and drill operation.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			21b.2.2			21b.2.2			21			Is the software control program used correct as per work instructions?			Procedures / work instructions shall be controlled to ensure only approved, released, and pertinent revisions are available for use. 



The following uncontrolled documents pertinent to the process were found in core processing and machining:

1. Core processing area for machining, trim and drill had 2 uncontrolled processing procedures. One was for the process and the other was for the cleaning requirements for the area.

2. CNC machine cell set-up sheets used to provide the CNC cutting programs and tools used for the trim and drill operation.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			21b.2.3			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Procedures / work instructions shall be controlled to ensure only approved, released, and pertinent revisions are available for use. 



The following uncontrolled documents pertinent to the process were found in core processing and machining:

1. Core processing area for machining, trim and drill had 2 uncontrolled processing procedures. One was for the process and the other was for the cleaning requirements for the area.

2. CNC machine cell set-up sheets used to provide the CNC cutting programs and tools used for the trim and drill operation.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			5			MAJOR			CLOSED			AC7118			A 29-Jan-07			5.2.1			5.2.1			5.			Is the processor using the required expendable materials as defined in the customer specification?			Contact materials shall meet customer requirements.



Double back tape is used to attach trim templates to non-metallic core. BPS 4339 allows only tape meeting the requirements of MB1260 per paragraphs 4.3.a and 4.5. Polyken-tyco double-back adhesive tape is used but is not listed as an approved contact tape per MB 1260.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			6			MINOR			CLOSED			AC7118			A 29-Jan-07			17.2.8			17.2.8			17			Does the supplier have an approved thermal profile on file per customer requirements?			Tool thermal profile records shall be on file per customer requirements.



Thermal profiles for Boeing parts per DPS 1.624 were not available or located during the audit. T/C placement is based on historical practice or in some cases the planning.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			6			MINOR			CLOSED			AC7118			A 29-Jan-07			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			Tool thermal profile records shall be on file per customer requirements.



Thermal profiles for Boeing parts per DPS 1.624 were not available or located during the audit. T/C placement is based on historical practice or in some cases the planning.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			6			MINOR			CLOSED			AC7118			A 29-Jan-07			7.6.1			7.6.1			7.			Are records of  thermal profiles on file, per customer requirements?			Tool thermal profile records shall be on file per customer requirements.



Thermal profiles for Boeing parts per DPS 1.624 were not available or located during the audit. T/C placement is based on historical practice or in some cases the planning.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			7			MINOR			CLOSED			AC7118			A 29-Jan-07			6.5.1			6.5.1			6.			Is there a documneted preventative maintenance plan that includes all major equipment (i.e., ovens, autoclaves, presses, tape placement machines, infusion systems, lab test equipment and lab fixture, etc.), as applicable?			Preventive maintenance (PM) plan shall be documented and include all major equipment.



Procedure CS-522 (rev. new) paragraph 4.8 does not define a plan for PM on all major equipment or specify the use of form Q-1032 being used for recording equipment repairs.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			7			MINOR			CLOSED			AC7118			A 29-Jan-07			6.5.2			6.5.2			6.			Are the preventative maintenance records current to the frequency defined in the plan?			Preventive maintenance (PM) plan shall be documented and include all major equipment.



Procedure CS-522 (rev. new) paragraph 4.8 does not define a plan for PM on all major equipment or specify the use of form Q-1032 being used for recording equipment repairs.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			8			MINOR			CLOSED			AC7118			A 29-Jan-07			8.6.4			8.6.4			8.			If a peel ply/hex ply is used to protect bonding surfaces, is there verification that the peel ply/hex ply is removed and the surfaces are prepared prior to bonding? (prepreg/adhesive and core only)			When peel ply is used to protect bonding surfaces then a verification of peel removal shall be made prior to bonding.



No verification method is noted or recorded for peel ply removal at bonding operations. MD Helicopter product planning was reviewed for the 900F2421641-101.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			9			MAJOR			CLOSED			AC7118			A 29-Jan-07			10.4.1			10.4.1			10			Are thermal and anayltical equipment calibrated in accordance wtih manufacturer's instructions?			Thermal and analytical equipment shall be calibrated in accordance with manufactures instructions and records of the calibrations shall be maintained.



Pyris Diamond TMA s/n 101005750000015 is not in the calibration system or under periodic calibration cycle per manufactures instructions. This equipment is currently limited to material testing for Bell Helicopters and controlled to specification LTP4099.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			9			MAJOR			CLOSED			AC7118			A 29-Jan-07			10.4.2			10.4.2			10			Are calibration records maintained for all thermal and analytical equipment?			Thermal and analytical equipment shall be calibrated in accordance with manufactures instructions and records of the calibrations shall be maintained.



Pyris Diamond TMA s/n 101005750000015 is not in the calibration system or under periodic calibration cycle per manufactures instructions. This equipment is currently limited to material testing for Bell Helicopters and controlled to specification LTP4099.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			9			MAJOR			CLOSED			AC7118			A 29-Jan-07			10.4.3-a.			10.4.3-a.			10			Calibration date and procedure used.			Thermal and analytical equipment shall be calibrated in accordance with manufactures instructions and records of the calibrations shall be maintained.



Pyris Diamond TMA s/n 101005750000015 is not in the calibration system or under periodic calibration cycle per manufactures instructions. This equipment is currently limited to material testing for Bell Helicopters and controlled to specification LTP4099.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			9			MAJOR			CLOSED			AC7118			A 29-Jan-07			10.4.3-b.			10.4.3-b.			10			Technician name.			Thermal and analytical equipment shall be calibrated in accordance with manufactures instructions and records of the calibrations shall be maintained.



Pyris Diamond TMA s/n 101005750000015 is not in the calibration system or under periodic calibration cycle per manufactures instructions. This equipment is currently limited to material testing for Bell Helicopters and controlled to specification LTP4099.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			9			MAJOR			CLOSED			AC7118			A 29-Jan-07			10.4.3-c.			10.4.3-c.			10			Actual and requried calibration results.			Thermal and analytical equipment shall be calibrated in accordance with manufactures instructions and records of the calibrations shall be maintained.



Pyris Diamond TMA s/n 101005750000015 is not in the calibration system or under periodic calibration cycle per manufactures instructions. This equipment is currently limited to material testing for Bell Helicopters and controlled to specification LTP4099.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			10			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.4.1			6.4.1			6.			Do Instrument System Check (ISC) and Thermal Uniformity Survey (TUS) comply with customer requirements, or, if no customer requirement exists, does the instrumentation system accuracy meet the customer's processing requirements?			Thermal uniformity survey's and instrument system checks for curing devices shall meet customer requirements or processing requirements where customer requirements are not specified.

	

Autoclave #1 surveyed 2/19/2007 certification #COMS-164B TUS indicates approval to Boeing D6-49327. Survey start point was performed at 250 F. per specification the start point should be 260 F. Additionally DPS 1.700 was not marked as certified on the certification.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			11			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.1			6.2.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the CCA?(For processing, the documented procedure shall be in compliance with customer requirements or in absence of customer requirements, Table 1 located in the Audit Handbook.)			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded and prohibited materials for the CCA.



Procedure CS-522 (rev. new) does not adequately cover the CCA requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not contain all customer requirements. Temperature and humidity requirements vary between the customers.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			11			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded and prohibited materials for the CCA.



Procedure CS-522 (rev. new) does not adequately cover the CCA requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not contain all customer requirements. Temperature and humidity requirements vary between the customers.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			12			MAJOR			CLOSED			AC7118			A 29-Jan-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA.



Procedure CS-522 (rev. new) does not adequately cover the EMA requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not contain all customer requirements for EMA's in the core processing area and adhesive bonding processes.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			12			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA.



Procedure CS-522 (rev. new) does not adequately cover the EMA requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not contain all customer requirements for EMA's in the core processing area and adhesive bonding processes.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			12			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA.



Procedure CS-522 (rev. new) does not adequately cover the EMA requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not contain all customer requirements for EMA's in the core processing area and adhesive bonding processes.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			12			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA.



Procedure CS-522 (rev. new) does not adequately cover the EMA requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not contain all customer requirements for EMA's in the core processing area and adhesive bonding processes.


			120241			Kevin Canfield			Composite Solutions			20-Mar-07			INITIAL			Certificate Issued			COMP			United States			6120377662			12			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA.



Procedure CS-522 (rev. new) does not adequately cover the EMA requirements. The procedure is written to meet the requirements of DPS 1.624 only and does not contain all customer requirements for EMA's in the core processing area and adhesive bonding processes.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			1			MAJOR			CLOSED			AC7118			A 29-Jan-07			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Temperature sensitive material shall be verified for temperature during shipment.

Film adhesive (Cytec lot 2119245 roll 010) per A50TF273S5 had 1 excursion in temperature above 0 F. during shipment for a total of 4:15 hours. Receiving inspection did not record the time on the material control card used for out-time tracking.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			2			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA. Signs for prohibiting contaminates, eating, drinking, and smoking are required.

No procedures exist for the core machining (metallic), secondary bonding, and press cure EMA areas that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials. No signs for prohibiting contaminates, eating, drinking, and smoking were found.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			2			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA. Signs for prohibiting contaminates, eating, drinking, and smoking are required.

No procedures exist for the core machining (metallic), secondary bonding, and press cure EMA areas that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials. No signs for prohibiting contaminates, eating, drinking, and smoking were found.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			2			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA. Signs for prohibiting contaminates, eating, drinking, and smoking are required.

No procedures exist for the core machining (metallic), secondary bonding, and press cure EMA areas that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials. No signs for prohibiting contaminates, eating, drinking, and smoking were found.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			2			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA. Signs for prohibiting contaminates, eating, drinking, and smoking are required.

No procedures exist for the core machining (metallic), secondary bonding, and press cure EMA areas that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials. No signs for prohibiting contaminates, eating, drinking, and smoking were found.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			2			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA. Signs for prohibiting contaminates, eating, drinking, and smoking are required.

No procedures exist for the core machining (metallic), secondary bonding, and press cure EMA areas that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials. No signs for prohibiting contaminates, eating, drinking, and smoking were found.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			2			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Documented procedures are required that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials for the EMA. Signs for prohibiting contaminates, eating, drinking, and smoking are required.

No procedures exist for the core machining (metallic), secondary bonding, and press cure EMA areas that defines the environmental conditions, actions to take when the conditions are exceeded, cleaning, and prohibited materials. No signs for prohibiting contaminates, eating, drinking, and smoking were found.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			3			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.13			10.1.13			10			Do documented procedures establish a policy for replacement and re-testing?			Documented laboratory procedures are required for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing

No documented laboratory procedures were found for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			3			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.2-a.			10.1.2-a.			10			Detailed testing methods.			Documented laboratory procedures are required for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing

No documented laboratory procedures were found for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			3			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.2-b.			10.1.2-b.			10			Records of results.			Documented laboratory procedures are required for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing

No documented laboratory procedures were found for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			3			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.2-c.			10.1.2-c.			10			Disposition of samples.			Documented laboratory procedures are required for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing

No documented laboratory procedures were found for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			3			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Documented laboratory procedures are required for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing

No documented laboratory procedures were found for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			3			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Documented laboratory procedures are required for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing

No documented laboratory procedures were found for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			3			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.6			10.1.6			10			Are procedures in place to protect specimens from damage prior to test?			Documented laboratory procedures are required for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing

No documented laboratory procedures were found for:
1. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
2. establishment of unique identification of test specimens traceable to the material lot or process they represent
3. the protection of test specimens from damage prior to test
4. a policy for replacement and re-testing


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			12b.2.3			12a-g.2.3			12			Have in-house receiving inspection tests been performed per the customer specifications?			Receiving material verification test shall be performed to the requirements of the specification.

Film adhesive (Cytec lot 2119245) per MMS 350 rev. J was received on purchase order 4500171883-110 and acceptance tested to rev. G as indicated on test report Q-LOS 357051.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			5			MAJOR			CLOSED			AC7118			A 29-Jan-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Bonding operations shall be performed under conditions specified by the customer or as stated in approved processing documents.

Abradable repair A50TF301 adhesive is specified to ambient cure for 24 hours at 23-27 degrees Celsius per TPL-4002656. No method for monitoring the cure temperature was available in the work cell (EMA).


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			6			MAJOR			CLOSED			AC7118			A 29-Jan-07			23a.2.9			23a-c.2.9			23			Did the test comply with the work instructions/documented test procedures?			Process control tests shall comply with customer requirements.

Lap shear test per P.S. 21150.1 for work order 2138969 (P/N 74A170005-1005W Structure Assy. - Aileron) was performed at the head speed rate of .8mm per minute. The specification requires 600-700 pounds per minute. The rate of .8mm per minute exceeds 700 pounds per minute.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			7			MINOR			CLOSED			AC7118			A 29-Jan-07			12c.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Received material requirements for configuration (drawing/ specification/design) including the revision level shall match between the purchase order and supplier certification.

Core (including rough cut shape) from Hexcel (P/N 3-32360-25) from purchase order 4500168160-110 was received to BSB-3-32360-25-F001 rev. E by receiving inspection. Supplier material/detail part certification states part to rev. D.

Note: This drawing configuration is for rough cut sizing of the core. The material is not delivered in a final part configuration.


			119093			Kevin Canfield			RUAG Aerospace			27-Mar-07			REACCRED			Certificate Issued			COMP			Switzerland			6109544966			8			MINOR			CLOSED			AC7118			A 29-Jan-07			23c.2.1			23a-c.2.1			23			Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard?			Test work instruction or procedure shall reference the applicable test required by the customer or testing standard.

DSC for determining enthalpy reaction for film adhesive (A50TF197-S4) was tested per test plan PPL-A50TF197ClassB rev. 01. Paragraph 3.1 does not specify the test specification or standard used. This test is not required by the customer specification but is being performed with out a reference to any standard.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			1			MINOR			CLOSED			AC7118			A 6-Mar-07			13.2.5			13.2.5			13			Is the tooling used free from damage, deterioration, or debris that could affect the part?			Paragraph 13.2.5 and 7.4 requires that the tooling be free from deterioration and damage. Three tooling pin holes in tool 35-11722-0006 have damage to the mold surface .7" in diameter and approx. .15" deep.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			1			MINOR			CLOSED			AC7118			A 6-Mar-07			7.4			7.4			7.			Is the tooling and ancillary equipment free from damage, deterioration, debris, or contamination that could affect the part?			Paragraph 13.2.5 and 7.4 requires that the tooling be free from deterioration and damage. Three tooling pin holes in tool 35-11722-0006 have damage to the mold surface .7" in diameter and approx. .15" deep.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that work instruction and procedures be available to the operator and that work instructions accurately reflect the proccess in work.. 



A) Traveler 1517879 for P/N 35-33140-0001B03 requires the operators to work to Process Specification 20-0-34-9000 and 20-0-34-9030, this specification is not available in the work area.

B) W/O 1521488 calls out the individual plies being cut but does not indentify the template used to cut the plies.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			3			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			A)-Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA. The area where miscellaneous bonding is performed is not identified as an EMA and would not meet the requirements of a CCA. B) Paragraphs 15a2.4 and 15b2.4 require that the core process area meet the EMA requirements as defined by supplier or customer. No EMA requirements have been defined by supplier.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			3			MINOR			CLOSED			AC7118			A 6-Mar-07			15b.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			A)-Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA. The area where miscellaneous bonding is performed is not identified as an EMA and would not meet the requirements of a CCA. B) Paragraphs 15a2.4 and 15b2.4 require that the core process area meet the EMA requirements as defined by supplier or customer. No EMA requirements have been defined by supplier.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			3			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			A)-Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA. The area where miscellaneous bonding is performed is not identified as an EMA and would not meet the requirements of a CCA. B) Paragraphs 15a2.4 and 15b2.4 require that the core process area meet the EMA requirements as defined by supplier or customer. No EMA requirements have been defined by supplier.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3			6.3			6.			Environmentally Monitored Area			A)-Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA. The area where miscellaneous bonding is performed is not identified as an EMA and would not meet the requirements of a CCA. B) Paragraphs 15a2.4 and 15b2.4 require that the core process area meet the EMA requirements as defined by supplier or customer. No EMA requirements have been defined by supplier.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Paragraph 22.2.10 requires that pot life of adhesive be monitored and controlled. Customer (CASA) process specification I+D-P-71 A, paragraph 5.2c NOTE, addresses pot life control. Adhesive pot life cannot be monitored - mix time is not recorded.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.14			22.2.14			22			Is the assembly completed per customer requirements?			Paragraph 22.2.10 requires that pot life of adhesive be monitored and controlled. Customer (CASA) process specification I+D-P-71 A, paragraph 5.2c NOTE, addresses pot life control. Adhesive pot life cannot be monitored - mix time is not recorded.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.6.8			8.6.8			8.			Is adhesive mixing done using contaminant free containers?			Paragraph 22.2.10 requires that pot life of adhesive be monitored and controlled. Customer (CASA) process specification I+D-P-71 A, paragraph 5.2c NOTE, addresses pot life control. Adhesive pot life cannot be monitored - mix time is not recorded.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Paragraph 22.2.10 requires that pot life of adhesive be monitored and controlled. Customer (CASA) process specification I+D-P-71 A, paragraph 5.2c NOTE, addresses pot life control. Adhesive pot life cannot be monitored - mix time is not recorded.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.14			22.2.14			22			Is the assembly completed per customer requirements?			Paragraph 22.2.6 requires that the two part adhesive mix  be verified by  "...recording of weights...". Customer (CASA) specification I+D-P-71 A, paragraph 5.2.b requires that the adhesive ratio be measured/weighed to an accuracy of +-2.5%. Mix ratio cannot be validated, ratio is not controlled by the weight of two parts - it is mixed to a visual appearance. Supplier to evaluate impact on part, this is a conductive adhesive and a variance in mix ratio may effect conductivity values.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.6			22.2.6			22			Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Paragraph 22.2.6 requires that the two part adhesive mix  be verified by  "...recording of weights...". Customer (CASA) specification I+D-P-71 A, paragraph 5.2.b requires that the adhesive ratio be measured/weighed to an accuracy of +-2.5%. Mix ratio cannot be validated, ratio is not controlled by the weight of two parts - it is mixed to a visual appearance. Supplier to evaluate impact on part, this is a conductive adhesive and a variance in mix ratio may effect conductivity values.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.6.7			8.6.7			8.			Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Paragraph 22.2.6 requires that the two part adhesive mix  be verified by  "...recording of weights...". Customer (CASA) specification I+D-P-71 A, paragraph 5.2.b requires that the adhesive ratio be measured/weighed to an accuracy of +-2.5%. Mix ratio cannot be validated, ratio is not controlled by the weight of two parts - it is mixed to a visual appearance. Supplier to evaluate impact on part, this is a conductive adhesive and a variance in mix ratio may effect conductivity values.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.14			22.2.14			22			Is the assembly completed per customer requirements?			Paragraph 22.2.9 requires adhesive to be mixed in contaminant free containers, customer (CASA) process specification I+D-P-71requires the adhesive to be mixed in the original container or clean containers. The adhesive is mixed on masking tape adhering to an aluminum plate.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.9			22.2.9			22			Are adhesives mixed in contaminant free containers?			Paragraph 22.2.9 requires adhesive to be mixed in contaminant free containers, customer (CASA) process specification I+D-P-71requires the adhesive to be mixed in the original container or clean containers. The adhesive is mixed on masking tape adhering to an aluminum plate.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			7			MINOR			CLOSED			AC7118			A 6-Mar-07			8.2.2			8.2.2			8.			Are kits properly labeled for traceability?			Paragraph 8.2.2 requires that kits be properly labeled. When cutting the plies for Tip Assy 35-33302-003A01, plies were not identified - part is laid up to drawing using ply dash numbers for location.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			8			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Paragraph 6.2.10  and CASA spec I+D-P237 paragraph 4.1.2 requires that materials or processes which produce contaminates are prohibited in the CCA, Including "hand creams". The auditor witnessed hand cream being used by lay up personnel.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			8			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.2.10			6.2.10			6.			Are processes or operations which produce contaminates prohibited in the CCA? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating or drinking, and smoking)			Paragraph 6.2.10  and CASA spec I+D-P237 paragraph 4.1.2 requires that materials or processes which produce contaminates are prohibited in the CCA, Including "hand creams". The auditor witnessed hand cream being used by lay up personnel.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			9			MINOR			VOID			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that work instructions accurately reflect the the proccess in work. W/O 1521488 calls out the individual plies being cut but does not indentify the template used to cut the plies.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			While performing the job audit for manual trimming (21a.2.2), the operator told the auditor that the trim tool was new and had a different dash number than the work order called out and he had notified planning to come down and make the change, I agreed to overlook the error since he started resolution before I had arrived. However, what I couldn't overlook was the fact that nothing in the paperwork screamed FAI for the change in the tool (hole locations). Apparently there is a hole in the system that let this through..


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			While performing the job audit for manual trimming (21a.2.2), the operator told the auditor that the trim tool was new and had a different dash number than the work order called out and he had notified planning to come down and make the change, I agreed to overlook the error since he started resolution before I had arrived. However, what I couldn't overlook was the fact that nothing in the paperwork screamed FAI for the change in the tool (hole locations). Apparently there is a hole in the system that let this through..


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			11			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			Paragraph 6.2.8 requires a documented procedure describing the action to take when CCA temperature and humidity requirements are exceeded. This procedure does not exist.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			12			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 11.3.1requires that work instructions be followed for all work performed. During the core machining job audit, the work instruction led the operator to the drawing to select the chamfer angle for each section machined (either 20 or 30 degrees). The operator trimmed the part without following the work instruction and after drawing review, it was found that the angle was incorrect. Luckly it was 30 S/B 20 so it could be reworked to drawing. The finding is for not following work instructions, not for the machining error.


			119616			David Kennedy			Indonesian Aerospace (IAE)			27-Mar-07			INITIAL			Certificate Issued			COMP			Indonesia			6111708305			12			MINOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Paragraph 11.3.1requires that work instructions be followed for all work performed. During the core machining job audit, the work instruction led the operator to the drawing to select the chamfer angle for each section machined (either 20 or 30 degrees). The operator trimmed the part without following the work instruction and after drawing review, it was found that the angle was incorrect. Luckly it was 30 S/B 20 so it could be reworked to drawing. The finding is for not following work instructions, not for the machining error.


			118216			David Kennedy			Japan Mold Systems Co. Ltd.			02-Apr-07			REACCRED			Certificate Issued			COMP			Japan			6115278941			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 21a.2.2 requires that jigs and templates be used as required per work instructions, and paragraph 11.3.2 requires that the work instructions accurately reflect the manufacturing process. On work order 864-37 P/N 149W2216 at the chamfer operation, the template used to define radius chamfer limits is not called out in the work instruction or traveler.


			118216			David Kennedy			Japan Mold Systems Co. Ltd.			02-Apr-07			REACCRED			Certificate Issued			COMP			Japan			6115278941			1			MINOR			CLOSED			AC7118			A 6-Mar-07			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Paragraph 21a.2.2 requires that jigs and templates be used as required per work instructions, and paragraph 11.3.2 requires that the work instructions accurately reflect the manufacturing process. On work order 864-37 P/N 149W2216 at the chamfer operation, the template used to define radius chamfer limits is not called out in the work instruction or traveler.


			118624			Kevin Canfield			Smith West LLC			02-Apr-07			REACCRED			Certificate Issued			COMP			United States			6107020767			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12d.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Purchased detail part requirements for specification/drawing/design and associated revision shall match between the purchase order and received material.

Detail part 1475M30 (2066D2 Job Number) was ordered on purchase order 49264 rev. 2 as rev. S5. Material certifications provided by the supplier certify to 1475M30 rev. S7.


			115082			Harry Coffee			Mitsubishi Heavy Industries Ltd			10-Apr-07			INITIAL			Certificate Issued			COMP			Japan			6111134526			1			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			Frekote 48 NC mold release was poured from its 1-gallon metal container into a square metal pail with a fixed handle.  Wiping cloths were submerged in the mold release, removed wrung out, then used to wipe mold release onto the tool.  In the process, the plastic protective gloves worn by the technician applying the mold release became excessively contaminated with Frekote, and contaminated every surface he touched thereafter.  Upon notification of this nonconformance, the supplier immediately adopted a new method that would not have resulted in this nonconformance.  Tool preparation standards were immediately revised to require the new method.


			115082			Harry Coffee			Mitsubishi Heavy Industries Ltd			10-Apr-07			INITIAL			Certificate Issued			COMP			Japan			6111134526			2			MINOR			CLOSED			AC7118			A 6-Mar-07			23a.2.1			23a-c.2.1			23			Do the work instruction or documented test procedures reference the customer's testing specification and/or testing standard?			Work order L-21176 submitted to the lab by the shop to perform the Climbing Drum Peel test called out an incorrect specification for the required test.  The work order form is a recent translation of the internal form from an all-Japanese version to a combined English-Japanese form.  In the translation process, the wrong specification number was entered.  Several older, all-Japnese test requests were reviewed and were found to call out the correct test specification.


			115082			Harry Coffee			Mitsubishi Heavy Industries Ltd			10-Apr-07			INITIAL			Certificate Issued			COMP			Japan			6111134526			3			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.6			22.2.6			22			Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			SS9587-002 potting compound (Epocast 169A/9615) was used to bond inserts into a honeycomb sandwich panel.  Records of two previous potting compound weighings  on 7 April did not show a QA stamp indicating that the mixing or application had been witnessed.  During the audit, the process document was modified to require a separate witness stamp by a QC inspector each time adhesive is mixed, as well as a stamp indicating application within the pot life.


			115082			Harry Coffee			Mitsubishi Heavy Industries Ltd			10-Apr-07			INITIAL			Certificate Issued			COMP			Japan			6111134526			3			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.7			8.6.7			8.			Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			SS9587-002 potting compound (Epocast 169A/9615) was used to bond inserts into a honeycomb sandwich panel.  Records of two previous potting compound weighings  on 7 April did not show a QA stamp indicating that the mixing or application had been witnessed.  During the audit, the process document was modified to require a separate witness stamp by a QC inspector each time adhesive is mixed, as well as a stamp indicating application within the pot life.


			115082			Harry Coffee			Mitsubishi Heavy Industries Ltd			10-Apr-07			INITIAL			Certificate Issued			COMP			Japan			6111134526			4			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			SS9587-002 potting compound (Epocast 169A/9615) has a pot life of 60 minutes.  The form for entering the details for potting compound use provides a place for recording the mix time but does not provide a place to record the time at which the pot life will expire.  It does include a place to record the actual application time, however.  Available records indicate that pot life was never exceeded.  During the audit, the process document was modified to require entry of the time pot life will expire when the potting compound is mixed, as well as the actual application time to verify application within the pot life.


			115082			Harry Coffee			Mitsubishi Heavy Industries Ltd			10-Apr-07			INITIAL			Certificate Issued			COMP			Japan			6111134526			4			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			SS9587-002 potting compound (Epocast 169A/9615) has a pot life of 60 minutes.  The form for entering the details for potting compound use provides a place for recording the mix time but does not provide a place to record the time at which the pot life will expire.  It does include a place to record the actual application time, however.  Available records indicate that pot life was never exceeded.  During the audit, the process document was modified to require entry of the time pot life will expire when the potting compound is mixed, as well as the actual application time to verify application within the pot life.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Pot life of mixed adhesives shall be monitored and controlled.

Hysol EA 9309 used for potting threaded inserts on work order G2932-000 did not have a method or control for monitoring pot life. 
Note: The adhesive was applied within the pot life requirement and no product was affected.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			1			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Pot life of mixed adhesives shall be monitored and controlled.

Hysol EA 9309 used for potting threaded inserts on work order G2932-000 did not have a method or control for monitoring pot life. 
Note: The adhesive was applied within the pot life requirement and no product was affected.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			-Temperature sensitive material shall be verified for temperature during shipment.

Glass reinforced phenolic (CMNP005 rolls 523-530) on purchase order 51243 had 1 excursion in temperature above 10 F. during shipment of 4 1/2 hours. The material control card used for out-time tracking was not updated to reflect the lost time during shipment.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			-Temperature sensitive material shall be verified for temperature during shipment.

Glass reinforced phenolic (CMNP005 rolls 523-530) on purchase order 51243 had 1 excursion in temperature above 10 F. during shipment of 4 1/2 hours. The material control card used for out-time tracking was not updated to reflect the lost time during shipment.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Materials shall be stored in a manner to prevent damage and contamination.

Several cases were found during the audit where materials were not stored or handled in a manner to prevent damage or contamination. Examples are; rolls of prepreg and adhesive are removed from there storage boxes (where they are supported by their core) and placed on top of the box (un-supported by the core) to thaw in the ply cutting area. Both cold storage freezers have rolls of prepreg/adhesive laying on its' side without support by the core. Foam and nomex core in the stock room is not stacked flat or is stacked on end in broken boxes.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Materials shall be stored in a manner to prevent damage and contamination.

Several cases were found during the audit where materials were not stored or handled in a manner to prevent damage or contamination. Examples are; rolls of prepreg and adhesive are removed from there storage boxes (where they are supported by their core) and placed on top of the box (un-supported by the core) to thaw in the ply cutting area. Both cold storage freezers have rolls of prepreg/adhesive laying on its' side without support by the core. Foam and nomex core in the stock room is not stacked flat or is stacked on end in broken boxes.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.10			14a-b.2.10			14			Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin?			Materials shall be stored in a manner to prevent damage and contamination.

Several cases were found during the audit where materials were not stored or handled in a manner to prevent damage or contamination. Examples are; rolls of prepreg and adhesive are removed from there storage boxes (where they are supported by their core) and placed on top of the box (un-supported by the core) to thaw in the ply cutting area. Both cold storage freezers have rolls of prepreg/adhesive laying on its' side without support by the core. Foam and nomex core in the stock room is not stacked flat or is stacked on end in broken boxes.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			15a.2.13			15a-b.2.13			15			Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?			Materials shall be stored in a manner to prevent damage and contamination.

Several cases were found during the audit where materials were not stored or handled in a manner to prevent damage or contamination. Examples are; rolls of prepreg and adhesive are removed from there storage boxes (where they are supported by their core) and placed on top of the box (un-supported by the core) to thaw in the ply cutting area. Both cold storage freezers have rolls of prepreg/adhesive laying on its' side without support by the core. Foam and nomex core in the stock room is not stacked flat or is stacked on end in broken boxes.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Materials shall be stored in a manner to prevent damage and contamination.

Several cases were found during the audit where materials were not stored or handled in a manner to prevent damage or contamination. Examples are; rolls of prepreg and adhesive are removed from there storage boxes (where they are supported by their core) and placed on top of the box (un-supported by the core) to thaw in the ply cutting area. Both cold storage freezers have rolls of prepreg/adhesive laying on its' side without support by the core. Foam and nomex core in the stock room is not stacked flat or is stacked on end in broken boxes.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			15b.2.13			15a-b.2.13			15			Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?			Materials shall be stored in a manner to prevent damage and contamination.

Several cases were found during the audit where materials were not stored or handled in a manner to prevent damage or contamination. Examples are; rolls of prepreg and adhesive are removed from there storage boxes (where they are supported by their core) and placed on top of the box (un-supported by the core) to thaw in the ply cutting area. Both cold storage freezers have rolls of prepreg/adhesive laying on its' side without support by the core. Foam and nomex core in the stock room is not stacked flat or is stacked on end in broken boxes.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			15b.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Materials shall be stored in a manner to prevent damage and contamination.

Several cases were found during the audit where materials were not stored or handled in a manner to prevent damage or contamination. Examples are; rolls of prepreg and adhesive are removed from there storage boxes (where they are supported by their core) and placed on top of the box (un-supported by the core) to thaw in the ply cutting area. Both cold storage freezers have rolls of prepreg/adhesive laying on its' side without support by the core. Foam and nomex core in the stock room is not stacked flat or is stacked on end in broken boxes.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Materials shall be stored in a manner to prevent damage and contamination.

Several cases were found during the audit where materials were not stored or handled in a manner to prevent damage or contamination. Examples are; rolls of prepreg and adhesive are removed from there storage boxes (where they are supported by their core) and placed on top of the box (un-supported by the core) to thaw in the ply cutting area. Both cold storage freezers have rolls of prepreg/adhesive laying on its' side without support by the core. Foam and nomex core in the stock room is not stacked flat or is stacked on end in broken boxes.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			Mold release shall be applied and cured prior to use.

Tool 234S5612-5 LM was refreshed with Frekote 700NC and returned to the clean room in less than 5 minutes of application (prior to full cure). The Frekote work instruction posted in the area required 20 minutes in the oven at 150-200 F. 
Note: This is a nonsustaining corrective action for NCR #6 from audit 116484.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			7.5.1			7.5.1			7.			Are mold releases applied according to customer or supplier requirements?			Mold release shall be applied and cured prior to use.

Tool 234S5612-5 LM was refreshed with Frekote 700NC and returned to the clean room in less than 5 minutes of application (prior to full cure). The Frekote work instruction posted in the area required 20 minutes in the oven at 150-200 F. 
Note: This is a nonsustaining corrective action for NCR #6 from audit 116484.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			7.5.3			7.5.3			7.			Is mold release fully cured prior to lay-up, adhesive bonding, and/or infusion?			Mold release shall be applied and cured prior to use.

Tool 234S5612-5 LM was refreshed with Frekote 700NC and returned to the clean room in less than 5 minutes of application (prior to full cure). The Frekote work instruction posted in the area required 20 minutes in the oven at 150-200 F. 
Note: This is a nonsustaining corrective action for NCR #6 from audit 116484.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			7.1			7.1			7.			Are tools identified and traceable to ownership?			Tools shall be identified and traceable to the owner.

Cessna owned MT 46615078-1, s/n OF58-21555, (4 tool set used for cutting core) was made "new" by the supplier on a Minor Maintenance Form TC004. This form is not authorized for the making of new tools per paragraph 6.1 of the Property Control manual. The customer tool identification plate was removed from the original tool and riveted to the new tool. No FAI or inspection verification was performed per the Property Control Manual and paragraph 8.0 of QSP 7.5 (rev. A) Control of Production Procedure. The original identification plate that was attached to the new tool was not changed or updated to reflect the new tool make.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			6			MAJOR			VOID			AC7118			A 6-Mar-07			6.4.1			6.4.1			6.			Do Instrument System Check (ISC) and Thermal Uniformity Survey (TUS) comply with customer requirements, or, if no customer requirement exists, does the instrumentation system accuracy meet the customer's processing requirements?			Customer approved processing equipment must comply with customer requirements for TUS / ISC when applicable.

Autoclave number 1 and 2 thermal uniformity (TUS) survey and instrumentation check (ISC) performed on 2/13/07 and 3/9/07 respectfully did not comply with Boeing D6-49327 set point of 260 F. Autoclave 1 was tested at 190F, 250F +/- 10 with the average test result under 250, and 355F. And autoclave 2 was tested at 190 F, 300 F and 400 F. Both autoclaves are listed as approved on D6-53993.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Core processing areas shall meet customer requirements for cleanliness, temperature and humidity.

The core processing area used for cutting, forming and kitting of nomex and foam core was using non-approved contact materials (3M 2214 masking tape and 597 Intertape Polymers Group double-back tape) for identification of core details and attachment to trim templates. Food, drink, WD-40, and a bottle of Frekote 700NC were also found in the area.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			15b.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Core processing areas shall meet customer requirements for cleanliness, temperature and humidity.

The core processing area used for cutting, forming and kitting of nomex and foam core was using non-approved contact materials (3M 2214 masking tape and 597 Intertape Polymers Group double-back tape) for identification of core details and attachment to trim templates. Food, drink, WD-40, and a bottle of Frekote 700NC were also found in the area.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			8			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for the core processing and miscellaneous adhesive bonding areas that are now classified as EMA's per AC 7118 rev. A.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			8			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for the core processing and miscellaneous adhesive bonding areas that are now classified as EMA's per AC 7118 rev. A.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			8			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for the core processing and miscellaneous adhesive bonding areas that are now classified as EMA's per AC 7118 rev. A.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			8			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for the core processing and miscellaneous adhesive bonding areas that are now classified as EMA's per AC 7118 rev. A.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			8			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for the core processing and miscellaneous adhesive bonding areas that are now classified as EMA's per AC 7118 rev. A.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			9			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.15			6.2.15			6.			Is sweeping or other dust dispersing methods prohibited when lay-up is in progress or uncovered adhesives, sealant primers, composites, tooling, etc. are in the CCA?			Sweeping or other dust dispersing methods shall be prohibited in the CCA when lay-up is in progress or there are uncovered adhesives, sealant, and composites.

Prior to shift change from first to second, several workers in the CCA began cleaning the floor with dust mops while lay-up was still in progress.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			20a.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, pressure, vacuum, time, etc.) monitored, recorded and verified per requirements?			Autoclave and oven curing parameters shall be monitored, recorded, and verified.

Work instructions did not specify vacuum level parameter for oven 6 cure load # 11361, though vacuum was applied (28" Hg) and recorded on Oven Log Sheet (QAF114, Rev. C). Note: No product impact, customer specification was reviewed to verify that the vacuum applied during cure met the parameter.

Timing to release vacuum noted ambiguously as a single point dependent on temperature (120F) rather than depending on pressure as specified per BAC5317-2 "release vacuum at 15 psig." The record indicates the vacuum was vented prior to temperature reaching 120F.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			20b.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, vacuum, time, etc.) monitored, recorded and verified per requirements?			Autoclave and oven curing parameters shall be monitored, recorded, and verified.

Work instructions did not specify vacuum level parameter for oven 6 cure load # 11361, though vacuum was applied (28" Hg) and recorded on Oven Log Sheet (QAF114, Rev. C). Note: No product impact, customer specification was reviewed to verify that the vacuum applied during cure met the parameter.

Timing to release vacuum noted ambiguously as a single point dependent on temperature (120F) rather than depending on pressure as specified per BAC5317-2 "release vacuum at 15 psig." The record indicates the vacuum was vented prior to temperature reaching 120F.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.7.1			8.7.1			8.			Are cure requirements (i.e., temperature, pressure, vacuum, hold times, ramp rates, etc.) monitored, recorded and verified per customer requirements?			Autoclave and oven curing parameters shall be monitored, recorded, and verified.

Work instructions did not specify vacuum level parameter for oven 6 cure load # 11361, though vacuum was applied (28" Hg) and recorded on Oven Log Sheet (QAF114, Rev. C). Note: No product impact, customer specification was reviewed to verify that the vacuum applied during cure met the parameter.

Timing to release vacuum noted ambiguously as a single point dependent on temperature (120F) rather than depending on pressure as specified per BAC5317-2 "release vacuum at 15 psig." The record indicates the vacuum was vented prior to temperature reaching 120F.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			11			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Documented work instructions shall be available to the operator and the instructions shall accurately reflect the manufacturing process.

Several processing documents and work instructions were missing processing information, not up-to-date, or not available in the work area. Examples are: Set-up sheet for p/n 6319323-11-2 not attached to the work order or found in the area during the lay-up; resident planning for p/n 6252103-5 was not in the area during bagging and contains instructions for T/C placement that is not used at that step in the process; press cure work order W5088-000 does not contain all processing requirements or incorrect requirements such as prep weight and pre-heating of prep; and the resident planning for p/n 6619058-39 did not match the work order (G2932-000) and specified a different type of adhesive for the potting of threaded inserts. Work instruction WI-03-0003 (rev. New) is not updated to include the ply cutting instructions for the replaced ply cutter (Eastman cutter replaced by a Gerber).


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			11			MAJOR			CLOSED			AC7118			A 6-Mar-07			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			Documented work instructions shall be available to the operator and the instructions shall accurately reflect the manufacturing process.

Several processing documents and work instructions were missing processing information, not up-to-date, or not available in the work area. Examples are: Set-up sheet for p/n 6319323-11-2 not attached to the work order or found in the area during the lay-up; resident planning for p/n 6252103-5 was not in the area during bagging and contains instructions for T/C placement that is not used at that step in the process; press cure work order W5088-000 does not contain all processing requirements or incorrect requirements such as prep weight and pre-heating of prep; and the resident planning for p/n 6619058-39 did not match the work order (G2932-000) and specified a different type of adhesive for the potting of threaded inserts. Work instruction WI-03-0003 (rev. New) is not updated to include the ply cutting instructions for the replaced ply cutter (Eastman cutter replaced by a Gerber).


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			11			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Documented work instructions shall be available to the operator and the instructions shall accurately reflect the manufacturing process.

Several processing documents and work instructions were missing processing information, not up-to-date, or not available in the work area. Examples are: Set-up sheet for p/n 6319323-11-2 not attached to the work order or found in the area during the lay-up; resident planning for p/n 6252103-5 was not in the area during bagging and contains instructions for T/C placement that is not used at that step in the process; press cure work order W5088-000 does not contain all processing requirements or incorrect requirements such as prep weight and pre-heating of prep; and the resident planning for p/n 6619058-39 did not match the work order (G2932-000) and specified a different type of adhesive for the potting of threaded inserts. Work instruction WI-03-0003 (rev. New) is not updated to include the ply cutting instructions for the replaced ply cutter (Eastman cutter replaced by a Gerber).


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			12			MINOR			CLOSED			AC7118			A 6-Mar-07			6.5.2			6.5.2			6.			Are the preventative maintenance records current to the frequency defined in the plan?			Preventive maintenance records shall be current to the planned activity.

A review of several preventive maintenance records in the oven cure area and the trim department revealed that daily and monthly records were not completed by the operator after preventive maintenance was performed.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			13			MAJOR			CLOSED			AC7118			A 6-Mar-07			16a.2.10			16a-c.2.10			16			Are splice and joint processes being performed in accordance with the work instructions?			Prepreg trimmed in place shall measures in place to protect other plys and associated splices or joints shall meet the customer requirement.

P/N 234S5612-30 from work order K8570-000 during layup auditor observed trimming of plies without measures in place to prevent damage to other plies. In addition, splices feel short of customer required overlap.
Note: Supplier stopped the job and scrapped the part during the audit; no product impact.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			13			MAJOR			CLOSED			AC7118			A 6-Mar-07			16a.2.8			16a-c.2.8			16			If prepreg/fiber/fabric is trimmed in place with a cutting tool, are measures taken (e.g. shims) to protect other plies and/or tools from being cut?			Prepreg trimmed in place shall measures in place to protect other plys and associated splices or joints shall meet the customer requirement.

P/N 234S5612-30 from work order K8570-000 during layup auditor observed trimming of plies without measures in place to prevent damage to other plies. In addition, splices feel short of customer required overlap.
Note: Supplier stopped the job and scrapped the part during the audit; no product impact.


			118471			Kevin Canfield			Senior Aerospace Composites			10-Apr-07			REACCRED			Certificate Issued			COMP			United States			6113281341			13			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.1.6			8.1.6			8.			If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?			Prepreg trimmed in place shall measures in place to protect other plys and associated splices or joints shall meet the customer requirement.

P/N 234S5612-30 from work order K8570-000 during layup auditor observed trimming of plies without measures in place to prevent damage to other plies. In addition, splices feel short of customer required overlap.
Note: Supplier stopped the job and scrapped the part during the audit; no product impact.


			118549			Dimple Matharoo			Aernnova - COASA SAU			10-Apr-07			REACCRED			Certificate Issued			COMP			Spain			6114968524			1			MINOR			CLOSED			AC7118			A 29-Jan-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Operation 20 -35 (Inspection) was not in the correct sequence, Ref. work instruction part number D551 82535-001Bo1 reference internal order number 736812


			118549			Dimple Matharoo			Aernnova - COASA SAU			10-Apr-07			REACCRED			Certificate Issued			COMP			Spain			6114968524			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			The revision number on:
1. PO number 106064 for Specification MHB75-T-2-0111-1-1 states rev. 1 but rev. 2 was received.(Rev. 1 on file)
2. PO number 106083 for specification IPS10-01-005-02 states Rev. 3 but Rev. 2 was received. (Rev. 2 on file)
3.Po number 106072 for specification LN29967-A2 states Rev. 01/93 but Rev. august 98 received. (Rev. February 1976 on file)


			118549			Dimple Matharoo			Aernnova - COASA SAU			10-Apr-07			REACCRED			Certificate Issued			COMP			Spain			6114968524			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			The revision number on:
1. PO number 106064 for Specification MHB75-T-2-0111-1-1 states rev. 1 but rev. 2 was received.(Rev. 1 on file)
2. PO number 106083 for specification IPS10-01-005-02 states Rev. 3 but Rev. 2 was received. (Rev. 2 on file)
3.Po number 106072 for specification LN29967-A2 states Rev. 01/93 but Rev. august 98 received. (Rev. February 1976 on file)


			118549			Dimple Matharoo			Aernnova - COASA SAU			10-Apr-07			REACCRED			Certificate Issued			COMP			Spain			6114968524			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			12c.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			The revision number on:
1. PO number 106064 for Specification MHB75-T-2-0111-1-1 states rev. 1 but rev. 2 was received.(Rev. 1 on file)
2. PO number 106083 for specification IPS10-01-005-02 states Rev. 3 but Rev. 2 was received. (Rev. 2 on file)
3.Po number 106072 for specification LN29967-A2 states Rev. 01/93 but Rev. august 98 received. (Rev. February 1976 on file)


			118549			Dimple Matharoo			Aernnova - COASA SAU			10-Apr-07			REACCRED			Certificate Issued			COMP			Spain			6114968524			3			MINOR			CLOSED			AC7118			A 29-Jan-07			10.2.3			10.2.3			10			Are extensometers calibrated per ASTM E83 class B2, ISO 9512 Class 0.5, or equivalent?			Extensometer not calibrated to ASTM E83 class B2  / !SO9513 class 0.5.
The external lab are in the process of obtaining these specifications to compare with internal standards.


			118549			Dimple Matharoo			Aernnova - COASA SAU			10-Apr-07			REACCRED			Certificate Issued			COMP			Spain			6114968524			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			8.1.1			8.1.1			8.			Is the equipmnet used for the verification of product and process conformity calibrated?			Reference Embraer Specificataion NE40-077. Section 6.2.1 & Table 3.
Thermocouples (Working Standard) shall be calibrated annually or after 20 applications, whichever comes sooner.


			118549			Dimple Matharoo			Aernnova - COASA SAU			10-Apr-07			REACCRED			Certificate Issued			COMP			Spain			6114968524			5			MINOR			CLOSED			AC7118			A 29-Jan-07			8.2.2			8.2.2			8.			Are kits properly labeled for traceability?			Two different types of airweave  (N10 and Airweave S) were placed side by side on the same stand and were not identified.


			120141			David Kennedy			ALCORE BRIGANTINE			11-Apr-07			INITIAL			Certificate Issued			COMP			France			6119513165			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.2			11.4.2			11			Have all facility, manufacturing, and maintenance requirements been met for the area type as per applicable procedure?			Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA , the area where core splice bonding is being performed is not designated as an EMA or CCA and would not meet the general requirements for a bonding EMA considering the proximity of machining operations. Paragraph 15a.2.4 and 15b.2.4 require that core processing be performed in an area meeting requirements for temperature, humidity, and cleanliness (an EMA), these areas are not defined as EMAs but pending the description, would probably meet the requirement. It should be noted that their customers have approved the areas for splicing, processing, and storing "clean" honeycomb core.


			120141			David Kennedy			ALCORE BRIGANTINE			11-Apr-07			INITIAL			Certificate Issued			COMP			France			6119513165			1			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA , the area where core splice bonding is being performed is not designated as an EMA or CCA and would not meet the general requirements for a bonding EMA considering the proximity of machining operations. Paragraph 15a.2.4 and 15b.2.4 require that core processing be performed in an area meeting requirements for temperature, humidity, and cleanliness (an EMA), these areas are not defined as EMAs but pending the description, would probably meet the requirement. It should be noted that their customers have approved the areas for splicing, processing, and storing "clean" honeycomb core.


			120141			David Kennedy			ALCORE BRIGANTINE			11-Apr-07			INITIAL			Certificate Issued			COMP			France			6119513165			1			MINOR			CLOSED			AC7118			A 6-Mar-07			15b.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA , the area where core splice bonding is being performed is not designated as an EMA or CCA and would not meet the general requirements for a bonding EMA considering the proximity of machining operations. Paragraph 15a.2.4 and 15b.2.4 require that core processing be performed in an area meeting requirements for temperature, humidity, and cleanliness (an EMA), these areas are not defined as EMAs but pending the description, would probably meet the requirement. It should be noted that their customers have approved the areas for splicing, processing, and storing "clean" honeycomb core.


			120141			David Kennedy			ALCORE BRIGANTINE			11-Apr-07			INITIAL			Certificate Issued			COMP			France			6119513165			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA , the area where core splice bonding is being performed is not designated as an EMA or CCA and would not meet the general requirements for a bonding EMA considering the proximity of machining operations. Paragraph 15a.2.4 and 15b.2.4 require that core processing be performed in an area meeting requirements for temperature, humidity, and cleanliness (an EMA), these areas are not defined as EMAs but pending the description, would probably meet the requirement. It should be noted that their customers have approved the areas for splicing, processing, and storing "clean" honeycomb core.


			120141			David Kennedy			ALCORE BRIGANTINE			11-Apr-07			INITIAL			Certificate Issued			COMP			France			6119513165			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3			6.3			6.			Environmentally Monitored Area			Paragraph 22.2.1 requires that miscellaneous bonding be performed in a CCA or EMA , the area where core splice bonding is being performed is not designated as an EMA or CCA and would not meet the general requirements for a bonding EMA considering the proximity of machining operations. Paragraph 15a.2.4 and 15b.2.4 require that core processing be performed in an area meeting requirements for temperature, humidity, and cleanliness (an EMA), these areas are not defined as EMAs but pending the description, would probably meet the requirement. It should be noted that their customers have approved the areas for splicing, processing, and storing "clean" honeycomb core.


			120141			David Kennedy			ALCORE BRIGANTINE			11-Apr-07			INITIAL			Certificate Issued			COMP			France			6119513165			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.1.2			6.1.2			6.			Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?			Paragraph 6.1.2 requires that there is a procedure that describes what action to take when the freezer fails to maintain temperature. There is no procedure that describes this action.


			120141			David Kennedy			ALCORE BRIGANTINE			11-Apr-07			INITIAL			Certificate Issued			COMP			France			6119513165			3			MINOR			CLOSED			AC7118			A 6-Mar-07			20b.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, vacuum, time, etc.) monitored, recorded and verified per requirements?			Paragraph 20b.2.1requires that curing parameters (temperature, vacuum, time, etc.)be monitored, recorded and verified per requirements. Work Instruction 
AEA 057calls out the curing parameters for various parts including a .6 BAR vacuum requirement. This data is not recorded or verified during the cure.


			118288			Harry Coffee			Showa Aircraft Industry Co Ltd			16-Apr-07			REACCRED			Certificate Issued			COMP			Japan			6115047583			1			MINOR			CLOSED			AC7118			A 6-Mar-07			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			Frekote 48 NC mold release was poured from the 1-gallon container into a small, shallow  rectangular plastic container (a 'Tupperware sandwich box').  A cloth was submerged in the Frekote and removed.  Then the excess Frekote was squeezed out of the cloth, dripping primarily back into the rectangular container.  The technician held the container in his opposite hand while wetting the cloth and applying the mold release.  Some care was taken to avoid contamination of surfaces that should not have Frekote applied, but  the glove on the technician's wiping hand became excessively contaminated with mold release, and there was some spillage of mold release  from the container on other surfaces while the mold release was being applied.  This method of applying mold release is no longer permitted.  Upon being notified of this finding, the supplier immediately adopted an acceptable method for mold release dispensing & application ('squirt-bottle' method).


			118288			Harry Coffee			Showa Aircraft Industry Co Ltd			16-Apr-07			REACCRED			Certificate Issued			COMP			Japan			6115047583			1			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			Frekote 48 NC mold release was poured from the 1-gallon container into a small, shallow  rectangular plastic container (a 'Tupperware sandwich box').  A cloth was submerged in the Frekote and removed.  Then the excess Frekote was squeezed out of the cloth, dripping primarily back into the rectangular container.  The technician held the container in his opposite hand while wetting the cloth and applying the mold release.  Some care was taken to avoid contamination of surfaces that should not have Frekote applied, but  the glove on the technician's wiping hand became excessively contaminated with mold release, and there was some spillage of mold release  from the container on other surfaces while the mold release was being applied.  This method of applying mold release is no longer permitted.  Upon being notified of this finding, the supplier immediately adopted an acceptable method for mold release dispensing & application ('squirt-bottle' method).


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 20b.2.1 requires that curing parameters are monitored, recorded, and verified per requirements, and paragraphs 11.3.1 and 11.3.2 require that work instructions acurately reflect the manufacturing process and are complete for work performed.  Work Order 7279310 calls out for a cure dwell time of 60 to 75 minutes @ 180 +-5, cure dwell time was 150 minutes. It should be noted that this is a planning issue not technical - the customer specification (Aircelle HDET0113) allows up to a 180 minute dwell.


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 20b.2.1 requires that curing parameters are monitored, recorded, and verified per requirements, and paragraphs 11.3.1 and 11.3.2 require that work instructions acurately reflect the manufacturing process and are complete for work performed.  Work Order 7279310 calls out for a cure dwell time of 60 to 75 minutes @ 180 +-5, cure dwell time was 150 minutes. It should be noted that this is a planning issue not technical - the customer specification (Aircelle HDET0113) allows up to a 180 minute dwell.


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			1			MINOR			CLOSED			AC7118			A 6-Mar-07			20b.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, vacuum, time, etc.) monitored, recorded and verified per requirements?			Paragraph 20b.2.1 requires that curing parameters are monitored, recorded, and verified per requirements, and paragraphs 11.3.1 and 11.3.2 require that work instructions acurately reflect the manufacturing process and are complete for work performed.  Work Order 7279310 calls out for a cure dwell time of 60 to 75 minutes @ 180 +-5, cure dwell time was 150 minutes. It should be noted that this is a planning issue not technical - the customer specification (Aircelle HDET0113) allows up to a 180 minute dwell.


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.10			6.2.10			6.			Are processes or operations which produce contaminates prohibited in the CCA? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating or drinking, and smoking)			Paragraph 7.5.1 requires that mold releases be applied per customer, supplier, and industry standards. Due to construction activities in the tool storage area, Job Audit 13 (Tool Prep) was performed adjacent to a main entry way to the CCA. During the application of release agent theCCA door was opened to allow transfer of equipment; possible entry of release agent vapor may have occured. It should be noted that this is an isolated case and the CCA has very strong positive pressure; however, there was no indication from the supplier that they were aware that the action might  be comprimising.


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			2			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.1			7.5.1			7.			Are mold releases applied according to customer or supplier requirements?			Paragraph 7.5.1 requires that mold releases be applied per customer, supplier, and industry standards. Due to construction activities in the tool storage area, Job Audit 13 (Tool Prep) was performed adjacent to a main entry way to the CCA. During the application of release agent theCCA door was opened to allow transfer of equipment; possible entry of release agent vapor may have occured. It should be noted that this is an isolated case and the CCA has very strong positive pressure; however, there was no indication from the supplier that they were aware that the action might  be comprimising.


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			3			MINOR			CLOSED			AC7118			A 6-Mar-07			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Paragraph 21a2.2 requires that machining jigs and templates are used as required per work instructions. Work instruction 7211581 page 12 calls out for a template set back of .156"; however, the template itself is stenciled with a call out for a .135" set back, .135" set back was used.


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			4			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.13			6.2.13			6.			Are the floors covered and/or sealed?			Paragraph 6.2.13 requires that CCA floors are sealed. Numerous areas of the floor seal have broken loose exposing the subfloor and create dust particles when traveled over.


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			5			MINOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Paragraphs 5.1.11, 12a.2.13, 12.b2.13 requires that all materials be stored in a manner to prevent damage, contamination or, cold flow of resin . Some rolls of adhesive and prepreg are stored in the freezer unsupported by the ends or placed vertically leaning against the wall.


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			5			MINOR			CLOSED			AC7118			A 6-Mar-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Paragraphs 5.1.11, 12a.2.13, 12.b2.13 requires that all materials be stored in a manner to prevent damage, contamination or, cold flow of resin . Some rolls of adhesive and prepreg are stored in the freezer unsupported by the ends or placed vertically leaning against the wall.


			119016			David Kennedy			IAI - CAG - SHL PD & ENG Divisions			16-Apr-07			REACCRED			Certificate Issued			COMP			Israel			6110747202			5			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Paragraphs 5.1.11, 12a.2.13, 12.b2.13 requires that all materials be stored in a manner to prevent damage, contamination or, cold flow of resin . Some rolls of adhesive and prepreg are stored in the freezer unsupported by the ends or placed vertically leaning against the wall.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.7			11.3.7			11			Are all inspectable calculations correct?			The out time card for HMS16-1257 Type 2 prepreg material used on Boeing (Mesa) P/N 7-311113690-19 (Job # M73176) contained math errors that overstated the available out time for the material by 2 hours.  A review of several other time cards showed similar errors.  The errors were attributed to different operators.  Some errors overstated remaining shelf life, while others understated remaining shelf life.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			14a.2.6			14a-b.2.6			14			For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time?(This applies both to the parent material and the kits)			The out time card for HMS16-1257 Type 2 prepreg material used on Boeing (Mesa) P/N 7-311113690-19 (Job # M73176) contained math errors that overstated the available out time for the material by 2 hours.  A review of several other time cards showed similar errors.  The errors were attributed to different operators.  Some errors overstated remaining shelf life, while others understated remaining shelf life.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			17.2.5			17.2.5			17			Are leak checks on tools (i.e. mold, vacuum bags, etc.) performed to the documented procedures?			The leak check for Boeing Mesa P/N 7-311113690-19 (Job # M73176, 2 parts) was not performed in accordance with the controlling procedure (HP15-42).  The procedure requires a maximum leak rate of 2 inches of mercury as measured over two minutes.  The inspector signed off on the leak check without waiting the required amount of time.  When the parts were rechecked, one part failed the leak check.  The part was re-bagged and successfully passed the check.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			3			MINOR			CLOSED			AC7118			A 6-Mar-07			20a.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			The post cure inspection step does not include an out time cure by verification as required by AC 7118, Question 20.2.7. There was no evidence that material out time was exceeded prior to cure on any of the materials being processed at the time of the audit.  Parts are cured within 24 hours of lay-up under standard operating conditions.  All of the materials in use during the audit had more than 24 hours of life remaining at the end of cure preparation.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			3			MINOR			CLOSED			AC7118			A 6-Mar-07			20b.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			The post cure inspection step does not include an out time cure by verification as required by AC 7118, Question 20.2.7. There was no evidence that material out time was exceeded prior to cure on any of the materials being processed at the time of the audit.  Parts are cured within 24 hours of lay-up under standard operating conditions.  All of the materials in use during the audit had more than 24 hours of life remaining at the end of cure preparation.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			4			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			The miscellaneous bonding operation (priming and bonding of a door edge seal) for Boeing Mesa P/N 7-311116390-601 is not performed in a controlled or monitored area.  The controlling customer specification, HP 5-10 does not flow down specific environmental requirements for this process. In the absence of a customer requirement, Checklist AC7118, paragraph 6.3.1 requires Aviation Equipment to have a documented procedure controlling the areas where these operations are performed.  Aviation Equipment does not have this procedure.  When bonding procedures are required to be controlled by customer specification (such as Bombardier Specification PPS 36.10) the requirements are properly flowed down to the operators through the shop floor paperwork.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			4			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			The miscellaneous bonding operation (priming and bonding of a door edge seal) for Boeing Mesa P/N 7-311116390-601 is not performed in a controlled or monitored area.  The controlling customer specification, HP 5-10 does not flow down specific environmental requirements for this process. In the absence of a customer requirement, Checklist AC7118, paragraph 6.3.1 requires Aviation Equipment to have a documented procedure controlling the areas where these operations are performed.  Aviation Equipment does not have this procedure.  When bonding procedures are required to be controlled by customer specification (such as Bombardier Specification PPS 36.10) the requirements are properly flowed down to the operators through the shop floor paperwork.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			4			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			The miscellaneous bonding operation (priming and bonding of a door edge seal) for Boeing Mesa P/N 7-311116390-601 is not performed in a controlled or monitored area.  The controlling customer specification, HP 5-10 does not flow down specific environmental requirements for this process. In the absence of a customer requirement, Checklist AC7118, paragraph 6.3.1 requires Aviation Equipment to have a documented procedure controlling the areas where these operations are performed.  Aviation Equipment does not have this procedure.  When bonding procedures are required to be controlled by customer specification (such as Bombardier Specification PPS 36.10) the requirements are properly flowed down to the operators through the shop floor paperwork.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			4			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			The miscellaneous bonding operation (priming and bonding of a door edge seal) for Boeing Mesa P/N 7-311116390-601 is not performed in a controlled or monitored area.  The controlling customer specification, HP 5-10 does not flow down specific environmental requirements for this process. In the absence of a customer requirement, Checklist AC7118, paragraph 6.3.1 requires Aviation Equipment to have a documented procedure controlling the areas where these operations are performed.  Aviation Equipment does not have this procedure.  When bonding procedures are required to be controlled by customer specification (such as Bombardier Specification PPS 36.10) the requirements are properly flowed down to the operators through the shop floor paperwork.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			4			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			The miscellaneous bonding operation (priming and bonding of a door edge seal) for Boeing Mesa P/N 7-311116390-601 is not performed in a controlled or monitored area.  The controlling customer specification, HP 5-10 does not flow down specific environmental requirements for this process. In the absence of a customer requirement, Checklist AC7118, paragraph 6.3.1 requires Aviation Equipment to have a documented procedure controlling the areas where these operations are performed.  Aviation Equipment does not have this procedure.  When bonding procedures are required to be controlled by customer specification (such as Bombardier Specification PPS 36.10) the requirements are properly flowed down to the operators through the shop floor paperwork.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			4			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			The miscellaneous bonding operation (priming and bonding of a door edge seal) for Boeing Mesa P/N 7-311116390-601 is not performed in a controlled or monitored area.  The controlling customer specification, HP 5-10 does not flow down specific environmental requirements for this process. In the absence of a customer requirement, Checklist AC7118, paragraph 6.3.1 requires Aviation Equipment to have a documented procedure controlling the areas where these operations are performed.  Aviation Equipment does not have this procedure.  When bonding procedures are required to be controlled by customer specification (such as Bombardier Specification PPS 36.10) the requirements are properly flowed down to the operators through the shop floor paperwork.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			4			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.7			6.3.7			6.			Are process operations seperated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?			The miscellaneous bonding operation (priming and bonding of a door edge seal) for Boeing Mesa P/N 7-311116390-601 is not performed in a controlled or monitored area.  The controlling customer specification, HP 5-10 does not flow down specific environmental requirements for this process. In the absence of a customer requirement, Checklist AC7118, paragraph 6.3.1 requires Aviation Equipment to have a documented procedure controlling the areas where these operations are performed.  Aviation Equipment does not have this procedure.  When bonding procedures are required to be controlled by customer specification (such as Bombardier Specification PPS 36.10) the requirements are properly flowed down to the operators through the shop floor paperwork.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			5			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Inspection of the freezers identified several rolls of material that were not supported on end.  In these cases the boxes were either damaged or the end supports were no longer in the boxes.  The majority of the material in the freezer was properly stored and supported.  The bagging was still intact and the material did not appear to be damaged on the rolls that were stored in damaged boxes.


			119764			Steven Keck			Aviation Equipment Inc			16-Apr-07			INITIAL			Certificate Issued			COMP			United States			6116115524			6			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			A review of the daily temperature/humidity check log and historical chart records identified a few isolated events where the temperature was outside the customer or Aviation Equipment's posted requirements.  In each of the incidents there was no objective evidence that corrective action was taken in accordance with the requirements posted in the CCA, adjacent to the calibrated recorder.  In each case, the out of tolerance condition was minor (-1F or +5F) and occurred either at the start (-1F) or at the end (+5F) of the normal production day.


			119151			David Kennedy			Flexco Inc			23-Apr-07			REACCRED			Certificate Issued			COMP			United States			6114120922			1			MINOR			CLOSED			AC7118			A 6-Mar-07			7.1			7.1			7.			Are tools identified and traceable to ownership?			Paragraph 7.1 requires tools to be identified and traceable to ownership.  During prepreg lay-up, job #8747 for plenum p/n 2202785-1, a customer-supplied, three-piece aluminum tool lacked I.D. numbers on all tooling parts.  The main tool part did have I.D. number stamp.


			119151			David Kennedy			Flexco Inc			23-Apr-07			REACCRED			Certificate Issued			COMP			United States			6114120922			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.1			11.4.1			11			Have housekeeping requirements been met as per applicable procedure?			Paragraphs 11.4.1 and 11.4.2 require appropriate housekeeping in CCA.  During audit for pattern cutting and kitting, job #7823-2, prepreg kit for duct p/n 2202384-1, dust had accumulated on the ceiling, and these accumulations were hanging from the ceiling.


			119151			David Kennedy			Flexco Inc			23-Apr-07			REACCRED			Certificate Issued			COMP			United States			6114120922			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.2			11.4.2			11			Have all facility, manufacturing, and maintenance requirements been met for the area type as per applicable procedure?			Paragraphs 11.4.1 and 11.4.2 require appropriate housekeeping in CCA.  During audit for pattern cutting and kitting, job #7823-2, prepreg kit for duct p/n 2202384-1, dust had accumulated on the ceiling, and these accumulations were hanging from the ceiling.


			119151			David Kennedy			Flexco Inc			23-Apr-07			REACCRED			Certificate Issued			COMP			United States			6114120922			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that documented work instructions be available to the operator.  During job audit for manual trimming & drilling operation #8750 on duct p/n 2214393-1, the work instructions did not contain sufficient detail to conduct the job.  For example, various sized bits were used to drill holes, yet the work instructions did not call-out specific sizes.


			118467			David Kennedy			Brookhouse Composites Ltd			01-May-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111221581			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 11.3.2 and 11.3.1 require that work instructions are complete and accurately reflect the work to be performed. Ply size, shape, and orientation data is not available from traveler (042890) or work instruction, but is recorded in an uncontrolled handbook.


			118467			David Kennedy			Brookhouse Composites Ltd			01-May-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111221581			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 and 11.3.1 require that work instructions are complete and accurately reflect the work to be performed. Ply size, shape, and orientation data is not available from traveler (042890) or work instruction, but is recorded in an uncontrolled handbook.


			118467			David Kennedy			Brookhouse Composites Ltd			01-May-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111221581			1			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.5			15a-b.2.5			15			Do documented procedures or work instructions include procedures for honeycomb core requirements with regards to splicing, ribbon direction, chamfer angle, and location per customer requirements? (N/A is for the cases of foam or wood core)			Paragraph 11.3.2 and 11.3.1 require that work instructions are complete and accurately reflect the work to be performed. Ply size, shape, and orientation data is not available from traveler (042890) or work instruction, but is recorded in an uncontrolled handbook.


			118467			David Kennedy			Brookhouse Composites Ltd			01-May-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111221581			2			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.3			15a-b.2.3			15			Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)?			Paragraph 15.2.3 and 8.6.9 require that adhesive pot life be controlled and monitored. While working to W/O CO65361-2, the time of adhesive mix was not noted, so pot life could not be monitored. Note: This was an isolated case, all other noted adhesives were correctly monitored.


			118467			David Kennedy			Brookhouse Composites Ltd			01-May-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111221581			2			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Paragraph 15.2.3 and 8.6.9 require that adhesive pot life be controlled and monitored. While working to W/O CO65361-2, the time of adhesive mix was not noted, so pot life could not be monitored. Note: This was an isolated case, all other noted adhesives were correctly monitored.


			118467			David Kennedy			Brookhouse Composites Ltd			01-May-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111221581			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 11.3.1 requires work orders to be complete and followed for all work performed. Work Order CO65361-2 calls out work instruction WIS 160 to be followed; however, the correct work order for this part is WIS 161.


			118467			David Kennedy			Brookhouse Composites Ltd			01-May-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111221581			4			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that the work instructions accurately reflect the manufacturing process. Work Instruction WIS 161 paragraph 4.1.7 calls out  "use the process specification ABP6-2189 paragraph 4.6.2.3..."; however, this is for adhesive mix only.  ABP6-2189 paragraph 4.6.2.4 states "Allow core to drain for approx. 2 hours.". W/O CO65344 requires the core to be blown with compressed air, not drained. There is a disagreement between between all procedures leaving the operator with conflicting directions.


			118467			David Kennedy			Brookhouse Composites Ltd			01-May-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111221581			5			MINOR			CLOSED			AC7118			A 6-Mar-07			12c.2.5			12a-g.2.5			12			Are materials adequately protected from damage and contamination? (e.g., bags are not torn, seals are not damaged, etc.)			Paragraph 12c.2.5 requires that all materials are adequately protected from damage and contamination. Honeycomb core is stored vertically and in some cases draped over support stantions creating damage to node bonds. Note: Core used in job audits was stored correctly in its shipping box.


			118691			Dimple Matharoo			Hexcel Composites sprl			07-May-07			REACCRED			Certificate Issued			COMP			Belgium			6114908283			1			MINOR			CLOSED			AC7118			A 29-Jan-07			8.1.1			8.1.1			8.			Is the equipmnet used for the verification of product and process conformity calibrated?			Thermocouples are initially calibrated but are not subject to recalibration


			118691			Dimple Matharoo			Hexcel Composites sprl			07-May-07			REACCRED			Certificate Issued			COMP			Belgium			6114908283			2			MINOR			CLOSED			AC7118			A 29-Jan-07			8.8.3			8.8.3			8.			Are removable and fly-away stabilization materials used in conjunction with customer/supplier requirements?			Adhesive Tape3M Scotch 855 used in lieu of Internal procedure AS-BM-08009 Section 4.3.3 which states Adhesive Tape Wright Cast 8500PS internal code V000261for masking of core during potting operation reference job audit 15a.


			119015			David Kennedy			ACM TOCHIGI COMPANY			16-May-07			REACCRED			Certificate Issued			COMP			Japan			6114976367			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that work instructions accurately reflect the manufacturing process. Work Order H1013339 sequences specific ply numbers in the lay up plan; however, the plies are not identified when cut and kitted. Without ID the Work Order cannot be accurately followed. Note: this condition only exists in the manual cutting area, the NC cutter IDs all plies as required.


			119015			David Kennedy			ACM TOCHIGI COMPANY			16-May-07			REACCRED			Certificate Issued			COMP			Japan			6114976367			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 11.3.1 requires that the manufacturing record be complete for all work performed.  Work Order GC014962 calls out for the application of bagging materials but does not specify those required by the controlling specification (BAC5317) and the specification is not available in the CCA.


			119601			David Kennedy			JAMCO Corporation			21-May-07			INITIAL			Certificate Issued			COMP			Japan			6111745889			1			MINOR			CLOSED			AC7118			A 6-Mar-07			4.4.3			4.4.3			4.			Are supplier software records maintained and are software backups secured in a remote location for disaster recovery in accordance with customer(s) data retention requirements?NOTE: The requirements for software records should be documented.			Paragraph 4.4.3 requires that software backups are secured in a remote location for disaster recovery. There is no disaster recovery plan in the Software Management Plan.


			119601			David Kennedy			JAMCO Corporation			21-May-07			INITIAL			Certificate Issued			COMP			Japan			6111745889			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that  work instructions accurately reflect the manufacturing process. W/I JPS-8603 paragraph 4.1 calls for a slit cutter maximum  temperature (paragraph 14b Kit Cutting) of 120C for 125C material and 200C for 180C material. There is no means to measure temperature of the slit cutter.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Temperature sensitive material shall be shipped and verified for temperature.

BMS 8-79 (Roll 2, lot 2221535) from purchase order 28192.0 was shipped without temperature monitoring or verification of shipment temperature. This material was picked-up by Danner from the supplier with no method of monitoring temperature during shipment.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.4			5.1.4			5.			Are materials being shipped in accordance with customer requirements?			Temperature sensitive material shall be shipped and verified for temperature.

BMS 8-79 (Roll 2, lot 2221535) from purchase order 28192.0 was shipped without temperature monitoring or verification of shipment temperature. This material was picked-up by Danner from the supplier with no method of monitoring temperature during shipment.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Material freezer storage history entries on out-time logs/tags shall be maintained including processing through receiving and shipment.

BMS 8-79 (Roll 2, lot 2221535) from purchase order 28192.0 was shipped without temperature monitoring or verification of shipment temperature. Material out-time log was not decremented for the shipping time where temperature monitoring was missed.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			Material freezer storage history entries on out-time logs/tags shall be maintained including processing through receiving and shipment.

BMS 8-79 (Roll 2, lot 2221535) from purchase order 28192.0 was shipped without temperature monitoring or verification of shipment temperature. Material out-time log was not decremented for the shipping time where temperature monitoring was missed.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			Material freezer storage history entries on out-time logs/tags shall be maintained including processing through receiving and shipment.

BMS 8-79 (Roll 2, lot 2221535) from purchase order 28192.0 was shipped without temperature monitoring or verification of shipment temperature. Material out-time log was not decremented for the shipping time where temperature monitoring was missed.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			14a.2.10			14a-b.2.10			14			Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Roll materials (prepreg and film adhesive) shall be stored to prevent damage and contamination.

One roll of BMS15-3 and one roll of BMS8-139 were found stored un-supported by there core. One was in the freezer and one in the CCA.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			14a.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			Roll materials (prepreg and film adhesive) shall be stored to prevent damage and contamination.

One roll of BMS15-3 and one roll of BMS8-139 were found stored un-supported by there core. One was in the freezer and one in the CCA.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Roll materials (prepreg and film adhesive) shall be stored to prevent damage and contamination.

One roll of BMS15-3 and one roll of BMS8-139 were found stored un-supported by there core. One was in the freezer and one in the CCA.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Adhesive pot life shall be monitored.



Routers and/or work instructions do not provide a method for monitoring pot life for 2-part adhesive/sealant. No product impact for job order 206289 where BMS 5-63CB4 was used. This job was completed within the pot life requirements; however this is a systemic finding.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Adhesive pot life shall be monitored.



Routers and/or work instructions do not provide a method for monitoring pot life for 2-part adhesive/sealant. No product impact for job order 206289 where BMS 5-63CB4 was used. This job was completed within the pot life requirements; however this is a systemic finding.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			Adhesive pot life shall be monitored.



Routers and/or work instructions do not provide a method for monitoring pot life for 2-part adhesive/sealant. No product impact for job order 206289 where BMS 5-63CB4 was used. This job was completed within the pot life requirements; however this is a systemic finding.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Adhesive pot life shall be monitored.



Routers and/or work instructions do not provide a method for monitoring pot life for 2-part adhesive/sealant. No product impact for job order 206289 where BMS 5-63CB4 was used. This job was completed within the pot life requirements; however this is a systemic finding.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			16a.2.8			16a-c.2.8			16			If prepreg/fiber/fabric is trimmed in place with a cutting tool, are measures taken (e.g. shims) to protect other plies and/or tools from being cut?			When trimming prepreg with a cutting tool measures shall be taken to protect other plies and/or tools from being cut.

Ply trimming was performed with out protecting other plies. Job 202471 (p/n 355A1011-1) during the placement and trimming of plies 4, 5 and 6 an Exacto knife was used to trim plies with out protection of the under-plies. Inspection verified that the under plies were damaged (cut).


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.1.6			8.1.6			8.			If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?			When trimming prepreg with a cutting tool measures shall be taken to protect other plies and/or tools from being cut.

Ply trimming was performed with out protecting other plies. Job 202471 (p/n 355A1011-1) during the placement and trimming of plies 4, 5 and 6 an Exacto knife was used to trim plies with out protection of the under-plies. Inspection verified that the under plies were damaged (cut).


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			6			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding, and press/heated tool laminating/curing is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for miscellaneous adhesive bonding areas, core machining, adhesive/sealant mixing areas, and press/heated tool laminating/cure area that are now classified as EMA's per AC 7118 rev. A.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			6			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding, and press/heated tool laminating/curing is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for miscellaneous adhesive bonding areas, core machining, adhesive/sealant mixing areas, and press/heated tool laminating/cure area that are now classified as EMA's per AC 7118 rev. A.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			6			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding, and press/heated tool laminating/curing is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for miscellaneous adhesive bonding areas, core machining, adhesive/sealant mixing areas, and press/heated tool laminating/cure area that are now classified as EMA's per AC 7118 rev. A.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			6			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding, and press/heated tool laminating/curing is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for miscellaneous adhesive bonding areas, core machining, adhesive/sealant mixing areas, and press/heated tool laminating/cure area that are now classified as EMA's per AC 7118 rev. A.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			6			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			EMA documented procedures for core processing (machine, forming, storage) and miscellaneous adhesive bonding, and press/heated tool laminating/curing is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for miscellaneous adhesive bonding areas, core machining, adhesive/sealant mixing areas, and press/heated tool laminating/cure area that are now classified as EMA's per AC 7118 rev. A.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			7			MINOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Customer approved sources shall be used for subcontractors when required by the customer.

Boeing requires suppliers to be approved for work performed to BAC5317. Core processing (machining) was subcontracted to a source that is not approved by Boeing to BAC5317 for job 202556 (p/n 182W8103-21). Boeing was contacted during the audit and acknowledged the need to have the supplier approved.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			7			MINOR			CLOSED			AC7118			A 6-Mar-07			4.2.2			4.2.2			4.			Are customer approved sources used for subcontractors, if required by the customer?			Customer approved sources shall be used for subcontractors when required by the customer.

Boeing requires suppliers to be approved for work performed to BAC5317. Core processing (machining) was subcontracted to a source that is not approved by Boeing to BAC5317 for job 202556 (p/n 182W8103-21). Boeing was contacted during the audit and acknowledged the need to have the supplier approved.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			8			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.13			10.1.13			10			Do documented procedures establish a policy for replacement and re-testing?			Documented laboratory procedures are required for:
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing

No laboratory documented procedures exist for: 
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			8			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.2-a.			10.1.2-a.			10			Detailed testing methods.			Documented laboratory procedures are required for:
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing

No laboratory documented procedures exist for: 
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			8			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.2-b.			10.1.2-b.			10			Records of results.			Documented laboratory procedures are required for:
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing

No laboratory documented procedures exist for: 
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			8			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.2-c.			10.1.2-c.			10			Disposition of samples.			Documented laboratory procedures are required for:
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing

No laboratory documented procedures exist for: 
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			8			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Documented laboratory procedures are required for:
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing

No laboratory documented procedures exist for: 
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			8			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Documented laboratory procedures are required for:
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing

No laboratory documented procedures exist for: 
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			8			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.6			10.1.6			10			Are procedures in place to protect specimens from damage prior to test?			Documented laboratory procedures are required for:
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing

No laboratory documented procedures exist for: 
1. Detailed testing methods, records of results and disposition of samples
2. laboratory testing tool fixtures or tools purchased to a drawing be verified prior to acceptance
3. establishment of unique identification of test specimens traceable to the material lot or process they represent
4. the protection of test specimens from damage prior to test
5. a policy for replacement and re-testing


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			9			MINOR			CLOSED			AC7118			A 6-Mar-07			16b.2.19			16a-b.2.19			16			Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning?  (metal bond only)			Storage limits for exposed primed metal bond details shall be verified for exposure limits or re-activated per customer requirements.

Work order 204426 (p/n 737-3604-11) shows 2 of 3 metal details with primer application over 60 days. BAC 5514-589 para. 8.6.2.3(k) requires a solvent wipe re-fresh for primer over 30 days. The planning does not indicate that the re-fresh was performed. Note: An interview with production indicates it is standard practice to re-fresh all primed details prior to bonding.


			119831			Kevin Canfield			Danner Corporation			21-May-07			REACCRED			Certificate Issued			COMP			United States			6113636242			9			MINOR			CLOSED			AC7118			A 6-Mar-07			16b.2.20			16a-b.2.20			16			Are aluminum details that have exceeded  their storage limit cleaned if they exceed the customer's storage requirements? (metal bond only)			Storage limits for exposed primed metal bond details shall be verified for exposure limits or re-activated per customer requirements.

Work order 204426 (p/n 737-3604-11) shows 2 of 3 metal details with primer application over 60 days. BAC 5514-589 para. 8.6.2.3(k) requires a solvent wipe re-fresh for primer over 30 days. The planning does not indicate that the re-fresh was performed. Note: An interview with production indicates it is standard practice to re-fresh all primed details prior to bonding.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			1			MAJOR			OPEN			AC7118			A 6-Mar-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Temperature sensitive material out time and temperature control shall be traceable from the purchase source.

Film adhesive (FM300) delivery for purchase order 65621703 was received with a temperature excursion above -20 degrees C for a 24 hour period during shipment. The excursion was disposition "acceptable" as a minor deviation on the receiving Remarks Sheet 65621703-1-1-1-1 however the out-time was not recorded on the material out-time record.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			1			MAJOR			OPEN			AC7118			A 6-Mar-07			12b.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Temperature sensitive material out time and temperature control shall be traceable from the purchase source.

Film adhesive (FM300) delivery for purchase order 65621703 was received with a temperature excursion above -20 degrees C for a 24 hour period during shipment. The excursion was disposition "acceptable" as a minor deviation on the receiving Remarks Sheet 65621703-1-1-1-1 however the out-time was not recorded on the material out-time record.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			1			MAJOR			OPEN			AC7118			A 6-Mar-07			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			Temperature sensitive material out time and temperature control shall be traceable from the purchase source.

Film adhesive (FM300) delivery for purchase order 65621703 was received with a temperature excursion above -20 degrees C for a 24 hour period during shipment. The excursion was disposition "acceptable" as a minor deviation on the receiving Remarks Sheet 65621703-1-1-1-1 however the out-time was not recorded on the material out-time record.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			2			MINOR			VOID			AC7118			A 6-Mar-07			7.5.1			7.5.1			7.			Are mold releases applied according to customer or supplier requirements?			Mold release shall be applied per customer requirements when specified.

During mold release application Boeing tool FFG-2300000-063 was not allowed to dry a minimum of 30 minutes after the MEK wash prior to application of Frekote 44NC per BAC 5578 paragraph 8.3.1. The MEK dry time was less than 5 minutes. Note: this was a refresh Frekote application and product will not be affected.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			3			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			EMA documented procedures for core processing (machining), mixing of adhesives/sealants and miscellaneous adhesive bonding is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for core processing, mixing of adhesives/sealants and miscellaneous adhesive bonding areas, core machining, adhesive/sealant mixing areas that are now classified as EMA's per AC 7118 rev. A.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			3			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			EMA documented procedures for core processing (machining), mixing of adhesives/sealants and miscellaneous adhesive bonding is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for core processing, mixing of adhesives/sealants and miscellaneous adhesive bonding areas, core machining, adhesive/sealant mixing areas that are now classified as EMA's per AC 7118 rev. A.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			3			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			EMA documented procedures for core processing (machining), mixing of adhesives/sealants and miscellaneous adhesive bonding is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for core processing, mixing of adhesives/sealants and miscellaneous adhesive bonding areas, core machining, adhesive/sealant mixing areas that are now classified as EMA's per AC 7118 rev. A.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			3			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			EMA documented procedures for core processing (machining), mixing of adhesives/sealants and miscellaneous adhesive bonding is required for:
- Defining the environmental conditions and prohibited materials for processing in the EMA
- The actions taken when environmental conditions are exceeded
- The calibration  of monitoring instruments (if required)
- Cleaning requirements

No documented procedures exist for core processing, mixing of adhesives/sealants and miscellaneous adhesive bonding areas, core machining, adhesive/sealant mixing areas that are now classified as EMA's per AC 7118 rev. A.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			4			MAJOR			OPEN			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Adhesive/sealant pot life shall be monitored and controlled.

Adhesive/sealant pot life time is written on the cup when provided to manufacturing. Manufacturing did not use the time information provided as a control and did not have either a method to document or record of the adhesive/sealant application. The planning system has recently been converted to a new ERP system where it appears the controls have been lost or not migrated. All product evaluated during this audit was processed within the applicable pot life and no product was effected however this is systemic.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			4			MAJOR			OPEN			AC7118			A 6-Mar-07			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			Adhesive/sealant pot life shall be monitored and controlled.

Adhesive/sealant pot life time is written on the cup when provided to manufacturing. Manufacturing did not use the time information provided as a control and did not have either a method to document or record of the adhesive/sealant application. The planning system has recently been converted to a new ERP system where it appears the controls have been lost or not migrated. All product evaluated during this audit was processed within the applicable pot life and no product was effected however this is systemic.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			4			MAJOR			OPEN			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Adhesive/sealant pot life shall be monitored and controlled.

Adhesive/sealant pot life time is written on the cup when provided to manufacturing. Manufacturing did not use the time information provided as a control and did not have either a method to document or record of the adhesive/sealant application. The planning system has recently been converted to a new ERP system where it appears the controls have been lost or not migrated. All product evaluated during this audit was processed within the applicable pot life and no product was effected however this is systemic.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			5			MAJOR			OPEN			AC7118			A 6-Mar-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			Perishable materials shall be stored to prevent damage or contamination.

The adhesive/sealant mixing room in building 195 is not monitored for temperature and humidity. A review of stored adhesives/sealants revealed specific temperature requirements for shelf life control. Some of the items had multiple labels with differing storage temperature requirements. One example is for a kit of EA9396 (lot #701350) where 2 labels were applied and one specified storage at 5-9 degrees C and the other specified 24 +/- 2 degrees C. This is a systemic condition.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			5			MAJOR			OPEN			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Perishable materials shall be stored to prevent damage or contamination.

The adhesive/sealant mixing room in building 195 is not monitored for temperature and humidity. A review of stored adhesives/sealants revealed specific temperature requirements for shelf life control. Some of the items had multiple labels with differing storage temperature requirements. One example is for a kit of EA9396 (lot #701350) where 2 labels were applied and one specified storage at 5-9 degrees C and the other specified 24 +/- 2 degrees C. This is a systemic condition.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			6			MAJOR			OPEN			AC7118			A 6-Mar-07			10.1.7			10.1.7			10			Are specimens prepared in accordance with customer requirements or internal documentation where no customer requirements exist?			Test specimens shall be visually and dimensionally inspected prior to test.

Lap shear test specimens for T.O.30041800 (p/n 2041002-004) were dimensionally inspected prior to test and recorded with an average width measurement of 25.43. The maximum specification width is 25.2. and the samples were test before the specification requirement was reviewed.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			6			MAJOR			OPEN			AC7118			A 6-Mar-07			23a.2.3			23a-c.2.3			23			Are specimens preapred in accordance with customer requirements or supplier documentation where no customer requirement exists?			Test specimens shall be visually and dimensionally inspected prior to test.

Lap shear test specimens for T.O.30041800 (p/n 2041002-004) were dimensionally inspected prior to test and recorded with an average width measurement of 25.43. The maximum specification width is 25.2. and the samples were test before the specification requirement was reviewed.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			6			MAJOR			OPEN			AC7118			A 6-Mar-07			23a.2.7			23a-b.2.7, c.2.8			23			Are specimens inspected visually and dimenionally prior or test?			Test specimens shall be visually and dimensionally inspected prior to test.

Lap shear test specimens for T.O.30041800 (p/n 2041002-004) were dimensionally inspected prior to test and recorded with an average width measurement of 25.43. The maximum specification width is 25.2. and the samples were test before the specification requirement was reviewed.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			10.2.1			10.2.1			10			Are mechanical testing machines calibrated per ASTM E4, ISO 7500-1, or equivalent/customer requirements?			Mechanical testing machines shall be calibrated per ASTM E4, ISO 7500-1, or equivalent.

Saab mechanical testing machines have been calibrated to an internal procedure where equivalency to required specifications could not be established.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			8			MAJOR			CLOSED			AC7118			A 6-Mar-07			10.2.2			10.2.2			10			Are standards used for calibration of mechanical test equipment calibrated/certified to ASTM E74, ISO 376, or equivalent?			Standards used for calibration of mechanical testing machines shall be certified to ASTM E74, ISO 376, or equivalent.

Saab mechanical testing machines have been calibrated to an internal procedure where the calibration standards were not identified.


			120122			Kevin Canfield			Saab Aerostructures			29-May-07			REACCRED			Failed			COMP			Sweden			6110895507			9			MAJOR			OPEN			AC7118			A 6-Mar-07			6.1.1			6.1.1			6.			Is the cold storage unit equipped with at least a calibrated temperature indicator with log or a calibrated temperature recorder?			Cold storage units shall be equipped with a calibrated temperature indicator and monitored to ensure storage conditions meet requirements.

Digital Citect monitoring systems are used on all cold storage units. The data is not reviewed for building 195 and in building 220 the review is not effective. A review of approximately 3 weeks of data revealed temperature excursions above -18 degrees C for periods of up to 24 hours with no evidence action.


			119102			Harry Coffee			Hexcel Composites			30-May-07			INITIAL			Certificate Issued			COMP			United States			6113382347			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.3			11.3.3			11			Does the material traceability information from the raw material supplier match the material acceptance documentation, and is it within shelf life and out time as applicable?			EPOCast 1618 B/D 2-part pre-measured adhesive is used to bond inserts and edge closures into the drop-in floor panels.  The time at which pot life will expire is not calculated, recorded or controlled.  A log is maintained in the shop that is used to record the time that mixing starts and when mixing ends, but not when the pot life expires.  Pot life is considered to be expired when the technicians determine that the viscosity and tack of the adhesive is no longer workable.


			119102			Harry Coffee			Hexcel Composites			30-May-07			INITIAL			Certificate Issued			COMP			United States			6113382347			1			MINOR			CLOSED			AC7118			A 6-Mar-07			20d.2.7			20a-d.2.7			20			Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			EPOCast 1618 B/D 2-part pre-measured adhesive is used to bond inserts and edge closures into the drop-in floor panels.  The time at which pot life will expire is not calculated, recorded or controlled.  A log is maintained in the shop that is used to record the time that mixing starts and when mixing ends, but not when the pot life expires.  Pot life is considered to be expired when the technicians determine that the viscosity and tack of the adhesive is no longer workable.


			119102			Harry Coffee			Hexcel Composites			30-May-07			INITIAL			Certificate Issued			COMP			United States			6113382347			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			EPOCast 1618 B/D 2-part pre-measured adhesive is used to bond inserts and edge closures into the drop-in floor panels.  The time at which pot life will expire is not calculated, recorded or controlled.  A log is maintained in the shop that is used to record the time that mixing starts and when mixing ends, but not when the pot life expires.  Pot life is considered to be expired when the technicians determine that the viscosity and tack of the adhesive is no longer workable.


			119102			Harry Coffee			Hexcel Composites			30-May-07			INITIAL			Certificate Issued			COMP			United States			6113382347			1			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			EPOCast 1618 B/D 2-part pre-measured adhesive is used to bond inserts and edge closures into the drop-in floor panels.  The time at which pot life will expire is not calculated, recorded or controlled.  A log is maintained in the shop that is used to record the time that mixing starts and when mixing ends, but not when the pot life expires.  Pot life is considered to be expired when the technicians determine that the viscosity and tack of the adhesive is no longer workable.


			119102			Harry Coffee			Hexcel Composites			30-May-07			INITIAL			Certificate Issued			COMP			United States			6113382347			1			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			EPOCast 1618 B/D 2-part pre-measured adhesive is used to bond inserts and edge closures into the drop-in floor panels.  The time at which pot life will expire is not calculated, recorded or controlled.  A log is maintained in the shop that is used to record the time that mixing starts and when mixing ends, but not when the pot life expires.  Pot life is considered to be expired when the technicians determine that the viscosity and tack of the adhesive is no longer workable.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Paragraph 6.3 requires that misc. bonding operations be performed in an EMA. No EMA procedure or area has been defined and the space designated for  misc. bonding is within 20' of the tool prep area.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.3			6.3			6.			Environmentally Monitored Area			Paragraph 6.3 requires that misc. bonding operations be performed in an EMA. No EMA procedure or area has been defined and the space designated for  misc. bonding is within 20' of the tool prep area.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that procedures accurately reflect the manufacturing process. Drawing for part 1001002-2B calls out BAC5010 for bonding/sealing of diverter strips. Diverter strips are bonded with PR1422, PR1422 is not called in BAC5010.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			2			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.3			22.2.3			22			Are the correct sub-assembly parts called out in the work instructions (correct drawing and revision)?			Paragraph 11.3.2 requires that procedures accurately reflect the manufacturing process. Drawing for part 1001002-2B calls out BAC5010 for bonding/sealing of diverter strips. Diverter strips are bonded with PR1422, PR1422 is not called in BAC5010.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.1			11.4.1			11			Have housekeeping requirements been met as per applicable procedure?			Paragraph 11.4.4 requires that CCA cleaning logs are kept up to date. The daily requirements on the cleaning log for CCA # CR3 have not been filled out  for the last week (first week of June 2007).


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.2			11.4.2			11			Have all facility, manufacturing, and maintenance requirements been met for the area type as per applicable procedure?			Paragraph 11.4.4 requires that CCA cleaning logs are kept up to date. The daily requirements on the cleaning log for CCA # CR3 have not been filled out  for the last week (first week of June 2007).


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.4			11.4.4			11			Are all cleaning and environmental logs up to date?			Paragraph 11.4.4 requires that CCA cleaning logs are kept up to date. The daily requirements on the cleaning log for CCA # CR3 have not been filled out  for the last week (first week of June 2007).


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			4			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that work instructions accurately reflect the manufacturing process.  Work order WMIL01252/002 item 20 tells the operator to position all the core strips onto the film adhesive, item 21 then requires a room temperature debulk. However, the manufacturing process positions only a series of core strips that are then debulked to provide the stability for the rest of the core. The remaining core strips are then positioned on the adhesive and the entire lay up is debulked again..


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			5			MINOR			CLOSED			AC7118			A 6-Mar-07			7.1			7.1			7.			Are tools identified and traceable to ownership?			Paragraph 7.1 requires that all tools be identified and traceable.  Work order C173087/001, item 3 calls out the use of lay up tool CST0501. The ID was applied to the tool with magic marker instead of a stamped imprint and had disappeared.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			6			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.15			6.2.15			6.			Is sweeping or other dust dispersing methods prohibited when lay-up is in progress or uncovered adhesives, sealant primers, composites, tooling, etc. are in the CCA?			Paragraph 6.2.15 requires that no dust dispersing cleaning methods be performed in the CCA during lay up operations. Workers were seen dry mopping and producing dust and debris during lay up operations.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.1			4.4.1			4.			Are documented procedures established to control the software (including firmware) used in the automated design, inspection, test or manufacture of products?			Paragraphs 4.4.1, 4.4.2, 4.4.3, 4.4.6, 4.4.7, 4.4.8 relate to software quality issues and the requirements of a software management plan. No software management plan exists; however, some controls are defined in related procedures (tooling and autoclave operation) and other procedures are followed but are not defined in a controlling specification.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.2			4.4.2			4.			Does the supplier have a documented procedure to address software related problems and nonconformances?			Paragraphs 4.4.1, 4.4.2, 4.4.3, 4.4.6, 4.4.7, 4.4.8 relate to software quality issues and the requirements of a software management plan. No software management plan exists; however, some controls are defined in related procedures (tooling and autoclave operation) and other procedures are followed but are not defined in a controlling specification.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.3			4.4.3			4.			Are supplier software records maintained and are software backups secured in a remote location for disaster recovery in accordance with customer(s) data retention requirements?NOTE: The requirements for software records should be documented.			Paragraphs 4.4.1, 4.4.2, 4.4.3, 4.4.6, 4.4.7, 4.4.8 relate to software quality issues and the requirements of a software management plan. No software management plan exists; however, some controls are defined in related procedures (tooling and autoclave operation) and other procedures are followed but are not defined in a controlling specification.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.6			4.4.6			4.			For programs controlling part characteristics are first article inspections performed, including delta first article inspections?			Paragraphs 4.4.1, 4.4.2, 4.4.3, 4.4.6, 4.4.7, 4.4.8 relate to software quality issues and the requirements of a software management plan. No software management plan exists; however, some controls are defined in related procedures (tooling and autoclave operation) and other procedures are followed but are not defined in a controlling specification.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.7			4.4.7			4.			Does the supplier have a documented procedure to protect the software from unauthorized changes?			Paragraphs 4.4.1, 4.4.2, 4.4.3, 4.4.6, 4.4.7, 4.4.8 relate to software quality issues and the requirements of a software management plan. No software management plan exists; however, some controls are defined in related procedures (tooling and autoclave operation) and other procedures are followed but are not defined in a controlling specification.


			119793			David Kennedy			Nordam Repair Division			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113572005			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.8			4.4.8			4.			Does the supplier's documented procedure prevent unathorized use of obsolete software?			Paragraphs 4.4.1, 4.4.2, 4.4.3, 4.4.6, 4.4.7, 4.4.8 relate to software quality issues and the requirements of a software management plan. No software management plan exists; however, some controls are defined in related procedures (tooling and autoclave operation) and other procedures are followed but are not defined in a controlling specification.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			L303U adhesive film 934 prepreg are shipped with temperature recorders to track accumulation of out time during shipment.  The supplier does not have the capability of reading the digital recorders that accompany Cycom materials, and does not open the chart recorders that accompany other materials.  The supplier does not capture the information in any other way.  The devices are simply returned to the adhesive/prepreg vendor.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			L303U adhesive film 934 prepreg are shipped with temperature recorders to track accumulation of out time during shipment.  The supplier does not have the capability of reading the digital recorders that accompany Cycom materials, and does not open the chart recorders that accompany other materials.  The supplier does not capture the information in any other way.  The devices are simply returned to the adhesive/prepreg vendor.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.4			5.1.4			5.			Are materials being shipped in accordance with customer requirements?			L303U adhesive film 934 prepreg are shipped with temperature recorders to track accumulation of out time during shipment.  The supplier does not have the capability of reading the digital recorders that accompany Cycom materials, and does not open the chart recorders that accompany other materials.  The supplier does not capture the information in any other way.  The devices are simply returned to the adhesive/prepreg vendor.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.11			6.2.11			6.			Are signs posted outside the CCA for appropriate prohibition of eating, smoking and drinking?Note: The sign does not need to state "No Smoking" if the supplier has a policy on no smoking within the facility.			There are no signs outside any of the entrances to the CCA for prohibition of any activities.  The doors were changed the day before the audit began as a part of a continuing effort to reduce air leakage and maintain positive pressure with less ventilation airflow.  The signs were on the old doors and were not transferred to the new doors when they were installed.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			3			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			When applying Frekote mold release, the technicians fold a square of cheesecloth and invert the 1-gallon rectangular can to wet the cloth.  Mold release contamination was apparent on the exterior of the container.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.2.10			6.2.10			6.			Are processes or operations which produce contaminates prohibited in the CCA? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating or drinking, and smoking)			During a composite lay-up audit, a maintenance technician came into the room and used a grinder to remove a lock from a locker.  No one stopped him, and no one directed the lay-up technicians to protect exposed materials from particle contamination.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.4			3.4			3.			Verification of Corrective ActionsFor re-accreditation audits, was objective evidence of compliance for corrective actions from previous audits verified?			Tools are required to be identified and traceable to ownership.  The template that was used to cut the nonmetallic core on Job # 95941 (section 14a of this checklist) was marked to indicate its orientation, but was not identified or traceable.  This is a nonsustaining nonconformance from the previous audit (NCR # 5 - Major).


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			7.1			7.1			7.			Are tools identified and traceable to ownership?			Tools are required to be identified and traceable to ownership.  The template that was used to cut the nonmetallic core on Job # 95941 (section 14a of this checklist) was marked to indicate its orientation, but was not identified or traceable.  This is a nonsustaining nonconformance from the previous audit (NCR # 5 - Major).


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			The requirement is that bonding processes take place in an environmentally monitored or controlled area.  Resin mixing and bonding are performed in the same area where manual trimming and drilling are performed.  Downdraft tables are provided, however they are of insufficient draw to eliminate dust migration throughout the area when they are used.  In fact, the downdraft vacuum systems were not turned on consistently, exacerbating the dust issue.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			7			MINOR			CLOSED			AC7118			A 6-Mar-07			23b.2.3			23a-c.2.3			23			Are specimens prepared in accordance with customer requirements or supplier documentation where no customer requirement exists?			The requirement is that the specimens be prepared in accordance with customer specifications or supplier documentation.  The prepreg specimen tested was cut from the roll in the work area, transported to the lab unprotected, and stored in the lab freezer without protection.  This violates supplier procedure that requires all materials removed from CCA or stored in a freezer be bagged.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			8			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			The requirement is that the manufacturing and/or inspection record (traveler) be complete and followed.  The traveler for Job ID # 97768 Exhaust Duct Laminate (job audit 16a) has only 4 steps from tool prep to cure, and does not include any direction or documentation of debulks.  Debulks are hand annotated on the customer drawing to be done at 3 points in the lay-up, and were observed being performed at the annotated points.  There is no customer requirement for debulking.  The customer relies on the supplier's internal process documentation.  Supplier's documentation describes debulks but only requires them if the customer's process spec does.  Operators are trained in proper debulk procedures.  This is a nonsustaining nonconformance (#8 - Major).


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			8			MAJOR			CLOSED			AC7118			A 6-Mar-07			16a.2.13			16a-c.2.13			16			Are debulks compliant to the documented procedure or training?			The requirement is that the manufacturing and/or inspection record (traveler) be complete and followed.  The traveler for Job ID # 97768 Exhaust Duct Laminate (job audit 16a) has only 4 steps from tool prep to cure, and does not include any direction or documentation of debulks.  Debulks are hand annotated on the customer drawing to be done at 3 points in the lay-up, and were observed being performed at the annotated points.  There is no customer requirement for debulking.  The customer relies on the supplier's internal process documentation.  Supplier's documentation describes debulks but only requires them if the customer's process spec does.  Operators are trained in proper debulk procedures.  This is a nonsustaining nonconformance (#8 - Major).


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			8			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.1.5			8.1.5			8.			Are there documented procedures or work instructions for debulking per customer requirements?			The requirement is that the manufacturing and/or inspection record (traveler) be complete and followed.  The traveler for Job ID # 97768 Exhaust Duct Laminate (job audit 16a) has only 4 steps from tool prep to cure, and does not include any direction or documentation of debulks.  Debulks are hand annotated on the customer drawing to be done at 3 points in the lay-up, and were observed being performed at the annotated points.  There is no customer requirement for debulking.  The customer relies on the supplier's internal process documentation.  Supplier's documentation describes debulks but only requires them if the customer's process spec does.  Operators are trained in proper debulk procedures.  This is a nonsustaining nonconformance (#8 - Major).


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			9			MAJOR			CLOSED			AC7118			A 6-Mar-07			16c.2.5			16a-c.2.5			16			Are processes being performed in the CCA/EMA compliant to the documented procedure?			Paragraph 6.3.1 requires a documented procedure that defines the environmental conditions and prohibited materials for processing in an EMA.  Table 1 is to be followed in the absence of customer requirements.



VARTM processes are not being performed in a defined CCA/EMA as required by Table 1.  There is also no documented procedure detailing the environmental conditions and prohibited materials for an EMA.  CCA documented procedures are in place and are being followed.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			9			MAJOR			CLOSED			AC7118			A 6-Mar-07			18a.2.1			18a-b.2.1			18			Are the resin preparation and mixing processes performed in the CCA or EMA compliant to the documented procedure?			Paragraph 6.3.1 requires a documented procedure that defines the environmental conditions and prohibited materials for processing in an EMA.  Table 1 is to be followed in the absence of customer requirements.



VARTM processes are not being performed in a defined CCA/EMA as required by Table 1.  There is also no documented procedure detailing the environmental conditions and prohibited materials for an EMA.  CCA documented procedures are in place and are being followed.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			9			MAJOR			CLOSED			AC7118			A 6-Mar-07			18b.2.1			18a-b.2.1			18			Are the resin prearation and mixing processes performed in the CCA or EMA compliant to the documented procedure?			Paragraph 6.3.1 requires a documented procedure that defines the environmental conditions and prohibited materials for processing in an EMA.  Table 1 is to be followed in the absence of customer requirements.



VARTM processes are not being performed in a defined CCA/EMA as required by Table 1.  There is also no documented procedure detailing the environmental conditions and prohibited materials for an EMA.  CCA documented procedures are in place and are being followed.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			9			MAJOR			CLOSED			AC7118			A 6-Mar-07			19a.2.1			19a-b.2.1			19			Are the resin infusion processes performed in the EMA?			Paragraph 6.3.1 requires a documented procedure that defines the environmental conditions and prohibited materials for processing in an EMA.  Table 1 is to be followed in the absence of customer requirements.



VARTM processes are not being performed in a defined CCA/EMA as required by Table 1.  There is also no documented procedure detailing the environmental conditions and prohibited materials for an EMA.  CCA documented procedures are in place and are being followed.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			9			MAJOR			CLOSED			AC7118			A 6-Mar-07			19b.2.1			19a-b.2.1			19			Are the resin infusion processes performed in the EMA?			Paragraph 6.3.1 requires a documented procedure that defines the environmental conditions and prohibited materials for processing in an EMA.  Table 1 is to be followed in the absence of customer requirements.



VARTM processes are not being performed in a defined CCA/EMA as required by Table 1.  There is also no documented procedure detailing the environmental conditions and prohibited materials for an EMA.  CCA documented procedures are in place and are being followed.


			120856			Harry Coffee			Texstars Inc			11-Jun-07			REACCRED			Certificate Issued			COMP			United States			6113281503			9			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.3			6.3			6.			Environmentally Monitored Area			Paragraph 6.3.1 requires a documented procedure that defines the environmental conditions and prohibited materials for processing in an EMA.  Table 1 is to be followed in the absence of customer requirements.



VARTM processes are not being performed in a defined CCA/EMA as required by Table 1.  There is also no documented procedure detailing the environmental conditions and prohibited materials for an EMA.  CCA documented procedures are in place and are being followed.


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.2-c.			10.1.2-c.			10			Disposition of samples.			Requirement: Checklist para. 10.1.2 (c) for laboratory testing asks: Does the supplier have a documented procedure for "Disposition of Samples" and para.10.1.5 asks: are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?

Laboratory procedures have not been updated to include the disposition of samples, and the methods being used for uniquely identifying of specimens. All practices were found acceptable.


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Requirement: Checklist para. 10.1.2 (c) for laboratory testing asks: Does the supplier have a documented procedure for "Disposition of Samples" and para.10.1.5 asks: are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?

Laboratory procedures have not been updated to include the disposition of samples, and the methods being used for uniquely identifying of specimens. All practices were found acceptable.


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			2			MINOR			CLOSED			AC7118			A 6-Mar-07			14a.2.1			14a-b.2.1			14			Is pattern cutting and kitting for prepreg film adhesive and resin film performed in the CCA compliant to the document procedure? (Prepreg/Metal Bond/RFI and Liquid Resin Processing Only)			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

The SF core processing area and associated prepreg/film adhesive (all with double sided carrier) kitting area does not have adequate EMA procedures covering the sited elements of the checklist.


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

The SF core processing area and associated prepreg/film adhesive (all with double sided carrier) kitting area does not have adequate EMA procedures covering the sited elements of the checklist.


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

The SF core processing area and associated prepreg/film adhesive (all with double sided carrier) kitting area does not have adequate EMA procedures covering the sited elements of the checklist.


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

The SF core processing area and associated prepreg/film adhesive (all with double sided carrier) kitting area does not have adequate EMA procedures covering the sited elements of the checklist.


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement: Checklist para. 12a.2.1 and 12b.2.1 asks: Do the specification/drawing/design requirements and the revision on the purchase order match the received material?

Purchase order 365260 (dated 03.04.2007) did not specify the revision level of the material specification AIK DAN 407-2 and purchase order 363078 (dated 20.12.2006) did not specify the revision level of material specification MM0056. This is a systemic condition.


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement: Checklist para. 12a.2.1 and 12b.2.1 asks: Do the specification/drawing/design requirements and the revision on the purchase order match the received material?

Purchase order 365260 (dated 03.04.2007) did not specify the revision level of the material specification AIK DAN 407-2 and purchase order 363078 (dated 20.12.2006) did not specify the revision level of material specification MM0056. This is a systemic condition.


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.4			3.4			3.			Verification of Corrective ActionsFor re-accreditation audits, was objective evidence of compliance for corrective actions from previous audits verified?			Requirement: Checklist para. 6.1.1 asks: is the cold storage unit equipped with at least a calibrated temperature indicator with a log or calibrated temperature recorder and para. 6.1.2 asks: is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?

Freezer 12-04 in the kitting area was reviewed for temperature monitoring and control. This freezer is required to maintain a temperature below -18 degrees C. The digital indicator showed -19 degrees. A review of the historical digital data for the month of March and May (2007) revealed that the temperature is operating in a range of - 16.5 through -18.0 degrees C. No action has been taken or initiated by management as specified in procedure 210-01-02 (rev. 01-06) para. 2. The data also indicates possible calibration issues since the indicator was reading higher than the digital collection system. This is a non-sustaining corrective action from audit 110958 (NCR#14).


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.1.1			6.1.1			6.			Is the cold storage unit equipped with at least a calibrated temperature indicator with log or a calibrated temperature recorder?			Requirement: Checklist para. 6.1.1 asks: is the cold storage unit equipped with at least a calibrated temperature indicator with a log or calibrated temperature recorder and para. 6.1.2 asks: is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?

Freezer 12-04 in the kitting area was reviewed for temperature monitoring and control. This freezer is required to maintain a temperature below -18 degrees C. The digital indicator showed -19 degrees. A review of the historical digital data for the month of March and May (2007) revealed that the temperature is operating in a range of - 16.5 through -18.0 degrees C. No action has been taken or initiated by management as specified in procedure 210-01-02 (rev. 01-06) para. 2. The data also indicates possible calibration issues since the indicator was reading higher than the digital collection system. This is a non-sustaining corrective action from audit 110958 (NCR#14).


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.1.2			6.1.2			6.			Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?			Requirement: Checklist para. 6.1.1 asks: is the cold storage unit equipped with at least a calibrated temperature indicator with a log or calibrated temperature recorder and para. 6.1.2 asks: is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?

Freezer 12-04 in the kitting area was reviewed for temperature monitoring and control. This freezer is required to maintain a temperature below -18 degrees C. The digital indicator showed -19 degrees. A review of the historical digital data for the month of March and May (2007) revealed that the temperature is operating in a range of - 16.5 through -18.0 degrees C. No action has been taken or initiated by management as specified in procedure 210-01-02 (rev. 01-06) para. 2. The data also indicates possible calibration issues since the indicator was reading higher than the digital collection system. This is a non-sustaining corrective action from audit 110958 (NCR#14).


			119073			Kevin Canfield			Euro-Composites Corp			18-Jun-07			REACCRED			Certificate Issued			COMP			Luxembourg			6111732025			5			MINOR			CLOSED			AC7118			A 6-Mar-07			4.4.3			4.4.3			4.			Are supplier software records maintained and are software backups secured in a remote location for disaster recovery in accordance with customer(s) data retention requirements?NOTE: The requirements for software records should be documented.			Requirement: Checklist para. 4.4.3 asks: are the suppliers software records maintained and are software backups secured in a remote location for disaster recovery in accordance with customer(s) data retention requirements.? Note: The requirements for software records should be documented.

A review of the suppliers' software backup system reveled a robust process including a remote location for storage. Due to infrastructure upgrades in the backup system the procedure is undocumented.


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			1			MINOR			CLOSED			AC7118			A 6-Mar-07			16a.2.13			16a-c.2.13			16			Are debulks compliant to the documented procedure or training?			Paragraphs 16a.2.13 and 16b.2.13 require that debulks are compliant to a documented procedure. Customer procedure PPS10.35, paragraph 5.3.8.1, step 2 requires that "...a minimum of 24' Hg." be applied during debulk operations. No vacuum gage was used to verify vacuum during debulk procedures - minimum vacuum could not be defined..


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			1			MINOR			CLOSED			AC7118			A 6-Mar-07			16b.2.13			16a-c.2.13			16			Are debulks compliant to the documented procedure or training?			Paragraphs 16a.2.13 and 16b.2.13 require that debulks are compliant to a documented procedure. Customer procedure PPS10.35, paragraph 5.3.8.1, step 2 requires that "...a minimum of 24' Hg." be applied during debulk operations. No vacuum gage was used to verify vacuum during debulk procedures - minimum vacuum could not be defined..


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			2			MINOR			CLOSED			AC7118			A 6-Mar-07			13.2.1			13.2.1			13			Are tools identified, stored, and handled per procedure and, where required, per customer requirements?			Paragraph 13.2.1 requires that tools be identified per procedure. Tool 5HF11501-101 CMF is identified to build part number 5HF11501-107. However, the work instruction calls out for part number 5HF11500-107.


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.4.4			11.4.4			11			Are all cleaning and environmental logs up to date?			Paragraphs 6.3.7 and 22.2.1 require that misc. bonding operations be seperated from trim and routing operations.The EMA used for misc. bonding is in the same area as routing operations.
 
Paragraph 11.4.4 requires that cleaning logs be up to date.  EMA cleaning logs required by supplier procedure QP-640 are not being filled out.

 It should be noted: Some of the tools used for bonding are the same tools used for routing and the part cannot be removed from the tool between bonding and routing operations. The area is also monitored for temperature and humidity as required by procedure.


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Paragraphs 6.3.7 and 22.2.1 require that misc. bonding operations be seperated from trim and routing operations.The EMA used for misc. bonding is in the same area as routing operations.
 
Paragraph 11.4.4 requires that cleaning logs be up to date.  EMA cleaning logs required by supplier procedure QP-640 are not being filled out.

 It should be noted: Some of the tools used for bonding are the same tools used for routing and the part cannot be removed from the tool between bonding and routing operations. The area is also monitored for temperature and humidity as required by procedure.


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.3.7			6.3.7			6.			Are process operations seperated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?			Paragraphs 6.3.7 and 22.2.1 require that misc. bonding operations be seperated from trim and routing operations.The EMA used for misc. bonding is in the same area as routing operations.
 
Paragraph 11.4.4 requires that cleaning logs be up to date.  EMA cleaning logs required by supplier procedure QP-640 are not being filled out.

 It should be noted: Some of the tools used for bonding are the same tools used for routing and the part cannot be removed from the tool between bonding and routing operations. The area is also monitored for temperature and humidity as required by procedure.


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			4			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Paragraph 22.2.10 and 8.6.9 requires that adhesive pot life be monitored. Adhesive mix time was not entered (there is no entry point on the work order), with no start time,  pot life can not be monitored. Note: After reviewing other work orders for the same omission, all others had a place to record pot life start time - this appears to be an isolated case.


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			4			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Paragraph 22.2.10 and 8.6.9 requires that adhesive pot life be monitored. Adhesive mix time was not entered (there is no entry point on the work order), with no start time,  pot life can not be monitored. Note: After reviewing other work orders for the same omission, all others had a place to record pot life start time - this appears to be an isolated case.


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			5			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			Paragraph 7.5.2 requires that tools/containers be protected from mold release contamination. The can of Freekote 700 used for tool prep is kept on a cart with numerous tools, tape and tape dispensers, flash lights, rags, themocouple wires,etc. All of which are subject to mold release contamination.


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			6			MINOR			CLOSED			AC7118			A 6-Mar-07			23b.2.5			23a-b.2.5, c.2.6			23			Are specimens preconditioned prior to test, per customer requirements?			Paragraphs 23b.2.5 and 23b.2.6 require that the test specimens be conditioned and tested per customer requirements. Customer specification DHMS P1.22 requires that resin flow test specimens are conditioned and tested at 77F maximum, lab temperature was 82.7F before and during resin flow job audit.


			119382			David Kennedy			Angeles Composite Technologies Inc			18-Jun-07			REACCRED			Certificate Issued			COMP			United States			6115936542			6			MINOR			CLOSED			AC7118			A 6-Mar-07			23b.2.6			23a-b.2.6, c.2.7			23			Are specimens tested in a monitored atmosphere that complies with specified test method?			Paragraphs 23b.2.5 and 23b.2.6 require that the test specimens be conditioned and tested per customer requirements. Customer specification DHMS P1.22 requires that resin flow test specimens are conditioned and tested at 77F maximum, lab temperature was 82.7F before and during resin flow job audit.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12c.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			The received aluminum honeycomb core is required to match the specification/drawing/design requirements and revisions on the purchase order.  MIL-C-7438 Grade B Class 2 honeycomb is specified by Boeing and passed through by the supplier to Hexcel to be 'N' (non-perforated).  The material container label for Lot 276D, received in March 2007, indicates that the material is the 'N' type, although the Certificates of Conformance accompanying the shipment indicate that it is the 'P' (perforated) type.  The Boeing specification does not allow substitution of the 'P' type.  The supplier used some of the questionable core material to assemble parts, which were shipped to Boeing before the error in receiving inspection was discovered by management in June.  The supplier immediately contacted Hexcel to determine the actual products received.  On 15 June, Hexcel confirmed that the suspect lot is actually 'P' core material.  As of discovery during the NADCAP audit on Monday, 18 June, PECO had not yet notified the customer Boeing of the possible escapes.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12c.2.6			12a-g.2.6			12			Does the material traceability information from the sub-tier and/or raw material supplier match the material acceptance documentation?			The received aluminum honeycomb core is required to match the specification/drawing/design requirements and revisions on the purchase order.  MIL-C-7438 Grade B Class 2 honeycomb is specified by Boeing and passed through by the supplier to Hexcel to be 'N' (non-perforated).  The material container label for Lot 276D, received in March 2007, indicates that the material is the 'N' type, although the Certificates of Conformance accompanying the shipment indicate that it is the 'P' (perforated) type.  The Boeing specification does not allow substitution of the 'P' type.  The supplier used some of the questionable core material to assemble parts, which were shipped to Boeing before the error in receiving inspection was discovered by management in June.  The supplier immediately contacted Hexcel to determine the actual products received.  On 15 June, Hexcel confirmed that the suspect lot is actually 'P' core material.  As of discovery during the NADCAP audit on Monday, 18 June, PECO had not yet notified the customer Boeing of the possible escapes.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			2			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			AC7119 Rev A-3 Composites Audit Handbook, Section 6, Table 1 requires that core cutting, slicing, sanding and machining take place in an Environmentally Monitored Area.  The supplier performs cutting and machining of aluminum honeycomb core in an area that is not environmentally monitored.  There is no customer requirement that cutting or machining of aluminum honeycomb core be done in an Environmentally Monitored Area.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			2			MINOR			CLOSED			AC7118			A 6-Mar-07			15b.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			AC7119 Rev A-3 Composites Audit Handbook, Section 6, Table 1 requires that core cutting, slicing, sanding and machining take place in an Environmentally Monitored Area.  The supplier performs cutting and machining of aluminum honeycomb core in an area that is not environmentally monitored.  There is no customer requirement that cutting or machining of aluminum honeycomb core be done in an Environmentally Monitored Area.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			AC7119 Rev A-3 Composites Audit Handbook, Section 6, Table 1 requires that core cutting, slicing, sanding and machining take place in an Environmentally Monitored Area.  The supplier performs cutting and machining of aluminum honeycomb core in an area that is not environmentally monitored.  There is no customer requirement that cutting or machining of aluminum honeycomb core be done in an Environmentally Monitored Area.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			AC7119 Rev A-3 Composites Audit Handbook, Section 6, Table 1 requires that core cutting, slicing, sanding and machining take place in an Environmentally Monitored Area.  The supplier performs cutting and machining of aluminum honeycomb core in an area that is not environmentally monitored.  There is no customer requirement that cutting or machining of aluminum honeycomb core be done in an Environmentally Monitored Area.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			AC7119 Rev A-3 Composites Audit Handbook, Section 6, Table 1 requires that core cutting, slicing, sanding and machining take place in an Environmentally Monitored Area.  The supplier performs cutting and machining of aluminum honeycomb core in an area that is not environmentally monitored.  There is no customer requirement that cutting or machining of aluminum honeycomb core be done in an Environmentally Monitored Area.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			AC7119 Rev A-3 Composites Audit Handbook, Section 6, Table 1 requires that core cutting, slicing, sanding and machining take place in an Environmentally Monitored Area.  The supplier performs cutting and machining of aluminum honeycomb core in an area that is not environmentally monitored.  There is no customer requirement that cutting or machining of aluminum honeycomb core be done in an Environmentally Monitored Area.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			AC7119 Rev A-3 Composites Audit Handbook, Section 6, Table 1 requires that core cutting, slicing, sanding and machining take place in an Environmentally Monitored Area.  The supplier performs cutting and machining of aluminum honeycomb core in an area that is not environmentally monitored.  There is no customer requirement that cutting or machining of aluminum honeycomb core be done in an Environmentally Monitored Area.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.7			6.3.7			6.			Are process operations seperated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?			AC7119 Rev A-3 Composites Audit Handbook, Section 6, Table 1 requires that core cutting, slicing, sanding and machining take place in an Environmentally Monitored Area.  The supplier performs cutting and machining of aluminum honeycomb core in an area that is not environmentally monitored.  There is no customer requirement that cutting or machining of aluminum honeycomb core be done in an Environmentally Monitored Area.


			120604			Harry Coffee			Peco Manufacturing Co Inc			18-Jun-07			INITIAL			Certificate Issued			COMP			United States			6114118141			3			MINOR			CLOSED			AC7118			A 6-Mar-07			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			The requirement is that shop aids, jigs and templates used in the machining process be identified.  During manual trimming of the 65C33092-8 Access Door, a small check jig held in an X-Acto Knife handle is used to confirm that the depth of threaded inserts is correct.  Neither the check jig nor the handle are marked in any way.  The check is not intended as a quality assurance check of the depth; it is only a screening test.  The depth is checked with a calibrated measuring device in a different step of the process.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Requirement:
AC 7118 Rev A 3.4, 5.1.11, 12a.2.13, 12b.2.13, 14a2.10/11, and 14b2.10/11
Are materials stored in a manner to prevent damage or contamination? Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?
Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Box of prepreg in storage freezer Bldg #9 was broken, and roll was not supported by core.  Box of film adhesive in freezer #213 had only one core support. Non-sustaining CA from audit #116790 (2006), NCR #1.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Requirement:
AC 7118 Rev A 3.4, 5.1.11, 12a.2.13, 12b.2.13, 14a2.10/11, and 14b2.10/11
Are materials stored in a manner to prevent damage or contamination? Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?
Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Box of prepreg in storage freezer Bldg #9 was broken, and roll was not supported by core.  Box of film adhesive in freezer #213 had only one core support. Non-sustaining CA from audit #116790 (2006), NCR #1.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			14a.2.10			14a-b.2.10			14			Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Requirement:
AC 7118 Rev A 3.4, 5.1.11, 12a.2.13, 12b.2.13, 14a2.10/11, and 14b2.10/11
Are materials stored in a manner to prevent damage or contamination? Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?
Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Box of prepreg in storage freezer Bldg #9 was broken, and roll was not supported by core.  Box of film adhesive in freezer #213 had only one core support. Non-sustaining CA from audit #116790 (2006), NCR #1.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			14a.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			Requirement:
AC 7118 Rev A 3.4, 5.1.11, 12a.2.13, 12b.2.13, 14a2.10/11, and 14b2.10/11
Are materials stored in a manner to prevent damage or contamination? Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?
Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Box of prepreg in storage freezer Bldg #9 was broken, and roll was not supported by core.  Box of film adhesive in freezer #213 had only one core support. Non-sustaining CA from audit #116790 (2006), NCR #1.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.10			14a-b.2.10			14			Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin?			Requirement:
AC 7118 Rev A 3.4, 5.1.11, 12a.2.13, 12b.2.13, 14a2.10/11, and 14b2.10/11
Are materials stored in a manner to prevent damage or contamination? Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?
Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Box of prepreg in storage freezer Bldg #9 was broken, and roll was not supported by core.  Box of film adhesive in freezer #213 had only one core support. Non-sustaining CA from audit #116790 (2006), NCR #1.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			Requirement:
AC 7118 Rev A 3.4, 5.1.11, 12a.2.13, 12b.2.13, 14a2.10/11, and 14b2.10/11
Are materials stored in a manner to prevent damage or contamination? Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?
Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Box of prepreg in storage freezer Bldg #9 was broken, and roll was not supported by core.  Box of film adhesive in freezer #213 had only one core support. Non-sustaining CA from audit #116790 (2006), NCR #1.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.4			3.4			3.			Verification of Corrective ActionsFor re-accreditation audits, was objective evidence of compliance for corrective actions from previous audits verified?			Requirement:
AC 7118 Rev A 3.4, 5.1.11, 12a.2.13, 12b.2.13, 14a2.10/11, and 14b2.10/11
Are materials stored in a manner to prevent damage or contamination? Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?
Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Box of prepreg in storage freezer Bldg #9 was broken, and roll was not supported by core.  Box of film adhesive in freezer #213 had only one core support. Non-sustaining CA from audit #116790 (2006), NCR #1.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Requirement:
AC 7118 Rev A 3.4, 5.1.11, 12a.2.13, 12b.2.13, 14a2.10/11, and 14b2.10/11
Are materials stored in a manner to prevent damage or contamination? Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?
Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Box of prepreg in storage freezer Bldg #9 was broken, and roll was not supported by core.  Box of film adhesive in freezer #213 had only one core support. Non-sustaining CA from audit #116790 (2006), NCR #1.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement:
AC 7118 Rev 12a.2.1, 12b.2.1, 12c.2.1
Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding:
Prepreg and film adhesive P.O.'s require supplied product to conform to latest specification revision, but only indicate a hyperlink to use in order to determine latest revision.  Also, core P.O. did not indicate a specification revision for supplier to conform to.  In all three cases, systemic in nature, supplier CoC's indicate a spec revision but Receiving does not validate whether or not delivered product conforms to latest spec revision.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement:
AC 7118 Rev 12a.2.1, 12b.2.1, 12c.2.1
Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding:
Prepreg and film adhesive P.O.'s require supplied product to conform to latest specification revision, but only indicate a hyperlink to use in order to determine latest revision.  Also, core P.O. did not indicate a specification revision for supplier to conform to.  In all three cases, systemic in nature, supplier CoC's indicate a spec revision but Receiving does not validate whether or not delivered product conforms to latest spec revision.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			12c.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement:
AC 7118 Rev 12a.2.1, 12b.2.1, 12c.2.1
Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding:
Prepreg and film adhesive P.O.'s require supplied product to conform to latest specification revision, but only indicate a hyperlink to use in order to determine latest revision.  Also, core P.O. did not indicate a specification revision for supplier to conform to.  In all three cases, systemic in nature, supplier CoC's indicate a spec revision but Receiving does not validate whether or not delivered product conforms to latest spec revision.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Requirement:
AC 7118 Rev A, 11.3.2
Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding:
During metalbond process, job audit #17 (Cure Preparation, bagging) shop order M2278501, P/N 323U2352-240, additional breather and film release plies were used that were not indicated in the manufacturing procedure document.  Customer spec BAC5514 recommends, but does not mandate bagging material sequence.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			4			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			Requirement:
AC 7118 Rev A, 11.2.4
Are all material containers labeled and stored to prevent contamination and improper use?

Requirement:
AC 7118 Rev A, 11.2.4
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
Pump-style dispensers containing cleaning solvent were found in EMA edge-sealing/bonding area, and one did not carry an i.d. label identifying the contents, though it did contain an approved solvent (MEK).  During the course of the audit all other areas observed had squeeze-bottle type solvent dispensers with permanent silk-screened labels, which were the norm within the EMA.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			5			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.2-b.			10.1.2-b.			10			Records of results.			Requirement:
AC 7118 Rev A 10.1.2 b/c, 10.1.4, 10.1.5, 10.1.6
Does the supplier have documented procedures for the following:
b.  Records of results.
c.  Disposition of samples
Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? Are procedures in place to protect specimens from damage prior to test?

Finding:
SPP #1.300 Issue #7 (lab procedure) release is pending, however, has not been updated to encompass requirements stated above.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			5			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.2-c.			10.1.2-c.			10			Disposition of samples.			Requirement:
AC 7118 Rev A 10.1.2 b/c, 10.1.4, 10.1.5, 10.1.6
Does the supplier have documented procedures for the following:
b.  Records of results.
c.  Disposition of samples
Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? Are procedures in place to protect specimens from damage prior to test?

Finding:
SPP #1.300 Issue #7 (lab procedure) release is pending, however, has not been updated to encompass requirements stated above.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			5			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Requirement:
AC 7118 Rev A 10.1.2 b/c, 10.1.4, 10.1.5, 10.1.6
Does the supplier have documented procedures for the following:
b.  Records of results.
c.  Disposition of samples
Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? Are procedures in place to protect specimens from damage prior to test?

Finding:
SPP #1.300 Issue #7 (lab procedure) release is pending, however, has not been updated to encompass requirements stated above.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			5			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Requirement:
AC 7118 Rev A 10.1.2 b/c, 10.1.4, 10.1.5, 10.1.6
Does the supplier have documented procedures for the following:
b.  Records of results.
c.  Disposition of samples
Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? Are procedures in place to protect specimens from damage prior to test?

Finding:
SPP #1.300 Issue #7 (lab procedure) release is pending, however, has not been updated to encompass requirements stated above.


			119730			Kevin Canfield			Bristol Aerospace LTD			26-Jun-07			REACCRED			Certificate Issued			COMP			Canada			6107000884			5			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.6			10.1.6			10			Are procedures in place to protect specimens from damage prior to test?			Requirement:
AC 7118 Rev A 10.1.2 b/c, 10.1.4, 10.1.5, 10.1.6
Does the supplier have documented procedures for the following:
b.  Records of results.
c.  Disposition of samples
Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? Are procedures in place to protect specimens from damage prior to test?

Finding:
SPP #1.300 Issue #7 (lab procedure) release is pending, however, has not been updated to encompass requirements stated above.


			119538			Harry Coffee			C&D Zodiac Inc - Core/Prepregs			09-Jul-07			REACCRED			Certificate Issued			COMP			United States			6113466881			1			MINOR			CLOSED			AC7118			A 6-Mar-07			17.2.5			17.2.5			17			Are leak checks on tools (i.e. mold, vacuum bags, etc.) performed to the documented procedures?			APS 603 paragraph A4.1) requires a vacuum leak check of a specific length, starting vacuum and loss rate.  During the job audit, only a cursory leak check was performed.  The length of the leak check did not meet the requirement.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 11.3.1 and 11.3.2 require that the manufacturing record be complete and followed for work performed. A - In job audit 15a, work instruction/order 5844, para. 20 calls for core to be deburred after machining, this operation is partially performed in the machining area and stamped off by the operator. However, the core is then shipped to the CCA and "fine" deburred, the core is cleaned and rebagged for storage before assembly. The deburring operation has already been stamped off and there are no instructions for an operation to be performed after leaving machine area. B - On work order 54810, breather pads are called out to be installed before the 11698 caul plate - the pads cannot be installed until after the caul plate due to clearance issues. On work order 54190 (plan CTL 6053) trim fixture 11498 is called out but fixture 11493 is used. 11493 is the correct tool, 11498 is for a different part. Note: A number of work orders were extensively red lined the day of the job audit which indicates an on going effort to find and correct paperwork issues but also gives this auditor that "tip of the iceberg" feeling.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.1 and 11.3.2 require that the manufacturing record be complete and followed for work performed. A - In job audit 15a, work instruction/order 5844, para. 20 calls for core to be deburred after machining, this operation is partially performed in the machining area and stamped off by the operator. However, the core is then shipped to the CCA and "fine" deburred, the core is cleaned and rebagged for storage before assembly. The deburring operation has already been stamped off and there are no instructions for an operation to be performed after leaving machine area. B - On work order 54810, breather pads are called out to be installed before the 11698 caul plate - the pads cannot be installed until after the caul plate due to clearance issues. On work order 54190 (plan CTL 6053) trim fixture 11498 is called out but fixture 11493 is used. 11493 is the correct tool, 11498 is for a different part. Note: A number of work orders were extensively red lined the day of the job audit which indicates an on going effort to find and correct paperwork issues but also gives this auditor that "tip of the iceberg" feeling.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Paragraph 11.3.1 and 11.3.2 require that the manufacturing record be complete and followed for work performed. A - In job audit 15a, work instruction/order 5844, para. 20 calls for core to be deburred after machining, this operation is partially performed in the machining area and stamped off by the operator. However, the core is then shipped to the CCA and "fine" deburred, the core is cleaned and rebagged for storage before assembly. The deburring operation has already been stamped off and there are no instructions for an operation to be performed after leaving machine area. B - On work order 54810, breather pads are called out to be installed before the 11698 caul plate - the pads cannot be installed until after the caul plate due to clearance issues. On work order 54190 (plan CTL 6053) trim fixture 11498 is called out but fixture 11493 is used. 11493 is the correct tool, 11498 is for a different part. Note: A number of work orders were extensively red lined the day of the job audit which indicates an on going effort to find and correct paperwork issues but also gives this auditor that "tip of the iceberg" feeling.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			2			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Paragraph 22.2.10 requires that adhesive pot life be monitored. There is no place or instructions to record mix time or monitor pot life.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			3			MINOR			CLOSED			AC7118			A 6-Mar-07			23b.2.3			23a-c.2.3			23			Are specimens prepared in accordance with customer requirements or supplier documentation where no customer requirement exists?			Paragraph 23b.2.3 and 23.b.2.9 require that test specimens be prepared and tested per test procedures and work instructions. Work instruction CTL434.3.12A paragraph 2.1 requires that flow test specimens be 4"X4", customer specification calls for a specimen "approximately" 4"X4". The specimen in job audit 23b was 3"X2". Note: the specimen size is based on the size of their pressure platten.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			3			MINOR			CLOSED			AC7118			A 6-Mar-07			23b.2.9			23a-c.2.9			23			Did the test comply with the work instructions/documented test procedures?			Paragraph 23b.2.3 and 23.b.2.9 require that test specimens be prepared and tested per test procedures and work instructions. Work instruction CTL434.3.12A paragraph 2.1 requires that flow test specimens be 4"X4", customer specification calls for a specimen "approximately" 4"X4". The specimen in job audit 23b was 3"X2". Note: the specimen size is based on the size of their pressure platten.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			4			MINOR			CLOSED			AC7118			A 6-Mar-07			20b.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, vacuum, time, etc.) monitored, recorded and verified per requirements?			Paragraph 20b.2.1 requires that curing parameters be correct and verified. Work instruction CTL 6207 NR para. 90 requires that the part be placed in the oven at room temperature and that all thermocouples be within 5F of each other. Parts were put in the oven when the temperature was 110F and the thermocouples read from 115.6F to 123.0 for a variance of 7.4F. Note: it is not uncommon for the factory floor to reach 115F in the summer


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			5			MINOR			CLOSED			AC7118			A 6-Mar-07			23b.2.9			23a-c.2.9			23			Did the test comply with the work instructions/documented test procedures?			Paragraph 23b.2.9 requires that tests comply with work instructions and test procedures. CTL 434.3.13A and A50 TF273 require that the prepared test specimen be cured at 50 PSI. The load platten was pressured by an air hose at 50 PSI but when calculating for the platten surface area the inlet pressure should have been 80 PSI to provide the correct specimen cure pressure.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			6			MINOR			CLOSED			AC7118			A 6-Mar-07			15b.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Paragraph 15b.2.4 and EMA/CCA matrix require that core processing be performed in an area meeting EMA requirements. Core cut in job audit 15b was cut by a band saw in a non EMA conditioned area (factory floor).


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			7			MINOR			CLOSED			AC7118			A 6-Mar-07			7.1			7.1			7.			Are tools identified and traceable to ownership?			Paragraph 7.1 requires that tools/templates be identified and traceable to ownership. Work order 53602 calls out tool #11232 as a template for cutting and inspecting core, the template is not identified with the required number.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			8			MINOR			CLOSED			AC7118			A 6-Mar-07			6.1.2			6.1.2			6.			Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?			Paragraph 6.1.2 requires that there is a procedure defining actions to be taken when a freezer exceeds requirements. There is a procedure (CTL 432.05C), but it defines a "temporary deviation allowance" of 90 minutes ( three temperature recording cycles) where no action is necessary;  "Temperary deviations... are not cause for rejection." (para. 4.3.1 and 4.4) No reference to out time compensation is mentioned. This finding is classified as a Minor because it appears that the above statement was written out of a misunderstanding of the freezer temperature recording cycle (9 minutes/90 minutes) and an effort to create an allowance for temperature excursions created by defrost cycles and material handling. A review of freezer history revealed no anomalies.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			9			MAJOR			CLOSED			AC7118			A 6-Mar-07			16b.2.13			16a-c.2.13			16			Are debulks compliant to the documented procedure or training?			Paragraph 16b2.13 requires that debulks are compliant to the documented procedure. Station planning CTL 6199 for work order 53985 requires that lay up material does not exceed 150F; however, operation 050 requires a heat shrink debulk with "IM10008 heat shrink tape. The manufacturer's specification calls out a "practical use temperature of 200F to 400F", thus exceeding the procedure requirement.


			121805			David Kennedy			CTL Aerospace			09-Jul-07			INITIAL			Certificate Issued			COMP			United States			6113395004			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			16a.2.3			16a-c.2.1			16			Are all bond surfaces prepared and protected, according to customer requirements, prior to the bonding operation?			Paragraph 16a.2.3 requires that bond surfaces be prepared and protected prior to the bonding operation. Frekote 700 as found stored and used in the same area as parts are cleaned and water broke for bonding.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.13			10.1.13			10			Do documented procedures establish a policy for replacement and re-testing?			Requirement: Checklist para. 10.1.2 (c) for laboratory testing asks: Does the supplier have a documented procedure for "Disposition of Samples" and para.10.1.5 asks: are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? And para. 10.1.13 asks: Do documented procedures establish a policy for replacement and re-testing?

Laboratory procedures have not been updated to include the disposition of samples, the methods being used for uniquely identifying of specimens, and a policy for replacement and re-testing. All practices were found acceptable.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.2-c.			10.1.2-c.			10			Disposition of samples.			Requirement: Checklist para. 10.1.2 (c) for laboratory testing asks: Does the supplier have a documented procedure for "Disposition of Samples" and para.10.1.5 asks: are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? And para. 10.1.13 asks: Do documented procedures establish a policy for replacement and re-testing?

Laboratory procedures have not been updated to include the disposition of samples, the methods being used for uniquely identifying of specimens, and a policy for replacement and re-testing. All practices were found acceptable.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Requirement: Checklist para. 10.1.2 (c) for laboratory testing asks: Does the supplier have a documented procedure for "Disposition of Samples" and para.10.1.5 asks: are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? And para. 10.1.13 asks: Do documented procedures establish a policy for replacement and re-testing?

Laboratory procedures have not been updated to include the disposition of samples, the methods being used for uniquely identifying of specimens, and a policy for replacement and re-testing. All practices were found acceptable.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

EMA documentation is not updated to included procedures required by AC 7118 for EMA's as stated above.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

EMA documentation is not updated to included procedures required by AC 7118 for EMA's as stated above.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

EMA documentation is not updated to included procedures required by AC 7118 for EMA's as stated above.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.4.3			11.4.3			11			Are personnel wearing the appropriate attire per customer requirements?			Requirement: Checklist para. 6.2.17 asks: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements? And para.11.4.3 asks: Are personnel wearing the appropriate attire per customer requirements? And para.16a.2.7 asks: Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements?
	
During facilities review and job audits inside the CCA's for Boeing BAC 5578 and BAC 5353 several composite operators were observed with approved PPE (tyvek) shop coats that had the sleeves removed or rolled up exposing there arms or street garments to potentially contact of uncovered prepreg or braid preforms. This is a systemic finding.

Note: No direct contact with prepreg was observed and immediate action was taken by the area supervisors.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			16a.2.7			16a-c.2.7			16			Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements?			Requirement: Checklist para. 6.2.17 asks: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements? And para.11.4.3 asks: Are personnel wearing the appropriate attire per customer requirements? And para.16a.2.7 asks: Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements?
	
During facilities review and job audits inside the CCA's for Boeing BAC 5578 and BAC 5353 several composite operators were observed with approved PPE (tyvek) shop coats that had the sleeves removed or rolled up exposing there arms or street garments to potentially contact of uncovered prepreg or braid preforms. This is a systemic finding.

Note: No direct contact with prepreg was observed and immediate action was taken by the area supervisors.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.2.17			6.2.17			6.			Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?			Requirement: Checklist para. 6.2.17 asks: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements? And para.11.4.3 asks: Are personnel wearing the appropriate attire per customer requirements? And para.16a.2.7 asks: Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements?
	
During facilities review and job audits inside the CCA's for Boeing BAC 5578 and BAC 5353 several composite operators were observed with approved PPE (tyvek) shop coats that had the sleeves removed or rolled up exposing there arms or street garments to potentially contact of uncovered prepreg or braid preforms. This is a systemic finding.

Note: No direct contact with prepreg was observed and immediate action was taken by the area supervisors.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Requirement: Checklist para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials? And para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding?

Automatic and pre-mix dispensers are controlled but not monitored for pot life in the edge seal EMA and interiors insert adhesive bonding EMA. All processes reviewed during this audit were completed within pot life however monitoring is not performed. This is a systemic finding.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			Requirement: Checklist para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials? And para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding?

Automatic and pre-mix dispensers are controlled but not monitored for pot life in the edge seal EMA and interiors insert adhesive bonding EMA. All processes reviewed during this audit were completed within pot life however monitoring is not performed. This is a systemic finding.


			119539			Kevin Canfield			C&D Zodiac Inc - Structural Composites			10-Jul-07			REACCRED			Certificate Issued			COMP			United States			6114055848			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Requirement: Checklist para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials? And para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding?

Automatic and pre-mix dispensers are controlled but not monitored for pot life in the edge seal EMA and interiors insert adhesive bonding EMA. All processes reviewed during this audit were completed within pot life however monitoring is not performed. This is a systemic finding.


			119909			Dimple Matharoo			Alenia Aermacchi S.p.A.			17-Jul-07			REACCRED			Certificate Issued			COMP			Italy			6113397921			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Documented procedures did not exist for a "one off" validation of testing when a a new tool is introduced to the testing facility.


			119909			Dimple Matharoo			Alenia Aermacchi S.p.A.			17-Jul-07			REACCRED			Certificate Issued			COMP			Italy			6113397921			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Reference Job audit 16b. Internal SAP # 5178295 Outer Skin Cowling. Part number 6423005505.
The component had passed through Kit Cutting, Tool Preperation and had reached operation 140 on the lay up route card but there was no sign offs on any operation.


			119909			Dimple Matharoo			Alenia Aermacchi S.p.A.			17-Jul-07			REACCRED			Certificate Issued			COMP			Italy			6113397921			2			MINOR			CLOSED			AC7118			A 6-Mar-07			16b.2.1			16a-c.2.1			16			Are the component parts of the assembly prepared prior to assembly per customer requirements and/or work instructions?			Reference Job audit 16b. Internal SAP # 5178295 Outer Skin Cowling. Part number 6423005505.
The component had passed through Kit Cutting, Tool Preperation and had reached operation 140 on the lay up route card but there was no sign offs on any operation.


			119909			Dimple Matharoo			Alenia Aermacchi S.p.A.			17-Jul-07			REACCRED			Certificate Issued			COMP			Italy			6113397921			3			MINOR			VOID			AC7118			A 6-Mar-07			6.4.1			6.4.1			6.			Do Instrument System Check (ISC) and Thermal Uniformity Survey (TUS) comply with customer requirements, or, if no customer requirement exists, does the instrumentation system accuracy meet the customer's processing requirements?			Uniformity Survey for the Autoclaves were not conducted on lower temperature of 125 deg. C.


			119909			Dimple Matharoo			Alenia Aermacchi S.p.A.			17-Jul-07			REACCRED			Certificate Issued			COMP			Italy			6113397921			4			MINOR			CLOSED			AC7118			A 6-Mar-07			8.1.1			8.1.1			8.			Is the equipmnet used for the verification of product and process conformity calibrated?			Various thermocouples had lost there identification and were not controlled IAW internal procedures.


			120296			David Kennedy			ShinMaywa Industries Ltd.			17-Jul-07			REACCRED			Certificate Issued			COMP			Japan			6111742400			1			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.6			5.1.6			5.			Are perishable materials identified?			Paragraph 5.1.6 requires that all perishable materials be identified. Two rolls of material (one adhesive and one prepreg were found in the CCA in sealed bags and no identification. Note: This appears to be an isolated case, all other material in the freezers and sealed on the floor were identified correctly.


			120296			David Kennedy			ShinMaywa Industries Ltd.			17-Jul-07			REACCRED			Certificate Issued			COMP			Japan			6111742400			2			MINOR			CLOSED			AC7118			A 6-Mar-07			16a.2.13			16a-c.2.13			16			Are debulks compliant to the documented procedure or training?			Paragraph 8.1.5 and 16a.2.13 require that debulking operations be compliant with work instructions and training. Work instruction for job number A-51824 calls out to debulk at 430mm hg. No vacuum gage was used to verify the requirement.


			120296			David Kennedy			ShinMaywa Industries Ltd.			17-Jul-07			REACCRED			Certificate Issued			COMP			Japan			6111742400			2			MINOR			CLOSED			AC7118			A 6-Mar-07			8.1.5			8.1.5			8.			Are there documented procedures or work instructions for debulking per customer requirements?			Paragraph 8.1.5 and 16a.2.13 require that debulking operations be compliant with work instructions and training. Work instruction for job number A-51824 calls out to debulk at 430mm hg. No vacuum gage was used to verify the requirement.


			120296			David Kennedy			ShinMaywa Industries Ltd.			17-Jul-07			REACCRED			Certificate Issued			COMP			Japan			6111742400			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 11.3.1 and 11.3.2 require that the work instructions are complete and accurately reflect the manufacturing process. The release agent application process requires that flash breaker tape is applied in certain areas of the tool to protect the space where bag sealer is used during cure prep. There is no description of this material, its location, or the process in the work instruction.


			120296			David Kennedy			ShinMaywa Industries Ltd.			17-Jul-07			REACCRED			Certificate Issued			COMP			Japan			6111742400			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.1 and 11.3.2 require that the work instructions are complete and accurately reflect the manufacturing process. The release agent application process requires that flash breaker tape is applied in certain areas of the tool to protect the space where bag sealer is used during cure prep. There is no description of this material, its location, or the process in the work instruction.


			120296			David Kennedy			ShinMaywa Industries Ltd.			17-Jul-07			REACCRED			Certificate Issued			COMP			Japan			6111742400			4			MINOR			CLOSED			AC7118			A 6-Mar-07			17.2.3			17.2.3			17			Are the materials for bagging the part (e.g., breathers, bleeders, release films, bags, tacky tape, tapes, infusion tubes & media, etc.) used per specified requirements?			Paragraph 17.2.3 requires that all materials for bagging a part are used to specified requirements. Materials required for bagging are not identified in the work order or anywhere in the CCA. Three different customer projects are being manufactured in this CCA.


			120296			David Kennedy			ShinMaywa Industries Ltd.			17-Jul-07			REACCRED			Certificate Issued			COMP			Japan			6111742400			5			MINOR			CLOSED			AC7118			A 6-Mar-07			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Paragraph 21a2.2 requires that all tooling used in machining process be identified and used as required by work instruction. While machining part on work order A-61256, the W/O called out a -27B routing fixture; however, a two part routing fixture was used -27B and -26H - only the -27B was called out in the paperwork.


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			1			MINOR			CLOSED			AC7118			A 6-Mar-07			13.2.3			13.2.3			13			Is the tooling cleaned per requirements prior to use?			Paragraph 13.2.3 and paragraph 7.5.1 require that tooling is cleaned and mold release applied per requirements. Work instruction for Bombardier part # GM168-1501-1calls out MPS260-1 as the controlling specification. MPS260-1calls out Frekote 700 as release agent but Frekote 44NC was used, also, MEK was used for cleaning,  MPS260-1 calls out acetone, iso alcohol, trichlorothane or naphtha but not MEK. Note: This NCR is considered a minor because Mitsubishi Heavy Industries (1st tier customer) spec P11060 allows the use of MEK and Frekote 44NC; however, this document is not called out in the work instructions.


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			1			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.1			7.5.1			7.			Are mold releases applied according to customer or supplier requirements?			Paragraph 13.2.3 and paragraph 7.5.1 require that tooling is cleaned and mold release applied per requirements. Work instruction for Bombardier part # GM168-1501-1calls out MPS260-1 as the controlling specification. MPS260-1calls out Frekote 700 as release agent but Frekote 44NC was used, also, MEK was used for cleaning,  MPS260-1 calls out acetone, iso alcohol, trichlorothane or naphtha but not MEK. Note: This NCR is considered a minor because Mitsubishi Heavy Industries (1st tier customer) spec P11060 allows the use of MEK and Frekote 44NC; however, this document is not called out in the work instructions.


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			2			MINOR			CLOSED			AC7118			A 6-Mar-07			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			Paragraph 7.5.3 and 13.2.2 require that release agents be fully cured before tooling is returned to the CCA. After application of release agent, there was no reference of time of application or cure completion noted on work order or tool - there is no means to assure cure completion. Note: Upon reviewing more recent work orders  (787) there is a line item to enter application and cure time.


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			2			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.3			7.5.3			7.			Is mold release fully cured prior to lay-up, adhesive bonding, and/or infusion?			Paragraph 7.5.3 and 13.2.2 require that release agents be fully cured before tooling is returned to the CCA. After application of release agent, there was no reference of time of application or cure completion noted on work order or tool - there is no means to assure cure completion. Note: Upon reviewing more recent work orders  (787) there is a line item to enter application and cure time.


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			3			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Paragraph 5.1.11 requires that all materials be stored in a manner to prevent damage. In the CCA freezer, numerous kits of material are stacked and piled on each other in a manner that could easily cause resin settling and damage.


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraphs 8.1.6 and 16a.2.8 require that protection be provided to other plies when trimming plies in place. While performing job audit 16a, the auditor observed a technician on another part cutting adhesive in place without protection to the prepreg plies beneath. Upon review, no cut through damage was found to the prepreg and lay up continued using scissors. Paragraph 11.3.1, requiring that work instructions be followed, is added to this finding because it is clearly stated (in Japanese) not to cut material in place without protection.


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			16a.2.8			16a-c.2.8			16			If prepreg/fiber/fabric is trimmed in place with a cutting tool, are measures taken (e.g. shims) to protect other plies and/or tools from being cut?			Paragraphs 8.1.6 and 16a.2.8 require that protection be provided to other plies when trimming plies in place. While performing job audit 16a, the auditor observed a technician on another part cutting adhesive in place without protection to the prepreg plies beneath. Upon review, no cut through damage was found to the prepreg and lay up continued using scissors. Paragraph 11.3.1, requiring that work instructions be followed, is added to this finding because it is clearly stated (in Japanese) not to cut material in place without protection.


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.1.6			8.1.6			8.			If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?			Paragraphs 8.1.6 and 16a.2.8 require that protection be provided to other plies when trimming plies in place. While performing job audit 16a, the auditor observed a technician on another part cutting adhesive in place without protection to the prepreg plies beneath. Upon review, no cut through damage was found to the prepreg and lay up continued using scissors. Paragraph 11.3.1, requiring that work instructions be followed, is added to this finding because it is clearly stated (in Japanese) not to cut material in place without protection.


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			5			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			Paragraphs 6.2.8 and 6.3.2 require that a procedure exists that defines the actions to be taken when environmental conditions exceed CCA and EMA requirements. No procedure exists that defines these actions. Also, paragraph 6.3.1 requires that a procedure exists that defines the environmental requirements of an EMA. There is a document that defines the environmental requirements for specific areas in the facility but are not defined as EMA  (CCA only).


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			5			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Paragraphs 6.2.8 and 6.3.2 require that a procedure exists that defines the actions to be taken when environmental conditions exceed CCA and EMA requirements. No procedure exists that defines these actions. Also, paragraph 6.3.1 requires that a procedure exists that defines the environmental requirements of an EMA. There is a document that defines the environmental requirements for specific areas in the facility but are not defined as EMA  (CCA only).


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			5			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Paragraphs 6.2.8 and 6.3.2 require that a procedure exists that defines the actions to be taken when environmental conditions exceed CCA and EMA requirements. No procedure exists that defines these actions. Also, paragraph 6.3.1 requires that a procedure exists that defines the environmental requirements of an EMA. There is a document that defines the environmental requirements for specific areas in the facility but are not defined as EMA  (CCA only).


			120322			David Kennedy			Fujiwara Co. Ltd			23-Jul-07			INITIAL			Certificate Issued			COMP			Japan			6119471809			6			MINOR			CLOSED			AC7118			A 6-Mar-07			4.4.3			4.4.3			4.			Are supplier software records maintained and are software backups secured in a remote location for disaster recovery in accordance with customer(s) data retention requirements?NOTE: The requirements for software records should be documented.			Paragraph 4.4.3 requires that software backups are secured in remote location. Software backups are secured on site and there is no documented requirement to secure them at a remote location.


			121415			Kevin Canfield			SIP-SL			24-Jul-07			INITIAL			Certificate Issued			COMP			Spain			6121134325			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			Requirement: Checklist para. 6.2.8 for a CCA asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented? And para 6.3.2 for EMA asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?

Finding: Supplier procedure SIP-INS-0-PRO-007 Rev. 2.1 is not updated to include the actions to be taken in the event of an exceeded temperature/humidity parameter in the CCA or EMA.


			121415			Kevin Canfield			SIP-SL			24-Jul-07			INITIAL			Certificate Issued			COMP			Spain			6121134325			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: Checklist para. 6.2.8 for a CCA asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented? And para 6.3.2 for EMA asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?

Finding: Supplier procedure SIP-INS-0-PRO-007 Rev. 2.1 is not updated to include the actions to be taken in the event of an exceeded temperature/humidity parameter in the CCA or EMA.


			121415			Kevin Canfield			SIP-SL			24-Jul-07			INITIAL			Certificate Issued			COMP			Spain			6121134325			2			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.1			7.5.1			7.			Are mold releases applied according to customer or supplier requirements?			Requirement: Checklist para. 7.5.1 asks: Are mold releases applied according to customer or supplier requirements? And Eads-CASA specification I+D-P386 (rev. B) in para. 6.5.5 states that mold release application areas shall be vented to the outside.

Finding: The mold release application area is contained within one end of the facility and has no vent to the outside. This area is separate from the EMA and CCA's.


			123325			Harry Coffee			North Coast Composites Inc			24-Jul-07			INITIAL			Certificate Issued			COMP			United States			6115440928			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			The requirement is that there be a documented procedure describing shelf life, out time and pot life controls for all materials.  The BMI resin used has a precisely defined shelf life, but the out time is vaguely defined by the manufacturer ('more than 60 days' in the technical literature) and is not mentioned in the customer specification.  NCC's manufacturing process spec (approved by its customer)  Step 0065 A requires verification that out-time and shelf life have not been exceeded.  NCC tracks the shelf life storage limits but not the out time.  The handling procedure for the resin (40-lb containers broken down into single-shot packages of approximately 4 lbs, which remain frozen until just before use) virtually guarantee that the resin manufacturer's vague out time estimate will not be exceeded.  However, the out time is not tracked.  During the audit, the forms were changed to include out time tracking.


			123325			Harry Coffee			North Coast Composites Inc			24-Jul-07			INITIAL			Certificate Issued			COMP			United States			6115440928			1			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			The requirement is that there be a documented procedure describing shelf life, out time and pot life controls for all materials.  The BMI resin used has a precisely defined shelf life, but the out time is vaguely defined by the manufacturer ('more than 60 days' in the technical literature) and is not mentioned in the customer specification.  NCC's manufacturing process spec (approved by its customer)  Step 0065 A requires verification that out-time and shelf life have not been exceeded.  NCC tracks the shelf life storage limits but not the out time.  The handling procedure for the resin (40-lb containers broken down into single-shot packages of approximately 4 lbs, which remain frozen until just before use) virtually guarantee that the resin manufacturer's vague out time estimate will not be exceeded.  However, the out time is not tracked.  During the audit, the forms were changed to include out time tracking.


			123325			Harry Coffee			North Coast Composites Inc			24-Jul-07			INITIAL			Certificate Issued			COMP			United States			6115440928			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.3.1			4.3.1			4.			Does the supplier have a documented procedure requiring internal audits to verify compliance to process requirements?			The supplier is required to have a documented procedure requiring internal audits to verify compliance to process requirements.  NCC has a documented procedure that verifies compliance with AS9100 requirements; however, it has no documented procedure for auditing manufacturing processes to AC7118 Rev A requirements, or to its customers' specifications.


			120295			Dimple Matharoo			GE Aviation Sys. Aerostructures Hamble			06-Aug-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111869943			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Manufacturing Plan documents.
1. MP130923 is at issue 2 internal route card states issue 1
2. MP130001 is at issue 10 internal route card states issue 9
3. MP 1301056 States different internal codes for bagging material used. (Bagging Material used is an alternative)


			120295			Dimple Matharoo			GE Aviation Sys. Aerostructures Hamble			06-Aug-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111869943			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.4			11.4.4			11			Are all cleaning and environmental logs up to date?			The monthly cleaning schedule on the Environmental log for the Millennium clean room was not signed off (Since April 07)


			120295			Dimple Matharoo			GE Aviation Sys. Aerostructures Hamble			06-Aug-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111869943			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.2.5			6.2.5			6.			Is particle count measured and recorded per customer requirements?			Dust particle count.
1. Not conducted weekly, records for week 17,18,30 and 31were available.
2. Week 17 records indictated that the dust particle count was out of limits. Internal procedure MP1301072 issue 1 states that after rectification a recount is required, there was no evidence that this was done.


			120295			Dimple Matharoo			GE Aviation Sys. Aerostructures Hamble			06-Aug-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111869943			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			17.2.7			17.2.7			17			Are the type of thermocouples used per customer requirements?			Thermocouples.
Thermocouples were not soldered at the ends as per internal work instruction 50.
Thermocouples type K are used, Bombardier spec P615 states type J


			120295			Dimple Matharoo			GE Aviation Sys. Aerostructures Hamble			06-Aug-07			REACCRED			Certificate Issued			COMP			United Kingdom			6111869943			5			MINOR			CLOSED			AC7118			A 6-Mar-07			8.2.2			8.2.2			8.			Are kits properly labeled for traceability?			Part number 17P6W8647-4170 had an incorrect labels on the kit of parts.
L8-185 should have read L8-186 and L13 - 195 should have read L13 196


			116710			David Kennedy			Triumph Airborne Structures			13-Aug-07			INITIAL			Certificate Issued			COMP			United States			6115117549			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			Paragraphs 11.2.4 and 7.5.2 require that material containers are stored in a manner that prevents contamination, particularly relating to mold release. A five gallon container of Frekote 55NC was found in the release agent application area with a hole greater than one square inch punched in the top leaving the mold release open to the sorrounding environment. Note: The mold release application area is well seperated for the CCA.


			116710			David Kennedy			Triumph Airborne Structures			13-Aug-07			INITIAL			Certificate Issued			COMP			United States			6115117549			1			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			Paragraphs 11.2.4 and 7.5.2 require that material containers are stored in a manner that prevents contamination, particularly relating to mold release. A five gallon container of Frekote 55NC was found in the release agent application area with a hole greater than one square inch punched in the top leaving the mold release open to the sorrounding environment. Note: The mold release application area is well seperated for the CCA.


			116710			David Kennedy			Triumph Airborne Structures			13-Aug-07			INITIAL			Certificate Issued			COMP			United States			6115117549			2			MINOR			CLOSED			AC7118			A 6-Mar-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Paragraphs 12b.2.13 and 5.1.11 require that materials are stored in a manner to prevent damage and cold flow of resin. Several rolls of perishable material were found in both freezers stored vertically and horizontally without end support. Note: Material identified is used non prime programs.


			116710			David Kennedy			Triumph Airborne Structures			13-Aug-07			INITIAL			Certificate Issued			COMP			United States			6115117549			2			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Paragraphs 12b.2.13 and 5.1.11 require that materials are stored in a manner to prevent damage and cold flow of resin. Several rolls of perishable material were found in both freezers stored vertically and horizontally without end support. Note: Material identified is used non prime programs.


			116710			David Kennedy			Triumph Airborne Structures			13-Aug-07			INITIAL			Certificate Issued			COMP			United States			6115117549			3			MINOR			CLOSED			AC7118			A 6-Mar-07			17.2.3			17.2.3			17			Are the materials for bagging the part (e.g., breathers, bleeders, release films, bags, tacky tape, tapes, infusion tubes & media, etc.) used per specified requirements?			Paragraphs 17.2.3 and 8.3.1 require that bagging materials used meet procedure requirements. The correct bagging materials are called out in the work instructions but are not identified at the point of use.


			116710			David Kennedy			Triumph Airborne Structures			13-Aug-07			INITIAL			Certificate Issued			COMP			United States			6115117549			3			MINOR			CLOSED			AC7118			A 6-Mar-07			8.3.1			8.3.1			8.			Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?			Paragraphs 17.2.3 and 8.3.1 require that bagging materials used meet procedure requirements. The correct bagging materials are called out in the work instructions but are not identified at the point of use.


			116710			David Kennedy			Triumph Airborne Structures			13-Aug-07			INITIAL			Certificate Issued			COMP			United States			6115117549			4			MINOR			CLOSED			AC7118			A 6-Mar-07			4.4.5			4.4.5			4.			Are program changes documented and is a revision history maintained?			Paragraphs 4.4.5, 4.4.6, 4.4.8 require a series of SQA events that are necessary to achieve an acceptable Software Management Plan. An IT management plan exists, but does not address revision history, obsolete software, or first article requirements. Note: This finding remains a minor because at this time the only software utilized in relation to this audit is autoclave control.


			116710			David Kennedy			Triumph Airborne Structures			13-Aug-07			INITIAL			Certificate Issued			COMP			United States			6115117549			4			MINOR			CLOSED			AC7118			A 6-Mar-07			4.4.6			4.4.6			4.			For programs controlling part characteristics are first article inspections performed, including delta first article inspections?			Paragraphs 4.4.5, 4.4.6, 4.4.8 require a series of SQA events that are necessary to achieve an acceptable Software Management Plan. An IT management plan exists, but does not address revision history, obsolete software, or first article requirements. Note: This finding remains a minor because at this time the only software utilized in relation to this audit is autoclave control.


			116710			David Kennedy			Triumph Airborne Structures			13-Aug-07			INITIAL			Certificate Issued			COMP			United States			6115117549			4			MINOR			CLOSED			AC7118			A 6-Mar-07			4.4.8			4.4.8			4.			Does the supplier's documented procedure prevent unathorized use of obsolete software?			Paragraphs 4.4.5, 4.4.6, 4.4.8 require a series of SQA events that are necessary to achieve an acceptable Software Management Plan. An IT management plan exists, but does not address revision history, obsolete software, or first article requirements. Note: This finding remains a minor because at this time the only software utilized in relation to this audit is autoclave control.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			1			MINOR			CLOSED			AC7118			A 6-Mar-07			16a.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			The requirement is that heat tools be controlled to a maximum temperature.  A commercial heat gun was used to soften and increase the tack of the film adhesive bonding the winglet leading edge to the core.  The heat gun was not temperature controlled.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			1			MINOR			CLOSED			AC7118			A 6-Mar-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			The requirement is that heat tools be controlled to a maximum temperature.  A commercial heat gun was used to soften and increase the tack of the film adhesive bonding the winglet leading edge to the core.  The heat gun was not temperature controlled.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			2			MINOR			VOID			AC7118			A 6-Mar-07			4.4.4			4.4.4			4.			Is software uniquely identified in the appropriate work instructions?			The requirement is that software be uniquely identified in the appropriate work instructions.  Work instructions for job # 898720 and all other parts requiring autoclave cure describe the cure parameters (temperature, hold time, ramp rates, pressure and vacuum).  However, the cure program to be used is not uniquely identified in the work instructions.  The autoclave operator must read the parameters and select a program from the menu that meets the parameters, based on the file name of the program.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			3			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  The supplier performs processes (core processing and miscellaneous bonding) in areas which are not designated EMAs.  There is no procedure or document that defines the environmental conditions required or the boundaries of these areas.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  The supplier performs processes (core processing and miscellaneous bonding) in areas which are not designated EMAs.  There is no procedure or document that defines the environmental conditions required or the boundaries of these areas.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  The supplier performs processes (core processing and miscellaneous bonding) in areas which are not designated EMAs.  There is no procedure or document that defines the environmental conditions required or the boundaries of these areas.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  The supplier performs processes (core processing and miscellaneous bonding) in areas which are not designated EMAs.  There is no procedure or document that defines the environmental conditions required or the boundaries of these areas.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  The supplier performs processes (core processing and miscellaneous bonding) in areas which are not designated EMAs.  There is no procedure or document that defines the environmental conditions required or the boundaries of these areas.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  The supplier performs processes (core processing and miscellaneous bonding) in areas which are not designated EMAs.  There is no procedure or document that defines the environmental conditions required or the boundaries of these areas.


			120722			Harry Coffee			Applied Aerospace Structures Corp			13-Aug-07			REACCRED			Certificate Issued			COMP			United States			6108901704			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  The supplier performs processes (core processing and miscellaneous bonding) in areas which are not designated EMAs.  There is no procedure or document that defines the environmental conditions required or the boundaries of these areas.


			118393			David Kennedy			Avcorp Industries Inc.			20-Aug-07			REACCRED			Certificate Issued			COMP			Canada			6108039003			1			MINOR			CLOSED			AC7118			A 6-Mar-07			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			Paragraphs 13.2.2 and 7.5.3 require that mold release is fully cured before a tool is returned to the CCA and put in service. Although Avcorp procedure QP-06-02-46 calls out for a three hour room temperature cure (Frekote 44NC), there is no objective method to define when mold release is fully cured.


			118393			David Kennedy			Avcorp Industries Inc.			20-Aug-07			REACCRED			Certificate Issued			COMP			Canada			6108039003			1			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.3			7.5.3			7.			Is mold release fully cured prior to lay-up, adhesive bonding, and/or infusion?			Paragraphs 13.2.2 and 7.5.3 require that mold release is fully cured before a tool is returned to the CCA and put in service. Although Avcorp procedure QP-06-02-46 calls out for a three hour room temperature cure (Frekote 44NC), there is no objective method to define when mold release is fully cured.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.13			10.1.13			10			Do documented procedures establish a policy for replacement and re-testing?			Requirement: Checklist para. 10.1.3 ask: Do the documented test procedures reference the customer's specifications? and para. 10.1.4 ask: Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? and para. 10.1.5 ask: are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? And para. 10.1.6 ask: Are procedures in place to protect specimens from damage prior to test? And para. 10.1.13 ask: Do documented procedures establish a policy for replacement and re-testing?

Finding: Laboratory procedures have not been updated to include a reference to customer specifications, the inspection of purchased testing tools/fixtures, the methods being used for uniquely identifying of specimens, the protection of test specimens, and a policy for replacement and re-testing as stated above. All practices were found acceptable.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.3			10.1.3			10			Do the documented test procedures reference the customer's specifications?			Requirement: Checklist para. 10.1.3 ask: Do the documented test procedures reference the customer's specifications? and para. 10.1.4 ask: Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? and para. 10.1.5 ask: are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? And para. 10.1.6 ask: Are procedures in place to protect specimens from damage prior to test? And para. 10.1.13 ask: Do documented procedures establish a policy for replacement and re-testing?

Finding: Laboratory procedures have not been updated to include a reference to customer specifications, the inspection of purchased testing tools/fixtures, the methods being used for uniquely identifying of specimens, the protection of test specimens, and a policy for replacement and re-testing as stated above. All practices were found acceptable.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Requirement: Checklist para. 10.1.3 ask: Do the documented test procedures reference the customer's specifications? and para. 10.1.4 ask: Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? and para. 10.1.5 ask: are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? And para. 10.1.6 ask: Are procedures in place to protect specimens from damage prior to test? And para. 10.1.13 ask: Do documented procedures establish a policy for replacement and re-testing?

Finding: Laboratory procedures have not been updated to include a reference to customer specifications, the inspection of purchased testing tools/fixtures, the methods being used for uniquely identifying of specimens, the protection of test specimens, and a policy for replacement and re-testing as stated above. All practices were found acceptable.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Requirement: Checklist para. 10.1.3 ask: Do the documented test procedures reference the customer's specifications? and para. 10.1.4 ask: Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? and para. 10.1.5 ask: are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent? And para. 10.1.6 ask: Are procedures in place to protect specimens from damage prior to test? And para. 10.1.13 ask: Do documented procedures establish a policy for replacement and re-testing?

Finding: Laboratory procedures have not been updated to include a reference to customer specifications, the inspection of purchased testing tools/fixtures, the methods being used for uniquely identifying of specimens, the protection of test specimens, and a policy for replacement and re-testing as stated above. All practices were found acceptable.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			2			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Requirement: Checklist para. 6.3.1 ask: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 ask: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 ask: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

Finding: EMA documentation does not exist or is not updated to included procedures required by AC 7118 (rev. A) for core processing areas (building 180 and 110) and secondary bonding area in building 180 at Gifu and the 787 edge seal area at Nagoya as stated above.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: Checklist para. 6.3.1 ask: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 ask: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 ask: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

Finding: EMA documentation does not exist or is not updated to included procedures required by AC 7118 (rev. A) for core processing areas (building 180 and 110) and secondary bonding area in building 180 at Gifu and the 787 edge seal area at Nagoya as stated above.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: Checklist para. 6.3.1 ask: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 ask: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 ask: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

Finding: EMA documentation does not exist or is not updated to included procedures required by AC 7118 (rev. A) for core processing areas (building 180 and 110) and secondary bonding area in building 180 at Gifu and the 787 edge seal area at Nagoya as stated above.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Requirement: Checklist para. 6.3.1 ask: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 ask: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 ask: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

Finding: EMA documentation does not exist or is not updated to included procedures required by AC 7118 (rev. A) for core processing areas (building 180 and 110) and secondary bonding area in building 180 at Gifu and the 787 edge seal area at Nagoya as stated above.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Requirement: Checklist para. 6.3.1 ask: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 ask: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 ask: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA?

Finding: EMA documentation does not exist or is not updated to included procedures required by AC 7118 (rev. A) for core processing areas (building 180 and 110) and secondary bonding area in building 180 at Gifu and the 787 edge seal area at Nagoya as stated above.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Requirement: Checklist para. 11.3.2 ask: Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding: During the core processing job audits the CNC machine set-up books that contained the sketches P/N 65B01903-13- NC Sketch #1 (rev. D pages 1-6) and P/N 65B01903-14- NC Sketch #1 (rev. D pages 1-6) for core details contained a second set of sketches that were obsolete (previous) versions pages 4-8. The operator was using the -14 obsolete documents for the job running on the machine. This is a systemic finding.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Requirement: Checklist para. 11.3.2 ask: Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding: During the core processing job audits the CNC machine set-up books that contained the sketches P/N 65B01903-13- NC Sketch #1 (rev. D pages 1-6) and P/N 65B01903-14- NC Sketch #1 (rev. D pages 1-6) for core details contained a second set of sketches that were obsolete (previous) versions pages 4-8. The operator was using the -14 obsolete documents for the job running on the machine. This is a systemic finding.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement: Checklist para. 12.(b and c).2.1 ask: Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding: Purchase order YCS 4069-04 for BMS 5-101 film adhesive specifies rev. K for the order. Receiving inspection records and supplier certifications state rev. L. And, purchase order EF SG794 for BMS 4-4 aluminum honeycomb core specifies rev. T for the order. Receiving inspection records and supplier certifications state rev. W. This is a systemic finding and non-sustaining corrective action for NCR # 2 from previous audit 115872.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			12c.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement: Checklist para. 12.(b and c).2.1 ask: Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding: Purchase order YCS 4069-04 for BMS 5-101 film adhesive specifies rev. K for the order. Receiving inspection records and supplier certifications state rev. L. And, purchase order EF SG794 for BMS 4-4 aluminum honeycomb core specifies rev. T for the order. Receiving inspection records and supplier certifications state rev. W. This is a systemic finding and non-sustaining corrective action for NCR # 2 from previous audit 115872.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.4			3.4			3.			Verification of Corrective ActionsFor re-accreditation audits, was objective evidence of compliance for corrective actions from previous audits verified?			Requirement: Checklist para. 12.(b and c).2.1 ask: Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding: Purchase order YCS 4069-04 for BMS 5-101 film adhesive specifies rev. K for the order. Receiving inspection records and supplier certifications state rev. L. And, purchase order EF SG794 for BMS 4-4 aluminum honeycomb core specifies rev. T for the order. Receiving inspection records and supplier certifications state rev. W. This is a systemic finding and non-sustaining corrective action for NCR # 2 from previous audit 115872.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Requirement: Checklist para. 11.3.1 ask: Is the manufacturing and/or inspection record complete and followed for all work performed?

Finding: "Certificate of Physical Test" issued for each laboratory test performed on raw material (receiving tests) does not contain the rev. level of the specification tested. 3 samples of testing data were reviewed and all were missing the tested specification rev. level. This is a systemic finding.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			6			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.6			15a-b.2.6			15			Are core kits and detail parts properly labeled for traceability?			Requirement: Checklist para. 15a.2.6 and 15b.2.6 ask: Are core kits and detail parts labeled for traceability?

Finding: A random sample of core detail part traceability was performed and found that P/N 65B01903-13 (4 pieces) on shop order EF V53721 (labeled as lot #74) did not trace back to the purchase order where the raw material information resides. The traceability data for lot #74 stated that the material was purchased on P.O. EFS 4616-01 (supplier block #691463). The material was actually purchased on P.O. EFS 4450A-01 (supplier block #691464).

Note: KHI has stated that the purchase order is used as the traceability method for core details.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			6			MINOR			CLOSED			AC7118			A 6-Mar-07			15b.2.6			15a-b.2.6			15			Are core kits and detail parts properly labeled for traceability?			Requirement: Checklist para. 15a.2.6 and 15b.2.6 ask: Are core kits and detail parts labeled for traceability?

Finding: A random sample of core detail part traceability was performed and found that P/N 65B01903-13 (4 pieces) on shop order EF V53721 (labeled as lot #74) did not trace back to the purchase order where the raw material information resides. The traceability data for lot #74 stated that the material was purchased on P.O. EFS 4616-01 (supplier block #691463). The material was actually purchased on P.O. EFS 4450A-01 (supplier block #691464).

Note: KHI has stated that the purchase order is used as the traceability method for core details.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			15a.2.13			15a-b.2.13			15			Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?			Requirement: Checklist para. 15a.2.13 and 15b.2.13 ask: Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?

Finding: Aluminum and Nomex core without identification or protection is being stored on top of tooling racks in building 180 core machining EMA. The material appears to be obsolete or scrap. During a facility walk through an order (8 pieces, p/n 65B01903-13 lot 74) of rough cut core was found outside the core drying oven area in building 180 stacked on a cart. The length of the core was not completely supported or protected to prevent damage; both ends of the core were overhanging the transportation cart. This is a systemic finding.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			15b.2.13			15a-b.2.13			15			Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?			Requirement: Checklist para. 15a.2.13 and 15b.2.13 ask: Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?

Finding: Aluminum and Nomex core without identification or protection is being stored on top of tooling racks in building 180 core machining EMA. The material appears to be obsolete or scrap. During a facility walk through an order (8 pieces, p/n 65B01903-13 lot 74) of rough cut core was found outside the core drying oven area in building 180 stacked on a cart. The length of the core was not completely supported or protected to prevent damage; both ends of the core were overhanging the transportation cart. This is a systemic finding.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Requirement: Checklist para. 15a.2.13 and 15b.2.13 ask: Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?

Finding: Aluminum and Nomex core without identification or protection is being stored on top of tooling racks in building 180 core machining EMA. The material appears to be obsolete or scrap. During a facility walk through an order (8 pieces, p/n 65B01903-13 lot 74) of rough cut core was found outside the core drying oven area in building 180 stacked on a cart. The length of the core was not completely supported or protected to prevent damage; both ends of the core were overhanging the transportation cart. This is a systemic finding.


			120120			Kevin Canfield			Kawasaki Heavy Industries Ltd			21-Aug-07			REACCRED			Certificate Issued			COMP			Japan			6110465649			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Requirement: Checklist para. 15a.2.13 and 15b.2.13 ask: Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?

Finding: Aluminum and Nomex core without identification or protection is being stored on top of tooling racks in building 180 core machining EMA. The material appears to be obsolete or scrap. During a facility walk through an order (8 pieces, p/n 65B01903-13 lot 74) of rough cut core was found outside the core drying oven area in building 180 stacked on a cart. The length of the core was not completely supported or protected to prevent damage; both ends of the core were overhanging the transportation cart. This is a systemic finding.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Material ambient out life card.
1.Material out time at ambient was not including freezer temperature failures (New freezer) Reference Part number P3A43513-0001  works order 2141.
2. History card for works order number 2141 part number PEAU SUPL-F16 210x 29x0.75 works order 2092 did not have any time at ambient recorded.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			1			MINOR			CLOSED			AC7118			A 6-Mar-07			14a.2.6			14a-b.2.6			14			For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time?(This applies both to the parent material and the kits)			Material ambient out life card.
1.Material out time at ambient was not including freezer temperature failures (New freezer) Reference Part number P3A43513-0001  works order 2141.
2. History card for works order number 2141 part number PEAU SUPL-F16 210x 29x0.75 works order 2092 did not have any time at ambient recorded.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			17.2.8			17.2.8			17			Does the supplier have an approved thermal profile on file per customer requirements?			1.Thermal profile not conducted for tool PEAU-01-P3A43511-0001 reference I+D-P 233 (052)
2.Thermocouples on Lay up card is drawn with 2 thermocouples on one side. Thermocouples were actually placed diagonaly on each side.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			1.Thermal profile not conducted for tool PEAU-01-P3A43511-0001 reference I+D-P 233 (052)
2.Thermocouples on Lay up card is drawn with 2 thermocouples on one side. Thermocouples were actually placed diagonaly on each side.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			7.6.1			7.6.1			7.			Are records of  thermal profiles on file, per customer requirements?			1.Thermal profile not conducted for tool PEAU-01-P3A43511-0001 reference I+D-P 233 (052)
2.Thermocouples on Lay up card is drawn with 2 thermocouples on one side. Thermocouples were actually placed diagonaly on each side.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.1.2			8.1.2			8.			Is there a documneted procedure or work instruction for the placement of thermocouples?			1.Thermal profile not conducted for tool PEAU-01-P3A43511-0001 reference I+D-P 233 (052)
2.Thermocouples on Lay up card is drawn with 2 thermocouples on one side. Thermocouples were actually placed diagonaly on each side.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Work Instructions P3A43513 

1. Work instruction for  states the direction of ply as 45 deg. and 0 deg. Lay up card states 0 and 90 deg.
Material cut as per lay up card and is correct to drawing.
2.Cutomer specification quoted on work instruction as I+D-P 233 but should state I+D-P052

Same on similar components.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Work Instructions P3A43513 

1. Work instruction for  states the direction of ply as 45 deg. and 0 deg. Lay up card states 0 and 90 deg.
Material cut as per lay up card and is correct to drawing.
2.Cutomer specification quoted on work instruction as I+D-P 233 but should state I+D-P052

Same on similar components.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			3			MINOR			CLOSED			AC7118			A 6-Mar-07			14a.2.9			14a-b.2.9			14			Is the orientation and detail shape/dimension consistent with customer requirements?			Work Instructions P3A43513 

1. Work instruction for  states the direction of ply as 45 deg. and 0 deg. Lay up card states 0 and 90 deg.
Material cut as per lay up card and is correct to drawing.
2.Cutomer specification quoted on work instruction as I+D-P 233 but should state I+D-P052

Same on similar components.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.2			5.1.2			5.			Is there a documented procedure describing the re-certification requirements of shelf life and pot life controlled materials?			Internal material requalification procedure states life of material should be the same as original life AP2132E states material requalified should be half that of original and then finaly quarter that of the original.


			120656			Dimple Matharoo			Easy Industrial Solutions SL			21-Aug-07			REACCRED			Certificate Issued			COMP			Spain			6116550066			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			7.5.1			7.5.1			7.			Are mold releases applied according to customer or supplier requirements?			Freekote 700NC used  ref job audit 13 Specification I+D-P327 states Freekote FR34 to be used


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Requirement: Checklist para. 11.3.1 ask: Is the manufacturing and/or inspection record complete and followed for all work performed? And para. 17.2.2 ask: Is the part bagged prior to cure per customer requirements? And para. 8.3.1 ask: Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?

Finding: Customer approved PCC (Process Control Chart) 437Z1204-11 PCC#03 ED.#1 item 4 for the placement of bag vacuum ports was not followed and ports were positioned on opposite corners of the tool from the required positions in the PCC. Note: The customer specification requires ports to be position on opposite ends of the tool and the bagging meets the technical intent of the specification. However a customer approved PCC required specific locations which were not met.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			1			MINOR			CLOSED			AC7118			A 6-Mar-07			17.2.2			17.2.2			17			Is the part bagged prior to cure per customer requirements?For closed mold, bagging is not done.			Requirement: Checklist para. 11.3.1 ask: Is the manufacturing and/or inspection record complete and followed for all work performed? And para. 17.2.2 ask: Is the part bagged prior to cure per customer requirements? And para. 8.3.1 ask: Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?

Finding: Customer approved PCC (Process Control Chart) 437Z1204-11 PCC#03 ED.#1 item 4 for the placement of bag vacuum ports was not followed and ports were positioned on opposite corners of the tool from the required positions in the PCC. Note: The customer specification requires ports to be position on opposite ends of the tool and the bagging meets the technical intent of the specification. However a customer approved PCC required specific locations which were not met.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			1			MINOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Requirement: Checklist para. 11.3.1 ask: Is the manufacturing and/or inspection record complete and followed for all work performed? And para. 17.2.2 ask: Is the part bagged prior to cure per customer requirements? And para. 8.3.1 ask: Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?

Finding: Customer approved PCC (Process Control Chart) 437Z1204-11 PCC#03 ED.#1 item 4 for the placement of bag vacuum ports was not followed and ports were positioned on opposite corners of the tool from the required positions in the PCC. Note: The customer specification requires ports to be position on opposite ends of the tool and the bagging meets the technical intent of the specification. However a customer approved PCC required specific locations which were not met.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			1			MINOR			CLOSED			AC7118			A 6-Mar-07			8.3.1			8.3.1			8.			Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?			Requirement: Checklist para. 11.3.1 ask: Is the manufacturing and/or inspection record complete and followed for all work performed? And para. 17.2.2 ask: Is the part bagged prior to cure per customer requirements? And para. 8.3.1 ask: Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?

Finding: Customer approved PCC (Process Control Chart) 437Z1204-11 PCC#03 ED.#1 item 4 for the placement of bag vacuum ports was not followed and ports were positioned on opposite corners of the tool from the required positions in the PCC. Note: The customer specification requires ports to be position on opposite ends of the tool and the bagging meets the technical intent of the specification. However a customer approved PCC required specific locations which were not met.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			Requirement: Checklist para. 14b.2.11 ask: When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material? And para. 5.1.11 ask: Are materials stored in a manner to prevent damage or contamination?

Finding: Numerous kits made from UD carbon prepreg tape stored in the material freezer are not stored flat or rolled on a core support. They were found on several shelves bunched up or over hanging the sides of the shelves. There are 60+ kits stored in this freezer. This is systemic finding.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Requirement: Checklist para. 14b.2.11 ask: When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material? And para. 5.1.11 ask: Are materials stored in a manner to prevent damage or contamination?

Finding: Numerous kits made from UD carbon prepreg tape stored in the material freezer are not stored flat or rolled on a core support. They were found on several shelves bunched up or over hanging the sides of the shelves. There are 60+ kits stored in this freezer. This is systemic finding.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.11			6.2.11			6.			Are signs posted outside the CCA for appropriate prohibition of eating, smoking and drinking?Note: The sign does not need to state "No Smoking" if the supplier has a policy on no smoking within the facility.			Requirement: Checklist para. 6.2.11 ask: Are signs posted outside the CCA for appropriate prohibition of eating, smoking and drinking? Note: The sign does not need to state "No Smoking" if the supplier has a policy on no smoking within the facility.

Finding: No sign is posted outside CCA-2A prohibiting eating and dinking in the CCA.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			4			MINOR			CLOSED			AC7118			A 6-Mar-07			6.1.2			6.1.2			6.			Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?			Requirement: Checklist para. 6.1.2 ask: Is there a documented procedure that describes actions to be taken after a freezer temperature failure and are the actions documented?

Finding: A documented procedure covering the actions to be taken after a cold storage (freezer) temperature failure including the documentation of the actions does not exist.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			5			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.3			11.2.3			11			Are discrepant materials/parts properly tagged/identified and where feasible segregated or removed from the area?			Requirement: Checklist para. 11.2.3 ask: Are discrepant materials/parts tagged/identified and where feasible segregated or removed from the area? And para. 5.1.10 ask: Is expired/rejected material identified and segregated per nonconformance system?

Finding: In CCA-1A, seven (7) spools of carbon tow (slit tape) were not identified as discrepant or out-of-shelf life and were missing there associated out-time logs. The material spool numbers are 0100386-019 through 025 from batches AB060827 / AB060926


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			5			MINOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Requirement: Checklist para. 11.2.3 ask: Are discrepant materials/parts tagged/identified and where feasible segregated or removed from the area? And para. 5.1.10 ask: Is expired/rejected material identified and segregated per nonconformance system?

Finding: In CCA-1A, seven (7) spools of carbon tow (slit tape) were not identified as discrepant or out-of-shelf life and were missing there associated out-time logs. The material spool numbers are 0100386-019 through 025 from batches AB060827 / AB060926


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			5			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.10			5.1.10			5.			Is expired/rejected material identified and segregated per nonconformance system?			Requirement: Checklist para. 11.2.3 ask: Are discrepant materials/parts tagged/identified and where feasible segregated or removed from the area? And para. 5.1.10 ask: Is expired/rejected material identified and segregated per nonconformance system?

Finding: In CCA-1A, seven (7) spools of carbon tow (slit tape) were not identified as discrepant or out-of-shelf life and were missing there associated out-time logs. The material spool numbers are 0100386-019 through 025 from batches AB060827 / AB060926


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Requirement: Checklist para. 22.2.10 ask: Is pot life of the adhesive monitored and controlled? And para. 8.6.9 ask: ) Is pot life of adhesive monitored prior to bonding?

Finding: In the Edge Seal EMA pot life is not monitored from the time part A and B are introduced. The practice is to make several cups of sealant/adhesive by measuring part A and B into the same cup (without a final mix) and storing the cups in a refrigerator for use throughout the day. Pot life monitoring is started after they are removed from the refrigerator and final mixed. The storage temperature is 5-7 degrees C. This processes is not covered in there procedures or work instructions and does not accurately track pot life.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Requirement: Checklist para. 22.2.10 ask: Is pot life of the adhesive monitored and controlled? And para. 8.6.9 ask: ) Is pot life of adhesive monitored prior to bonding?

Finding: In the Edge Seal EMA pot life is not monitored from the time part A and B are introduced. The practice is to make several cups of sealant/adhesive by measuring part A and B into the same cup (without a final mix) and storing the cups in a refrigerator for use throughout the day. Pot life monitoring is started after they are removed from the refrigerator and final mixed. The storage temperature is 5-7 degrees C. This processes is not covered in there procedures or work instructions and does not accurately track pot life.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.3.7			6.3.7			6.			Are process operations seperated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?			Requirement: Checklist para. 22.2.10 ask: Is pot life of the adhesive monitored and controlled? And para. 8.6.9 ask: ) Is pot life of adhesive monitored prior to bonding?

Finding: In the Edge Seal EMA pot life is not monitored from the time part A and B are introduced. The practice is to make several cups of sealant/adhesive by measuring part A and B into the same cup (without a final mix) and storing the cups in a refrigerator for use throughout the day. Pot life monitoring is started after they are removed from the refrigerator and final mixed. The storage temperature is 5-7 degrees C. This processes is not covered in there procedures or work instructions and does not accurately track pot life.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Requirement: Checklist para. 22.2.10 ask: Is pot life of the adhesive monitored and controlled? And para. 8.6.9 ask: ) Is pot life of adhesive monitored prior to bonding?

Finding: In the Edge Seal EMA pot life is not monitored from the time part A and B are introduced. The practice is to make several cups of sealant/adhesive by measuring part A and B into the same cup (without a final mix) and storing the cups in a refrigerator for use throughout the day. Pot life monitoring is started after they are removed from the refrigerator and final mixed. The storage temperature is 5-7 degrees C. This processes is not covered in there procedures or work instructions and does not accurately track pot life.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.3.7			6.3.7			6.			Are process operations seperated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?			Requirement: Checklist para. 6.3.7 ask: Are process operations separated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?

Finding: In the Edge Seal EMA a table used for sanding plastic is position next to the sealant /adhesive mixing area with no defined or controlled separation to prevent contamination. The tables are approximately 6-8 feet apart.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			8			MINOR			CLOSED			AC7118			A 6-Mar-07			6.1.1			6.1.1			6.			Is the cold storage unit equipped with at least a calibrated temperature indicator with log or a calibrated temperature recorder?			Requirement: Checklist para. 6.1.1 ask: Is the cold storage unit equipped with at least a calibrated temperature indicator with log or a calibrated temperature recorder?

Finding: In the Edge Seal EMA a chest freezer containing BMS 8-301H resin used for repairs is not monitored (no log) for temperature. There is a calibrated thermometer in the freezer.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			9			MINOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Requirement: Checklist para. para. 5.1.1 ask: ) Is there a documented procedure describing shelf life, out time, and pot life controls for all materials? 

Finding: KHI shelf life procedure GI-007 (rev. original) is not updated to included new and revised material out-time control logs/records. Example, the -2 form specified in the procedure has been modified to included manufacturing shop order traceability and is being used in manufacturing and a new form named Out-time Control Record (2) (also being used) is not in the procedure.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			9			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			Requirement: Checklist para. para. 5.1.1 ask: ) Is there a documented procedure describing shelf life, out time, and pot life controls for all materials? 

Finding: KHI shelf life procedure GI-007 (rev. original) is not updated to included new and revised material out-time control logs/records. Example, the -2 form specified in the procedure has been modified to included manufacturing shop order traceability and is being used in manufacturing and a new form named Out-time Control Record (2) (also being used) is not in the procedure.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Requirement: Checklist para. 11.2.5 ask: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection) and And para. 5.1.12 ask: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits? And para. 16b.2.4 ask: Are materials used within their shelf life/pot life? And para. 14b.2.6 ask: For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits)

Finding: Out-time log (form -2) for material being cut into kits on the CNC ply cutter in CCA-1B indicates that the material is still in the freezer and an (un-controlled form) additional out-time log attached to the -2 is used to track out-time once material is issued to the CCA (see attachments at checklist para.14b.2.6). Also, an out time log (see 1 sample for spools 005-0013 attach to para.16b.2.4 in the checklist) for 19 (batch AB070310, set 0460, spools 005-023) spools of material in the AFP creel have expired out-time. The material out-time limit is listed as 240 hrs. on the log for handling life. The spools were removed from cold storage on 8/9/2007. To date (8/28/2007) the material has been out for 19 days (456 hrs) exceeding the 240 hr. handing life by 216 hrs. Material is currently in use on the AFP for s/n 007 One Piece Barrel (shop order 849301 p/n 433Z5001-11). This is a systemic finding.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.6			14a-b.2.6			14			For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits)			Requirement: Checklist para. 11.2.5 ask: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection) and And para. 5.1.12 ask: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits? And para. 16b.2.4 ask: Are materials used within their shelf life/pot life? And para. 14b.2.6 ask: For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits)

Finding: Out-time log (form -2) for material being cut into kits on the CNC ply cutter in CCA-1B indicates that the material is still in the freezer and an (un-controlled form) additional out-time log attached to the -2 is used to track out-time once material is issued to the CCA (see attachments at checklist para.14b.2.6). Also, an out time log (see 1 sample for spools 005-0013 attach to para.16b.2.4 in the checklist) for 19 (batch AB070310, set 0460, spools 005-023) spools of material in the AFP creel have expired out-time. The material out-time limit is listed as 240 hrs. on the log for handling life. The spools were removed from cold storage on 8/9/2007. To date (8/28/2007) the material has been out for 19 days (456 hrs) exceeding the 240 hr. handing life by 216 hrs. Material is currently in use on the AFP for s/n 007 One Piece Barrel (shop order 849301 p/n 433Z5001-11). This is a systemic finding.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			16b.2.4			16a-c.2.4			16			Are materials used within their shelf life/pot life/out time?			Requirement: Checklist para. 11.2.5 ask: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection) and And para. 5.1.12 ask: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits? And para. 16b.2.4 ask: Are materials used within their shelf life/pot life? And para. 14b.2.6 ask: For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits)

Finding: Out-time log (form -2) for material being cut into kits on the CNC ply cutter in CCA-1B indicates that the material is still in the freezer and an (un-controlled form) additional out-time log attached to the -2 is used to track out-time once material is issued to the CCA (see attachments at checklist para.14b.2.6). Also, an out time log (see 1 sample for spools 005-0013 attach to para.16b.2.4 in the checklist) for 19 (batch AB070310, set 0460, spools 005-023) spools of material in the AFP creel have expired out-time. The material out-time limit is listed as 240 hrs. on the log for handling life. The spools were removed from cold storage on 8/9/2007. To date (8/28/2007) the material has been out for 19 days (456 hrs) exceeding the 240 hr. handing life by 216 hrs. Material is currently in use on the AFP for s/n 007 One Piece Barrel (shop order 849301 p/n 433Z5001-11). This is a systemic finding.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Requirement: Checklist para. 11.2.5 ask: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection) and And para. 5.1.12 ask: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits? And para. 16b.2.4 ask: Are materials used within their shelf life/pot life? And para. 14b.2.6 ask: For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits)

Finding: Out-time log (form -2) for material being cut into kits on the CNC ply cutter in CCA-1B indicates that the material is still in the freezer and an (un-controlled form) additional out-time log attached to the -2 is used to track out-time once material is issued to the CCA (see attachments at checklist para.14b.2.6). Also, an out time log (see 1 sample for spools 005-0013 attach to para.16b.2.4 in the checklist) for 19 (batch AB070310, set 0460, spools 005-023) spools of material in the AFP creel have expired out-time. The material out-time limit is listed as 240 hrs. on the log for handling life. The spools were removed from cold storage on 8/9/2007. To date (8/28/2007) the material has been out for 19 days (456 hrs) exceeding the 240 hr. handing life by 216 hrs. Material is currently in use on the AFP for s/n 007 One Piece Barrel (shop order 849301 p/n 433Z5001-11). This is a systemic finding.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			10			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			Requirement: Checklist para. 11.2.5 ask: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection) and And para. 5.1.12 ask: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits? And para. 16b.2.4 ask: Are materials used within their shelf life/pot life? And para. 14b.2.6 ask: For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits)

Finding: Out-time log (form -2) for material being cut into kits on the CNC ply cutter in CCA-1B indicates that the material is still in the freezer and an (un-controlled form) additional out-time log attached to the -2 is used to track out-time once material is issued to the CCA (see attachments at checklist para.14b.2.6). Also, an out time log (see 1 sample for spools 005-0013 attach to para.16b.2.4 in the checklist) for 19 (batch AB070310, set 0460, spools 005-023) spools of material in the AFP creel have expired out-time. The material out-time limit is listed as 240 hrs. on the log for handling life. The spools were removed from cold storage on 8/9/2007. To date (8/28/2007) the material has been out for 19 days (456 hrs) exceeding the 240 hr. handing life by 216 hrs. Material is currently in use on the AFP for s/n 007 One Piece Barrel (shop order 849301 p/n 433Z5001-11). This is a systemic finding.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			11			MAJOR			CLOSED			AC7118			A 6-Mar-07			20d.2.1			20a-d.2.1			20			Are curing parameters (e.g. vacuum, time max tool temp, pressure, etc.) monitored, recorded and verified per requirements?			Requirement: Checklist para. 20d.2.1 ask: Are curing parameters (e.g. vacuum, time max tool temp, pressure, etc.) monitored, recorded and verified per requirements?

Finding: A non-calibrated cure oven was found in the Edge Seal EMA that was being used for accelerated curing of small parts. The manufacturing shop order and associated MOP does not provided for this type of curing. Only ambient cure is specified.


			120291			Kevin Canfield			Kawasaki Heavy Industries Ltd			27-Aug-07			INITIAL			Certificate Issued			COMP			Japan			6120482489			11			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Requirement: Checklist para. 20d.2.1 ask: Are curing parameters (e.g. vacuum, time max tool temp, pressure, etc.) monitored, recorded and verified per requirements?

Finding: A non-calibrated cure oven was found in the Edge Seal EMA that was being used for accelerated curing of small parts. The manufacturing shop order and associated MOP does not provided for this type of curing. Only ambient cure is specified.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 asks: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA? And para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?



Finding: Honeycomb procedure 460-AWI-004 (dated 6/17/2005) and secondary bonding areas in assembly for inserts, seals, etc... are not updated to include EMA procedures required by AC 7118 (rev. A) as stated above.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 asks: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA? And para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?



Finding: Honeycomb procedure 460-AWI-004 (dated 6/17/2005) and secondary bonding areas in assembly for inserts, seals, etc... are not updated to include EMA procedures required by AC 7118 (rev. A) as stated above.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 asks: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA? And para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?



Finding: Honeycomb procedure 460-AWI-004 (dated 6/17/2005) and secondary bonding areas in assembly for inserts, seals, etc... are not updated to include EMA procedures required by AC 7118 (rev. A) as stated above.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 asks: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA? And para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?



Finding: Honeycomb procedure 460-AWI-004 (dated 6/17/2005) and secondary bonding areas in assembly for inserts, seals, etc... are not updated to include EMA procedures required by AC 7118 (rev. A) as stated above.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Requirement: Checklist para. 6.3.1 asks: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 asks: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 asks: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 asks: is there a documented procedure established for the cleaning of the EMA? And para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?



Finding: Honeycomb procedure 460-AWI-004 (dated 6/17/2005) and secondary bonding areas in assembly for inserts, seals, etc... are not updated to include EMA procedures required by AC 7118 (rev. A) as stated above.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Requirement: Checklist para. 12a,b.2.13 asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? And para. 14a,b.2.10 asks: Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin? And para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: 2 rolls of prepreg material found in the thaw area outside the kit cutting CCA were found unsupported by their core with the weight of the roll resting on the bottom of the box.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Requirement: Checklist para. 12a,b.2.13 asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? And para. 14a,b.2.10 asks: Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin? And para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: 2 rolls of prepreg material found in the thaw area outside the kit cutting CCA were found unsupported by their core with the weight of the roll resting on the bottom of the box.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			14a.2.10			14a-b.2.10			14			Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Requirement: Checklist para. 12a,b.2.13 asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? And para. 14a,b.2.10 asks: Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin? And para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: 2 rolls of prepreg material found in the thaw area outside the kit cutting CCA were found unsupported by their core with the weight of the roll resting on the bottom of the box.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.10			14a-b.2.10			14			Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin?			Requirement: Checklist para. 12a,b.2.13 asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? And para. 14a,b.2.10 asks: Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin? And para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: 2 rolls of prepreg material found in the thaw area outside the kit cutting CCA were found unsupported by their core with the weight of the roll resting on the bottom of the box.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Requirement: Checklist para. 12a,b.2.13 asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? And para. 14a,b.2.10 asks: Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin? And para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: 2 rolls of prepreg material found in the thaw area outside the kit cutting CCA were found unsupported by their core with the weight of the roll resting on the bottom of the box.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			20d.2.7			20a-d.2.7			20			Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			Requirement: Checklist para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? And para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding?

Finding: Core potting area and Interior assembly area where secondary bonding of inserts is performed has no means of monitoring or controlling the pot life of 2-part adhesive, sealant and potting materials. This is a systemic finding.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Requirement: Checklist para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? And para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding?

Finding: Core potting area and Interior assembly area where secondary bonding of inserts is performed has no means of monitoring or controlling the pot life of 2-part adhesive, sealant and potting materials. This is a systemic finding.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Requirement: Checklist para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? And para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding?

Finding: Core potting area and Interior assembly area where secondary bonding of inserts is performed has no means of monitoring or controlling the pot life of 2-part adhesive, sealant and potting materials. This is a systemic finding.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			4			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.6			22.2.6			22			Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Requirement: Checklist para. 8.6.7 and 22.2.6 asks: ) Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?  NOTE: This does not apply to automatic dispensers or pre-mix kits.



Finding: The core potting activity does not have a validation method for potting mix ratios. The operator is not approved for self verification and no quality assurance witness or subsequent test are performed.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			4			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.7			8.6.7			8.			Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Requirement: Checklist para. 8.6.7 and 22.2.6 asks: ) Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?  NOTE: This does not apply to automatic dispensers or pre-mix kits.



Finding: The core potting activity does not have a validation method for potting mix ratios. The operator is not approved for self verification and no quality assurance witness or subsequent test are performed.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			5			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.13			10.1.13			10			Do documented procedures establish a policy for replacement and re-testing?			Requirement: Checklist para. 10.1.4 asks: Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? And para. 10.1.6 asks: Are procedures in place to protect specimens from damage prior to test? And para. 10.1.13 asks: Do documented procedures establish a policy for replacement and re-testing?



Finding: Laboratory procedure 500-ORG-102 dated 8/28/2007 has not been updated to include the inspection of purchased testing tools/fixtures, the protection of test specimens, and a policy for replacement and re-testing as stated above. All practices were found acceptable.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			5			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Requirement: Checklist para. 10.1.4 asks: Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? And para. 10.1.6 asks: Are procedures in place to protect specimens from damage prior to test? And para. 10.1.13 asks: Do documented procedures establish a policy for replacement and re-testing?



Finding: Laboratory procedure 500-ORG-102 dated 8/28/2007 has not been updated to include the inspection of purchased testing tools/fixtures, the protection of test specimens, and a policy for replacement and re-testing as stated above. All practices were found acceptable.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			5			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.6			10.1.6			10			Are procedures in place to protect specimens from damage prior to test?			Requirement: Checklist para. 10.1.4 asks: Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing? And para. 10.1.6 asks: Are procedures in place to protect specimens from damage prior to test? And para. 10.1.13 asks: Do documented procedures establish a policy for replacement and re-testing?



Finding: Laboratory procedure 500-ORG-102 dated 8/28/2007 has not been updated to include the inspection of purchased testing tools/fixtures, the protection of test specimens, and a policy for replacement and re-testing as stated above. All practices were found acceptable.


			118541			Kevin Canfield			Hexcel Kent			04-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111810002			6			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.17			6.2.17			6.			Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?			Requirement: Checklist para. 6.2.17 asks: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?



Finding: During a job audit in the General CCA, 2 layup operators were observed leaving the clean room wearing smocks and then returning to the CCA without changing the smocks per internal procedure 460-AWI-003 dated 9/4/2007.


			121488			David Kennedy			NUCAP-Spirit AeroSystems Inc			04-Sep-07			INITIAL			Accredited			COMP			United States			6121227805			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.9			10.1.9			10			Are specimens tested in a monitored atmosphere that complies with specified test method or customer requirements?			Paragraphs 10.1.9 and 23a.2.6 require that receiving tests be performed in a monitored atmosphere that complies with the test method procedure (75F+-10F). While performing job audit 23A, atmosphere monitoring equipment was not available in the test laboratory. Note: The monitoring instrument was apparently removed for calibration and was returned to the laboratory soon after the test was complete.


			121488			David Kennedy			NUCAP-Spirit AeroSystems Inc			04-Sep-07			INITIAL			Accredited			COMP			United States			6121227805			1			MINOR			CLOSED			AC7118			A 6-Mar-07			23a.2.6			23a-b.2.6, c.2.7			23			Are specimens tested in a monitored atmosphere that complies with specified test method?			Paragraphs 10.1.9 and 23a.2.6 require that receiving tests be performed in a monitored atmosphere that complies with the test method procedure (75F+-10F). While performing job audit 23A, atmosphere monitoring equipment was not available in the test laboratory. Note: The monitoring instrument was apparently removed for calibration and was returned to the laboratory soon after the test was complete.


			121488			David Kennedy			NUCAP-Spirit AeroSystems Inc			04-Sep-07			INITIAL			Accredited			COMP			United States			6121227805			2			MINOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Paragraphs 14a.2.10, 14a.2.11 and 5.1.11 require that rolls/kits of prepreg and adhesive film be stored and handled in a manner that prevents damage and cold flow of resin. Three rolls of prepreg were found in the freezer laying horizontally, unsupported by the center roll ends. Also, "slit" rolls of prepreg (rolls that are cut in segments so that the width will match part dimensions when material is unrolled and kitted) stacked vertically ( up to five rolls) without support .


			121488			David Kennedy			NUCAP-Spirit AeroSystems Inc			04-Sep-07			INITIAL			Accredited			COMP			United States			6121227805			2			MINOR			CLOSED			AC7118			A 6-Mar-07			14a.2.10			14a-b.2.10			14			Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Paragraphs 14a.2.10, 14a.2.11 and 5.1.11 require that rolls/kits of prepreg and adhesive film be stored and handled in a manner that prevents damage and cold flow of resin. Three rolls of prepreg were found in the freezer laying horizontally, unsupported by the center roll ends. Also, "slit" rolls of prepreg (rolls that are cut in segments so that the width will match part dimensions when material is unrolled and kitted) stacked vertically ( up to five rolls) without support .


			121488			David Kennedy			NUCAP-Spirit AeroSystems Inc			04-Sep-07			INITIAL			Accredited			COMP			United States			6121227805			2			MINOR			CLOSED			AC7118			A 6-Mar-07			14a.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			Paragraphs 14a.2.10, 14a.2.11 and 5.1.11 require that rolls/kits of prepreg and adhesive film be stored and handled in a manner that prevents damage and cold flow of resin. Three rolls of prepreg were found in the freezer laying horizontally, unsupported by the center roll ends. Also, "slit" rolls of prepreg (rolls that are cut in segments so that the width will match part dimensions when material is unrolled and kitted) stacked vertically ( up to five rolls) without support .


			121488			David Kennedy			NUCAP-Spirit AeroSystems Inc			04-Sep-07			INITIAL			Accredited			COMP			United States			6121227805			2			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Paragraphs 14a.2.10, 14a.2.11 and 5.1.11 require that rolls/kits of prepreg and adhesive film be stored and handled in a manner that prevents damage and cold flow of resin. Three rolls of prepreg were found in the freezer laying horizontally, unsupported by the center roll ends. Also, "slit" rolls of prepreg (rolls that are cut in segments so that the width will match part dimensions when material is unrolled and kitted) stacked vertically ( up to five rolls) without support .


			121488			David Kennedy			NUCAP-Spirit AeroSystems Inc			04-Sep-07			INITIAL			Accredited			COMP			United States			6121227805			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that work instructions accurately reflect the manufacturing process. While performing job audit 16b, the work instruction called out for the installation of "Aluminum Tip locator details". These locators were identified with tool ID T-4956850-601 through-605. The tool ID number was not called out in the work instruction nor was "Aluminum Tip locator details" imprinted on the tools. Also, the location of the tooling was not defined in the work instructions.


			120910			Harry Coffee			Nordam Group			06-Sep-07			REACCRED			Certificate Issued			COMP			United States			6108297984			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  Nordam performs potting in an area that is not designated as an EMA.  The area has multiple uses, including manual trimming and drilling.  During the job audit for miscellaneous bonding and potting, one nearby technician was using compressed air to sweep the floor, and two others were using brooms.


			120910			Harry Coffee			Nordam Group			06-Sep-07			REACCRED			Certificate Issued			COMP			United States			6108297984			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  Nordam performs potting in an area that is not designated as an EMA.  The area has multiple uses, including manual trimming and drilling.  During the job audit for miscellaneous bonding and potting, one nearby technician was using compressed air to sweep the floor, and two others were using brooms.


			120910			Harry Coffee			Nordam Group			06-Sep-07			REACCRED			Certificate Issued			COMP			United States			6108297984			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  Nordam performs potting in an area that is not designated as an EMA.  The area has multiple uses, including manual trimming and drilling.  During the job audit for miscellaneous bonding and potting, one nearby technician was using compressed air to sweep the floor, and two others were using brooms.


			120910			Harry Coffee			Nordam Group			06-Sep-07			REACCRED			Certificate Issued			COMP			United States			6108297984			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  Nordam performs potting in an area that is not designated as an EMA.  The area has multiple uses, including manual trimming and drilling.  During the job audit for miscellaneous bonding and potting, one nearby technician was using compressed air to sweep the floor, and two others were using brooms.


			120910			Harry Coffee			Nordam Group			06-Sep-07			REACCRED			Certificate Issued			COMP			United States			6108297984			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  Nordam performs potting in an area that is not designated as an EMA.  The area has multiple uses, including manual trimming and drilling.  During the job audit for miscellaneous bonding and potting, one nearby technician was using compressed air to sweep the floor, and two others were using brooms.


			120910			Harry Coffee			Nordam Group			06-Sep-07			REACCRED			Certificate Issued			COMP			United States			6108297984			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  Nordam performs potting in an area that is not designated as an EMA.  The area has multiple uses, including manual trimming and drilling.  During the job audit for miscellaneous bonding and potting, one nearby technician was using compressed air to sweep the floor, and two others were using brooms.


			120910			Harry Coffee			Nordam Group			06-Sep-07			REACCRED			Certificate Issued			COMP			United States			6108297984			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.7			6.3.7			6.			Are process operations seperated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  Nordam performs potting in an area that is not designated as an EMA.  The area has multiple uses, including manual trimming and drilling.  During the job audit for miscellaneous bonding and potting, one nearby technician was using compressed air to sweep the floor, and two others were using brooms.


			120910			Harry Coffee			Nordam Group			06-Sep-07			REACCRED			Certificate Issued			COMP			United States			6108297984			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.3			11.4.3			11			Are personnel wearing the appropriate attire per customer requirements?			The requirement is that personnel wear the appropriate attire per customer requirements.  The lab technician performing the audited physical test (adhesive film weight) handled one of the test specimens with his bare hands.


			118722			Sean Walsh			Turkish Aerospace Industries Inc (TAI)			10-Sep-07			REACCRED			Certificate Issued			COMP			Turkey			6109653103			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Requirement:
AC 7118 Rev A, 11.3.2, 16c.2.5
Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process (including the proper sequence)?  Are processes being performed in the CCA/EMA compliant to the documented procedure?

Finding:
During metallic-core, sandwich-laminate lay-up for job audit #16c (shop order #S0133309, P/N 7023-07052-042), some observed processing steps such as the sequence of laying-up bleeder/prepreg materials were absent from the job order.  Review of specification SS8888 indicated requirement for more specific processing instructions in sequence.  Manufacturing Engineer reviewed situation immediately, and updated shop order with a CAD graphic illustration and inserted sequential instructions within a few hours of my observation, thus meeting requirements to my satisfaction.


			118722			Sean Walsh			Turkish Aerospace Industries Inc (TAI)			10-Sep-07			REACCRED			Certificate Issued			COMP			Turkey			6109653103			1			MINOR			CLOSED			AC7118			A 6-Mar-07			16c.2.5			16a-c.2.5			16			Are processes being performed in the CCA/EMA compliant to the documented procedure?			Requirement:
AC 7118 Rev A, 11.3.2, 16c.2.5
Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process (including the proper sequence)?  Are processes being performed in the CCA/EMA compliant to the documented procedure?

Finding:
During metallic-core, sandwich-laminate lay-up for job audit #16c (shop order #S0133309, P/N 7023-07052-042), some observed processing steps such as the sequence of laying-up bleeder/prepreg materials were absent from the job order.  Review of specification SS8888 indicated requirement for more specific processing instructions in sequence.  Manufacturing Engineer reviewed situation immediately, and updated shop order with a CAD graphic illustration and inserted sequential instructions within a few hours of my observation, thus meeting requirements to my satisfaction.


			120786			Harry Coffee			Apex Composites LLC			10-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111347180			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  During the job audit for autoclave curing, a technician was observed to be applying potting compound in an area that is not a designated EMA, although the conditions in the area meet requirements for application of potting compound.  Apex does not have a documented procedure for EMAs.  The majority of potting application is performed in the CCA.


			120786			Harry Coffee			Apex Composites LLC			10-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111347180			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  During the job audit for autoclave curing, a technician was observed to be applying potting compound in an area that is not a designated EMA, although the conditions in the area meet requirements for application of potting compound.  Apex does not have a documented procedure for EMAs.  The majority of potting application is performed in the CCA.


			120786			Harry Coffee			Apex Composites LLC			10-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111347180			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  During the job audit for autoclave curing, a technician was observed to be applying potting compound in an area that is not a designated EMA, although the conditions in the area meet requirements for application of potting compound.  Apex does not have a documented procedure for EMAs.  The majority of potting application is performed in the CCA.


			120786			Harry Coffee			Apex Composites LLC			10-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111347180			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  During the job audit for autoclave curing, a technician was observed to be applying potting compound in an area that is not a designated EMA, although the conditions in the area meet requirements for application of potting compound.  Apex does not have a documented procedure for EMAs.  The majority of potting application is performed in the CCA.


			120786			Harry Coffee			Apex Composites LLC			10-Sep-07			REACCRED			Certificate Issued			COMP			United States			6111347180			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			The requirement is that there be a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA.  During the job audit for autoclave curing, a technician was observed to be applying potting compound in an area that is not a designated EMA, although the conditions in the area meet requirements for application of potting compound.  Apex does not have a documented procedure for EMAs.  The majority of potting application is performed in the CCA.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.4			10.1.4			10			Are documented procedures established to inspect and validate testing tool fixtures or tools purchased to a drawing?			Procedure does not exsist for validation of testing tool fixtures.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			2			MINOR			CLOSED			AC7118			A 6-Mar-07			14b.2.10			14a-b.2.10			14			Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin?			Rolls of prepreg were not supported in the Thawing area.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			3			MINOR			CLOSED			AC7118			A 6-Mar-07			16a.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Heating tools were not calibrated or controlled to a maximum temperature.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			3			MINOR			CLOSED			AC7118			A 6-Mar-07			16b.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Heating tools were not calibrated or controlled to a maximum temperature.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			3			MINOR			CLOSED			AC7118			A 6-Mar-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			Heating tools were not calibrated or controlled to a maximum temperature.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			4			MINOR			CLOSED			AC7118			A 6-Mar-07			20a.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			Out time of temperature sensitive material was not verified after cure.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			5			MINOR			CLOSED			AC7118			A 6-Mar-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Reference purchase order 10700516 Job audit 12b The specification quoted was AIMS 10-01-006 (No revision  number was stated on the purchase order and  specification IPS10-01-006 rev 3 was stated on the incoming certificate from Henkal.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			6			MINOR			VOID			AC7118			A 6-Mar-07			8.1.1			8.1.1			8.			Is the equipmnet used for the verification of product and process conformity calibrated?			Thermocouple purchased in 2003  are not  re-calibrated.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			7			MINOR			VOID			AC7118			A 6-Mar-07			17.2.8			17.2.8			17			Does the supplier have an approved thermal profile on file per customer requirements?			No thermal profiles for tooling conducted or on file.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			7			MINOR			VOID			AC7118			A 6-Mar-07			7.6.1			7.6.1			7.			Are records of  thermal profiles on file, per customer requirements?			No thermal profiles for tooling conducted or on file.


			121121			Dimple Matharoo			Composystem			10-Sep-07			INITIAL			Certificate Issued			COMP			Spain			6113997321			7			MINOR			VOID			AC7118			A 6-Mar-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			No thermal profiles for tooling conducted or on file.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			1			MAJOR			CLOSED			AC7118			A 29-Jan-07			14b.2.10			14a-b.2.10			14			Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin?			Requirement:
AC 7118 Rev A: 5.1.11, 14b2.10 and 14b2.11
Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Two (2) boxes containing rolls of prepreg in CCA freezer #2 were not supported by a core.  Also, a wooden cradle used for holding roll-goods temporarily prior to loading onto the dispensing spindle of the CNC ply cutter visibly damaged a roll of prepreg with a deep, cold-flow indentation.  Cradle supported about 3/4 of the length of the prepreg roll leaving the remainder cantilevered over the edge.  The weight of the roll at the cradle's edge caused a cold-flow indentation.  Cradle was removed from service shortly after this finding.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			1			MAJOR			CLOSED			AC7118			A 29-Jan-07			14b.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			Requirement:
AC 7118 Rev A: 5.1.11, 14b2.10 and 14b2.11
Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Two (2) boxes containing rolls of prepreg in CCA freezer #2 were not supported by a core.  Also, a wooden cradle used for holding roll-goods temporarily prior to loading onto the dispensing spindle of the CNC ply cutter visibly damaged a roll of prepreg with a deep, cold-flow indentation.  Cradle supported about 3/4 of the length of the prepreg roll leaving the remainder cantilevered over the edge.  The weight of the roll at the cradle's edge caused a cold-flow indentation.  Cradle was removed from service shortly after this finding.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			1			MAJOR			CLOSED			AC7118			A 29-Jan-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Requirement:
AC 7118 Rev A: 5.1.11, 14b2.10 and 14b2.11
Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Two (2) boxes containing rolls of prepreg in CCA freezer #2 were not supported by a core.  Also, a wooden cradle used for holding roll-goods temporarily prior to loading onto the dispensing spindle of the CNC ply cutter visibly damaged a roll of prepreg with a deep, cold-flow indentation.  Cradle supported about 3/4 of the length of the prepreg roll leaving the remainder cantilevered over the edge.  The weight of the roll at the cradle's edge caused a cold-flow indentation.  Cradle was removed from service shortly after this finding.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			Requirement:
AC 7118 Rev A, 11.2.4
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
During tool-prep audit (#13), mold-release container lacked visible markings on the label though it was color-coded red to indicate use solely for mold-release.  Also, during misc-bonding audit (#23), two containers of solvent could not be identified because the label markings had vanished due to solvent exposure.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			3			MAJOR			VOID			AC7118			A 29-Jan-07			16a.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Requirement:
AC 7118 Rev A 8.1.4, 16a/b2.16
Are heating tools controlled to a maximum temperature per customer or supplier requirements?  Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?

Finding:
Prepreg lay-up (#16a and 16b) involved the use of digital-indicator heat guns set between 50 - 60C.  The detailed work procedure, approved as a Technique Sheet with Airbus-UK ABP 6-2185, noted a maximum allowed heat gun temperature of <65C.  Although the heat guns were set below the maximum allowed none were calibrated in order to ensure that the output temperatures were under control.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			3			MAJOR			VOID			AC7118			A 29-Jan-07			16b.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Requirement:
AC 7118 Rev A 8.1.4, 16a/b2.16
Are heating tools controlled to a maximum temperature per customer or supplier requirements?  Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?

Finding:
Prepreg lay-up (#16a and 16b) involved the use of digital-indicator heat guns set between 50 - 60C.  The detailed work procedure, approved as a Technique Sheet with Airbus-UK ABP 6-2185, noted a maximum allowed heat gun temperature of <65C.  Although the heat guns were set below the maximum allowed none were calibrated in order to ensure that the output temperatures were under control.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			3			MAJOR			VOID			AC7118			A 29-Jan-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			Requirement:
AC 7118 Rev A 8.1.4, 16a/b2.16
Are heating tools controlled to a maximum temperature per customer or supplier requirements?  Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?

Finding:
Prepreg lay-up (#16a and 16b) involved the use of digital-indicator heat guns set between 50 - 60C.  The detailed work procedure, approved as a Technique Sheet with Airbus-UK ABP 6-2185, noted a maximum allowed heat gun temperature of <65C.  Although the heat guns were set below the maximum allowed none were calibrated in order to ensure that the output temperatures were under control.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement:
AC 7118 Rev 12a.2.1, 12b.2.1, 12c.2.1, 12d.2.1
Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding:
Purchasing contracts require prepreg, adhesive, core, and core detail suppliers to look-up the latest product specification revision via Airbus Online Product Digest.  However, the CoC's for prepreg, core and core detail noted an obsolete revision.  Only the adhesive CoC referenced an up-to-date spec revision.  Also, in all four cases, Material Receiving Dept. did not validate whether or not delivered product conformed to latest spec revision.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement:
AC 7118 Rev 12a.2.1, 12b.2.1, 12c.2.1, 12d.2.1
Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding:
Purchasing contracts require prepreg, adhesive, core, and core detail suppliers to look-up the latest product specification revision via Airbus Online Product Digest.  However, the CoC's for prepreg, core and core detail noted an obsolete revision.  Only the adhesive CoC referenced an up-to-date spec revision.  Also, in all four cases, Material Receiving Dept. did not validate whether or not delivered product conformed to latest spec revision.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			12c.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement:
AC 7118 Rev 12a.2.1, 12b.2.1, 12c.2.1, 12d.2.1
Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding:
Purchasing contracts require prepreg, adhesive, core, and core detail suppliers to look-up the latest product specification revision via Airbus Online Product Digest.  However, the CoC's for prepreg, core and core detail noted an obsolete revision.  Only the adhesive CoC referenced an up-to-date spec revision.  Also, in all four cases, Material Receiving Dept. did not validate whether or not delivered product conformed to latest spec revision.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			4			MAJOR			CLOSED			AC7118			A 29-Jan-07			12d.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement:
AC 7118 Rev 12a.2.1, 12b.2.1, 12c.2.1, 12d.2.1
Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding:
Purchasing contracts require prepreg, adhesive, core, and core detail suppliers to look-up the latest product specification revision via Airbus Online Product Digest.  However, the CoC's for prepreg, core and core detail noted an obsolete revision.  Only the adhesive CoC referenced an up-to-date spec revision.  Also, in all four cases, Material Receiving Dept. did not validate whether or not delivered product conformed to latest spec revision.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			5			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, 6.3.3, 6.3.4, and 6.3.5
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?  Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?  Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking).  Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?

Finding:
Quality System policies do not cover EMA definition and requirements explicitly.  In spite of this lapse the entire manufacturing facility operated as if there was an implicit understanding that these policies were in place.  No violations of any prohibited activity were observed, despite absence of required policies and posted signage.  Dust-producing operations are segregated within walled or curtain-enclosed areas.  Release agents are applied in a mostly enclosed area next to a far wall within the building.  Central, computerized climate-control (HVAC) system maintains entire building temperature at 23C year-round.  Computer monitor displayed air-flow diagram and temperature to 1/10th of a degree Celsius, but sensor was not calibrated.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			5			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, 6.3.3, 6.3.4, and 6.3.5
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?  Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?  Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking).  Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?

Finding:
Quality System policies do not cover EMA definition and requirements explicitly.  In spite of this lapse the entire manufacturing facility operated as if there was an implicit understanding that these policies were in place.  No violations of any prohibited activity were observed, despite absence of required policies and posted signage.  Dust-producing operations are segregated within walled or curtain-enclosed areas.  Release agents are applied in a mostly enclosed area next to a far wall within the building.  Central, computerized climate-control (HVAC) system maintains entire building temperature at 23C year-round.  Computer monitor displayed air-flow diagram and temperature to 1/10th of a degree Celsius, but sensor was not calibrated.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			5			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, 6.3.3, 6.3.4, and 6.3.5
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?  Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?  Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking).  Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?

Finding:
Quality System policies do not cover EMA definition and requirements explicitly.  In spite of this lapse the entire manufacturing facility operated as if there was an implicit understanding that these policies were in place.  No violations of any prohibited activity were observed, despite absence of required policies and posted signage.  Dust-producing operations are segregated within walled or curtain-enclosed areas.  Release agents are applied in a mostly enclosed area next to a far wall within the building.  Central, computerized climate-control (HVAC) system maintains entire building temperature at 23C year-round.  Computer monitor displayed air-flow diagram and temperature to 1/10th of a degree Celsius, but sensor was not calibrated.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			5			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, 6.3.3, 6.3.4, and 6.3.5
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?  Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?  Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking).  Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?

Finding:
Quality System policies do not cover EMA definition and requirements explicitly.  In spite of this lapse the entire manufacturing facility operated as if there was an implicit understanding that these policies were in place.  No violations of any prohibited activity were observed, despite absence of required policies and posted signage.  Dust-producing operations are segregated within walled or curtain-enclosed areas.  Release agents are applied in a mostly enclosed area next to a far wall within the building.  Central, computerized climate-control (HVAC) system maintains entire building temperature at 23C year-round.  Computer monitor displayed air-flow diagram and temperature to 1/10th of a degree Celsius, but sensor was not calibrated.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			5			MINOR			CLOSED			AC7118			A 29-Jan-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, 6.3.3, 6.3.4, and 6.3.5
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?  Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?  Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking).  Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?

Finding:
Quality System policies do not cover EMA definition and requirements explicitly.  In spite of this lapse the entire manufacturing facility operated as if there was an implicit understanding that these policies were in place.  No violations of any prohibited activity were observed, despite absence of required policies and posted signage.  Dust-producing operations are segregated within walled or curtain-enclosed areas.  Release agents are applied in a mostly enclosed area next to a far wall within the building.  Central, computerized climate-control (HVAC) system maintains entire building temperature at 23C year-round.  Computer monitor displayed air-flow diagram and temperature to 1/10th of a degree Celsius, but sensor was not calibrated.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			6			MINOR			CLOSED			AC7118			A 29-Jan-07			6.2.11			6.2.11			6.			Are signs posted outside the CCA for appropriate prohibition of eating, smoking and drinking?Note: The sign does not need to state "No Smoking" if the supplier has a policy on no smoking within the facility.			Requirement:
AC 7118 Rev A 6.2.11
Are signs posted outside the CCA for appropriate prohibition of eating, smoking and drinking?

Finding:
Signage prohibiting eating and drinking were absent from outside both entryways to the CCA.  (Finnish law prohibits smoking inside all work places.)  No violations were observed in accordance with the training and documented policies that prohibit these activities.  Signs were posted later during the audit.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			7			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.13			10.1.13			10			Do documented procedures establish a policy for replacement and re-testing?			Requirement:
AC 7118 Rev A 10.1.1a and 10.1.13
Does the Quality Management System require the laboratory to participate in the organization or planning of: (a.) definition and selection of equipment?  Do documented procedures establish a policy for replacement and re-testing?

Finding:
Quality Management System policies governing laboratory activities are missing some items.  There is no requirement for laboratory involvement in definition and selection of testing equipment needed for process control.  Also, there is no procedure on replacement and re-testing of specimens.  Despite absence of explicit procedure on retesting, training appears to implicitly address this policy lapse: during thermal analysis audit (#23a), DSC exotherm failed to reach baseline before temperature program had ended, and the operator correctly decided to re-test with a new sample.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			7			MINOR			CLOSED			AC7118			A 29-Jan-07			10.1.1-a.			10.1.1-a.			10			Definition and selection of equipment.			Requirement:
AC 7118 Rev A 10.1.1a and 10.1.13
Does the Quality Management System require the laboratory to participate in the organization or planning of: (a.) definition and selection of equipment?  Do documented procedures establish a policy for replacement and re-testing?

Finding:
Quality Management System policies governing laboratory activities are missing some items.  There is no requirement for laboratory involvement in definition and selection of testing equipment needed for process control.  Also, there is no procedure on replacement and re-testing of specimens.  Despite absence of explicit procedure on retesting, training appears to implicitly address this policy lapse: during thermal analysis audit (#23a), DSC exotherm failed to reach baseline before temperature program had ended, and the operator correctly decided to re-test with a new sample.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			8			MINOR			CLOSED			AC7118			A 29-Jan-07			4.4.1			4.4.1			4.			Are documented procedures established to control the software (including firmware) used in the automated design, inspection, test or manufacture of products?			Requirement:
AC 7118 Rev A 4.4.11
Are documented procedures established to control the software (including firmware) used in the automated design, inspection, test or manufacture of products?

Finding:
General Quality System policy covers procedures for controlling software but not firmware.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			9			MINOR			CLOSED			AC7118			A 29-Jan-07			21b.2.3			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Requirement:
AC 7118 Rev A 21b.2.4
Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?

Finding:
Vacuum-table jig used for CNC edge-routing audit (#21b) of part D52856010005 did not have an identification plate, though it was marked with an "R" and "L" on the appropriate sides.  Inspection of other jigs not connected directly to the audit failed to find another example of a missing id tag.


			119415			Sean Walsh			Patria Aerostructures Oy			17-Sep-07			INITIAL			Certificate Issued			COMP			Finland			6115026481			10			MINOR			VOID			AC7118			A 29-Jan-07			10.1.2-a.			10.1.2-a.			10			Detailed testing methods.			Requirement:
AC 7118 Rev A, 10.1.2a
Does the supplier have documented procedures for the following? 
a. Detailed testing methods.

Finding:
During mechanical property testing audit (#23a), the testing work order referenced the necessary test standard, but a detailed testing method was absent.  A detailed testing method was available for a formerly used testing machine, but not for the new machine now in service.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			1			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.3			10.1.3			10			Do the documented test procedures reference the customer's specifications?			Requirement: AC7118 checklist para. 10.1.3 asks: Do the documented test procedures reference the customer's specifications? And para. 23a,b,c.2.1 asks: Do the work instruction or documented test procedures reference the customer's testing specification and/or testing standard?

Finding: Laboratory procedures or work instructions do specify the customer specification however they do not specify the specification revision level for the test performed.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			1			MINOR			CLOSED			AC7118			A 6-Mar-07			23a.2.1			23a-c.2.1			23			Do the work instruction or documented test procedures reference the customer's testing specification and/or testing standard?			Requirement: AC7118 checklist para. 10.1.3 asks: Do the documented test procedures reference the customer's specifications? And para. 23a,b,c.2.1 asks: Do the work instruction or documented test procedures reference the customer's testing specification and/or testing standard?

Finding: Laboratory procedures or work instructions do specify the customer specification however they do not specify the specification revision level for the test performed.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			1			MINOR			CLOSED			AC7118			A 6-Mar-07			23b.2.1			23a-c.2.1			23			Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard?			Requirement: AC7118 checklist para. 10.1.3 asks: Do the documented test procedures reference the customer's specifications? And para. 23a,b,c.2.1 asks: Do the work instruction or documented test procedures reference the customer's testing specification and/or testing standard?

Finding: Laboratory procedures or work instructions do specify the customer specification however they do not specify the specification revision level for the test performed.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			1			MINOR			CLOSED			AC7118			A 6-Mar-07			23c.2.1			23a-c.2.1			23			Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard?			Requirement: AC7118 checklist para. 10.1.3 asks: Do the documented test procedures reference the customer's specifications? And para. 23a,b,c.2.1 asks: Do the work instruction or documented test procedures reference the customer's testing specification and/or testing standard?

Finding: Laboratory procedures or work instructions do specify the customer specification however they do not specify the specification revision level for the test performed.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.2.2			11.2.2			11			Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits?			Requirement: AC7118 checklist para.11.2.2  asks: Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits? And para.11.2.5 asks: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection) and para.14b.2.6 asks: For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits) and para. 5.1.12 asks: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?

Finding: A review of the kitting freezer temperature chart for Sept 9-10, 2007 shows a temperature excursion for a 24 hour period. A review of the out-time logs for the material and kits stored in the freezer during this period revealed that only 6 of approximately 30 items were updated to reflect the out time.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Requirement: AC7118 checklist para.11.2.2  asks: Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits? And para.11.2.5 asks: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection) and para.14b.2.6 asks: For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits) and para. 5.1.12 asks: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?

Finding: A review of the kitting freezer temperature chart for Sept 9-10, 2007 shows a temperature excursion for a 24 hour period. A review of the out-time logs for the material and kits stored in the freezer during this period revealed that only 6 of approximately 30 items were updated to reflect the out time.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.6			14a-b.2.6			14			For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits)			Requirement: AC7118 checklist para.11.2.2  asks: Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits? And para.11.2.5 asks: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection) and para.14b.2.6 asks: For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits) and para. 5.1.12 asks: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?

Finding: A review of the kitting freezer temperature chart for Sept 9-10, 2007 shows a temperature excursion for a 24 hour period. A review of the out-time logs for the material and kits stored in the freezer during this period revealed that only 6 of approximately 30 items were updated to reflect the out time.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			Requirement: AC7118 checklist para.11.2.2  asks: Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits? And para.11.2.5 asks: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection) and para.14b.2.6 asks: For temperature sensitive materials, are all material shelf life/freezer logs updated to reflect out time? (This applies both to the parent material and the kits) and para. 5.1.12 asks: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?

Finding: A review of the kitting freezer temperature chart for Sept 9-10, 2007 shows a temperature excursion for a 24 hour period. A review of the out-time logs for the material and kits stored in the freezer during this period revealed that only 6 of approximately 30 items were updated to reflect the out time.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			3			MINOR			CLOSED			AC7118			A 6-Mar-07			20a.2.8			20a-c.2.8			20			Is the curing of parts performed in approved equipment per customer requirements?			Requirement: AC7118 checklist para. 20a.2.8 asks: Is the curing of parts performed in approved equipment per customer requirements? And RPS 24.11 issue B para. 3.1.1.2 requires Goodrich approval for autoclaves and ovens.

Finding: Autoclave #6 in building 2 is being used to cure Goodrich parts with no evidence of Goodrich approval. (A telephone conference with Bill Nickels from Goodrich provided verbal approval during the audit)


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			21b.2.2			21b.2.2			21			Is the software control program used correct as per work instructions?			Requirement: AC7118 checklist para. 21b.2.2 asks: Is the software control program used (CNC milling) correct as per work instructions?

Finding: Work order GR-0027-0725 for p/n 745-0408-503-999 does not specify the CNC program for machining. This is a non-sustaining finding from audit 114191 NCR #1.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			5			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: AC7118 checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks:  Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?

Finding: EMA procedures for potting and sealant/adhesive areas are not updated to include the above stated requirements.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			5			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: AC7118 checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks:  Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?

Finding: EMA procedures for potting and sealant/adhesive areas are not updated to include the above stated requirements.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			5			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Requirement: AC7118 checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks:  Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?

Finding: EMA procedures for potting and sealant/adhesive areas are not updated to include the above stated requirements.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			15a.2.3			15a-b.2.3			15			Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)?			Requirement: AC7118 checklist para. 15a,b.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? And para. 8.8.3 asks: Are removable and fly-away stabilization materials used in conjunction with customer/supplier requirements?

Finding: Double back tape (manufacture is Linear) used to tape templates to the core for stabilization during cutting and chamfering is not an approved tape customer specification per Z-24.273. Tape was being used on work orders A400C-344-0013 and A400C-350-0017.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			15b.2.3			15a-b.2.3			15			Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)?			Requirement: AC7118 checklist para. 15a,b.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? And para. 8.8.3 asks: Are removable and fly-away stabilization materials used in conjunction with customer/supplier requirements?

Finding: Double back tape (manufacture is Linear) used to tape templates to the core for stabilization during cutting and chamfering is not an approved tape customer specification per Z-24.273. Tape was being used on work orders A400C-344-0013 and A400C-350-0017.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			6			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.8.3			8.8.3			8.			Are removable and fly-away stabilization materials used in conjunction with customer/supplier requirements?			Requirement: AC7118 checklist para. 15a,b.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? And para. 8.8.3 asks: Are removable and fly-away stabilization materials used in conjunction with customer/supplier requirements?

Finding: Double back tape (manufacture is Linear) used to tape templates to the core for stabilization during cutting and chamfering is not an approved tape customer specification per Z-24.273. Tape was being used on work orders A400C-344-0013 and A400C-350-0017.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.14			22.2.14			22			Is the assembly completed per customer requirements?			Requirement: AC7118 checklist para.22.2.14 asks: Is the assembly completed per customer requirements?

Finding: During core potting job audit 22 the cure requirements for the co-cured core potting was reviewed. The customer specification, AB/Tech 0033 (issue 2), para. A.2.1.4 specifies the cure time and temperature as 190 +/- 5 degrees C for 4 hours for co-curing potting. The part is being co-cured at 125 +/- 5 degrees C for 90 minutes.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			8			MINOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Requirement: AC7118 checklist para. 5.1.9 asks: Is each received lot/batch of material verified? And para. 3.3.1 asks: During the course of the audit, was compliance with the existing quality management system demonstrated? And AS9100 para. 7.4.3e (2) requires: The organization shall periodically validate test reports for raw material.

Finding: Materials (prepregs and adhesive) received based on supplier certifications are not over-checked (validated) on a periodic bases per AS9100 para. 7.4.3e (2).


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			8			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.9			5.1.9			5.			Is each received lot/batch of material verified?			Requirement: AC7118 checklist para. 5.1.9 asks: Is each received lot/batch of material verified? And para. 3.3.1 asks: During the course of the audit, was compliance with the existing quality management system demonstrated? And AS9100 para. 7.4.3e (2) requires: The organization shall periodically validate test reports for raw material.

Finding: Materials (prepregs and adhesive) received based on supplier certifications are not over-checked (validated) on a periodic bases per AS9100 para. 7.4.3e (2).


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			9			MINOR			CLOSED			AC7118			A 6-Mar-07			6.1.2			6.1.2			6.			Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?			Requirement: AC7118 checklist para. 6.1.2 asks: Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented? and para. 6.2.8 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?

Finding: Procedures for the CCA's and freezers (CAP03-002, -003 and CAP 04-001) do not included the requirement for documenting the actions taken when a freezer or CCA temperature requirement is exceeded.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			9			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			Requirement: AC7118 checklist para. 6.1.2 asks: Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented? and para. 6.2.8 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?

Finding: Procedures for the CCA's and freezers (CAP03-002, -003 and CAP 04-001) do not included the requirement for documenting the actions taken when a freezer or CCA temperature requirement is exceeded.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			10			MINOR			CLOSED			AC7118			A 6-Mar-07			6.1.3			6.1.3			6.			Is there a record that monitors all the materials stored in the cold storage unit(s) including their product designation and expiration date?			Requirement: AC7118 checklist para. 6.1.3 asks: Is there a record that monitors all the materials stored in the cold storage unit(s) including their product designation and expiration date?

Finding: The kitting and building #2 freezers contain kits that are not logged, listed or otherwise recorded to indicate their presents in the freezer, product designation and expiration date.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			11			MAJOR			CLOSED			AC7118			A 6-Mar-07			16b.2.7			16a-c.2.7			16			Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements?			Requirement: AC7118 checklist para. 16b.2.7 asks: Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements? And para. 5.2.1 asks: Is the processor using the required expendable materials as defined in the customer specification? And para. 6.2.17 asks: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?

Finding: HyFlex gloves (Linen coated with nitrile rubber foam coating p/n 11-800) used in core processing are not listed as approved gloves for EADS-Casa product per specification I+D-P-233 para. 7.1.6 and Z-24.906. These gloves are also being used on Goodrich, Spirit and Airbus direct products. This is a systemic finding.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			11			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.2.1			5.2.1			5.			Is the processor using the required expendable materials as defined in the customer specification?			Requirement: AC7118 checklist para. 16b.2.7 asks: Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements? And para. 5.2.1 asks: Is the processor using the required expendable materials as defined in the customer specification? And para. 6.2.17 asks: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?

Finding: HyFlex gloves (Linen coated with nitrile rubber foam coating p/n 11-800) used in core processing are not listed as approved gloves for EADS-Casa product per specification I+D-P-233 para. 7.1.6 and Z-24.906. These gloves are also being used on Goodrich, Spirit and Airbus direct products. This is a systemic finding.


			119629			Kevin Canfield			CTRM Aero Composites Sdn Bhd			17-Sep-07			REACCRED			Certificate Issued			COMP			Malaysia			6111644401			11			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.2.17			6.2.17			6.			Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?			Requirement: AC7118 checklist para. 16b.2.7 asks: Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements? And para. 5.2.1 asks: Is the processor using the required expendable materials as defined in the customer specification? And para. 6.2.17 asks: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?

Finding: HyFlex gloves (Linen coated with nitrile rubber foam coating p/n 11-800) used in core processing are not listed as approved gloves for EADS-Casa product per specification I+D-P-233 para. 7.1.6 and Z-24.906. These gloves are also being used on Goodrich, Spirit and Airbus direct products. This is a systemic finding.


			119244			Harry Coffee			Aerospace Industrial Development Corp			18-Sep-07			REACCRED			Certificate Issued			COMP			Taiwan			6110377601			1			MINOR			CLOSED			AC7118			A 6-Mar-07			14b.2.4			14a-b.2.4			14			Is material identification and traceability information (e.g., batch number, roll number, expiration date, out time etc.) transferred from the parent material?			The requirement is that material identification and traceability information be transferred from the parent material.  The material tag for Hexply 916G-7781-37%min fiberglass prepreg calls out the customer test specification 75-T2-0005-1-1.  The traveler for Job # 20661111, P/N D55371258004/C calls out the material specification LN2954908 4320-1A-EP.  Assistance from engineering and quality was required to make the connection between the two, to make sure the correct material was cut.


			119244			Harry Coffee			Aerospace Industrial Development Corp			18-Sep-07			REACCRED			Certificate Issued			COMP			Taiwan			6110377601			2			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			The requirement is that tools/containers be protected from mold release contamination.  The method used to apply mold release results in contamination of non-mold surfaces.  Approximately 4-5 ounces of mold release is poured into a small bowl.  A paint brush is dipped into the mold release and is used to apply release to the dimpled area around the perimeter of the part.  A cheesecloth rag is then soaked in the release, wrung out, then used to apply release to the rest of the tool.  Despite great care taken by the technician, there was some contamination of other surfaces.


			119244			Harry Coffee			Aerospace Industrial Development Corp			18-Sep-07			REACCRED			Certificate Issued			COMP			Taiwan			6110377601			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.5			11.4.5			11			Have personnel working in the area been trained to the applicable FOD procedure(s) and are they familiar with its requirements?			The requirement is that personnel working in the area be trained to the applicable FOD procedures.  A technician was observed to be applying potting compound to the edge of a bonded honeycomb panel in the manual trim area while trimming was in progress.  There is a designated, environmentally controlled room for this work.  The area supervisor also observed this event and ordered the technician to do this work in the correct area.  It appeared to be an isolated incident.


			119244			Harry Coffee			Aerospace Industrial Development Corp			18-Sep-07			REACCRED			Certificate Issued			COMP			Taiwan			6110377601			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.4.6			11.4.6			11			Are FOD area requirements, boundaries, and type, clearly identified or understood?			The requirement is that personnel working in the area be trained to the applicable FOD procedures.  A technician was observed to be applying potting compound to the edge of a bonded honeycomb panel in the manual trim area while trimming was in progress.  There is a designated, environmentally controlled room for this work.  The area supervisor also observed this event and ordered the technician to do this work in the correct area.  It appeared to be an isolated incident.


			119244			Harry Coffee			Aerospace Industrial Development Corp			18-Sep-07			REACCRED			Certificate Issued			COMP			Taiwan			6110377601			4			MINOR			CLOSED			AC7118			A 6-Mar-07			23c.2.5			23c.2.5			23			Are specimens protected from damage prior to test?			The requirement is that the specimen be protected from damage prior to test.  The two technicians preparing the samples handled the samples without latex or cotton gloves.  Skin contact was made with the material at several points during sample preparation.  There was significant potential for sample contamination.


			119129			David Kennedy			Steel Tool & Engineering			24-Sep-07			REACCRED			Certificate Issued			COMP			United States			6107021685			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			Paragraph 11.2.4 requires that all material containers are properly labeled to prevent improper use. An unidentified plunger type container of alcohol was found being used in the EMA. Note: It was labeled properly soon after being discovered.


			119129			David Kennedy			Steel Tool & Engineering			24-Sep-07			REACCRED			Certificate Issued			COMP			United States			6107021685			2			MAJOR			VOID			AC7118			A 6-Mar-07			23a.2.1			23a-c.2.1			23			Do the work instruction or documented test procedures reference the customer's testing specification and/or testing standard?			Paragraphs 23a.2.1, 23a.2.2, Require that  the test procedure reference and comply with customer test specification or standard. Paragraph 23a2.6 requires that testing be performed in a monitored atmosphere. Test is performed on the factory floor with no environmental controls and the test procedure does not reference the customer specification or standard. Please note: 1 - Authorization to perform this test is based on VSE Approval from customer. 2 - This is the only process test the supplier performs. Despite the above issues, the test appears to function perfectly and no impact on hardware is noted.


			119129			David Kennedy			Steel Tool & Engineering			24-Sep-07			REACCRED			Certificate Issued			COMP			United States			6107021685			2			MAJOR			VOID			AC7118			A 6-Mar-07			23a.2.2			23a-c.2.2			23			Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard?			Paragraphs 23a.2.1, 23a.2.2, Require that  the test procedure reference and comply with customer test specification or standard. Paragraph 23a2.6 requires that testing be performed in a monitored atmosphere. Test is performed on the factory floor with no environmental controls and the test procedure does not reference the customer specification or standard. Please note: 1 - Authorization to perform this test is based on VSE Approval from customer. 2 - This is the only process test the supplier performs. Despite the above issues, the test appears to function perfectly and no impact on hardware is noted.


			119129			David Kennedy			Steel Tool & Engineering			24-Sep-07			REACCRED			Certificate Issued			COMP			United States			6107021685			2			MAJOR			VOID			AC7118			A 6-Mar-07			23a.2.6			23a-b.2.6, c.2.7			23			Are specimens tested in a monitored atmosphere that complies with specified test method?			Paragraphs 23a.2.1, 23a.2.2, Require that  the test procedure reference and comply with customer test specification or standard. Paragraph 23a2.6 requires that testing be performed in a monitored atmosphere. Test is performed on the factory floor with no environmental controls and the test procedure does not reference the customer specification or standard. Please note: 1 - Authorization to perform this test is based on VSE Approval from customer. 2 - This is the only process test the supplier performs. Despite the above issues, the test appears to function perfectly and no impact on hardware is noted.


			121917			Harry Coffee			Mitsubishi Heavy Industries Ltd.			25-Sep-07			INITIAL			Certificate Issued			COMP			Japan			6121321727			1			MINOR			CLOSED			AC7118			A 6-Mar-07			13.2.1			13.2.1			13			Are tools identified, stored, and handled per procedure and, where required, per customer requirements?			The requirement is that tools be identified and traceable to ownership.  During the tool preparation job audit, mold release was applied to a small sub-component of tool # GM147-0407-2-41E-0M.  The tool sub-component was not marked or identified in any way.


			121917			Harry Coffee			Mitsubishi Heavy Industries Ltd.			25-Sep-07			INITIAL			Certificate Issued			COMP			Japan			6121321727			1			MINOR			CLOSED			AC7118			A 6-Mar-07			7.1			7.1			7.			Are tools identified and traceable to ownership?			The requirement is that tools be identified and traceable to ownership.  During the tool preparation job audit, mold release was applied to a small sub-component of tool # GM147-0407-2-41E-0M.  The tool sub-component was not marked or identified in any way.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Paragraphs 6.1.3 and 11.2.5 require that there is a record that monitors all materials stored in cold storage and that this recoed (log) is filled out. No such log/record exists.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.1.3			6.1.3			6.			Is there a record that monitors all the materials stored in the cold storage unit(s) including their product designation and expiration date?			Paragraphs 6.1.3 and 11.2.5 require that there is a record that monitors all materials stored in cold storage and that this recoed (log) is filled out. No such log/record exists.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that work instructions accurately reflect the manufacturing process. W/O 201642 (and planning master) calls out Set Package L5978T9020 for the NC trim of part number 9365M68G01. This is not the correct package number, the correct package number is now program # 68.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			3			MINOR			CLOSED			AC7118			A 6-Mar-07			8.1.1			8.1.1			8.			Is the equipmnet used for the verification of product and process conformity calibrated?			Paragraph 8.1.1 requires that equipment used for product and process conformity be calibrated. Temperature/humidity gage in QA laboratory had an expired calibration sticker (7/25/07)


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.3			12a-g.2.3			12			Have in-house receiving inspection tests been performed per the customer specifications?			Paragraphs 12b.2.3, 12b.2.7 require that receiving inspection tests be performed and material released per customer requirements, paragraph 5.1.2 requires that a procedure exists describing the correct recertification of shelf life controlled material. A50TF272 adhesive has been recertified every six months per customer requirements but accumilated out time has not been recorded after each recertification. After the material passes retest the out time returns to zero, records should show the total out time from when the adhesive was originally received.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.7			12a-g.2.7			12			Has the material been released in accordance with customer quality requirements?			Paragraphs 12b.2.3, 12b.2.7 require that receiving inspection tests be performed and material released per customer requirements, paragraph 5.1.2 requires that a procedure exists describing the correct recertification of shelf life controlled material. A50TF272 adhesive has been recertified every six months per customer requirements but accumilated out time has not been recorded after each recertification. After the material passes retest the out time returns to zero, records should show the total out time from when the adhesive was originally received.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.2			5.1.2			5.			Is there a documented procedure describing the re-certification requirements of shelf life and pot life controlled materials?			Paragraphs 12b.2.3, 12b.2.7 require that receiving inspection tests be performed and material released per customer requirements, paragraph 5.1.2 requires that a procedure exists describing the correct recertification of shelf life controlled material. A50TF272 adhesive has been recertified every six months per customer requirements but accumilated out time has not been recorded after each recertification. After the material passes retest the out time returns to zero, records should show the total out time from when the adhesive was originally received.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.1			4.4.1			4.			Are documented procedures established to control the software (including firmware) used in the automated design, inspection, test or manufacture of products?			Paragraphs 4.4.1, 4.4.2, 4.4.5, 4.4.7, 4.4.8 relate to software management and control documentation, no such documentation exists.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.2			4.4.2			4.			Does the supplier have a documented procedure to address software related problems and nonconformances?			Paragraphs 4.4.1, 4.4.2, 4.4.5, 4.4.7, 4.4.8 relate to software management and control documentation, no such documentation exists.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.3			4.4.3			4.			Are supplier software records maintained and are software backups secured in a remote location for disaster recovery in accordance with customer(s) data retention requirements?NOTE: The requirements for software records should be documented.			Paragraphs 4.4.1, 4.4.2, 4.4.5, 4.4.7, 4.4.8 relate to software management and control documentation, no such documentation exists.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.5			4.4.5			4.			Are program changes documented and is a revision history maintained?			Paragraphs 4.4.1, 4.4.2, 4.4.5, 4.4.7, 4.4.8 relate to software management and control documentation, no such documentation exists.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.7			4.4.7			4.			Does the supplier have a documented procedure to protect the software from unauthorized changes?			Paragraphs 4.4.1, 4.4.2, 4.4.5, 4.4.7, 4.4.8 relate to software management and control documentation, no such documentation exists.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			4.4.8			4.4.8			4.			Does the supplier's documented procedure prevent unathorized use of obsolete software?			Paragraphs 4.4.1, 4.4.2, 4.4.5, 4.4.7, 4.4.8 relate to software management and control documentation, no such documentation exists.


			120045			David Kennedy			US Aeroteam			01-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113395282			6			MINOR			CLOSED			AC7118			A 6-Mar-07			4.3.2			4.3.2			4.			Are internal audits performed according to the supplier's documented procedure?			Paragraph 4.3.2 requires that internal audits are performed according to the suppliers documented procedure. The suppliers procedure requires that a series of audits be conducted in the third quarter of 2007, these audits have not been performed.


			123398			Sean Walsh			Pratt & Whitney Composites Inc			02-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113989423			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			15a.2.2			15a-b.2.2			15			Is core cleaned after processing to eliminate potential contamination?			Core processing

Requirement:
AC 7118 Rev A: 8.8.2 and 15a.2.2
Is core cleaned after machining to eliminate potential contamination?

Finding:
Honeycomb core prepared during job-audit #15a (job i.d. #7201159974) for use in non-structural, cargo-liner panel (PN 17P2B4136) was not cleaned after cutting, and was carried into CCA for use in laminate lay-up.  Although non-structural, Boeing specification DPS 1.088-17, TY1/RevJ calls for clean core.  Prior to use in lay-up job audit (#16a) in CCA, machined core was inspected for foreign debris.


			123398			Sean Walsh			Pratt & Whitney Composites Inc			02-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113989423			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.8.2			8.8.2			8.			Is core cleaned after machining to eliminate potential contamination?			Core processing

Requirement:
AC 7118 Rev A: 8.8.2 and 15a.2.2
Is core cleaned after machining to eliminate potential contamination?

Finding:
Honeycomb core prepared during job-audit #15a (job i.d. #7201159974) for use in non-structural, cargo-liner panel (PN 17P2B4136) was not cleaned after cutting, and was carried into CCA for use in laminate lay-up.  Although non-structural, Boeing specification DPS 1.088-17, TY1/RevJ calls for clean core.  Prior to use in lay-up job audit (#16a) in CCA, machined core was inspected for foreign debris.


			123398			Sean Walsh			Pratt & Whitney Composites Inc			02-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113989423			2			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.6			22.2.6			22			Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Adhesive mix validation

Requirement:
AC 7118 Rev A, 8.6.7 and 22.2.6
Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?

Finding:
During misc-bonding job audit (#22), mixture of two-component adhesive was prepared according to posted weight ratio chart, and the mix start-time was noted, but ratio data was not recorded for validation.  Adhesive was used for bonding a non-structural detail on Honeywell PN 3810948-1, which apparently has no history of bond failure.


			123398			Sean Walsh			Pratt & Whitney Composites Inc			02-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113989423			2			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.7			8.6.7			8.			Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Adhesive mix validation

Requirement:
AC 7118 Rev A, 8.6.7 and 22.2.6
Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?

Finding:
During misc-bonding job audit (#22), mixture of two-component adhesive was prepared according to posted weight ratio chart, and the mix start-time was noted, but ratio data was not recorded for validation.  Adhesive was used for bonding a non-structural detail on Honeywell PN 3810948-1, which apparently has no history of bond failure.


			123398			Sean Walsh			Pratt & Whitney Composites Inc			02-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113989423			3			MINOR			CLOSED			AC7118			A 6-Mar-07			20b.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			Out-time verification: cure

Requirement:
AC 7118 Rev A 20b.2.7
Is out-time for time- and temperature-sensitive material verified after cure to ensure it has not been exceeded?

Finding:
Film adhesive used in cargo liner panel PN 17P2B4136 for oven-cure audit (#20b), job i.d. #7201159974, was tracked for out-time in separate log book in CCA during manual cutting job audit (#14a), but out-time was not verified after oven cure.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: Checklist para. 6.3.1 ask: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 ask: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 ask: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 ask: is there a documented procedure established for the cleaning of the EMA?

Finding: EMA documentation does not exist or is not updated to included procedures required by AC 7118 (rev. A) for secondary bonding area(s) edge seal and insert bonding  areas as stated above.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: Checklist para. 6.3.1 ask: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 ask: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 ask: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 ask: is there a documented procedure established for the cleaning of the EMA?

Finding: EMA documentation does not exist or is not updated to included procedures required by AC 7118 (rev. A) for secondary bonding area(s) edge seal and insert bonding  areas as stated above.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Requirement: Checklist para. 6.3.1 ask: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 ask: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 ask: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 ask: is there a documented procedure established for the cleaning of the EMA?

Finding: EMA documentation does not exist or is not updated to included procedures required by AC 7118 (rev. A) for secondary bonding area(s) edge seal and insert bonding  areas as stated above.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Requirement: Checklist para. 6.3.1 ask: is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA and para. 6.3.2 ask: is there a documented procedure describing the actions to take when specific temperature/humidity requirements are exceeded (in the EMA) and para. 6.3.5 ask: Is there a documented procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? 6.3.6 ask: is there a documented procedure established for the cleaning of the EMA?

Finding: EMA documentation does not exist or is not updated to included procedures required by AC 7118 (rev. A) for secondary bonding area(s) edge seal and insert bonding  areas as stated above.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.4.3			11.4.3			11			Are personnel wearing the appropriate attire per customer requirements?			Requirement: Checklist para. 11.4.3 ask: Are personnel wearing the appropriate attire per customer requirements? And para. 16b.2.7 ask: Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements? And para. 6.2.17 ask: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?

Finding: Operator was not wearing customer required gloves per RPS 17.42 when touching prepreg laminates (p/n 642-1029-513 on work order 1328/07/AEM - CAM 575) during a measurement operation for ply splice overlap.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			16b.2.7			16a-c.2.7			16			Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements?			Requirement: Checklist para. 11.4.3 ask: Are personnel wearing the appropriate attire per customer requirements? And para. 16b.2.7 ask: Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements? And para. 6.2.17 ask: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?

Finding: Operator was not wearing customer required gloves per RPS 17.42 when touching prepreg laminates (p/n 642-1029-513 on work order 1328/07/AEM - CAM 575) during a measurement operation for ply splice overlap.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.2.17			6.2.17			6.			Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?			Requirement: Checklist para. 11.4.3 ask: Are personnel wearing the appropriate attire per customer requirements? And para. 16b.2.7 ask: Is attire worn while handling materials or tools that come into contact with the material to prevent contamination per customer requirements? And para. 6.2.17 ask: Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?

Finding: Operator was not wearing customer required gloves per RPS 17.42 when touching prepreg laminates (p/n 642-1029-513 on work order 1328/07/AEM - CAM 575) during a measurement operation for ply splice overlap.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Requirement: Checklist para. 12a,b.2.11 ask: Is temperature sensitive material shipped and verified for temperature? And para. 5.1.3 ask: For perishable materials is out time and temperature controlled and traceable from the purchased source?

Finding: Temperature recorder tape (on file) only covers the first 24 hours of shipment for graphite/epoxy prepreg on shipper 7X550772. The next 48 hours are not accounted for on the recorder tape and the associated material out-time card does not reflect the missing time during shipment.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Requirement: Checklist para. 12a,b.2.11 ask: Is temperature sensitive material shipped and verified for temperature? And para. 5.1.3 ask: For perishable materials is out time and temperature controlled and traceable from the purchased source?

Finding: Temperature recorder tape (on file) only covers the first 24 hours of shipment for graphite/epoxy prepreg on shipper 7X550772. The next 48 hours are not accounted for on the recorder tape and the associated material out-time card does not reflect the missing time during shipment.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			Requirement: Checklist para. 12a,b.2.11 ask: Is temperature sensitive material shipped and verified for temperature? And para. 5.1.3 ask: For perishable materials is out time and temperature controlled and traceable from the purchased source?

Finding: Temperature recorder tape (on file) only covers the first 24 hours of shipment for graphite/epoxy prepreg on shipper 7X550772. The next 48 hours are not accounted for on the recorder tape and the associated material out-time card does not reflect the missing time during shipment.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			17.2.3			17.2.3			17			Are the materials for bagging the part (e.g., breathers, bleeders, release films, bags, tacky tape, tapes, infusion tubes & media, etc.) used per specified requirements?			Requirement: Checklist para. 17.2.3 ask: Are the materials for bagging the part (e.g., breathers, bleeders, release films, bags, tacky tape, tapes, infusion tubes & media, etc.) used per specified requirements? And para. 5.2.1 ask: Is the processor using the required expendable materials as defined in the customer specification? And para. 8.3.1 ask: Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?

Finding: Contact material Airteck tape WC 8500PS (RMS 1004) is not approved for use by customer specification RSP 17.42. The tape is being used on all Goodrich products during compaction bagging. Planning and Operator Instructions do not specify the tape being used. This is a system finding.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.2.1			5.2.1			5.			Is the processor using the required expendable materials as defined in the customer specification?			Requirement: Checklist para. 17.2.3 ask: Are the materials for bagging the part (e.g., breathers, bleeders, release films, bags, tacky tape, tapes, infusion tubes & media, etc.) used per specified requirements? And para. 5.2.1 ask: Is the processor using the required expendable materials as defined in the customer specification? And para. 8.3.1 ask: Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?

Finding: Contact material Airteck tape WC 8500PS (RMS 1004) is not approved for use by customer specification RSP 17.42. The tape is being used on all Goodrich products during compaction bagging. Planning and Operator Instructions do not specify the tape being used. This is a system finding.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.3.1			8.3.1			8.			Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?			Requirement: Checklist para. 17.2.3 ask: Are the materials for bagging the part (e.g., breathers, bleeders, release films, bags, tacky tape, tapes, infusion tubes & media, etc.) used per specified requirements? And para. 5.2.1 ask: Is the processor using the required expendable materials as defined in the customer specification? And para. 8.3.1 ask: Do documented procedures or work instructions exist for bagging (breathers, bleeders, release films, bags, tacky tape, tapes infusion tubes & media, etc.) per customer requirements?

Finding: Contact material Airteck tape WC 8500PS (RMS 1004) is not approved for use by customer specification RSP 17.42. The tape is being used on all Goodrich products during compaction bagging. Planning and Operator Instructions do not specify the tape being used. This is a system finding.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			20d.2.1			20a-d.2.1			20			Are curing parameters (e.g. vacuum, time max tool temp, pressure, etc.) monitored, recorded and verified per requirements?			Requirement: Checklist para. 9.6 ask: Does the supplier seal cut/sanded edges in accordance with customer requirements? And para. 20d.2.1 ask: Are curing parameters (e.g. vacuum, time max tool temp, pressure, etc.) monitored, recorded and verified per requirements? And para. 20d.2.2 ask: Is the cure record labeled with all applicable parameters (e.g. temperature, time, vacuum and clamping pressure) and retained as part of the manufacturing record? And para. 22.2.14 ask: Is the assembly completed per customer requirements?

Finding: Edge seal (p/n 642-1029-513) is not cured for specified times per RSP 17.64 para. 3.3.16. Seal is only cured at ambient temperature compliant to the first step of cure however the elevated cure is not performed. This is a systemic finding for all parts processed to the Goodrich specification.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			20d.2.2			20a-d.2.2			20			Is the cure record labeled with all applicable parameters (e.g. temperature, time, vacuum and clamping pressure) and retained as part of the manufacturing record?			Requirement: Checklist para. 9.6 ask: Does the supplier seal cut/sanded edges in accordance with customer requirements? And para. 20d.2.1 ask: Are curing parameters (e.g. vacuum, time max tool temp, pressure, etc.) monitored, recorded and verified per requirements? And para. 20d.2.2 ask: Is the cure record labeled with all applicable parameters (e.g. temperature, time, vacuum and clamping pressure) and retained as part of the manufacturing record? And para. 22.2.14 ask: Is the assembly completed per customer requirements?

Finding: Edge seal (p/n 642-1029-513) is not cured for specified times per RSP 17.64 para. 3.3.16. Seal is only cured at ambient temperature compliant to the first step of cure however the elevated cure is not performed. This is a systemic finding for all parts processed to the Goodrich specification.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.14			22.2.14			22			Is the assembly completed per customer requirements?			Requirement: Checklist para. 9.6 ask: Does the supplier seal cut/sanded edges in accordance with customer requirements? And para. 20d.2.1 ask: Are curing parameters (e.g. vacuum, time max tool temp, pressure, etc.) monitored, recorded and verified per requirements? And para. 20d.2.2 ask: Is the cure record labeled with all applicable parameters (e.g. temperature, time, vacuum and clamping pressure) and retained as part of the manufacturing record? And para. 22.2.14 ask: Is the assembly completed per customer requirements?

Finding: Edge seal (p/n 642-1029-513) is not cured for specified times per RSP 17.64 para. 3.3.16. Seal is only cured at ambient temperature compliant to the first step of cure however the elevated cure is not performed. This is a systemic finding for all parts processed to the Goodrich specification.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			9.6			9.6			9.			Does the supplier seal cut/sanded edges in accordance with customer requirements?			Requirement: Checklist para. 9.6 ask: Does the supplier seal cut/sanded edges in accordance with customer requirements? And para. 20d.2.1 ask: Are curing parameters (e.g. vacuum, time max tool temp, pressure, etc.) monitored, recorded and verified per requirements? And para. 20d.2.2 ask: Is the cure record labeled with all applicable parameters (e.g. temperature, time, vacuum and clamping pressure) and retained as part of the manufacturing record? And para. 22.2.14 ask: Is the assembly completed per customer requirements?

Finding: Edge seal (p/n 642-1029-513) is not cured for specified times per RSP 17.64 para. 3.3.16. Seal is only cured at ambient temperature compliant to the first step of cure however the elevated cure is not performed. This is a systemic finding for all parts processed to the Goodrich specification.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			6			MINOR			CLOSED			AC7118			A 6-Mar-07			6.1.3			6.1.3			6.			Is there a record that monitors all the materials stored in the cold storage unit(s) including their product designation and expiration date?			Requirement: Checklist para. 6.1.3 ask: Is there a record that monitors all the materials stored in the cold storage unit(s) including their product designation and expiration date?

Finding: Quarantined materials in the freezer are not listed or recorded in any fashion that indicates they are in the freezer and there status.


			120767			Kevin Canfield			C.A.M. srl			08-Oct-07			REACCRED			Certificate Issued			COMP			Italy			6116288024			7			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.6			6.2.6			6.			Is the CCA maintained under positive pressure?			Requirement: Checklist para. 6.2.6 ask: Is the CCA maintained under positive pressure?

Finding: The large layup CCA is managed with filtered air and meets customer required air quality levels however the positive pressure was not detectible (by the auditor) by reading the installed manometer or using a piece of tape in a door way. The room is possibly pressurized but the methods and instruments being used to determine pressure are not adequate (sensitive enough) for measuring or determining positive pressure in this room.


			121049			Sean Walsh			PTI Industries Inc			09-Oct-07			REACCRED			Certificate Issued			COMP			United States			6107018847			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			20a.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			Out-time verification: cure

Requirement:
AC 7118 Rev A 20a.2.7, 20b.2.7, 20c.2.7
Is out-time for time- and temperature-sensitive material verified after cure to ensure it has not been exceeded?

Finding:
Film adhesives used for autoclave, oven and press-curing were verified for out-time during lay-up but not verified after cure for job audits 20a, 20b and 20c (stationary seal P/N 2301M29G01, aft seal P/N 1364M71, and retainer assy. P/N 901-033-843-101).


			121049			Sean Walsh			PTI Industries Inc			09-Oct-07			REACCRED			Certificate Issued			COMP			United States			6107018847			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			20b.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			Out-time verification: cure

Requirement:
AC 7118 Rev A 20a.2.7, 20b.2.7, 20c.2.7
Is out-time for time- and temperature-sensitive material verified after cure to ensure it has not been exceeded?

Finding:
Film adhesives used for autoclave, oven and press-curing were verified for out-time during lay-up but not verified after cure for job audits 20a, 20b and 20c (stationary seal P/N 2301M29G01, aft seal P/N 1364M71, and retainer assy. P/N 901-033-843-101).


			121049			Sean Walsh			PTI Industries Inc			09-Oct-07			REACCRED			Certificate Issued			COMP			United States			6107018847			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			20c.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			Out-time verification: cure

Requirement:
AC 7118 Rev A 20a.2.7, 20b.2.7, 20c.2.7
Is out-time for time- and temperature-sensitive material verified after cure to ensure it has not been exceeded?

Finding:
Film adhesives used for autoclave, oven and press-curing were verified for out-time during lay-up but not verified after cure for job audits 20a, 20b and 20c (stationary seal P/N 2301M29G01, aft seal P/N 1364M71, and retainer assy. P/N 901-033-843-101).


			121049			Sean Walsh			PTI Industries Inc			09-Oct-07			REACCRED			Certificate Issued			COMP			United States			6107018847			2			MINOR			CLOSED			AC7118			A 6-Mar-07			13.2.1			13.2.1			13			Are tools identified, stored, and handled per procedure and, where required, per customer requirements?			Tool identification

Requirement:
AC 7118 Rev A, 7.1, 13.2.1
Are tools identified, stored, and handled per procedure and, where required, per customer requirements?  Are tools identified and traceable to ownership?  

Finding:
During job audit 13 (Tool Prep, stationary seal P/N 2301M29G01), base tool lacked identification marking.  Later, during audit, tool was marked.


			121049			Sean Walsh			PTI Industries Inc			09-Oct-07			REACCRED			Certificate Issued			COMP			United States			6107018847			2			MINOR			CLOSED			AC7118			A 6-Mar-07			7.1			7.1			7.			Are tools identified and traceable to ownership?			Tool identification

Requirement:
AC 7118 Rev A, 7.1, 13.2.1
Are tools identified, stored, and handled per procedure and, where required, per customer requirements?  Are tools identified and traceable to ownership?  

Finding:
During job audit 13 (Tool Prep, stationary seal P/N 2301M29G01), base tool lacked identification marking.  Later, during audit, tool was marked.


			121049			Sean Walsh			PTI Industries Inc			09-Oct-07			REACCRED			Certificate Issued			COMP			United States			6107018847			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			Liquid dispenser in CCA

Requirement:
AC 7118 Rev A, 11.2.4
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
During job audit 16b (Bonding, stationary seal P/N 2301M29G01), DI water was applied to the bond area dispensed from an open-lid style container rather than a squeeze-bottle.  Container was marked properly; however, open-lid design incurs contamination risk.  Following DI water application, solvent was applied as required to the bond area using a squeeze-bottle dispenser.  Squeeze-bottle style fluid dispensing containers were the norm in CCA.


			124870			Harry Coffee			NUCAP-Vought			09-Oct-07			REACCRED			TG Review			COMP			United States			6122614307			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.2.1			11.2.1			11			Is all deliverable material identified and stored with evidence of acceptance per contract requirements?			The requirement is that each received lot/batch of material be verified.  Lot 6718G6/6642J6 of 3M EC2216 B/A epoxy adhesive (BMS 5-92, Rev J Type 1 Class 4), was received, and the entire lot was pre-released for production use prior to completion of acceptance testing, which is permitted by Vought SPP QA-95.  A test request was properly initiated by receiving inspection.  The material was moved to an area where it was available for production use without any tags or other information indicating that it was pre-released.  When test data was received, it indicated that the material is acceptable. However, that information was never provided to the production stores area.  There is a procedure for proper pre-release; it simply was not followed in this case.


			124870			Harry Coffee			NUCAP-Vought			09-Oct-07			REACCRED			TG Review			COMP			United States			6122614307			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.9			5.1.9			5.			Is each received lot/batch of material verified?			The requirement is that each received lot/batch of material be verified.  Lot 6718G6/6642J6 of 3M EC2216 B/A epoxy adhesive (BMS 5-92, Rev J Type 1 Class 4), was received, and the entire lot was pre-released for production use prior to completion of acceptance testing, which is permitted by Vought SPP QA-95.  A test request was properly initiated by receiving inspection.  The material was moved to an area where it was available for production use without any tags or other information indicating that it was pre-released.  When test data was received, it indicated that the material is acceptable. However, that information was never provided to the production stores area.  There is a procedure for proper pre-release; it simply was not followed in this case.


			117614			Dimple Matharoo			Moreggia SPA			15-Oct-07			INITIAL			Certificate Issued			COMP			Italy			6111699948			1			MINOR			CLOSED			AC7118			A 29-Jan-07			20a.2.7			20a-d.2.7			20			Is out time for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			Requirement: Job audit 20a.2.7. Is out time for temperature sensitive material verified after cure to ensure it has not been exceeded?
Finding: Verification after cure was not conducted.


			117614			Dimple Matharoo			Moreggia SPA			15-Oct-07			INITIAL			Certificate Issued			COMP			Italy			6111699948			2			MAJOR			CLOSED			AC7118			A 29-Jan-07			6.2.17			6.2.17			6.			Are all personnel and visitors in the CCA wearing appropriate personal protective equipment (PPE) in accordance with the supplier and customer requirements?			Requirement: Are all personnel in the CCA wearing appropriate PPE iAW the supplier and customer requirements.
Finding: Gloves that were being used was made of Teflon and was not on the approved materials list within BAC5578


			117614			Dimple Matharoo			Moreggia SPA			15-Oct-07			INITIAL			Certificate Issued			COMP			Italy			6111699948			3			MAJOR			CLOSED			AC7118			A 29-Jan-07			17.2.4			17.2.4			17			If silicone pressure pads are used, have they been post cured per customer requirements prior to utilization with the part?			Requirement: 17.2.4. If silicone pressure pads are used have they been post cured prior to use.
Finding: Silicone pressure pads are in use for hot forming (This does not have contact with material and is separated with a film) and kept in the CCA. These have not been post cured.
Type used Silicone Rubber Compound EL1040T (Translucent Silicone rubber.) Manufacturer Torr Technologies Inc. Auburn


			122250			David Kennedy			GKN Aerospace Services Ltd			29-Oct-07			REACCRED			Certificate Issued			COMP			United Kingdom			6114032845			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 and 21a.2.2 require that work instructions accurately reflect the manufacturing process and that tooling be used as required per work instructions. Work Order 191765, operation 140, calls out  "Inspect trimming to tooling ... Tooling 87144055-001-172".  Tool used is identified as -003. This turns out to be a planning error, the tool used is correct and the planning has been changed to reflect the proper tool number.


			122250			David Kennedy			GKN Aerospace Services Ltd			29-Oct-07			REACCRED			Certificate Issued			COMP			United Kingdom			6114032845			1			MINOR			CLOSED			AC7118			A 6-Mar-07			21a.2.2			21a.2.2, b.2.3			21			Are shop aids, jigs, and templates used in the machining process identified and used as required per work instructions?			Paragraph 11.3.2 and 21a.2.2 require that work instructions accurately reflect the manufacturing process and that tooling be used as required per work instructions. Work Order 191765, operation 140, calls out  "Inspect trimming to tooling ... Tooling 87144055-001-172".  Tool used is identified as -003. This turns out to be a planning error, the tool used is correct and the planning has been changed to reflect the proper tool number.


			122250			David Kennedy			GKN Aerospace Services Ltd			29-Oct-07			REACCRED			Certificate Issued			COMP			United Kingdom			6114032845			2			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.13			15a-b.2.13			15			Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?			Paragraph 15a.2.13, 15b.2.13 and 5.1.11 require that core material is stored in a manner to prevent contamination. Nomex core is stored in an EMA, Nadcap requirement is for storage in a CCA. It should be noted that the storage area meets all the requirements of a CCA except for positive pressure.


			122250			David Kennedy			GKN Aerospace Services Ltd			29-Oct-07			REACCRED			Certificate Issued			COMP			United Kingdom			6114032845			2			MINOR			CLOSED			AC7118			A 6-Mar-07			15b.2.13			15a-b.2.13			15			Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?			Paragraph 15a.2.13, 15b.2.13 and 5.1.11 require that core material is stored in a manner to prevent contamination. Nomex core is stored in an EMA, Nadcap requirement is for storage in a CCA. It should be noted that the storage area meets all the requirements of a CCA except for positive pressure.


			122250			David Kennedy			GKN Aerospace Services Ltd			29-Oct-07			REACCRED			Certificate Issued			COMP			United Kingdom			6114032845			2			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Paragraph 15a.2.13, 15b.2.13 and 5.1.11 require that core material is stored in a manner to prevent contamination. Nomex core is stored in an EMA, Nadcap requirement is for storage in a CCA. It should be noted that the storage area meets all the requirements of a CCA except for positive pressure.


			122250			David Kennedy			GKN Aerospace Services Ltd			29-Oct-07			REACCRED			Certificate Issued			COMP			United Kingdom			6114032845			3			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Paragraph 5.1.11 requires that all materials be stored in a manner that prevents damage. A roll of adhesive (AF-163) was found unsuspended, laying on the floor of the coresplice freezer. This appears to be an isolated case since this is the only auxilary freezer. Note: A support fixture and sign detailing procedure requirements have been put in place.


			123234			Harry Coffee			Performance Plastics Inc			30-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113975521			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.14			22.2.14			22			Is the assembly completed per customer requirements?			The requirement is that the miscellaneous bonding assembly be completed per customer requirements.  On job BBS6-0468, 8 inserts were bonded into a composite panel.  After the inserts were installed and excess adhesive was removed, the technician entered the time at which the assembly was completed and the time at which the room-temperature cure would be complete (24 hours later).  The technician then immediately signed off the cure.


			123234			Harry Coffee			Performance Plastics Inc			30-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113975521			2			MINOR			CLOSED			AC7118			A 6-Mar-07			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			The requirements are that temperature sensitive material be shipped and verified for temperature, and that material be released in accordance with customer quality requirements.  ACS-MRS-5001 Rev. B Type II graphite epoxy prepreg has an out time limit of 360 hours.  Material shipped against PO # 41513 on 27 Apr 07 was received on 2 May.  Per FlashLink records, there were 3 temperature excursions during shipment, accumulating 8 hours of out time.  PPI procedures require deduction of 24 hours out time when 24 hours or less out time is accumulated during shipment; however, no out time was deducted for this material.  In PPI's automated system, the first out time transaction occurs in Sep 07, and begins with an out time of 360 hours remaining.  Other records with similar shipping issues were observed, and they all were handled correctly.  During the discrepant audit, the records were updated to account for the missed out time during shipping.


			123234			Harry Coffee			Performance Plastics Inc			30-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113975521			2			MINOR			CLOSED			AC7118			A 6-Mar-07			12a.2.7			12a-g.2.7			12			Has the material been released in accordance with customer quality requirements?			The requirements are that temperature sensitive material be shipped and verified for temperature, and that material be released in accordance with customer quality requirements.  ACS-MRS-5001 Rev. B Type II graphite epoxy prepreg has an out time limit of 360 hours.  Material shipped against PO # 41513 on 27 Apr 07 was received on 2 May.  Per FlashLink records, there were 3 temperature excursions during shipment, accumulating 8 hours of out time.  PPI procedures require deduction of 24 hours out time when 24 hours or less out time is accumulated during shipment; however, no out time was deducted for this material.  In PPI's automated system, the first out time transaction occurs in Sep 07, and begins with an out time of 360 hours remaining.  Other records with similar shipping issues were observed, and they all were handled correctly.  During the discrepant audit, the records were updated to account for the missed out time during shipping.


			123234			Harry Coffee			Performance Plastics Inc			30-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113975521			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.11			6.2.11			6.			Are signs posted outside the CCA for appropriate prohibition of eating, smoking and drinking?Note: The sign does not need to state "No Smoking" if the supplier has a policy on no smoking within the facility.			The requirement is that there be signs posted outside the CCA for appropriate prohibition of eating, smoking and drinking.  There are no signs posted at the entrances to the CCA; however there are prohibitions in the appropriate procedures.  No eating, smoking or drinking, or any related materials/food were observed in the CCA.


			123234			Harry Coffee			Performance Plastics Inc			30-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113975521			4			MAJOR			VOID			AC7118			A 6-Mar-07			14a.2.10			14a-b.2.10			14			Are rolls/kits of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?			The requirement is that rolls/kits of prepreg be handled in such a manner to prevent damage to the material.  The technician cutting the patterns for Job # BBS7-0435, P/N 724S3617-201 was not wearing gloves, and made contact with the unprotected surface of the prepreg several times.


			123234			Harry Coffee			Performance Plastics Inc			30-Oct-07			REACCRED			Certificate Issued			COMP			United States			6113975521			5			MAJOR			VOID			AC7118			A 6-Mar-07			12b.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			The requirement is that temperature-sensitive material be shipped and verified for temperature.  PPI purchases Cytec FM 73M film adhesive to Boeing (Long Beach) specification DMS 2169 Rev G, Type 4 Class 1 Grade A.  Paragraph 3.5 of DMS 2169 states, "The materials shall also meet the requirements of this specification after removal from refrigeration and the original containers, when exposed in the uncured state at 85 degrees plus/minus 5F and 55 plus/minus 5 percent relative humidity."  There is no other reference to any type of out-time value.  PPI does not include temperature recorders in shipments of this material.  However, paragraph 5.2.2 of DMS 2169G states, "Unless excepted as noted, each container of adhesive or primer shall be labeled to show that it shall be stored at 0 degrees F or lower.  PPI does not monitor the out time of this material.  The Cytec data sheet for FM 73 film adhesive (FM 73.pdf, 06/98 (030702) indicates the material has a 'shop life' of 30 days at or below 75 degrees F.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that work instructions accurately reflect the manufacturing process (including the proper sequence). Work Order 12860 calls out a cork barrier in the list of materials but installation is not addressed in the work order at lay up or tool prep operations, or is it addressed at the proper sequence in the Work Instruction.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			2			MINOR			CLOSED			AC7118			A 6-Mar-07			20a.2.8			20a-c.2.8			20			Is the curing of parts performed in approved equipment per customer requirements?			Paragraph 8.1.1 requires that equipment used for product conformity be calibrated and paragraph 20a.2.8 requires that the curing of parts is performed in equipment approved per customer requirements. Both autoclaves have calibration stickers for vacuum and temperature sensors expiring on 5 November 2007, the calibration system record shows the same date. The date of the job audit was 6 November 2007. This finding remains a minor because the supplier's calibration plan is to calibrate the autoclaves on the first Tuesday of the month. Regardless of the plan, the calibration dates need to match the last day the calibration can be performed.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			2			MINOR			CLOSED			AC7118			A 6-Mar-07			8.1.1			8.1.1			8.			Is the equipmnet used for the verification of product and process conformity calibrated?			Paragraph 8.1.1 requires that equipment used for product conformity be calibrated and paragraph 20a.2.8 requires that the curing of parts is performed in equipment approved per customer requirements. Both autoclaves have calibration stickers for vacuum and temperature sensors expiring on 5 November 2007, the calibration system record shows the same date. The date of the job audit was 6 November 2007. This finding remains a minor because the supplier's calibration plan is to calibrate the autoclaves on the first Tuesday of the month. Regardless of the plan, the calibration dates need to match the last day the calibration can be performed.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			3			MINOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Paragraph 5.1.11, 14b.2.10 and 12.a.2.13 require that material is stored in a manner to prevent damage and cold flow of resin. A number of rolls of prepreg were found in boxes in the freezer and thaw area unsupported and laying on the bottom of the box.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			3			MINOR			CLOSED			AC7118			A 6-Mar-07			14b.2.10			14a-b.2.10			14			Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin?			Paragraph 5.1.11, 14b.2.10 and 12.a.2.13 require that material is stored in a manner to prevent damage and cold flow of resin. A number of rolls of prepreg were found in boxes in the freezer and thaw area unsupported and laying on the bottom of the box.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			3			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Paragraph 5.1.11, 14b.2.10 and 12.a.2.13 require that material is stored in a manner to prevent damage and cold flow of resin. A number of rolls of prepreg were found in boxes in the freezer and thaw area unsupported and laying on the bottom of the box.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.5			22.2.5			22			Are all age sensitive materials used in the process within acceptable limits (age/shelf life)?			Paragraph 22.2.5 requires that all age sensitive material be processed within acceptable limits (age/shelf life) and paragraph 5.1.12 requires that accumulated out time be tracked by a method that meets specification and Nadcap requirements. Hysol EA956 (lot 6086, supplier ID 10501005) used in job audit 22, showed an acceptable shelf life of 24 months at -18C, however shelf life is reduced to 12 months if stored at room temperature. This material shelf life dates were 3/27/2006 to 3/27/2008, however there is no record of when the adhesive was removed from -18C so actual shelf life value is unknown.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			Paragraph 22.2.5 requires that all age sensitive material be processed within acceptable limits (age/shelf life) and paragraph 5.1.12 requires that accumulated out time be tracked by a method that meets specification and Nadcap requirements. Hysol EA956 (lot 6086, supplier ID 10501005) used in job audit 22, showed an acceptable shelf life of 24 months at -18C, however shelf life is reduced to 12 months if stored at room temperature. This material shelf life dates were 3/27/2006 to 3/27/2008, however there is no record of when the adhesive was removed from -18C so actual shelf life value is unknown.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.3			6.3			6.			Environmentally Monitored Area			Paragraph 6.3 and its sub- paragraphs describe the general requirements of an EMA, it also defines the need for a specific procedure defining EMA requirements for individual processes such as core machining, storage, potting as well as miscellaneous bonding. No such procedure exists. However, there is a general procedure that describes the environmental conditions for various processes but does not define these areas as EMAs, nor does it define signage, containment, specific restrictions for each area (same clothing required in the core machining area as the CCA, temperature humidity gage in core potting area not calibrated, cleaning requirement should vary depending on process, etc.) It should be noted, that each area in question comes very close to meeting potential EMA requirements.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			6			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.9			10.1.9			10			Are specimens tested in a monitored atmosphere that complies with specified test method or customer requirements?			Paragraphs 10.1.9 and 23b.2.6 require that testing be performed in a monitored atmosphere. There is no temperature/humidity measuring device in the physical test laboratory.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			6			MINOR			CLOSED			AC7118			A 6-Mar-07			23b.2.6			23a-b.2.6, c.2.7			23			Are specimens tested in a monitored atmosphere that complies with specified test method?			Paragraphs 10.1.9 and 23b.2.6 require that testing be performed in a monitored atmosphere. There is no temperature/humidity measuring device in the physical test laboratory.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			7			MINOR			VOID			AC7118			A 6-Mar-07			11.3.6			11.3.6			11			Have changes to the work instructions/traveler (edits, etc.) been performed in accordance to established policies, procedures, and program directives?			This NCR has been voided after confirmed vendor clarification.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			8			MAJOR			VOID			AC7118			A 6-Mar-07			16a.2.8			16a-c.2.8			16			If prepreg/fiber/fabric is trimmed in place with a cutting tool, are measures taken (e.g. shims) to protect other plies and/or tools from being cut?			Paragraphs 8.1.6 and 16a.2.8 require that a shim be used when cutting plies to protect other plies and tools. During job audit 16a the auditor witness plies being cut at the part edge against the tool; however, at no time did the auditor see plies cut over other plies.


			121069			David Kennedy			Aernnova - Fibertecnic SAU			05-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6111387043			8			MAJOR			VOID			AC7118			A 6-Mar-07			8.1.6			8.1.6			8.			If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?			Paragraphs 8.1.6 and 16a.2.8 require that a shim be used when cutting plies to protect other plies and tools. During job audit 16a the auditor witness plies being cut at the part edge against the tool; however, at no time did the auditor see plies cut over other plies.


			122150			Kevin Canfield			Composites Horizons Inc			05-Nov-07			REACCRED			Certificate Issued			COMP			United States			6113275865			1			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Finding: AC7118 checklist para. 11.3.2 asks: Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding: Press pressure requirements stated in the Manufacturing Work Instruction MWI 5205-4071141-T states pressure in terms of Lb's of ram force. The process control instrument (press gage) measures press PSI and the cure chart recorder measures tons. The operator has no means of determining if the PSI or tonnage record is operating within specification since the MWI is stated in Lb's of ram force. Note: During the job audit the proper conversion calculations were made to determine compliance to the MWI requirement and found to be acceptable and therefore no product is impacted.


			122150			Kevin Canfield			Composites Horizons Inc			05-Nov-07			REACCRED			Certificate Issued			COMP			United States			6113275865			2			MINOR			CLOSED			AC7118			A 6-Mar-07			12d.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement: AC7118 checklist para. 12d.2.1 asks: Do the specification/drawing/design requirements and revision on the purchase order match the received material?

Finding: Purchase Order 12721 for core details does not state the part (core detail) drawing revision level.


			122150			Kevin Canfield			Composites Horizons Inc			05-Nov-07			REACCRED			Certificate Issued			COMP			United States			6113275865			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.10			14a-b.2.10			14			Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin?			Requirement: AC7118 checklist para. 14b.2.10 asks: Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin? And para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: One roll (Carbon/epoxy fabric roll 016 of batch 8024662) of material for work order 83077/1 was not supported by its core during ply cutting on the CNC ply cutter. The roll was set on the table during the previous kit and left on the table during the lunch break.


			122150			Kevin Canfield			Composites Horizons Inc			05-Nov-07			REACCRED			Certificate Issued			COMP			United States			6113275865			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Requirement: AC7118 checklist para. 14b.2.10 asks: Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin? And para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: One roll (Carbon/epoxy fabric roll 016 of batch 8024662) of material for work order 83077/1 was not supported by its core during ply cutting on the CNC ply cutter. The roll was set on the table during the previous kit and left on the table during the lunch break.


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Material handling

Requirement:
AC 7118 Rev A: 5.1.11, 8.2.1 and 12a.2.13
Are materials stored in a manner to prevent damage or contamination?  Are kits prepared in CCA stored to protect from contaminates and damage?  Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
During receiving quality-control prepreg (#12a) job-audit, two (2) boxes were found that contained partial rolls of prepreg in Storage freezer #3 that were not supported by a core.  Neither roll showed significant flattening at the bottom.  Also, walk-in freezer dedicated to kit-storage for CCA use was overfilled with kits.  Some kits consisted of both flat and folded over (rolled over) plies that had to be rolled-over due excessive size in order to fit within the freezer space.  Among the kits with a mix of rolled-over and flat plies, some were stored under other kits, thus causing a potential creasing-force on the rolled-over plies.  None of the rolled-over plies in the observed kits that were stored under the weight of additional kits on top showed signs of creasing.  Operations VP shared +$million 2008 budget plan listing a number of capital improvements, and item #1 on this list is a large walk-in freezer dedicated to CCA.


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Material handling

Requirement:
AC 7118 Rev A: 5.1.11, 8.2.1 and 12a.2.13
Are materials stored in a manner to prevent damage or contamination?  Are kits prepared in CCA stored to protect from contaminates and damage?  Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
During receiving quality-control prepreg (#12a) job-audit, two (2) boxes were found that contained partial rolls of prepreg in Storage freezer #3 that were not supported by a core.  Neither roll showed significant flattening at the bottom.  Also, walk-in freezer dedicated to kit-storage for CCA use was overfilled with kits.  Some kits consisted of both flat and folded over (rolled over) plies that had to be rolled-over due excessive size in order to fit within the freezer space.  Among the kits with a mix of rolled-over and flat plies, some were stored under other kits, thus causing a potential creasing-force on the rolled-over plies.  None of the rolled-over plies in the observed kits that were stored under the weight of additional kits on top showed signs of creasing.  Operations VP shared +$million 2008 budget plan listing a number of capital improvements, and item #1 on this list is a large walk-in freezer dedicated to CCA.


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.2.1			8.2.1			8.			Are kits prepared in CCA (EMA for dry fibers, fabric, braids, preforms and prepreg/adhesive when protected by double sided carrier) and stored to protect from contaminates and damage?			Material handling

Requirement:
AC 7118 Rev A: 5.1.11, 8.2.1 and 12a.2.13
Are materials stored in a manner to prevent damage or contamination?  Are kits prepared in CCA stored to protect from contaminates and damage?  Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
During receiving quality-control prepreg (#12a) job-audit, two (2) boxes were found that contained partial rolls of prepreg in Storage freezer #3 that were not supported by a core.  Neither roll showed significant flattening at the bottom.  Also, walk-in freezer dedicated to kit-storage for CCA use was overfilled with kits.  Some kits consisted of both flat and folded over (rolled over) plies that had to be rolled-over due excessive size in order to fit within the freezer space.  Among the kits with a mix of rolled-over and flat plies, some were stored under other kits, thus causing a potential creasing-force on the rolled-over plies.  None of the rolled-over plies in the observed kits that were stored under the weight of additional kits on top showed signs of creasing.  Operations VP shared +$million 2008 budget plan listing a number of capital improvements, and item #1 on this list is a large walk-in freezer dedicated to CCA.


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			10.1.2-a.			10.1.2-a.			10			Detailed testing methods.			Procedure documentation--systemic

Requirement:
AC 7118 Rev A, 10.1.2a
Does the supplier have documented procedures for the following? 
a. Detailed testing methods.

Finding:
During mechanical property testing audit (#23a), the testing work order referenced the necessary test standard, but a detailed testing method for operating the test machine was absent.  Also, for thermal/analytical testing audit (#23c), lab-test work order did not have detailed testing procedure for operating TMA instrument.  Quality manager indicated that this deficiency was known and that a task group had been working actively to upgrade lab-test procedure documentation to similar degree as manufacturing operations.


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			EMA policies

Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, and 6.3.6
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?   Is there a documented procedure for cleaning of the environmentally monitored area?

Finding:
Quality System policy does not cover all EMA definition and requirements explicitly.  In spite of this lapse the entire manufacturing facility operated as if there was an implicit understanding that these policies were in place.  No violations of any prohibited activity were observed, despite absence of required policies and posted signage.  Dust-producing operations are segregated by distance or in curtain-enclosed areas.  Numerous, calibrated temperature & humidity chart recorders were stationed throughout the shop perfectly suited to monitoring all EMA-definable areas for process operations such as adhesive bonding, compression molding, and vacuum-assisted resin-transfer molding (VARTM).


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			EMA policies

Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, and 6.3.6
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?   Is there a documented procedure for cleaning of the environmentally monitored area?

Finding:
Quality System policy does not cover all EMA definition and requirements explicitly.  In spite of this lapse the entire manufacturing facility operated as if there was an implicit understanding that these policies were in place.  No violations of any prohibited activity were observed, despite absence of required policies and posted signage.  Dust-producing operations are segregated by distance or in curtain-enclosed areas.  Numerous, calibrated temperature & humidity chart recorders were stationed throughout the shop perfectly suited to monitoring all EMA-definable areas for process operations such as adhesive bonding, compression molding, and vacuum-assisted resin-transfer molding (VARTM).


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			EMA policies

Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, and 6.3.6
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?   Is there a documented procedure for cleaning of the environmentally monitored area?

Finding:
Quality System policy does not cover all EMA definition and requirements explicitly.  In spite of this lapse the entire manufacturing facility operated as if there was an implicit understanding that these policies were in place.  No violations of any prohibited activity were observed, despite absence of required policies and posted signage.  Dust-producing operations are segregated by distance or in curtain-enclosed areas.  Numerous, calibrated temperature & humidity chart recorders were stationed throughout the shop perfectly suited to monitoring all EMA-definable areas for process operations such as adhesive bonding, compression molding, and vacuum-assisted resin-transfer molding (VARTM).


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			4			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Documented manufacturing procedure mismatch

Requirement:
AC 7118 Rev A, 11.3.2
Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding:
During job audit #20d for VARTM heated tool curing process, job number 795390, P/N C-00863-1, a standard twist-drill bit was used to bore out the last remaining cured resin in a sprue-hole rather than using a flat-bottom drill bit as indicated in the manufacturing procedure document.  Operator indicated that there was no flat-bottom drill bit available and substituted twist-drill bit instead.


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			5			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			Mold-release storage

Requirement:
AC 7118 Rev A 7.5.2 and 11.2.4
Are tools/containers protected from mold release contamination?
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
While conducting autoclave-cure job audit (#20a), incidentally observed mold-release in original 1-gal container (labeled) that had been left open without a lid.  In addition, cheesecloth with discoloration arising from its use to wipe a mold with release agent was lying on top of the can next to the opening.


			122218			Sean Walsh			BAE Systems Composite Structures Inc.			06-Nov-07			REACCRED			Certificate Issued			COMP			United States			6107230285			5			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			Mold-release storage

Requirement:
AC 7118 Rev A 7.5.2 and 11.2.4
Are tools/containers protected from mold release contamination?
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
While conducting autoclave-cure job audit (#20a), incidentally observed mold-release in original 1-gal container (labeled) that had been left open without a lid.  In addition, cheesecloth with discoloration arising from its use to wipe a mold with release agent was lying on top of the can next to the opening.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			1			MINOR			CLOSED			AC7118			A 6-Mar-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement: Checklist AC7118 para. 12a.2.1 asks: Do the specification/drawing/design requirements and revision on the purchase order match the received material?

Finding: Supplier material certification for fiberglass fabric/epoxy prepreg per HMS 16-1236 stated revision D from purchase order 160726B. The latest specification available to Kaman is rev. C. The material was accepted by receiving inspection without detecting the different specification levels. Kaman's purchase order system requires the supplier to provide material to the latest customer specification level.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Requirement: Checklist AC7118 para. 12a.b.2.11 asks: Is temperature sensitive material shipped and verified for temperature? And para. 5.1.3 asks: For perishable materials is out time and temperature controlled and traceable from the purchased source?

Finding: No temperature verification for temperature sensitive materials could be found during the audit. Receiving records do not indicate shipping temperature status and the records associated to job audits 12a (PO 160726B for HMS 16-1236) and 12b (PO 7046290 for GA100Y) did not contain the recorder data. This is a systemic finding.

Note: This data may exist but was not available for verification during the audit. The person in charge of the data was not available during the week of the audit.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Requirement: Checklist AC7118 para. 12a.b.2.11 asks: Is temperature sensitive material shipped and verified for temperature? And para. 5.1.3 asks: For perishable materials is out time and temperature controlled and traceable from the purchased source?

Finding: No temperature verification for temperature sensitive materials could be found during the audit. Receiving records do not indicate shipping temperature status and the records associated to job audits 12a (PO 160726B for HMS 16-1236) and 12b (PO 7046290 for GA100Y) did not contain the recorder data. This is a systemic finding.

Note: This data may exist but was not available for verification during the audit. The person in charge of the data was not available during the week of the audit.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			Requirement: Checklist AC7118 para. 12a.b.2.11 asks: Is temperature sensitive material shipped and verified for temperature? And para. 5.1.3 asks: For perishable materials is out time and temperature controlled and traceable from the purchased source?

Finding: No temperature verification for temperature sensitive materials could be found during the audit. Receiving records do not indicate shipping temperature status and the records associated to job audits 12a (PO 160726B for HMS 16-1236) and 12b (PO 7046290 for GA100Y) did not contain the recorder data. This is a systemic finding.

Note: This data may exist but was not available for verification during the audit. The person in charge of the data was not available during the week of the audit.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			15a.2.2			15a-b.2.2			15			Is core cleaned after processing to eliminate potential contamination?			Requirement: Checklist AC7118 para. 15a.2.2 asks: Is core cleaned after processing to eliminate potential contamination? And para. 15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? And para. 8.8.2 asks: Is core cleaned after machining to eliminate potential contamination?

Finding: Core kit 900R2152101 (details -203,-213,-215) from work order 802648730 were placed on a table with used paper (the table had been used in the paint shop) for cleaning by solvent wipe. The table was dirty and not cleaned (or paper changed) prior to cleaning of the core. The cleaned details remained on the table after cleaning and placed in the oven for drying. This kit was also moved into the CCA on the same table without cleaning of the table. The table was dirty and had visible contamination.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Requirement: Checklist AC7118 para. 15a.2.2 asks: Is core cleaned after processing to eliminate potential contamination? And para. 15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? And para. 8.8.2 asks: Is core cleaned after machining to eliminate potential contamination?

Finding: Core kit 900R2152101 (details -203,-213,-215) from work order 802648730 were placed on a table with used paper (the table had been used in the paint shop) for cleaning by solvent wipe. The table was dirty and not cleaned (or paper changed) prior to cleaning of the core. The cleaned details remained on the table after cleaning and placed in the oven for drying. This kit was also moved into the CCA on the same table without cleaning of the table. The table was dirty and had visible contamination.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.8.2			8.8.2			8.			Is core cleaned after machining to eliminate potential contamination?			Requirement: Checklist AC7118 para. 15a.2.2 asks: Is core cleaned after processing to eliminate potential contamination? And para. 15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? And para. 8.8.2 asks: Is core cleaned after machining to eliminate potential contamination?

Finding: Core kit 900R2152101 (details -203,-213,-215) from work order 802648730 were placed on a table with used paper (the table had been used in the paint shop) for cleaning by solvent wipe. The table was dirty and not cleaned (or paper changed) prior to cleaning of the core. The cleaned details remained on the table after cleaning and placed in the oven for drying. This kit was also moved into the CCA on the same table without cleaning of the table. The table was dirty and had visible contamination.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			16b.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Requirement: Checklist AC7118 para. 8.1.4 asks: Are heating tools controlled to a maximum temperature per customer or supplier requirements? And para. 16b.2.16 asks: Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?

Finding: Operator was using an un-controlled heat gun for tacking and smoothing of windings during layup of P/N 900R213201-101 from work order 802632550. Once questioned by the auditor the heat gun was removed for the work area and replaced with a calibrated and controlled gun (150F) that meets customer requirements of MDP 12-118.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			Requirement: Checklist AC7118 para. 8.1.4 asks: Are heating tools controlled to a maximum temperature per customer or supplier requirements? And para. 16b.2.16 asks: Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?

Finding: Operator was using an un-controlled heat gun for tacking and smoothing of windings during layup of P/N 900R213201-101 from work order 802632550. Once questioned by the auditor the heat gun was removed for the work area and replaced with a calibrated and controlled gun (150F) that meets customer requirements of MDP 12-118.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			5			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.3			10.1.3			10			Do the documented test procedures reference the customer's specifications?			Requirement: Checklist AC7118 para. 23c.2.1 asks: Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard? And para. 23c.2.2 asks: Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard? And para. 23c.2.9 asks: Did the test comply with the work instructions/documented test procedures? And para. 10.1.3 asks: Do the documented test procedures reference the customer's specifications?

Finding: Process control test for Tg by TMA for Test Request 07-0193 requested the test per MDP 18-112 table IV. The table reference is not correct and should be table VI. The test requirement per table VI is per MDP 13-9 however it was performed to ASTM E 1545 paragraph 4.1. In addition the test report did not contain the required information of 1. The testing conditions 2. The testing parameters; and 3. The test method (A or B).

Note: The auditor did a cursory review and found differences between the test requirements of the 2 specifications in the areas of sample prep and temperature rate.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			5			MINOR			CLOSED			AC7118			A 6-Mar-07			23c.2.1			23a-c.2.1			23			Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard?			Requirement: Checklist AC7118 para. 23c.2.1 asks: Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard? And para. 23c.2.2 asks: Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard? And para. 23c.2.9 asks: Did the test comply with the work instructions/documented test procedures? And para. 10.1.3 asks: Do the documented test procedures reference the customer's specifications?

Finding: Process control test for Tg by TMA for Test Request 07-0193 requested the test per MDP 18-112 table IV. The table reference is not correct and should be table VI. The test requirement per table VI is per MDP 13-9 however it was performed to ASTM E 1545 paragraph 4.1. In addition the test report did not contain the required information of 1. The testing conditions 2. The testing parameters; and 3. The test method (A or B).

Note: The auditor did a cursory review and found differences between the test requirements of the 2 specifications in the areas of sample prep and temperature rate.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			5			MINOR			CLOSED			AC7118			A 6-Mar-07			23c.2.2			23a-c.2.2			23			Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard?			Requirement: Checklist AC7118 para. 23c.2.1 asks: Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard? And para. 23c.2.2 asks: Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard? And para. 23c.2.9 asks: Did the test comply with the work instructions/documented test procedures? And para. 10.1.3 asks: Do the documented test procedures reference the customer's specifications?

Finding: Process control test for Tg by TMA for Test Request 07-0193 requested the test per MDP 18-112 table IV. The table reference is not correct and should be table VI. The test requirement per table VI is per MDP 13-9 however it was performed to ASTM E 1545 paragraph 4.1. In addition the test report did not contain the required information of 1. The testing conditions 2. The testing parameters; and 3. The test method (A or B).

Note: The auditor did a cursory review and found differences between the test requirements of the 2 specifications in the areas of sample prep and temperature rate.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			5			MINOR			CLOSED			AC7118			A 6-Mar-07			23c.2.9			23a-c.2.9			23			Did the test comply with the work instructions/documented test procedures?			Requirement: Checklist AC7118 para. 23c.2.1 asks: Do the work instructions or documented test procedures reference the customer's testing specification and/or testing standard? And para. 23c.2.2 asks: Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard? And para. 23c.2.9 asks: Did the test comply with the work instructions/documented test procedures? And para. 10.1.3 asks: Do the documented test procedures reference the customer's specifications?

Finding: Process control test for Tg by TMA for Test Request 07-0193 requested the test per MDP 18-112 table IV. The table reference is not correct and should be table VI. The test requirement per table VI is per MDP 13-9 however it was performed to ASTM E 1545 paragraph 4.1. In addition the test report did not contain the required information of 1. The testing conditions 2. The testing parameters; and 3. The test method (A or B).

Note: The auditor did a cursory review and found differences between the test requirements of the 2 specifications in the areas of sample prep and temperature rate.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			6			MINOR			CLOSED			AC7118			A 6-Mar-07			10.2.1			10.2.1			10			Are mechanical testing machines calibrated per ASTM E4, ISO 7500-1, or equivalent/customer requirements?			Requirement: Checklist AC7118 para. 10.2.1 asks: Are mechanical testing machines calibrated per ASTM E4, ISO 7500-1, or equivalent/customer requirements?

Finding: Although the test machine is properly calibrated, the settings for head speed are not labeled on the control dial. The dial has a scribe mark where the setting is placed during test but the quantitative information for each setting is not provide or labeled on the dial.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			7			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Requirement: Checklist AC7118 para. 11.3.2 asks: Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding: Work order 802352740 for autoclave cure of Boeing P/N 115W2762-5 at operation 90 specifies that autoclave 1,2,3, or 4 can be used. Autoclave 3 is not currently approved for Boeing cures.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			8			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.11			6.2.11			6.			Are signs posted outside the CCA for appropriate prohibition of eating, smoking and drinking?Note: The sign does not need to state "No Smoking" if the supplier has a policy on no smoking within the facility.			Requirement: Checklist AC7118 para. 6.2.11 asks: Are signs posted outside the CCA for appropriate prohibition of eating, smoking and drinking? Note: The sign does not need to state "No Smoking" if the supplier has a policy on no smoking within the facility.

Finding: CCA in building 30 does not have a sign posted outside the CCA for appropriate prohibition of eating, smoking and drinking.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			9			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: Checklist AC7118 para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? And para.6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area?

Finding: EMA procedures are not established for the core processing areas where cleaning and machining are performed in buildings 2 and 30.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			9			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: Checklist AC7118 para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? And para.6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area?

Finding: EMA procedures are not established for the core processing areas where cleaning and machining are performed in buildings 2 and 30.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			9			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Requirement: Checklist AC7118 para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? And para.6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area?

Finding: EMA procedures are not established for the core processing areas where cleaning and machining are performed in buildings 2 and 30.


			122199			Kevin Canfield			Kaman Aerospace Corp			12-Nov-07			REACCRED			Certificate Issued			COMP			United States			6109538600			9			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Requirement: Checklist AC7118 para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? And para.6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area?

Finding: EMA procedures are not established for the core processing areas where cleaning and machining are performed in buildings 2 and 30.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			1			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Paragraphs 6.3 and its sub-paragraphs address the EMA requirements to be defined by procedure. Paragraphs 15a.2.4 and 22.2.1 require that core processing and miscellaneous bonding be performed in an EMA. There is no EMA documented procedure, and core processing and miscellaneous bonding are not performed in a designated EMA.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Paragraphs 6.3 and its sub-paragraphs address the EMA requirements to be defined by procedure. Paragraphs 15a.2.4 and 22.2.1 require that core processing and miscellaneous bonding be performed in an EMA. There is no EMA documented procedure, and core processing and miscellaneous bonding are not performed in a designated EMA.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3			6.3			6.			Environmentally Monitored Area			Paragraphs 6.3 and its sub-paragraphs address the EMA requirements to be defined by procedure. Paragraphs 15a.2.4 and 22.2.1 require that core processing and miscellaneous bonding be performed in an EMA. There is no EMA documented procedure, and core processing and miscellaneous bonding are not performed in a designated EMA.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			20b.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, vacuum, time, etc.) monitored, recorded and verified per requirements?			Paragraph 8.1.1, 20b.2.1, 20b.2.8, and 8.7.1 require that all equipment used for process conformity, including the cure cycle are calibrated and meet customer requirements. Work Order 203142-000 (P/N 206-064-203-101), operation 30 calls out  "10-12 PSI positive pressure" throughout the cure cycle. The gage measuring cure pressure (on the pressure regulator) is not calibrated.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			20b.2.8			20a-c.2.8			20			Is the curing of parts performed in approved equipment per customer requirements?			Paragraph 8.1.1, 20b.2.1, 20b.2.8, and 8.7.1 require that all equipment used for process conformity, including the cure cycle are calibrated and meet customer requirements. Work Order 203142-000 (P/N 206-064-203-101), operation 30 calls out  "10-12 PSI positive pressure" throughout the cure cycle. The gage measuring cure pressure (on the pressure regulator) is not calibrated.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.1.1			8.1.1			8.			Is the equipmnet used for the verification of product and process conformity calibrated?			Paragraph 8.1.1, 20b.2.1, 20b.2.8, and 8.7.1 require that all equipment used for process conformity, including the cure cycle are calibrated and meet customer requirements. Work Order 203142-000 (P/N 206-064-203-101), operation 30 calls out  "10-12 PSI positive pressure" throughout the cure cycle. The gage measuring cure pressure (on the pressure regulator) is not calibrated.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.7.1			8.7.1			8.			Are cure requirements (i.e., temperature, pressure, vacuum, hold times, ramp rates, etc.) monitored, recorded and verified per customer requirements?			Paragraph 8.1.1, 20b.2.1, 20b.2.8, and 8.7.1 require that all equipment used for process conformity, including the cure cycle are calibrated and meet customer requirements. Work Order 203142-000 (P/N 206-064-203-101), operation 30 calls out  "10-12 PSI positive pressure" throughout the cure cycle. The gage measuring cure pressure (on the pressure regulator) is not calibrated.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Paragraph 6.5.1requires a documented preventative maintenance plan that includes all major equipment. Paragraphs12a.2.13, 12a.2.5, 12b.2.13, 12.a.2.5 and 5.1.11 require that materials are stored in a manner that prevents damage, contamination, and cold flow of resin. The freezer is very moist and most of the stored material is covered with frost (in some cases the frost has intruded into the box). This moisture has allowed the ends of some boxes to bulge out releasing the prepreg and adhesive rolls from their support and they are laying on the bottom of the box. Although the freezer is monitored, it has no preventative maintenance plan.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.5			12a-g.2.5			12			Are materials adequately protected from damage and contamination? (e.g., bags are not torn, seals are not damaged, etc.)			Paragraph 6.5.1requires a documented preventative maintenance plan that includes all major equipment. Paragraphs12a.2.13, 12a.2.5, 12b.2.13, 12.a.2.5 and 5.1.11 require that materials are stored in a manner that prevents damage, contamination, and cold flow of resin. The freezer is very moist and most of the stored material is covered with frost (in some cases the frost has intruded into the box). This moisture has allowed the ends of some boxes to bulge out releasing the prepreg and adhesive rolls from their support and they are laying on the bottom of the box. Although the freezer is monitored, it has no preventative maintenance plan.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Paragraph 6.5.1requires a documented preventative maintenance plan that includes all major equipment. Paragraphs12a.2.13, 12a.2.5, 12b.2.13, 12.a.2.5 and 5.1.11 require that materials are stored in a manner that prevents damage, contamination, and cold flow of resin. The freezer is very moist and most of the stored material is covered with frost (in some cases the frost has intruded into the box). This moisture has allowed the ends of some boxes to bulge out releasing the prepreg and adhesive rolls from their support and they are laying on the bottom of the box. Although the freezer is monitored, it has no preventative maintenance plan.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.5			12a-g.2.5			12			Are materials adequately protected from damage and contamination? (e.g., bags are not torn, seals are not damaged, etc.)			Paragraph 6.5.1requires a documented preventative maintenance plan that includes all major equipment. Paragraphs12a.2.13, 12a.2.5, 12b.2.13, 12.a.2.5 and 5.1.11 require that materials are stored in a manner that prevents damage, contamination, and cold flow of resin. The freezer is very moist and most of the stored material is covered with frost (in some cases the frost has intruded into the box). This moisture has allowed the ends of some boxes to bulge out releasing the prepreg and adhesive rolls from their support and they are laying on the bottom of the box. Although the freezer is monitored, it has no preventative maintenance plan.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Paragraph 6.5.1requires a documented preventative maintenance plan that includes all major equipment. Paragraphs12a.2.13, 12a.2.5, 12b.2.13, 12.a.2.5 and 5.1.11 require that materials are stored in a manner that prevents damage, contamination, and cold flow of resin. The freezer is very moist and most of the stored material is covered with frost (in some cases the frost has intruded into the box). This moisture has allowed the ends of some boxes to bulge out releasing the prepreg and adhesive rolls from their support and they are laying on the bottom of the box. Although the freezer is monitored, it has no preventative maintenance plan.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.5.1			6.5.1			6.			Is there a documneted preventative maintenance plan that includes all major equipment (i.e., ovens, autoclaves, presses, tape placement machines, infusion systems, lab test equipment and lab fixture, etc.), as applicable?			Paragraph 6.5.1requires a documented preventative maintenance plan that includes all major equipment. Paragraphs12a.2.13, 12a.2.5, 12b.2.13, 12.a.2.5 and 5.1.11 require that materials are stored in a manner that prevents damage, contamination, and cold flow of resin. The freezer is very moist and most of the stored material is covered with frost (in some cases the frost has intruded into the box). This moisture has allowed the ends of some boxes to bulge out releasing the prepreg and adhesive rolls from their support and they are laying on the bottom of the box. Although the freezer is monitored, it has no preventative maintenance plan.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 11.3.1 and 22.2.2 require that the manufacturing record be complete for all work performed and component parts of an assembly be prepared per customer requirements. When performing job audit 22 , it was found that job had actually been started the day before but there was no record of work performed, adhesive mix and pot life, status of cleaned material, etc. The auditor considers this an isolated case since the operator apparently became very ill and had to leave quickly; and on a previous job audit (15a), the auditor observed the same situation but the the operator who had started the work had short stamped the paper work define the extent of his effort.


			122519			David Kennedy			Triumph Fabrications - Ft. Worth			13-Nov-07			REACCRED			TG Review			COMP			United States			6109430368			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.2			22.2.2			22			Are the component parts of the assembly prepared prior to assembly per customer requirements and/or work instructions?			Paragraph 11.3.1 and 22.2.2 require that the manufacturing record be complete for all work performed and component parts of an assembly be prepared per customer requirements. When performing job audit 22 , it was found that job had actually been started the day before but there was no record of work performed, adhesive mix and pot life, status of cleaned material, etc. The auditor considers this an isolated case since the operator apparently became very ill and had to leave quickly; and on a previous job audit (15a), the auditor observed the same situation but the the operator who had started the work had short stamped the paper work define the extent of his effort.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12g.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			The requirements are that there be a documented procedure that describes actions to be taken after a temperature failure of the cold storage unit, that temperature-sensitive material be shipped and verified for temperature, and that out time and temperature are controlled and traceable from the purchase point.  IDEC purchases Hexcel RTM 651 single-component resin for liquid resin processing per EADS CASA specification IPS 05-04-100-01.  The specification permits the material to be used with up to 15 days out-time.  Out-time is tracked manually once the material is received and accepted.  However, the procedure describing the tracking of out time is very general, and does not specifically require that out-time accumulated during shipment from the vendor be identified and tracked, nor out time accumulated in the event of a failure of the cold storage system.  No out time accumulation during shipment or cold storage failure was observed in available records.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			The requirements are that there be a documented procedure that describes actions to be taken after a temperature failure of the cold storage unit, that temperature-sensitive material be shipped and verified for temperature, and that out time and temperature are controlled and traceable from the purchase point.  IDEC purchases Hexcel RTM 651 single-component resin for liquid resin processing per EADS CASA specification IPS 05-04-100-01.  The specification permits the material to be used with up to 15 days out-time.  Out-time is tracked manually once the material is received and accepted.  However, the procedure describing the tracking of out time is very general, and does not specifically require that out-time accumulated during shipment from the vendor be identified and tracked, nor out time accumulated in the event of a failure of the cold storage system.  No out time accumulation during shipment or cold storage failure was observed in available records.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			6.1.2			6.1.2			6.			Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?			The requirements are that there be a documented procedure that describes actions to be taken after a temperature failure of the cold storage unit, that temperature-sensitive material be shipped and verified for temperature, and that out time and temperature are controlled and traceable from the purchase point.  IDEC purchases Hexcel RTM 651 single-component resin for liquid resin processing per EADS CASA specification IPS 05-04-100-01.  The specification permits the material to be used with up to 15 days out-time.  Out-time is tracked manually once the material is received and accepted.  However, the procedure describing the tracking of out time is very general, and does not specifically require that out-time accumulated during shipment from the vendor be identified and tracked, nor out time accumulated in the event of a failure of the cold storage system.  No out time accumulation during shipment or cold storage failure was observed in available records.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			2			MINOR			CLOSED			AC7118			A 6-Mar-07			6.2.2			6.2.2			6.			If applicable, is the compressed air supply in the CCA filtered to remove oil, water and particles and are the filters monitored for periodic replacement?			The requirement is that the compressed air supply in the CCA be filtered to remove oil, water and particulates.  Compressed air is used in the CCA for demolding parts.  The air supply is not filtered before entering the CCA.  The location of this air supply and the activities it supports is more than 10 meters from the area where dry fiber is exposed.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			3			MINOR			CLOSED			AC7118			A 6-Mar-07			16a.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			The requirement is that heating tools be controlled to a maximum temperatures per customer or supplier requirements.  IDEC employs consumer-type clothing irons for attaching tackified carbon and glass fiber patterns to the tool and to previously-applied patterns.  EADS CASA specification I+D-P-386 requires that heating tools be controlled to a specified temperature range.  The irons are not calibrated are controlled.  IDEC has negotiated an approach with EADS CASA for calibrating these irons, but the process is not complete, and uncalibrated heating tools are in use.  No discrepant parts have been identified during subsequent nondestructive testing.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			3			MINOR			CLOSED			AC7118			A 6-Mar-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			The requirement is that heating tools be controlled to a maximum temperatures per customer or supplier requirements.  IDEC employs consumer-type clothing irons for attaching tackified carbon and glass fiber patterns to the tool and to previously-applied patterns.  EADS CASA specification I+D-P-386 requires that heating tools be controlled to a specified temperature range.  The irons are not calibrated are controlled.  IDEC has negotiated an approach with EADS CASA for calibrating these irons, but the process is not complete, and uncalibrated heating tools are in use.  No discrepant parts have been identified during subsequent nondestructive testing.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			14a.2.5			14a-b.2.5			14			If kits are removed from the CCA/EMA, are kits bagged and sealed to prevent damage or contamination?			The requirement is that molds be closed per specified requirements.  Tacified fiber patterns were laid up on the male tool in a CCA, and a protective film was applied.  The tool/part was then removed from the CCA to an unmonitored area of the shop with high-capacity crane access.  The female mold was hoisted by the crane and lowered to a position just above the part.  The protective film was removed and the outer ply of material was smoothed into place while the part was in the uncontrolled area.  The female mold was then lowered into place and bolted down.  Finally, the assembled mold was moved into another CCA for the infusion process.  While I+D-P-386 does not specifically require that the mold be closed in a controlled atmosphere, it is clear that exposure of the tackified fiber to the environment of the general work area  of the shop violates the intent of Section 4.1 of I+D-P-386 as well as practices specifically required for protecting raw materials when removed from CCA, as reflected in 14a.2.5 of AC7118.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			19a.2.7			19a-b.2.7			19			Are the molds closed per specified requirements?			The requirement is that molds be closed per specified requirements.  Tacified fiber patterns were laid up on the male tool in a CCA, and a protective film was applied.  The tool/part was then removed from the CCA to an unmonitored area of the shop with high-capacity crane access.  The female mold was hoisted by the crane and lowered to a position just above the part.  The protective film was removed and the outer ply of material was smoothed into place while the part was in the uncontrolled area.  The female mold was then lowered into place and bolted down.  Finally, the assembled mold was moved into another CCA for the infusion process.  While I+D-P-386 does not specifically require that the mold be closed in a controlled atmosphere, it is clear that exposure of the tackified fiber to the environment of the general work area  of the shop violates the intent of Section 4.1 of I+D-P-386 as well as practices specifically required for protecting raw materials when removed from CCA, as reflected in 14a.2.5 of AC7118.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			19b.2.7			19a-b.2.7			19			Are the molds closed per specified requirements?			The requirement is that molds be closed per specified requirements.  Tacified fiber patterns were laid up on the male tool in a CCA, and a protective film was applied.  The tool/part was then removed from the CCA to an unmonitored area of the shop with high-capacity crane access.  The female mold was hoisted by the crane and lowered to a position just above the part.  The protective film was removed and the outer ply of material was smoothed into place while the part was in the uncontrolled area.  The female mold was then lowered into place and bolted down.  Finally, the assembled mold was moved into another CCA for the infusion process.  While I+D-P-386 does not specifically require that the mold be closed in a controlled atmosphere, it is clear that exposure of the tackified fiber to the environment of the general work area  of the shop violates the intent of Section 4.1 of I+D-P-386 as well as practices specifically required for protecting raw materials when removed from CCA, as reflected in 14a.2.5 of AC7118.


			123739			Harry Coffee			IDEC			13-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6114963383			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.4.1			11.4.1			11			Have housekeeping requirements been met as per applicable procedure?			The requirement is that housekeeping requirements be met as per applicable procedure.  In the CCA where lay-up and pattern cutting is done, the housekeeping standards are low, and do not meet the requirements of the customer.  In this area, large quantities of dry/tackified fiber are cut and trimmed, which generates large volumes of small carbon and glass fiber debris.  The discipline to control this debris is poor.  On a few occations fiber debris was observed between plies, and it was necessary for the auditor to point it out to technicians before application of an additional ply, which would have covered the debris.


			125099			Sean Walsh			NUCAP-Bombardier Aerospace - Shorts MBP			19-Nov-07			REACCRED			TG Review			COMP			United Kingdom			6121268123			1			MINOR			CLOSED			AC7118			A 6-Mar-07			16b.2.5			16a-c.2.5			16			Are processes being performed in the CCA/EMA compliant to the documented procedure?			NCR#1: (Minor)
CCA processes

Requirement:
AC 7118 Rev A: 16b.2.5
Are processes being performed in the CCA/EMA compliant to the documented procedure?

Finding:
During metal-bond layup job-audit (#16b) process record #F41774950 in CCA, tool was scraped and wiped clean contrary to both the procedure on the traveler document and internal process specification P. Spec. 620 Para6.3j.


			125099			Sean Walsh			NUCAP-Bombardier Aerospace - Shorts MBP			19-Nov-07			REACCRED			TG Review			COMP			United Kingdom			6121268123			2			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			NCR#2 (Minor):
EMA processes

Requirement:
AC 7118 Rev A, 8.6.9 and 22.2.10
Is pot life of adhesive monitored prior to bonding?  Is pot life of the adhesive monitored and controlled?

Finding:
During miscellaneous bonding job audit (#22) process record #AD4SDR002, edge-potting adhesive was mixed and applied to edge of metal-cored P/N 228 50785 824 1A without monitoring pot life-time of mixing wasn't noted.


			125099			Sean Walsh			NUCAP-Bombardier Aerospace - Shorts MBP			19-Nov-07			REACCRED			TG Review			COMP			United Kingdom			6121268123			2			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			NCR#2 (Minor):
EMA processes

Requirement:
AC 7118 Rev A, 8.6.9 and 22.2.10
Is pot life of adhesive monitored prior to bonding?  Is pot life of the adhesive monitored and controlled?

Finding:
During miscellaneous bonding job audit (#22) process record #AD4SDR002, edge-potting adhesive was mixed and applied to edge of metal-cored P/N 228 50785 824 1A without monitoring pot life-time of mixing wasn't noted.


			125099			Sean Walsh			NUCAP-Bombardier Aerospace - Shorts MBP			19-Nov-07			REACCRED			TG Review			COMP			United Kingdom			6121268123			3			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			NCR#3 (Minor):
EMA processes

Requirement:
AC 7118 Rev A, 6.3.4
Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)

Finding:
During miscellaneous bonding job audit (#22) in EMA, a closed 1-qt can of RTV silicone adhesive and catalyst were found in the same storage cabinet as the edge-potting paste A/B component cans.  A few 1-qt A/B component edge-potting paste cans were stored on the far left side of the top shelf within this cabinet used for short-term, in-process storage of potting materials, while the can of RTV silicone adhesive was stored on the far right side of the same shelf, separated about 30 cm apart.


			122358			Dimple Matharoo			ARIES ESTRUCTURAS AEROESPACIALES (ARESA)			20-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6116352044			1			MINOR			CLOSED			AC7118			A 6-Mar-07			13.2.2			13.2.2			13			Is the mold release agent applied and fully cured?			Requirement: Is mould release agent applied I.A.W customer requirements.
When applying frekote 700NC to the tool, the operator did not wait for the frekote to evaporate 5 - 10 min betweeen coats as indicated in the customer specification I+D-P-348 para 6.3.


			122358			Dimple Matharoo			ARIES ESTRUCTURAS AEROESPACIALES (ARESA)			20-Nov-07			INITIAL			Certificate Issued			COMP			Spain			6116352044			1			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.1			7.5.1			7.			Are mold releases applied according to customer or supplier requirements?			Requirement: Is mould release agent applied I.A.W customer requirements.
When applying frekote 700NC to the tool, the operator did not wait for the frekote to evaporate 5 - 10 min betweeen coats as indicated in the customer specification I+D-P-348 para 6.3.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Requirement: AC7118 checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks:  Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? And para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? And para.22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?

Finding: EMA procedures for potting of inserts and associated mixing area are not updated to include the above stated requirements.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: AC7118 checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks:  Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? And para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? And para.22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?

Finding: EMA procedures for potting of inserts and associated mixing area are not updated to include the above stated requirements.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: AC7118 checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks:  Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? And para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? And para.22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?

Finding: EMA procedures for potting of inserts and associated mixing area are not updated to include the above stated requirements.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Requirement: AC7118 checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks:  Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? And para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? And para.22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?

Finding: EMA procedures for potting of inserts and associated mixing area are not updated to include the above stated requirements.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Requirement: AC7118 checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? And para. 6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? And para. 6.3.5 asks:  Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? And para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? And para.22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?

Finding: EMA procedures for potting of inserts and associated mixing area are not updated to include the above stated requirements.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Requirement: AC7118 checklist para. 11.3.2 asks: Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence) 

Finding: 3 routers (7560554, 7560594 and 7560681) for p/n's 179W2300-301, 189W4000-303-51 and 189W4000-301-51 contained ply placement instructions that were wrong or missing. Operations specified ply's in the wrong order or did not include the reference to a station plan being used for the ply placement. Note: Ply's were assembled correctly to engineering. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.3.1			3.3.1			3.			During the course of the audit, was compliance with the existing quality management system demonstrated?			Requirement: AC7118 checklist para. 11.3.2 asks: Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence) 

Finding: 3 routers (7560554, 7560594 and 7560681) for p/n's 179W2300-301, 189W4000-303-51 and 189W4000-301-51 contained ply placement instructions that were wrong or missing. Operations specified ply's in the wrong order or did not include the reference to a station plan being used for the ply placement. Note: Ply's were assembled correctly to engineering. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Requirement: AC7118 checklist para. 14a.2.11 asks: When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material? And para 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination? And para. 12a/b.2.13asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? 

Finding: Numerous rolls of material in the freezer for raw material storage are not supported by there cores and are resting on there sides in there shipping box or have been stacked on top of each other in a box. 2 kits were found on the floor in the freezer for kit storage. This is a non-sustaining corrective action from audit 118181 NCR #1. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Requirement: AC7118 checklist para. 14a.2.11 asks: When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material? And para 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination? And para. 12a/b.2.13asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? 

Finding: Numerous rolls of material in the freezer for raw material storage are not supported by there cores and are resting on there sides in there shipping box or have been stacked on top of each other in a box. 2 kits were found on the floor in the freezer for kit storage. This is a non-sustaining corrective action from audit 118181 NCR #1. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			14a.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			Requirement: AC7118 checklist para. 14a.2.11 asks: When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material? And para 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination? And para. 12a/b.2.13asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? 

Finding: Numerous rolls of material in the freezer for raw material storage are not supported by there cores and are resting on there sides in there shipping box or have been stacked on top of each other in a box. 2 kits were found on the floor in the freezer for kit storage. This is a non-sustaining corrective action from audit 118181 NCR #1. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			3.4			3.4			3.			Verification of Corrective ActionsFor re-accreditation audits, was objective evidence of compliance for corrective actions from previous audits verified?			Requirement: AC7118 checklist para. 14a.2.11 asks: When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material? And para 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination? And para. 12a/b.2.13asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? 

Finding: Numerous rolls of material in the freezer for raw material storage are not supported by there cores and are resting on there sides in there shipping box or have been stacked on top of each other in a box. 2 kits were found on the floor in the freezer for kit storage. This is a non-sustaining corrective action from audit 118181 NCR #1. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			3			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Requirement: AC7118 checklist para. 14a.2.11 asks: When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material? And para 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination? And para. 12a/b.2.13asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? 

Finding: Numerous rolls of material in the freezer for raw material storage are not supported by there cores and are resting on there sides in there shipping box or have been stacked on top of each other in a box. 2 kits were found on the floor in the freezer for kit storage. This is a non-sustaining corrective action from audit 118181 NCR #1. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			20d.2.7			20a-d.2.7			20			Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			Requirement: AC7118 checklist para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding? And para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? And para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?

Finding: Pot life on 2 of 4 routers where threaded inserts were installed in honeycomb with 2-part adhesive did not have evidence of pot life monitoring or control. Job audit 22 for p/n 189W2310-1 (2 parts were processed at the same time by the same operator) were completed correctly however 2 parts processed on the previous shift did not have the pot life information recorded in the router. Also, no documented procedure was found during the audit that addresses the control and monitoring of pot life. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Requirement: AC7118 checklist para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding? And para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? And para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?

Finding: Pot life on 2 of 4 routers where threaded inserts were installed in honeycomb with 2-part adhesive did not have evidence of pot life monitoring or control. Job audit 22 for p/n 189W2310-1 (2 parts were processed at the same time by the same operator) were completed correctly however 2 parts processed on the previous shift did not have the pot life information recorded in the router. Also, no documented procedure was found during the audit that addresses the control and monitoring of pot life. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			Requirement: AC7118 checklist para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding? And para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? And para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?

Finding: Pot life on 2 of 4 routers where threaded inserts were installed in honeycomb with 2-part adhesive did not have evidence of pot life monitoring or control. Job audit 22 for p/n 189W2310-1 (2 parts were processed at the same time by the same operator) were completed correctly however 2 parts processed on the previous shift did not have the pot life information recorded in the router. Also, no documented procedure was found during the audit that addresses the control and monitoring of pot life. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			4			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Requirement: AC7118 checklist para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding? And para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? And para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? And para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?

Finding: Pot life on 2 of 4 routers where threaded inserts were installed in honeycomb with 2-part adhesive did not have evidence of pot life monitoring or control. Job audit 22 for p/n 189W2310-1 (2 parts were processed at the same time by the same operator) were completed correctly however 2 parts processed on the previous shift did not have the pot life information recorded in the router. Also, no documented procedure was found during the audit that addresses the control and monitoring of pot life. This is a systemic finding.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			23b.2.2			23a-c.2.2			23			Do the work instructions or documented test proceudres comply with the customer's testing specification and/or testing standard?			Requirement: AC7118 checklist para.23b.2.2 asks: Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard? And para. 23b.2.9 asks: Did the test comply with the work instructions/documented test procedures?

Finding: Gel time test procedure TI 5164.06.18 (rev. NEW) for glass/epoxy fabric that is used for receiving and life extension material testing specifies the use of 5x magnification. Customer specification FPS-2003B method A-003 specifies 10-20x magnification.

Note: During the audit the equipment (microscope) was put in place to perform the test per the customer requirement and the procedure was updated to meet the customer level of magnification.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			5			MAJOR			CLOSED			AC7118			A 6-Mar-07			23b.2.9			23a-c.2.9			23			Did the test comply with the work instructions/documented test procedures?			Requirement: AC7118 checklist para.23b.2.2 asks: Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard? And para. 23b.2.9 asks: Did the test comply with the work instructions/documented test procedures?

Finding: Gel time test procedure TI 5164.06.18 (rev. NEW) for glass/epoxy fabric that is used for receiving and life extension material testing specifies the use of 5x magnification. Customer specification FPS-2003B method A-003 specifies 10-20x magnification.

Note: During the audit the equipment (microscope) was put in place to perform the test per the customer requirement and the procedure was updated to meet the customer level of magnification.


			120768			Kevin Canfield			Israel Aircraft Industries - RAMTA Div			26-Nov-07			REACCRED			Certificate Issued			COMP			Israel			6113637788			6			MINOR			CLOSED			AC7118			A 6-Mar-07			10.1.5			10.1.5			10			Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?			Requirement: AC7118 checklist para.10.1.5 asks: Are documented procedures/work instructions established to uniquely identify specimens so they are traceable to the material lot number or part number or process they represent?

Finding: Lab procedures TI 5164.06.01 (rev. NEW) and 5191-13-101 (rev. A) have been updated to included the procedures for the identification of composite test specimens. Note: Specimens are identified; this is only a procedure deficiency.


			123278			David Kennedy			Aernnova - ICSA			26-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6113998964			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			23b.2.3			23a-c.2.3			23			Are specimens prepared in accordance with customer requirements or supplier documentation where no customer requirement exists?			Paragraph 23b.2.3 requires that specimens are prepared in accordance with customer and supplier requirements. Prepreg used in resin content test was stored in the freezer in an open plastic bag and was allowed to thaw open to laboratory atmosphere. Note: This was material for test only.


			123278			David Kennedy			Aernnova - ICSA			26-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6113998964			2			MAJOR			CLOSED			AC7118			A 6-Mar-07			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			Paragraph 17.2.9 requires that thermocouples be placed per customer or supplier requirements. Customer specification AIPS 03-07-007 paragraph 6.1.2.4 states,  "The distribution of thermocouples shall be made homogeneously, in order to record maximum and minimum temperature of each part." Thermocouples are positioned on the tool pending part location in the autoclave (in order to ease the stringing of multiple thermocouple wires). Note: This tool does not have a thermal profile per customer agreement and supplier/Nadcap resolution of NCR #6 in the last audit (116409)


			123278			David Kennedy			Aernnova - ICSA			26-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6113998964			3			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 11.3.1 requires that the maufacturing and inspection record be complete for all work performed. Work Order 610981 operation 55 calls for the verification of bagging operation in the CCA, during job audit 20a (verifying the cure cycle and tear done), the cure operation had been stamped but "bag verification" had not.


			123278			David Kennedy			Aernnova - ICSA			26-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6113998964			4			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 requires that work instructions are available to the operator and that they accurately reflect the manufacturing process (including proper sequence). In work instruction 609633, operation 120, the first line calls out to Frekote the bonding tool, the complete operation 120 is for lay up in the CCA, luckily no one paid any attention  - the tool has already been coated after the previous cure. The paper was red lined and master changed immediately


			123278			David Kennedy			Aernnova - ICSA			26-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6113998964			5			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.6			22.2.6			22			Is the mix ratio used validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Paragraphs 8.6.7 and 22.2.6 require that mix ratios be validated. During job audit 22 the adhesive ratio was determined on a weight scale that had insufficient accuracy to correctly measure the small amount of adhesive being mixed. Note: It was relayed to the auditor that the scale normally used for the job had been removed for repair and temporarily replaced with the scale of lessor accuracy.


			123278			David Kennedy			Aernnova - ICSA			26-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6113998964			5			MINOR			CLOSED			AC7118			A 6-Mar-07			8.6.7			8.6.7			8.			Are mix ratios validated (e.g. lap shears, shore-D hardness, recording of weights, witnessing by quality assurance, operator self verification program, etc.)?NOTE:  This does not apply to automatic dispensers or pre-mix kits.			Paragraphs 8.6.7 and 22.2.6 require that mix ratios be validated. During job audit 22 the adhesive ratio was determined on a weight scale that had insufficient accuracy to correctly measure the small amount of adhesive being mixed. Note: It was relayed to the auditor that the scale normally used for the job had been removed for repair and temporarily replaced with the scale of lessor accuracy.


			123278			David Kennedy			Aernnova - ICSA			26-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6113998964			6			MINOR			CLOSED			AC7118			A 6-Mar-07			4.2.1			4.2.1			4.			Has the supplier documented flow down of customer requirements to any sub-tier suppliers?			Paragraph 4.2.1 requires that the supplier flow down requirements to sub tier suppliers. Recently the supplier subcontracted the repair and test of thermocouples to a local honeycomb core machining facility, the PO (476227) for this off load does not describe the work or requirements for the task to be performed.


			123278			David Kennedy			Aernnova - ICSA			26-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6113998964			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			20a.2.1			20a-d.2.1			20			Are curing parameters (e.g. heating and cooling ramp rates and holds, pressure, vacuum, time, etc.) monitored, recorded and verified per requirements?			Paragraphs 8.7.1 and 20a.2.1 require that curing parameters are monitored, recorded and verified per requirements. While performing job audit 20a on part # L55183542003, it was found that only one thermocouple had been recording throughout the entire cure cycle (including set up). Customer specification AIPS 03-07-007 paragraph 6.1.2.4 requires that the cure cycle of a part  "shall be controlled with at least two thermocouples". It should be noted that two TCs were installed as required but only one was recording at time of cure start up.


			123278			David Kennedy			Aernnova - ICSA			26-Nov-07			REACCRED			Certificate Issued			COMP			Spain			6113998964			7			MAJOR			CLOSED			AC7118			A 6-Mar-07			8.7.1			8.7.1			8.			Are cure requirements (i.e., temperature, pressure, vacuum, hold times, ramp rates, etc.) monitored, recorded and verified per customer requirements?			Paragraphs 8.7.1 and 20a.2.1 require that curing parameters are monitored, recorded and verified per requirements. While performing job audit 20a on part # L55183542003, it was found that only one thermocouple had been recording throughout the entire cure cycle (including set up). Customer specification AIPS 03-07-007 paragraph 6.1.2.4 requires that the cure cycle of a part  "shall be controlled with at least two thermocouples". It should be noted that two TCs were installed as required but only one was recording at time of cure start up.


			121008			Sean Walsh			Composites Atlantic Limited			27-Nov-07			REACCRED			Certificate Issued			COMP			Canada			6113291645			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			NCR#1: (Major-systemic)
Material handling

Requirement:
AC 7118 Rev A: 5.1.11, 12a.2.13, 12b.2.13, 14b2.10 and 14b2.11
Are materials stored in a manner to prevent damage or contamination?  Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?  Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Inspection of Main Freezer during pattern-cutting job-audit (14b) revealed improperly stored rolls of prepreg and film adhesive.  One partial roll of prepreg and one partial roll of film adhesive were not supported by a core.


			121008			Sean Walsh			Composites Atlantic Limited			27-Nov-07			REACCRED			Certificate Issued			COMP			Canada			6113291645			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			NCR#1: (Major-systemic)
Material handling

Requirement:
AC 7118 Rev A: 5.1.11, 12a.2.13, 12b.2.13, 14b2.10 and 14b2.11
Are materials stored in a manner to prevent damage or contamination?  Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?  Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Inspection of Main Freezer during pattern-cutting job-audit (14b) revealed improperly stored rolls of prepreg and film adhesive.  One partial roll of prepreg and one partial roll of film adhesive were not supported by a core.


			121008			Sean Walsh			Composites Atlantic Limited			27-Nov-07			REACCRED			Certificate Issued			COMP			Canada			6113291645			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.10			14a-b.2.10			14			Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner as to prevent damage to the material and cold flow of resin?			NCR#1: (Major-systemic)
Material handling

Requirement:
AC 7118 Rev A: 5.1.11, 12a.2.13, 12b.2.13, 14b2.10 and 14b2.11
Are materials stored in a manner to prevent damage or contamination?  Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?  Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Inspection of Main Freezer during pattern-cutting job-audit (14b) revealed improperly stored rolls of prepreg and film adhesive.  One partial roll of prepreg and one partial roll of film adhesive were not supported by a core.


			121008			Sean Walsh			Composites Atlantic Limited			27-Nov-07			REACCRED			Certificate Issued			COMP			Canada			6113291645			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			14b.2.11			14a-b.2.11			14			When material is returned to the cold storage facility, are rolls/kits or prepreg materials stored and handled in such a manner to prevent damage to the material?			NCR#1: (Major-systemic)
Material handling

Requirement:
AC 7118 Rev A: 5.1.11, 12a.2.13, 12b.2.13, 14b2.10 and 14b2.11
Are materials stored in a manner to prevent damage or contamination?  Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?  Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Inspection of Main Freezer during pattern-cutting job-audit (14b) revealed improperly stored rolls of prepreg and film adhesive.  One partial roll of prepreg and one partial roll of film adhesive were not supported by a core.


			121008			Sean Walsh			Composites Atlantic Limited			27-Nov-07			REACCRED			Certificate Issued			COMP			Canada			6113291645			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			NCR#1: (Major-systemic)
Material handling

Requirement:
AC 7118 Rev A: 5.1.11, 12a.2.13, 12b.2.13, 14b2.10 and 14b2.11
Are materials stored in a manner to prevent damage or contamination?  Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?  Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?  Are rolls of adhesive film and prepreg materials (i.e., cloth, tape, etc.) stored and handled in such a manner to prevent damage to the material and cold flow of resin?  When material is returned to the cold storage facility, are rolls/kits of prepreg materials stored and handled in such a manner to prevent damage to the material?

Finding:
Inspection of Main Freezer during pattern-cutting job-audit (14b) revealed improperly stored rolls of prepreg and film adhesive.  One partial roll of prepreg and one partial roll of film adhesive were not supported by a core.


			121008			Sean Walsh			Composites Atlantic Limited			27-Nov-07			REACCRED			Certificate Issued			COMP			Canada			6113291645			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			NCR#2 (minor):
Mold-release storage

Requirement:
AC 7118 Rev A: 7.5.2 and 11.2.4
Are tools/containers protected from mold release contamination?
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
Mold-release used for tool preparation job-audit (#13) on tool for P/N BOM12-85720077-057 was dispensed from a spring-loaded, containment-tray type container.  Container was labeled properly,


			121008			Sean Walsh			Composites Atlantic Limited			27-Nov-07			REACCRED			Certificate Issued			COMP			Canada			6113291645			2			MINOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			NCR#2 (minor):
Mold-release storage

Requirement:
AC 7118 Rev A: 7.5.2 and 11.2.4
Are tools/containers protected from mold release contamination?
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
Mold-release used for tool preparation job-audit (#13) on tool for P/N BOM12-85720077-057 was dispensed from a spring-loaded, containment-tray type container.  Container was labeled properly,


			121008			Sean Walsh			Composites Atlantic Limited			27-Nov-07			REACCRED			Certificate Issued			COMP			Canada			6113291645			3			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.13			15a-b.2.13			15			Is core material stored, prepared, handled, and packaged in a manner to prevent damage or contamination?			NCR#3 (minor):
Core processing

Requirement:
AC 7118 Rev A: 15a.2.13
Is core material stored, prepared, handled and packaged in a manner to prevent damage or contamination?

Finding:
During core-processing job audit (#15a) on P/N 85730851-004PP job i.d. 114048, non-metallic honeycomb was handled manually with bare hands-no gloves.  Later, during audit, operator donned appropriate gloves.


			119038			Kevin Canfield			Thermal Structures Inc			03-Dec-07			REACCRED			Certificate Issued			COMP			United States			6107022888			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.1.3			6.1.3			6.			Is there a record that monitors all the materials stored in the cold storage unit(s) including their product designation and expiration date?			Requirement: Checklist para. 6.1.3 ask: Is there a record that monitors all the materials stored in the cold storage unit(s) including their product designation and expiration date?

Finding: 2 of 4 freezers did not have a record or list of contents that monitors the product designation and expiration date. These are the 2 chest freezers. The walk-in's #1 and 2 are compliant and all materials in all freezers were properly identified.


			122863			Sean Walsh			Fischer Advanced Composite Components AG			03-Dec-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			NCR#1: (Major-systemic)
Mold-release storage

Requirement:
AC 7118 Rev A: 7.5.2 and 11.2.4
Are tools/containers protected from mold release contamination?
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
Mold-release used for tool preparation job-audit (#13) for P/N FK13799 at main facility in Ried was dispensed from a spring-loaded, containment-tray type container.  Container was labeled properly.  Also, during tool preparation job-audit (#13) at satellite, Ort, for P/N FA262-14034, a multi-use, cloth-towel applicator saturated with mold-release agent was stored in a container that had held a previously used cloth-towel.  Both cases presented contamination risk.  Each site-specific finding was ranked independently as minor; the combination, however, led to the major, systemic ranking.
On the following days during respective audits at Ried and Ort, a satisfactory solution was implemented and confirmed on-site.  Also, the workers in the tool preparation area were trained, and FACC's training record document was verified on-site.


			122863			Sean Walsh			Fischer Advanced Composite Components AG			03-Dec-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			1			MAJOR			CLOSED			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			NCR#1: (Major-systemic)
Mold-release storage

Requirement:
AC 7118 Rev A: 7.5.2 and 11.2.4
Are tools/containers protected from mold release contamination?
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
Mold-release used for tool preparation job-audit (#13) for P/N FK13799 at main facility in Ried was dispensed from a spring-loaded, containment-tray type container.  Container was labeled properly.  Also, during tool preparation job-audit (#13) at satellite, Ort, for P/N FA262-14034, a multi-use, cloth-towel applicator saturated with mold-release agent was stored in a container that had held a previously used cloth-towel.  Both cases presented contamination risk.  Each site-specific finding was ranked independently as minor; the combination, however, led to the major, systemic ranking.
On the following days during respective audits at Ried and Ort, a satisfactory solution was implemented and confirmed on-site.  Also, the workers in the tool preparation area were trained, and FACC's training record document was verified on-site.


			122863			Sean Walsh			Fischer Advanced Composite Components AG			03-Dec-07			REACCRED			Certificate Issued			COMP			Austria			6113861444			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			NCR#2 (minor):
Documented manufacturing procedure mismatch

Requirement:
AC 7118 Rev A: 11.3.2
Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding:
During lay-up job audit (#16a) on traveler #4274568 for P/N 165Z2630-90 at main facility (Ried), the observed process steps were out-of-sequence at one stage within the whole lay-up operation.  Specifically, at a late stage within the lay-up operation, the sequence of cutting placed, prepreg plies was out of order with the lay-up sequence that was indicated in the manufacturing instructions.  The sequence had no apparent effect on the quality of the part.  Later, during the audit, the manufacturing instructions were updated and verified on-site.


			119245			Harry Coffee			Asian Composites Manufacturing Sdn Bhd			04-Dec-07			REACCRED			Certificate Issued			COMP			Malaysia			6113786147			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			The requirement is that miscellaneous bonding be performed in an EMA or CCA.  The area where the audited bonding task was performed is not a designated environmentally monitored area, although the conditions in the area would meet the requirements.  Temperature and humidity are monitored.  The company's existing  procedure does not adequately provide for environmentally monitored areas.


			119245			Harry Coffee			Asian Composites Manufacturing Sdn Bhd			04-Dec-07			REACCRED			Certificate Issued			COMP			Malaysia			6113786147			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			The requirement is that miscellaneous bonding be performed in an EMA or CCA.  The area where the audited bonding task was performed is not a designated environmentally monitored area, although the conditions in the area would meet the requirements.  Temperature and humidity are monitored.  The company's existing  procedure does not adequately provide for environmentally monitored areas.


			119245			Harry Coffee			Asian Composites Manufacturing Sdn Bhd			04-Dec-07			REACCRED			Certificate Issued			COMP			Malaysia			6113786147			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			The requirement is that miscellaneous bonding be performed in an EMA or CCA.  The area where the audited bonding task was performed is not a designated environmentally monitored area, although the conditions in the area would meet the requirements.  Temperature and humidity are monitored.  The company's existing  procedure does not adequately provide for environmentally monitored areas.


			119245			Harry Coffee			Asian Composites Manufacturing Sdn Bhd			04-Dec-07			REACCRED			Certificate Issued			COMP			Malaysia			6113786147			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			The requirement is that miscellaneous bonding be performed in an EMA or CCA.  The area where the audited bonding task was performed is not a designated environmentally monitored area, although the conditions in the area would meet the requirements.  Temperature and humidity are monitored.  The company's existing  procedure does not adequately provide for environmentally monitored areas.


			119245			Harry Coffee			Asian Composites Manufacturing Sdn Bhd			04-Dec-07			REACCRED			Certificate Issued			COMP			Malaysia			6113786147			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			The requirement is that miscellaneous bonding be performed in an EMA or CCA.  The area where the audited bonding task was performed is not a designated environmentally monitored area, although the conditions in the area would meet the requirements.  Temperature and humidity are monitored.  The company's existing  procedure does not adequately provide for environmentally monitored areas.


			119245			Harry Coffee			Asian Composites Manufacturing Sdn Bhd			04-Dec-07			REACCRED			Certificate Issued			COMP			Malaysia			6113786147			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			The requirement is that miscellaneous bonding be performed in an EMA or CCA.  The area where the audited bonding task was performed is not a designated environmentally monitored area, although the conditions in the area would meet the requirements.  Temperature and humidity are monitored.  The company's existing  procedure does not adequately provide for environmentally monitored areas.


			119245			Harry Coffee			Asian Composites Manufacturing Sdn Bhd			04-Dec-07			REACCRED			Certificate Issued			COMP			Malaysia			6113786147			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.7			6.3.7			6.			Are process operations seperated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?			The requirement is that miscellaneous bonding be performed in an EMA or CCA.  The area where the audited bonding task was performed is not a designated environmentally monitored area, although the conditions in the area would meet the requirements.  Temperature and humidity are monitored.  The company's existing  procedure does not adequately provide for environmentally monitored areas.


			119911			Harry Coffee			BHA Aero Composite Parts Co Ltd			10-Dec-07			REACCRED			Certificate Issued			COMP			China			6113384701			1			MINOR			CLOSED			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			The requirement is that miscellaneous bonding processes be performed in the CCA or EMA compliant to documented procedure.  The documented procedure sets appropriate criteria for the area where miscellaneous bonding processes are performed, and the area meets those criteria (although the term 'EMA' does not appear in the procedure, all the physical criteria are met).  The area is appropriately separated from incompatible activities, and there is a line on the floor surrounding the area.  However, there are no signs warning personnel entering the area that certain activities are prohibited within this area.  The wording of the questions in the AC-7118 Rev A checklist are such that one could correctly answer 'yes' to both; however the guidance provided in AH 7118 Rev A-5 and in the presentation provided at the October 2007 Auditor Training require signage or other means of notifying personnel of prohibited activities in this area.  These are not provided for in the procedure, and are not present on the shop floor.  Before the audit was completed, appropriate signs had been posted.


			119911			Harry Coffee			BHA Aero Composite Parts Co Ltd			10-Dec-07			REACCRED			Certificate Issued			COMP			China			6113384701			1			MINOR			CLOSED			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			The requirement is that miscellaneous bonding processes be performed in the CCA or EMA compliant to documented procedure.  The documented procedure sets appropriate criteria for the area where miscellaneous bonding processes are performed, and the area meets those criteria (although the term 'EMA' does not appear in the procedure, all the physical criteria are met).  The area is appropriately separated from incompatible activities, and there is a line on the floor surrounding the area.  However, there are no signs warning personnel entering the area that certain activities are prohibited within this area.  The wording of the questions in the AC-7118 Rev A checklist are such that one could correctly answer 'yes' to both; however the guidance provided in AH 7118 Rev A-5 and in the presentation provided at the October 2007 Auditor Training require signage or other means of notifying personnel of prohibited activities in this area.  These are not provided for in the procedure, and are not present on the shop floor.  Before the audit was completed, appropriate signs had been posted.


			123117			Kevin Canfield			GKN Aerospace - St. Louis / Composites			17-Dec-07			INITIAL			TG Review			COMP			United States			6111890420			8			MINOR			VOID			AC7118			A 6-Mar-07			23c.2.2			23a-c.2.2			23			Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard?			Requirement: Checklist para. 23c.2.2 asks: Do the work instructions or documented test procedures comply with the customer's testing specification and/or testing standard?

Finding: Lab test procedure PCLPN 016-c-02 (rev. B) is not updated to include the customer specification requirements for BMI resin per 5PTMLT06-001 and variation 1 (rev. C).

Note: Test was completed to the customer requirement. The procedure is in revision.


			122509			Sean Walsh			Aurora Flight Sciences of West Virginia			07-Jan-08			REACCRED			SE Review			COMP			United States			6109418128			1			MAJOR			OPEN			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			EMA definition

Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, 6.3.3 and 6.3.4
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?   Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements? Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)

Finding:
Quality system policy PRD-017 "Secondary Bonding Area Operational Requirements" covers some EMA-definable processes and requirements but two observed processes-metallic core machining and potting adhesive mixing/application-were not included in PRD-017.  Core Processing (job-audit #15a, SK03-220-S/RJ2/0/0, P/N 71750-22201-105) and Miscellaneous Bonding (job-audit #22, NGH6-455/010/0/0, P/N 3671223F208-3-02) operations were conducted either wholly or partially in areas within Plant #1 that were neither defined nor identified as EMA's.  Although temperature & humidity was not monitored in the areas where these operations were conducted, no contaminant-producing activity was observed despite absence of a comprehensive EMA policy.  Eating, drinking and smoking are prohibited facility-wide in manufacturing areas.  Likewise, a cleaning policy covers the entire manufacturing facility (witnessed during audit).


			122509			Sean Walsh			Aurora Flight Sciences of West Virginia			07-Jan-08			REACCRED			SE Review			COMP			United States			6109418128			1			MAJOR			OPEN			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			EMA definition

Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, 6.3.3 and 6.3.4
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?   Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements? Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)

Finding:
Quality system policy PRD-017 "Secondary Bonding Area Operational Requirements" covers some EMA-definable processes and requirements but two observed processes-metallic core machining and potting adhesive mixing/application-were not included in PRD-017.  Core Processing (job-audit #15a, SK03-220-S/RJ2/0/0, P/N 71750-22201-105) and Miscellaneous Bonding (job-audit #22, NGH6-455/010/0/0, P/N 3671223F208-3-02) operations were conducted either wholly or partially in areas within Plant #1 that were neither defined nor identified as EMA's.  Although temperature & humidity was not monitored in the areas where these operations were conducted, no contaminant-producing activity was observed despite absence of a comprehensive EMA policy.  Eating, drinking and smoking are prohibited facility-wide in manufacturing areas.  Likewise, a cleaning policy covers the entire manufacturing facility (witnessed during audit).


			122509			Sean Walsh			Aurora Flight Sciences of West Virginia			07-Jan-08			REACCRED			SE Review			COMP			United States			6109418128			1			MAJOR			OPEN			AC7118			A 6-Mar-07			6.3.3			6.3.3			6.			Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements?			EMA definition

Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, 6.3.3 and 6.3.4
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?   Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements? Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)

Finding:
Quality system policy PRD-017 "Secondary Bonding Area Operational Requirements" covers some EMA-definable processes and requirements but two observed processes-metallic core machining and potting adhesive mixing/application-were not included in PRD-017.  Core Processing (job-audit #15a, SK03-220-S/RJ2/0/0, P/N 71750-22201-105) and Miscellaneous Bonding (job-audit #22, NGH6-455/010/0/0, P/N 3671223F208-3-02) operations were conducted either wholly or partially in areas within Plant #1 that were neither defined nor identified as EMA's.  Although temperature & humidity was not monitored in the areas where these operations were conducted, no contaminant-producing activity was observed despite absence of a comprehensive EMA policy.  Eating, drinking and smoking are prohibited facility-wide in manufacturing areas.  Likewise, a cleaning policy covers the entire manufacturing facility (witnessed during audit).


			122509			Sean Walsh			Aurora Flight Sciences of West Virginia			07-Jan-08			REACCRED			SE Review			COMP			United States			6109418128			1			MAJOR			OPEN			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			EMA definition

Requirement:
AC 7118 Rev A 6.3.1, 6.3.2, 6.3.3 and 6.3.4
Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?  Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?   Are the instruments used to monitor the area, such as temperature and humidity calibrated per customer requirements? Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)

Finding:
Quality system policy PRD-017 "Secondary Bonding Area Operational Requirements" covers some EMA-definable processes and requirements but two observed processes-metallic core machining and potting adhesive mixing/application-were not included in PRD-017.  Core Processing (job-audit #15a, SK03-220-S/RJ2/0/0, P/N 71750-22201-105) and Miscellaneous Bonding (job-audit #22, NGH6-455/010/0/0, P/N 3671223F208-3-02) operations were conducted either wholly or partially in areas within Plant #1 that were neither defined nor identified as EMA's.  Although temperature & humidity was not monitored in the areas where these operations were conducted, no contaminant-producing activity was observed despite absence of a comprehensive EMA policy.  Eating, drinking and smoking are prohibited facility-wide in manufacturing areas.  Likewise, a cleaning policy covers the entire manufacturing facility (witnessed during audit).


			122509			Sean Walsh			Aurora Flight Sciences of West Virginia			07-Jan-08			REACCRED			SE Review			COMP			United States			6109418128			2			MINOR			OPEN			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Documented manufacturing procedure sequence mismatch

Requirement:
AC 7118 Rev A, 11.3.2
Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding:
During metal-bonding lay-up (job-audit #16b, NGH6-455/010/0/0, P/N 3671223F208-3-02) one observed operation was observed that was not described in the manufacturing work instructions for lay-up: flattening top of metallic-core cells along chamfered edges.  Instead, this cell-flattening procedure was described separately in a different set of work instructions specifically for preparation of the metallic-core in advance of the lay-up operation.  In short, the cell-flattening procedure was out-of-sequence.


			122509			Sean Walsh			Aurora Flight Sciences of West Virginia			07-Jan-08			REACCRED			SE Review			COMP			United States			6109418128			3			MINOR			OPEN			AC7118			A 6-Mar-07			8.1.2			8.1.2			8.			Is there a documneted procedure or work instruction for the placement of thermocouples?			Thermocouple placement

Requirement:
AC 7118 Rev A: 8.1.2
Is there a documented procedure or work instruction for the placement of thermocouples?

Finding:
During cure preparation (job-audit #17, NGH6-362-5/F24/0/0, P/N 3671250N01005-1) two thermocouples were placed in the part without defined placement locations within the work instructions.  The number of thermocouples and placement locations were identified as required during thermal-profiling of the tool, but this information was not transferred to the cure-preparation work instructions.


			122509			Sean Walsh			Aurora Flight Sciences of West Virginia			07-Jan-08			REACCRED			SE Review			COMP			United States			6109418128			4			MINOR			OPEN			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Pot-life monitoring

Requirement:
AC 7118 Rev A: 8.6.9 and 22.2.10
Is pot life of adhesive monitored prior to bonding?
Is pot life of the adhesive monitored and controlled?

Finding:
A two-component, room-temperature cure epoxy for honeycomb core potting was prepared without monitoring pot-life (job-audit #22, NGH6-455/010/0/0, P/N 3671223F208-3-02).  Operators were aware that the epoxy resin system had a limited pot-life, and applied it within the expected time-frame.  Traveler document allowed for recording of mix ratio and actual weights of components mixed as well as mix time-thus addressing NCR#4 from Feb-2007 audit-but operator did not record mix time.  By contrast, pot-life monitoring was observed during the epoxy-potting operation prior to the metallic core processing job audit #15a.


			122509			Sean Walsh			Aurora Flight Sciences of West Virginia			07-Jan-08			REACCRED			SE Review			COMP			United States			6109418128			4			MINOR			OPEN			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Pot-life monitoring

Requirement:
AC 7118 Rev A: 8.6.9 and 22.2.10
Is pot life of adhesive monitored prior to bonding?
Is pot life of the adhesive monitored and controlled?

Finding:
A two-component, room-temperature cure epoxy for honeycomb core potting was prepared without monitoring pot-life (job-audit #22, NGH6-455/010/0/0, P/N 3671223F208-3-02).  Operators were aware that the epoxy resin system had a limited pot-life, and applied it within the expected time-frame.  Traveler document allowed for recording of mix ratio and actual weights of components mixed as well as mix time-thus addressing NCR#4 from Feb-2007 audit-but operator did not record mix time.  By contrast, pot-life monitoring was observed during the epoxy-potting operation prior to the metallic core processing job audit #15a.


			122586			David Kennedy			Helicomb Intl			07-Jan-08			REACCRED			TG Review			COMP			United States			6109101969			1			MINOR			CLOSED			AC7118			A 6-Mar-07			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			Paragraph 5.1.3 requires that  perishable material out time and temperature be controlled and traceable from purchased source. There is no documented procedure to review shipping recorders and deducting out time for temperature excursions. Note: The receiving inspector appeared to understand the importance of the recorded data and had developed an informal method of advising the warehouse of any out time conditions.


			122586			David Kennedy			Helicomb Intl			07-Jan-08			REACCRED			TG Review			COMP			United States			6109101969			2			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Paragraph 11.3.2 and 15a.2.5 require that documented work instructions accurately reflect the manufacturing process. A) - Operation 90 of  W/I 23260-0003 for P/N 17P1A4668-419 states, "Remove core from -9 panel per S4932106, sht. 3...". S4932106 does not have a sheet 3. W/I appears to be addressing the drawing, not the specification. B) - Operation 70 of  W/I 22579-0000 for part number 4J31119-143A calls out an adhesive cure at room temperature of 77F+-5F, 50%+- 5% humidity then oven cure at 165F+-5F for one hour, this is not the cure cycle used. The correct cure cycle is 3.5  hours at 70F to 90F since the part goes through a second elevated cure cycle at a later point in assembly. Both cure cycles meet STM22-602 requirements.


			122586			David Kennedy			Helicomb Intl			07-Jan-08			REACCRED			TG Review			COMP			United States			6109101969			2			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.5			15a-b.2.5			15			Do documented procedures or work instructions include procedures for honeycomb core requirements with regards to splicing, ribbon direction, chamfer angle, and location per customer requirements? (N/A is for the cases of foam or wood core)			Paragraph 11.3.2 and 15a.2.5 require that documented work instructions accurately reflect the manufacturing process. A) - Operation 90 of  W/I 23260-0003 for P/N 17P1A4668-419 states, "Remove core from -9 panel per S4932106, sht. 3...". S4932106 does not have a sheet 3. W/I appears to be addressing the drawing, not the specification. B) - Operation 70 of  W/I 22579-0000 for part number 4J31119-143A calls out an adhesive cure at room temperature of 77F+-5F, 50%+- 5% humidity then oven cure at 165F+-5F for one hour, this is not the cure cycle used. The correct cure cycle is 3.5  hours at 70F to 90F since the part goes through a second elevated cure cycle at a later point in assembly. Both cure cycles meet STM22-602 requirements.


			122586			David Kennedy			Helicomb Intl			07-Jan-08			REACCRED			TG Review			COMP			United States			6109101969			3			MINOR			CLOSED			AC7118			A 6-Mar-07			8.2.2			8.2.2			8.			Are kits properly labeled for traceability?			Paragraph 8.2.2, requires that kits be properly labeled for traceability. Depending on available material, a partial kit may be cut for future lay up and stored in the freezer until the remaining material is available. This partial kit is labeled with material traceability data only and does not reference part number, plies contained, who performed the task, etc.


			122586			David Kennedy			Helicomb Intl			07-Jan-08			REACCRED			TG Review			COMP			United States			6109101969			4			MINOR			CLOSED			AC7118			A 6-Mar-07			11.3.1			11.3.1			11			Is the manufacturing and/or inspection record complete and followed for all work performed?			Paragraph 11.3.1 requires that the manufacturing record be followed for all work performed. Operation 270 of W/O 21154-0000 for P/N 14P4U5002-25 calls out for compaction of plies. Operation 290 calls out for application of a layer of adhesive. The operator performed the compaction after the adhesive layer was applied.


			122586			David Kennedy			Helicomb Intl			07-Jan-08			REACCRED			TG Review			COMP			United States			6109101969			5			MINOR			CLOSED			AC7118			A 6-Mar-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Paragraph 12a.2.1, 12b2.1 require that the revision on the purchase order match the material received and paragraph 4.2.1 requires that customer requirements are flowed down to suppliers. Purchase Order 009334-00 calls out for the purchase of prepreg to GM4001B42 Rev. 000. Material received was to revision C. Revision C is the latest revision. Purchase Order 009404-00 for the purchase of adhesive to DMS2200 Rev.000, material received was to revision E. Note: This finding remains a minor because purchasing procedures have been updated to include verification of the latest revision on the purchase order (11/19/07) and all material audited was verified to the latest revision upon receipt (per internal procedures).


			122586			David Kennedy			Helicomb Intl			07-Jan-08			REACCRED			TG Review			COMP			United States			6109101969			5			MINOR			CLOSED			AC7118			A 6-Mar-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Paragraph 12a.2.1, 12b2.1 require that the revision on the purchase order match the material received and paragraph 4.2.1 requires that customer requirements are flowed down to suppliers. Purchase Order 009334-00 calls out for the purchase of prepreg to GM4001B42 Rev. 000. Material received was to revision C. Revision C is the latest revision. Purchase Order 009404-00 for the purchase of adhesive to DMS2200 Rev.000, material received was to revision E. Note: This finding remains a minor because purchasing procedures have been updated to include verification of the latest revision on the purchase order (11/19/07) and all material audited was verified to the latest revision upon receipt (per internal procedures).


			122586			David Kennedy			Helicomb Intl			07-Jan-08			REACCRED			TG Review			COMP			United States			6109101969			5			MINOR			CLOSED			AC7118			A 6-Mar-07			4.2.1			4.2.1			4.			Has the supplier documented flow down of customer requirements to any sub-tier suppliers?			Paragraph 12a.2.1, 12b2.1 require that the revision on the purchase order match the material received and paragraph 4.2.1 requires that customer requirements are flowed down to suppliers. Purchase Order 009334-00 calls out for the purchase of prepreg to GM4001B42 Rev. 000. Material received was to revision C. Revision C is the latest revision. Purchase Order 009404-00 for the purchase of adhesive to DMS2200 Rev.000, material received was to revision E. Note: This finding remains a minor because purchasing procedures have been updated to include verification of the latest revision on the purchase order (11/19/07) and all material audited was verified to the latest revision upon receipt (per internal procedures).


			121864			Sean Walsh			Albany Engineered Composites Inc.			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6113509609			1			MAJOR			OPEN			AC7118			A 6-Mar-07			11.2.1			11.2.1			11			Is all deliverable material identified and stored with evidence of acceptance per contract requirements?			Material handling (systemic)

Requirement:
AC 7118 Rev A: 11.2.1
Is all deliverable material identified and stored with evidence of acceptance per contract requirements?

Finding:
Consumable roll-goods used in Phase I CCA for metal-bond lay-up (job-audit #16b, P/N 10000694) such as bagging/compaction films, breather, etc. stored on a rack were not identified.  Later during audit, i.d. tags were affixed to the rolls on the rack.  Prime does not require use of specific consumables, but local work instructions identify products to use.


			121864			Sean Walsh			Albany Engineered Composites Inc.			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6113509609			2			MINOR			OPEN			AC7118			A 6-Mar-07			11.2.4			11.2.4			11			Are all material containers properly labeled and stored to prevent contamination and improper use?			Cleaning-solvent storage

Requirement:
AC 7118 Rev A: 11.2.4
Are all material containers labeled and stored to prevent contamination and improper use?

Finding:
Cleaning solvent for miscellaneous bonding audit (#22, P/N 10000691) was dispensed from a spring-loaded, containment-tray type container onto a clean cloth that was then used to wipe the bonding surfaces clean prior to adhesive application.  Container was labeled properly, but containment-tray dispenser is prone to accumulate contamination.


			121864			Sean Walsh			Albany Engineered Composites Inc.			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6113509609			3			MINOR			OPEN			AC7118			A 6-Mar-07			16b.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Heating tools

Requirement:
AC 7118 Rev A: 8.1.4 and 16b.2.6
Are heating tools controlled to a maximum temperature per customer or supplier requirements?
Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?

Finding:
Film adhesive was warmed in-place with a heat gun (metal-bond lay-up, job-audit #16b, P/N 10000694) that was not controlled to a maximum temperature.  RR Corp spec (DWG#) does not require control, however, product data sheet from film adhesive supplier indicates that film adhesive can cure as low as 250 degree F (hours).


			121864			Sean Walsh			Albany Engineered Composites Inc.			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6113509609			3			MINOR			OPEN			AC7118			A 6-Mar-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			Heating tools

Requirement:
AC 7118 Rev A: 8.1.4 and 16b.2.6
Are heating tools controlled to a maximum temperature per customer or supplier requirements?
Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?

Finding:
Film adhesive was warmed in-place with a heat gun (metal-bond lay-up, job-audit #16b, P/N 10000694) that was not controlled to a maximum temperature.  RR Corp spec (DWG#) does not require control, however, product data sheet from film adhesive supplier indicates that film adhesive can cure as low as 250 degree F (hours).


			121864			Sean Walsh			Albany Engineered Composites Inc.			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6113509609			4			MINOR			OPEN			AC7118			A 6-Mar-07			12a.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Receiving-Material Specification

Requirement:
AC 7118 Rev 12a.2.1
Do the specification/drawing/design requirements and revision on the purchase order match the received material?   

Finding:
Prepreg P.O. reviewed for receiving inspection job-audit 12a did not indicate that supplied product should conform to latest specification revision of Boeing PS 5025.  Supplier, however, did provide product that conformed to the latest revision (Rev D).


			121864			Sean Walsh			Albany Engineered Composites Inc.			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6113509609			5			MINOR			OPEN			AC7118			A 6-Mar-07			10.1.2-a.			10.1.2-a.			10			Detailed testing methods.			Process Validation / Re-testing

Requirement:
AC 7118 Rev A 10.1.2 a, 
Does the supplier have documented procedures for the following:
a. Detailed testing methods.


Finding:
Mechanical test audit (#23a) conducted without detailed testing method.  Observed procedure did comply with test requirements specified by Boeing PS21151.1.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			1			MINOR			OPEN			AC7118			A 6-Mar-07			22.2.1			22.2.1			22			Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 19a,b.2.1 asks: Are the resin infusion processes performed in the EMA? and para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure? 

Finding: Procedures have not been developed for EMA requirements pertaining to the edge potting process for honeycomb sandwich panels.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 19a,b.2.1 asks: Are the resin infusion processes performed in the EMA? and para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure? 

Finding: Procedures have not been developed for EMA requirements pertaining to the edge potting process for honeycomb sandwich panels.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 19a,b.2.1 asks: Are the resin infusion processes performed in the EMA? and para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure? 

Finding: Procedures have not been developed for EMA requirements pertaining to the edge potting process for honeycomb sandwich panels.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 19a,b.2.1 asks: Are the resin infusion processes performed in the EMA? and para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure? 

Finding: Procedures have not been developed for EMA requirements pertaining to the edge potting process for honeycomb sandwich panels.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 19a,b.2.1 asks: Are the resin infusion processes performed in the EMA? and para. 22.2.1 asks: Are the miscellaneous bonding processes performed in the CCA or EMA compliant to the documented procedure? 

Finding: Procedures have not been developed for EMA requirements pertaining to the edge potting process for honeycomb sandwich panels.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			2			MINOR			OPEN			AC7118			A 6-Mar-07			20d.2.7			20a-d.2.7			20			Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded?			Requirement: Checklist para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? and para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? and para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding? and para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?

Finding: 2-part adhesives used during edge potting of honeycomb sandwich panels is partially monitored and control in the traveler for pot life. All data except the final time is in the traveler operation.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			2			MINOR			OPEN			AC7118			A 6-Mar-07			22.2.10			22.2.10			22			Is pot life of the adhesive monitored and controlled?			Requirement: Checklist para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? and para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? and para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding? and para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?

Finding: 2-part adhesives used during edge potting of honeycomb sandwich panels is partially monitored and control in the traveler for pot life. All data except the final time is in the traveler operation.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			2			MINOR			OPEN			AC7118			A 6-Mar-07			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			Requirement: Checklist para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? and para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? and para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding? and para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?

Finding: 2-part adhesives used during edge potting of honeycomb sandwich panels is partially monitored and control in the traveler for pot life. All data except the final time is in the traveler operation.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			2			MINOR			OPEN			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			Is pot life of adhesive monitored prior to bonding?			Requirement: Checklist para. 20d.2.7 asks: Is out time/pot life for time and temperature sensitive material verified after cure to ensure it has not been exceeded? and para. 22.2.10 asks: Is pot life of the adhesive monitored and controlled? and para. 8.6.9 asks: Is pot life of adhesive monitored prior to bonding? and para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?

Finding: 2-part adhesives used during edge potting of honeycomb sandwich panels is partially monitored and control in the traveler for pot life. All data except the final time is in the traveler operation.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			3			MAJOR			OPEN			AC7118			A 6-Mar-07			12b.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement: Checklist para. 12a,d.2.1 asks: Do the specification/drawing/design requirements and revision on the purchase order match the received material? 

Finding: Receiving records for purchase order 2824 (film adhesive) reflect specification revision L and the P.O. states revision K. Purchase order 3100 for metallic core details and kits do not specify material or drawing revision level. Supplier certification for the details provides the material revision level only. This is a systemic finding.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			3			MAJOR			OPEN			AC7118			A 6-Mar-07			12d.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirement: Checklist para. 12a,d.2.1 asks: Do the specification/drawing/design requirements and revision on the purchase order match the received material? 

Finding: Receiving records for purchase order 2824 (film adhesive) reflect specification revision L and the P.O. states revision K. Purchase order 3100 for metallic core details and kits do not specify material or drawing revision level. Supplier certification for the details provides the material revision level only. This is a systemic finding.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			4			MAJOR			OPEN			AC7118			A 6-Mar-07			16a.2.19			16a-b.2.19			16			Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning?  (metal bond only)			Requirement: Checklist para. 16a,b.2.19 asks: Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning? (metal bond only) and para. 16a,b.2.20 asks: Are aluminum details that have exceeded their storage limit cleaned if they exceed the customer's storage requirements? (metal bond only)

Finding: Storage shelf life for PAA processed metal details is not monitored or verified prior to bond. All details by practice are MEK cleaned prior to bonding however the traveler and associated work instruction MFG-010 (rev.A) do not specify the cleaning operation or is stated as a "good practice" only not assuring that the cleaning is performed. This is a systemic finding


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			4			MAJOR			OPEN			AC7118			A 6-Mar-07			16a.2.20			16a-b.2.20			16			Are aluminum details that have exceeded their storage limit cleaned if they exceed the customer's storage requirements?  (metal bond only)			Requirement: Checklist para. 16a,b.2.19 asks: Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning? (metal bond only) and para. 16a,b.2.20 asks: Are aluminum details that have exceeded their storage limit cleaned if they exceed the customer's storage requirements? (metal bond only)

Finding: Storage shelf life for PAA processed metal details is not monitored or verified prior to bond. All details by practice are MEK cleaned prior to bonding however the traveler and associated work instruction MFG-010 (rev.A) do not specify the cleaning operation or is stated as a "good practice" only not assuring that the cleaning is performed. This is a systemic finding


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			4			MAJOR			OPEN			AC7118			A 6-Mar-07			16b.2.19			16a-b.2.19			16			Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning?  (metal bond only)			Requirement: Checklist para. 16a,b.2.19 asks: Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning? (metal bond only) and para. 16a,b.2.20 asks: Are aluminum details that have exceeded their storage limit cleaned if they exceed the customer's storage requirements? (metal bond only)

Finding: Storage shelf life for PAA processed metal details is not monitored or verified prior to bond. All details by practice are MEK cleaned prior to bonding however the traveler and associated work instruction MFG-010 (rev.A) do not specify the cleaning operation or is stated as a "good practice" only not assuring that the cleaning is performed. This is a systemic finding


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			4			MAJOR			OPEN			AC7118			A 6-Mar-07			16b.2.20			16a-b.2.20			16			Are aluminum details that have exceeded  their storage limit cleaned if they exceed the customer's storage requirements? (metal bond only)			Requirement: Checklist para. 16a,b.2.19 asks: Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning? (metal bond only) and para. 16a,b.2.20 asks: Are aluminum details that have exceeded their storage limit cleaned if they exceed the customer's storage requirements? (metal bond only)

Finding: Storage shelf life for PAA processed metal details is not monitored or verified prior to bond. All details by practice are MEK cleaned prior to bonding however the traveler and associated work instruction MFG-010 (rev.A) do not specify the cleaning operation or is stated as a "good practice" only not assuring that the cleaning is performed. This is a systemic finding


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			5			MAJOR			OPEN			AC7118			A 6-Mar-07			6.2.6			6.2.6			6.			Is the CCA maintained under positive pressure?			Requirement: Checklist para. 6.2.6 asks: Is the CCA maintained under positive pressure?

Finding: During day 2 (afternoon) of the audit no positive pressure could be detected in the CCA by the auditor using a 1" x 12" strip of release film in held in an open door. All other doors were closed. Further investigation revealed that 2 of 4 air handlers were not operating. CCA records indicated that positive pressure was tested and accepted by the supplier earlier in the day. 

Note: Only 2 parts were in process during the day.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			6			MAJOR			OPEN			AC7118			A 6-Mar-07			17.2.9			17.2.9			17			Are thermocouples placed per customer or supplier requirements?			Requirement: Checklist para. 8.1.2 asks: Is there a documented procedure or work instruction for the placement of thermocouples? and para. 17.2.9 asks: Are thermocouples placed per customer or supplier requirements?

Finding: Supplier procedure MFG-010 (rev. A) specifies that thermocouples be placed per the traveler operation or a part number specific "Thermocouple Placement Diagram" form Q-001 (rev. 12/03). Two samples were reviewed and neither traveler specified the TC location and no Q-001 was developed or available specifying the TC locations. This is a systemic finding.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			6			MAJOR			OPEN			AC7118			A 6-Mar-07			8.1.2			8.1.2			8.			Is there a documneted procedure or work instruction for the placement of thermocouples?			Requirement: Checklist para. 8.1.2 asks: Is there a documented procedure or work instruction for the placement of thermocouples? and para. 17.2.9 asks: Are thermocouples placed per customer or supplier requirements?

Finding: Supplier procedure MFG-010 (rev. A) specifies that thermocouples be placed per the traveler operation or a part number specific "Thermocouple Placement Diagram" form Q-001 (rev. 12/03). Two samples were reviewed and neither traveler specified the TC location and no Q-001 was developed or available specifying the TC locations. This is a systemic finding.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			7			MINOR			OPEN			AC7118			A 6-Mar-07			6.1.2			6.1.2			6.			Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?			Requirement: Checklist para.  6.2.8 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented? and para. 6.1.2 asks: Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?

Finding: Supplier procedure SOP-6-030 (rev. A) does not describe the actions to take or the documentation requirements for environment parameter failures in the CCA or failure of the cold storage units.


			123062			Kevin Canfield			Brenner Aerostructures			14-Jan-08			REACCRED			Supplier Review			COMP			United States			6111413661			7			MINOR			OPEN			AC7118			A 6-Mar-07			6.2.8			6.2.8			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented?			Requirement: Checklist para.  6.2.8 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded and are the actions documented? and para. 6.1.2 asks: Is there a documented procedure that describes actions to be taken after a temperature failure and are the actions documented?

Finding: Supplier procedure SOP-6-030 (rev. A) does not describe the actions to take or the documentation requirements for environment parameter failures in the CCA or failure of the cold storage units.


			123813			Dimple Matharoo			Sonaca SA			14-Jan-08			REACCRED			SE Review			COMP			Belgium			6111746260			1			MINOR			OPEN			AC7118			A 6-Mar-07			10.2.2			10.2.2			10			Are standards used for calibration of mechanical test equipment calibrated/certified to ASTM E74, ISO 376, or equivalent?			Requirement 10.2.2: Are Standards used for calibration of mechanical test equipment calibrated to ASTME74
Finding: Standards used were not calibrated to ASTME74 or equivalent. This had been noted internally and a NCR was filled, 
and corrective action stated future calibrations shall use standards calibrated to ASTME74.


			123813			Dimple Matharoo			Sonaca SA			14-Jan-08			REACCRED			SE Review			COMP			Belgium			6111746260			2			MINOR			OPEN			AC7118			A 6-Mar-07			5.2.1			5.2.1			5.			Is the processor using the required expendable materials as defined in the customer specification?			Requirement 5.2.1: Is the processor using the required expandable materials identified in the customer  specification.
Finding: During de-compaction it was noted that the release film stated on the technique sheet called for WL4500P3 but in practice WL5200MP25 was being used. Also expandable material in the CCA ie. breather, drainage grill, were not identified.


			123813			Dimple Matharoo			Sonaca SA			14-Jan-08			REACCRED			SE Review			COMP			Belgium			6111746260			3			MINOR			OPEN			AC7118			A 6-Mar-07			12c.2.1			12a-g.2.1			12			Do the specification/drawing/design requirements and revision on the purchase order match the received material?			Requirment 12c2.1: Do the specification and revision on the purchase order match the recieved material?
Finding: Part # D574 60713 200 (Detail core) on purchase order 450010710 states specification SMS1003 to the latest issue.
Latest Specification issue is "D" Hexcel C of C states issue "E"


			123813			Dimple Matharoo			Sonaca SA			14-Jan-08			REACCRED			SE Review			COMP			Belgium			6111746260			4			MINOR			OPEN			AC7118			A 6-Mar-07			7.5.2			7.5.2			7.			Are tools/containers protected from mold release contamination?			Requirement 7.5.2: Is Mould release agents used within there shelf life:
Finding: Frekote 44C was being used and expiration date on can stated 01/04/06 (Two other cans on the shop floor were found to be similar).


			120723			David Kennedy			Xi'an Aircraft Company			15-Jan-08			REACCRED			TG Review			COMP			China			6113819302			1			MINOR			CLOSED			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Paragraph 15a.2.4 requires that core processing be performed in an EMA (paragraph 6.3) environment. A document exists that defines EMA requirements but does not include the core machining area. The machining area is clean but does not have proper signage, temperature/humidity monitoring equipment, cleaning schedule, etc. This appears to be a misunderstanding of the requirement but will take very little effort to get up to speed. In fact, by the last day of the audit the area has been marked off, signage is going in place and a calibrated temperature/humidity gage has been added.


			122765			Harry Coffee			EDO Fiber Innovations			16-Jan-08			REACCRED			SE Review			COMP			United States			6116420280			1			MINOR			OPEN			AC7118			A 6-Mar-07			16a.2.13			16a-c.2.13			16			Are debulks compliant to the documented procedure or training?			The requirements are that debulks must be compliant to the documented procedure or training, and that preforms/braids be processed per customer requirements.  Customer-approved work instruction WI-035  requires that preforms be debulked for 45 minutes at a minimum vacuum of 26 inches.  There was no vacuum gauge at the work station.  The only vacuum gauge in the system was at the pump/reservoir, approximately 50 ft away.  The technician did not know where the gauge was.  A supervisor located it and demonstrated that the system vacuum was 28.5 inches.


			122765			Harry Coffee			EDO Fiber Innovations			16-Jan-08			REACCRED			SE Review			COMP			United States			6116420280			1			MINOR			OPEN			AC7118			A 6-Mar-07			16a.2.14			16a-b.2.14			16			Is the preformed/braid processed per customer requirements (e.g. temperature, pressure, other process parameters, etc.)?			The requirements are that debulks must be compliant to the documented procedure or training, and that preforms/braids be processed per customer requirements.  Customer-approved work instruction WI-035  requires that preforms be debulked for 45 minutes at a minimum vacuum of 26 inches.  There was no vacuum gauge at the work station.  The only vacuum gauge in the system was at the pump/reservoir, approximately 50 ft away.  The technician did not know where the gauge was.  A supervisor located it and demonstrated that the system vacuum was 28.5 inches.


			122765			Harry Coffee			EDO Fiber Innovations			16-Jan-08			REACCRED			SE Review			COMP			United States			6116420280			2			MINOR			OPEN			AC7118			A 6-Mar-07			12g.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			The requirement is that temperature sensitive material be shipped and verified for temperature.  The resin purchased on EDO PO # 70008547 is required to be stored at 10 degrees F or below.  The graphs extracted from the two Flashlink recorders accompanying the shipment both indicate that there were two significant temperature excursions above 10 degrees F while in transit.  However, none of the time above the maximum storage temperature was deducted from the allowable out time.  This nonconformance is classified as minor because the allowed out time is 2160 hours and the material is normally consumed so quickly that it could remain at room temperature from the date shipped and would not reach that limit.


			122765			Harry Coffee			EDO Fiber Innovations			16-Jan-08			REACCRED			SE Review			COMP			United States			6116420280			2			MINOR			OPEN			AC7118			A 6-Mar-07			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			The requirement is that temperature sensitive material be shipped and verified for temperature.  The resin purchased on EDO PO # 70008547 is required to be stored at 10 degrees F or below.  The graphs extracted from the two Flashlink recorders accompanying the shipment both indicate that there were two significant temperature excursions above 10 degrees F while in transit.  However, none of the time above the maximum storage temperature was deducted from the allowable out time.  This nonconformance is classified as minor because the allowed out time is 2160 hours and the material is normally consumed so quickly that it could remain at room temperature from the date shipped and would not reach that limit.


			122765			Harry Coffee			EDO Fiber Innovations			16-Jan-08			REACCRED			SE Review			COMP			United States			6116420280			2			MINOR			OPEN			AC7118			A 6-Mar-07			5.1.4			5.1.4			5.			Are materials being shipped in accordance with customer requirements?			The requirement is that temperature sensitive material be shipped and verified for temperature.  The resin purchased on EDO PO # 70008547 is required to be stored at 10 degrees F or below.  The graphs extracted from the two Flashlink recorders accompanying the shipment both indicate that there were two significant temperature excursions above 10 degrees F while in transit.  However, none of the time above the maximum storage temperature was deducted from the allowable out time.  This nonconformance is classified as minor because the allowed out time is 2160 hours and the material is normally consumed so quickly that it could remain at room temperature from the date shipped and would not reach that limit.


			122765			Harry Coffee			EDO Fiber Innovations			16-Jan-08			REACCRED			SE Review			COMP			United States			6116420280			3			MAJOR			OPEN			AC7118			A 6-Mar-07			6.4.1			6.4.1			6.			Do Instrument System Check (ISC) and Thermal Uniformity Survey (TUS) comply with customer requirements, or, if no customer requirement exists, does the instrumentation system accuracy meet the customer's processing requirements?			The requirement is that ISC and TUS comply with customer requirements, or if no customer requirement exists, that the instrument system accuracy meets the customer's processing requirements.  EDO internal work instruction WI-004, Section 15 establishes procedures for completion of Thermal Uniformity Surveys.  The work instruction requires annotation of the thermocouple diagram with variation information, and signature of the completed form by appropriate technical management.  Records of TUS for all but 4 of the 26 ovens were available only in computer form, which did not include the annotation or signatures.  Work instruction WI-42 defines responsibilities for control of tooling and equipment, and requires that TUS must be performed if equipment is modified.  However, there is no statement in either work instruction specifying a default TUS frequency/interval, or stipulating that TUS interval shall be in accordance with customer specifications.  Although this NCR is classified as a Major, it should be noted that a) properly documented/annotated TUS records were available for Oven #28 used to cure the GE GEnX engine ducts, and b) thermal profiles for each tool have been prepared, and thermocouple locations have been determined based on these thermal profiles.  Cure control is a closed loop system, and statistical process control records indicate that the cure process for all parts is exceptionally well controlled.  Therefore there is no hardware impact.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			1			MINOR			OPEN			AC7118			A 6-Mar-07			15a.2.3			15a-b.2.3			15			Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 15a.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? and para.15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? and para.6.3.7 asks: Are process operations separated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?

Finding: Procedures have not been developed for EMA requirements pertaining to the heated press laminating cell where layup is performed at the press and prepreg materials are exposed to the press cell environment; the machining areas for metallic and non-metallic honeycomb core processing, two-part core potting and adhesive mixing area done outside of the CCA, and core cutting with clicker dies in the CCA.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			1			MINOR			OPEN			AC7118			A 6-Mar-07			15a.2.4			15a-b.2.4			15			Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 15a.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? and para.15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? and para.6.3.7 asks: Are process operations separated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?

Finding: Procedures have not been developed for EMA requirements pertaining to the heated press laminating cell where layup is performed at the press and prepreg materials are exposed to the press cell environment; the machining areas for metallic and non-metallic honeycomb core processing, two-part core potting and adhesive mixing area done outside of the CCA, and core cutting with clicker dies in the CCA.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.1			6.3.1			6.			Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA?(For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.)			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 15a.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? and para.15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? and para.6.3.7 asks: Are process operations separated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?

Finding: Procedures have not been developed for EMA requirements pertaining to the heated press laminating cell where layup is performed at the press and prepreg materials are exposed to the press cell environment; the machining areas for metallic and non-metallic honeycomb core processing, two-part core potting and adhesive mixing area done outside of the CCA, and core cutting with clicker dies in the CCA.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.2			6.3.2			6.			Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 15a.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? and para.15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? and para.6.3.7 asks: Are process operations separated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?

Finding: Procedures have not been developed for EMA requirements pertaining to the heated press laminating cell where layup is performed at the press and prepreg materials are exposed to the press cell environment; the machining areas for metallic and non-metallic honeycomb core processing, two-part core potting and adhesive mixing area done outside of the CCA, and core cutting with clicker dies in the CCA.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.4			6.3.4			6.			Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking)			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 15a.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? and para.15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? and para.6.3.7 asks: Are process operations separated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?

Finding: Procedures have not been developed for EMA requirements pertaining to the heated press laminating cell where layup is performed at the press and prepreg materials are exposed to the press cell environment; the machining areas for metallic and non-metallic honeycomb core processing, two-part core potting and adhesive mixing area done outside of the CCA, and core cutting with clicker dies in the CCA.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.5			6.3.5			6.			Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 15a.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? and para.15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? and para.6.3.7 asks: Are process operations separated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?

Finding: Procedures have not been developed for EMA requirements pertaining to the heated press laminating cell where layup is performed at the press and prepreg materials are exposed to the press cell environment; the machining areas for metallic and non-metallic honeycomb core processing, two-part core potting and adhesive mixing area done outside of the CCA, and core cutting with clicker dies in the CCA.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.6			6.3.6			6.			Is there a documented procedure established for the cleaning of the environmentally monitored area?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 15a.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? and para.15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? and para.6.3.7 asks: Are process operations separated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?

Finding: Procedures have not been developed for EMA requirements pertaining to the heated press laminating cell where layup is performed at the press and prepreg materials are exposed to the press cell environment; the machining areas for metallic and non-metallic honeycomb core processing, two-part core potting and adhesive mixing area done outside of the CCA, and core cutting with clicker dies in the CCA.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			1			MINOR			OPEN			AC7118			A 6-Mar-07			6.3.7			6.3.7			6.			Are process operations seperated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?			Requirement: Checklist para. 6.3.1 asks: Is there a documented procedure which defines the environmental conditions and prohibited materials for processing in the EMA? (For processing, the documented procedure shall be in compliance with customer requirements or in the absence of customer requirements, Table 1 located in the Audit Handbook.) and para.6.3.2 asks: Is there a documented procedure describing the actions to take when specified temperature/humidity requirements are exceeded? and para. 6.3.4 asks: Are processes or operations which produce contaminants prohibited in the environmentally monitored area? (i.e., aerosols, dust, oil fumes, polluting type vehicles, hand creams, release agents, silicones, eating, drinking and smoking) and para. 6.3.5 asks: Is there a procedure or sign that prohibits eating, drinking and smoking in the environmentally monitored area? and para. 6.3.6 asks: Is there a documented procedure established for the cleaning of the environmentally monitored area? and para. 15a.2.3 asks: Are stabilization materials, potting compounds, and splicing materials used per requirements (customer/supplier)? and para.15a.2.4 asks: Does the area where core processing is performed meet requirements for cleanliness, temperature, and humidity? and para.6.3.7 asks: Are process operations separated from operations that create airborne contaminates (such as trim, routing, stripping and sanding areas)?

Finding: Procedures have not been developed for EMA requirements pertaining to the heated press laminating cell where layup is performed at the press and prepreg materials are exposed to the press cell environment; the machining areas for metallic and non-metallic honeycomb core processing, two-part core potting and adhesive mixing area done outside of the CCA, and core cutting with clicker dies in the CCA.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			2			MAJOR			OPEN			AC7118			A 6-Mar-07			11.2.2			11.2.2			11			Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits?			Requirement: Checklist para. 12a.2.11 asks: Is temperature sensitive material shipped and verified for temperature? and 5.1.3 para asks: For perishable materials is out time and temperature controlled and traceable from the purchased source? and para. 11.2.2 asks: Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits? and para. 11.2.5 asks: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)

Finding: Temperature chart review for prepreg material per BMS 8-218, batch 27195B, on purchase order 107513 indicates 2 excursions above 10 degrees Fahrenheit during shipment for a total of 6 units (hours). The out time logs for shipped rolls 006-012 do not reflect the 6 hours of out time.  This is a Non-Sustaining corrective action for NCR#4 from previous audit #118721.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			2			MAJOR			OPEN			AC7118			A 6-Mar-07			11.2.5			11.2.5			11			Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)			Requirement: Checklist para. 12a.2.11 asks: Is temperature sensitive material shipped and verified for temperature? and 5.1.3 para asks: For perishable materials is out time and temperature controlled and traceable from the purchased source? and para. 11.2.2 asks: Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits? and para. 11.2.5 asks: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)

Finding: Temperature chart review for prepreg material per BMS 8-218, batch 27195B, on purchase order 107513 indicates 2 excursions above 10 degrees Fahrenheit during shipment for a total of 6 units (hours). The out time logs for shipped rolls 006-012 do not reflect the 6 hours of out time.  This is a Non-Sustaining corrective action for NCR#4 from previous audit #118721.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			2			MAJOR			OPEN			AC7118			A 6-Mar-07			12a.2.11			12a-b, g.2.11, 12f.2.12			12			Is temperature sensitive material shipped and verified for temperature?			Requirement: Checklist para. 12a.2.11 asks: Is temperature sensitive material shipped and verified for temperature? and 5.1.3 para asks: For perishable materials is out time and temperature controlled and traceable from the purchased source? and para. 11.2.2 asks: Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits? and para. 11.2.5 asks: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)

Finding: Temperature chart review for prepreg material per BMS 8-218, batch 27195B, on purchase order 107513 indicates 2 excursions above 10 degrees Fahrenheit during shipment for a total of 6 units (hours). The out time logs for shipped rolls 006-012 do not reflect the 6 hours of out time.  This is a Non-Sustaining corrective action for NCR#4 from previous audit #118721.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			2			MAJOR			OPEN			AC7118			A 6-Mar-07			5.1.3			5.1.3			5.			For perishable materials is out time and temperature controlled and traceable from the purchased source?			Requirement: Checklist para. 12a.2.11 asks: Is temperature sensitive material shipped and verified for temperature? and 5.1.3 para asks: For perishable materials is out time and temperature controlled and traceable from the purchased source? and para. 11.2.2 asks: Has age/temperature sensitive material been marked and logged and is it within shelf life and out time limits? and para. 11.2.5 asks: Are material "Freezer Storage History Tag/Log" entries filled out? (Including any out time while processing through receiving inspection)

Finding: Temperature chart review for prepreg material per BMS 8-218, batch 27195B, on purchase order 107513 indicates 2 excursions above 10 degrees Fahrenheit during shipment for a total of 6 units (hours). The out time logs for shipped rolls 006-012 do not reflect the 6 hours of out time.  This is a Non-Sustaining corrective action for NCR#4 from previous audit #118721.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			3			MAJOR			OPEN			AC7118			A 6-Mar-07			16b.2.19			16a-b.2.19			16			Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning?  (metal bond only)			Requirement: Checklist para. 16b.2.19 asks: Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning? (metal bond only) and para. 16b.2.20 asks: Are aluminum details that have exceeded their storage limit cleaned if they exceed the customer's storage requirements? (metal bond only)

Finding: Storage shelf life for PAA processed metal details is not monitored or verified prior to bond. All details are cleaned prior to bonding however the shelf life for detail parts treated with bond primer is not available at the time of cure verification so the shelf life can be verified. The company's part identification label has a place for the shelf life but is not filled out. This is a systemic finding


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			3			MAJOR			OPEN			AC7118			A 6-Mar-07			16b.2.20			16a-b.2.20			16			Are aluminum details that have exceeded  their storage limit cleaned if they exceed the customer's storage requirements? (metal bond only)			Requirement: Checklist para. 16b.2.19 asks: Are storage limits for exposed aluminum details (vapor degreased core or anodized and primed details) verified prior to bond, or is the bonding surface activated by solvent cleaning? (metal bond only) and para. 16b.2.20 asks: Are aluminum details that have exceeded their storage limit cleaned if they exceed the customer's storage requirements? (metal bond only)

Finding: Storage shelf life for PAA processed metal details is not monitored or verified prior to bond. All details are cleaned prior to bonding however the shelf life for detail parts treated with bond primer is not available at the time of cure verification so the shelf life can be verified. The company's part identification label has a place for the shelf life but is not filled out. This is a systemic finding


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			4			MINOR			OPEN			AC7118			A 6-Mar-07			11.3.3			11.3.3			11			Does the material traceability information from the raw material supplier match the material acceptance documentation, and is it within shelf life and out time as applicable?			Requirement: Checklist para. 12a.2.6 asks: Does the material traceability information from the sub-tier and/or raw material supplier match the material acceptance documentation? And para. 11.3.3 asks: Does the material traceability information from the raw material supplier match the material acceptance documentation, and is it within shelf life and out time as applicable?

Finding: Material traceability is established by lot number and receiving QCL number. BMS 8-218 prepreg (batch 27195B, rolls 006-012) from purchase order 107513 were received and entered into the company material tracking system on the wrong QCL number (7249). The lot number (38.1) was then duplicated and put with the corrected QCL number (7292) on the material out time tracking logs for each roll without a correction to the material tracking system. This has caused the actual material out time logs to reflect a QCL/Lot traceability number combination that is not in the material tracking system. The end result causes the material tracking system to show that material by QCL/Lot number used on shop orders (where used) is different from the actual traveler assigned material.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			4			MINOR			OPEN			AC7118			A 6-Mar-07			12a.2.6			12a-g.2.6			12			Does the material traceability information from the sub-tier and/or raw material supplier match the material acceptance documentation?			Requirement: Checklist para. 12a.2.6 asks: Does the material traceability information from the sub-tier and/or raw material supplier match the material acceptance documentation? And para. 11.3.3 asks: Does the material traceability information from the raw material supplier match the material acceptance documentation, and is it within shelf life and out time as applicable?

Finding: Material traceability is established by lot number and receiving QCL number. BMS 8-218 prepreg (batch 27195B, rolls 006-012) from purchase order 107513 were received and entered into the company material tracking system on the wrong QCL number (7249). The lot number (38.1) was then duplicated and put with the corrected QCL number (7292) on the material out time tracking logs for each roll without a correction to the material tracking system. This has caused the actual material out time logs to reflect a QCL/Lot traceability number combination that is not in the material tracking system. The end result causes the material tracking system to show that material by QCL/Lot number used on shop orders (where used) is different from the actual traveler assigned material.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			5			MAJOR			OPEN			AC7118			A 6-Mar-07			5.1.1			5.1.1			5.			Is there a documented procedure describing shelf life, out time, and pot life controls for all materials?			Requirement: Checklist para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials? and para. 5.1.12 asks: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?

Finding: Material out time log (form 128) for film adhesive SS8612-002A/-006 specifies the total allowed out time as 720 hours. This is overstating the maximum allowed time specified in the customer specification SS9122 (rev. 12) that only allows 336 hours plus an additional 48 if retested for a total possible out time of 384 hours. This is a systemic finding and has a potential product impact.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			5			MAJOR			OPEN			AC7118			A 6-Mar-07			5.1.12			5.1.12			5.			Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?			Requirement: Checklist para. 5.1.1 asks: Is there a documented procedure describing shelf life, out time, and pot life controls for all materials? and para. 5.1.12 asks: Is accumulated out time and pot life tracked by attached card or other method to maintain specification limits?

Finding: Material out time log (form 128) for film adhesive SS8612-002A/-006 specifies the total allowed out time as 720 hours. This is overstating the maximum allowed time specified in the customer specification SS9122 (rev. 12) that only allows 336 hours plus an additional 48 if retested for a total possible out time of 384 hours. This is a systemic finding and has a potential product impact.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			6			MAJOR			OPEN			AC7118			A 6-Mar-07			12b.2.7			12a-g.2.7			12			Has the material been released in accordance with customer quality requirements?			Requirement: Checklist para. 12b.2.7 asks: Has the material been released in accordance with customer quality requirements?

Finding: Material release form (from the lab) for QCL #7292 lot 38.1 states the original material expiration date as 9/7/07 and then as 3/7/08 after life extension testing based on a receiving record of shipment being 3/6/07. The material was actually shipped on 2/16/07 making the actual original material expiration date as 8/16/07 and then the re-test date as 2/16/08 resulting in an overstated shelf life by 20 days. The supplier did not use the actual ship date from the material supplier's certification and shipper (2/16/07) but used 1 day before the on-dock receiving date.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			7			MAJOR			OPEN			AC7118			A 6-Mar-07			16a.2.16			16a-b.2.16			16			Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature?			Requirement: Checklist para. 16a.2.16 asks: Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature? and para. 8.1.4 asks: Are heating tools controlled to a maximum temperature per customer or supplier requirements? 

Finding: 2 heat guns used in layup at the press cell and 3 heat guns in the CCA were not temperature controlled or monitored. 2 of the guns in the CCA originally had a calibration label placed over the temp controller but 1 of the labels was missing and the other one was partially removed and allowed the use of the gun at full temperature. The guns were observed in use and only on the lowest setting. This is a systemic find and non-sustaining corrective action for NCR#2 from the previous audit #118721.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			7			MAJOR			OPEN			AC7118			A 6-Mar-07			8.1.4			8.1.4			8.			Are heating tools controlled to a maximum temperature per customer or supplier requirements?			Requirement: Checklist para. 16a.2.16 asks: Are heating tools (heat guns, irons, debulk tables, etc.) controlled to a maximum temperature? and para. 8.1.4 asks: Are heating tools controlled to a maximum temperature per customer or supplier requirements? 

Finding: 2 heat guns used in layup at the press cell and 3 heat guns in the CCA were not temperature controlled or monitored. 2 of the guns in the CCA originally had a calibration label placed over the temp controller but 1 of the labels was missing and the other one was partially removed and allowed the use of the gun at full temperature. The guns were observed in use and only on the lowest setting. This is a systemic find and non-sustaining corrective action for NCR#2 from the previous audit #118721.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			8			MAJOR			OPEN			AC7118			A 6-Mar-07			16a.2.8			16a-c.2.8			16			If prepreg/fiber/fabric is trimmed in place with a cutting tool, are measures taken (e.g. shims) to protect other plies and/or tools from being cut?			Requirement: Checklist para. 16a.2.8 asks: If prepreg/fiber/fabric is trimmed in place with a cutting tool, are measures taken (e.g. shims) to protect other plies and/or tools from being cut? and para. 8.1.6 asks: If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?

Finding: During layup of P/N 145DS521-15 on traveler 65815-1 (job audit 16a) 3 layup technicians were observed using utility knives to cut and trim plies without any backing to protect the under-plies. Under-plies were reviewed and found cut. The part is under review by the supplier. This is a systemic finding.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			8			MAJOR			OPEN			AC7118			A 6-Mar-07			8.1.6			8.1.6			8.			If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?			Requirement: Checklist para. 16a.2.8 asks: If prepreg/fiber/fabric is trimmed in place with a cutting tool, are measures taken (e.g. shims) to protect other plies and/or tools from being cut? and para. 8.1.6 asks: If trimming is performed with a utility knife or equivalent, is a shim used to protect other plies or tools from being cut?

Finding: During layup of P/N 145DS521-15 on traveler 65815-1 (job audit 16a) 3 layup technicians were observed using utility knives to cut and trim plies without any backing to protect the under-plies. Under-plies were reviewed and found cut. The part is under review by the supplier. This is a systemic finding.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			9			MAJOR			OPEN			AC7118			A 6-Mar-07			12a.2.13			12a-b.2.13			12			Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material?			Requirement: Checklist para. 12a,b.2.13 asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? and para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: 2 rolls of prepreg in the CCA and 1 roll in the freezer were found unsupported by there core. This is a systemic finding.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			9			MAJOR			OPEN			AC7118			A 6-Mar-07			12b.2.13			12a-b.2.13			12			Are rolls of adhesive/resin film materials stored and handled in such a manner to prevent damage to the material and cold flow of resin?			Requirement: Checklist para. 12a,b.2.13 asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? and para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: 2 rolls of prepreg in the CCA and 1 roll in the freezer were found unsupported by there core. This is a systemic finding.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			9			MAJOR			OPEN			AC7118			A 6-Mar-07			5.1.11			5.1.11			5.			Are materials stored in a manner to prevent damage or contamination?			Requirement: Checklist para. 12a,b.2.13 asks: Are rolls of prepreg materials stored and handled in such a manner to prevent damage to the material? and para. 5.1.11 asks: Are materials stored in a manner to prevent damage or contamination?

Finding: 2 rolls of prepreg in the CCA and 1 roll in the freezer were found unsupported by there core. This is a systemic finding.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			10			MAJOR			OPEN			AC7118			A 6-Mar-07			16a.2.6			16a-c.2.6			16			Are details (prepreg, fiber, fabric, surfacing films, core, foam, metal, etc.) placed in the proper position, fiber alignment, and orientation per design requirements?			Requirement: Checklist para. 16a.2.6 asks: Are details (prepreg, fiber, fabric, surfacing films, core, foam, metal, etc.) placed in the proper position, fiber alignment, and orientation per design requirements?

Finding: Ply placement on P/N 145DS521-15 on traveler 65815-1 (job audit 16a) was performed using oversize plies then trimmed to fit. 15 plies of Kevlar were being placed and trimmed. Plies 14 and 15 were trimmed short at the part radius area resulting in a double butt splice (ply on ply). The drawing requires 1 inch separation for butt splices between laminate layers and a butt splice was not planned for this area. The planned ply arrangement was overlap by .5"-1.0".

Note: The part has been removed from production for evaluation.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			11			MAJOR			OPEN			AC7118			A 6-Mar-07			11.3.2			11.3.2			11			Are documneted work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)			Requirement: Checklist para. 16b.2.1 asks: Are the component parts of the assembly prepared prior to assembly per customer requirements and/or work instructions? and para. 16b.2.3 asks: Are all bond surfaces prepared and protected according to customer requirements, prior to the bonding operation? and para 11.3.2 asks: Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding: Work instruction (operation sheet) is not updated to match the current process. In the press cell for P/N 70101-11218-041; operation 030 requires the lead details be chemical cleaned prior to placement in the laminate and to perform a press compaction of the laminate prior to final closure. None of these operations were performed. Metal bond P/N 71207-24010-054 (work order #64082.1-1) detail cleaning was not performed to planned process in the operation sheet. Cleaning material is specified as cheese cloth, this was not used; cleaning chemical is applied it must be wiped dry with a clean cheese cloth before the cleaning chemical air dries, this was not done; after drying wipe the details are to air dry for a minimum of 15 minutes, the dry time was not allowed and parts were assembled within 3-4 minutes. This is a systemic finding and a Non-Sustaining Corrective Action for NCR#8 from previous Audit #118721.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			11			MAJOR			OPEN			AC7118			A 6-Mar-07			16b.2.1			16a-c.2.1			16			Are the component parts of the assembly prepared prior to assembly per customer requirements and/or work instructions?			Requirement: Checklist para. 16b.2.1 asks: Are the component parts of the assembly prepared prior to assembly per customer requirements and/or work instructions? and para. 16b.2.3 asks: Are all bond surfaces prepared and protected according to customer requirements, prior to the bonding operation? and para 11.3.2 asks: Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding: Work instruction (operation sheet) is not updated to match the current process. In the press cell for P/N 70101-11218-041; operation 030 requires the lead details be chemical cleaned prior to placement in the laminate and to perform a press compaction of the laminate prior to final closure. None of these operations were performed. Metal bond P/N 71207-24010-054 (work order #64082.1-1) detail cleaning was not performed to planned process in the operation sheet. Cleaning material is specified as cheese cloth, this was not used; cleaning chemical is applied it must be wiped dry with a clean cheese cloth before the cleaning chemical air dries, this was not done; after drying wipe the details are to air dry for a minimum of 15 minutes, the dry time was not allowed and parts were assembled within 3-4 minutes. This is a systemic finding and a Non-Sustaining Corrective Action for NCR#8 from previous Audit #118721.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			11			MAJOR			OPEN			AC7118			A 6-Mar-07			16b.2.3			16a-c.2.1			16			Are all bond surfaces prepared and protected according to customer requirements, prior to the bonding operation?			Requirement: Checklist para. 16b.2.1 asks: Are the component parts of the assembly prepared prior to assembly per customer requirements and/or work instructions? and para. 16b.2.3 asks: Are all bond surfaces prepared and protected according to customer requirements, prior to the bonding operation? and para 11.3.2 asks: Are documented work instructions available to the operator and does the procedure(s) accurately reflect the manufacturing process? (Including the proper sequence)

Finding: Work instruction (operation sheet) is not updated to match the current process. In the press cell for P/N 70101-11218-041; operation 030 requires the lead details be chemical cleaned prior to placement in the laminate and to perform a press compaction of the laminate prior to final closure. None of these operations were performed. Metal bond P/N 71207-24010-054 (work order #64082.1-1) detail cleaning was not performed to planned process in the operation sheet. Cleaning material is specified as cheese cloth, this was not used; cleaning chemical is applied it must be wiped dry with a clean cheese cloth before the cleaning chemical air dries, this was not done; after drying wipe the details are to air dry for a minimum of 15 minutes, the dry time was not allowed and parts were assembled within 3-4 minutes. This is a systemic finding and a Non-Sustaining Corrective Action for NCR#8 from previous Audit #118721.


			122931			Kevin Canfield			Russell Plastics Technology Co Inc			21-Jan-08			REACCRED			Failed			COMP			United States			6113281309			12			MAJOR			OPEN			AC7118			A 6-Mar-07			8.6.9			8.6.9			8.			

