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Job Identity: ot 30/)2 .
Customer: - MG - MESE [ OMEIs ¥ F S i
Shop Order Number: wred, 29tpor

Part Number; Go3zp .oy 2y

Part Description: W37 stk  FasT

Base Metal Specifications: SAE _ sp lw\ i W 234dpo 3do AF,
Filler Metal Specification (if required): < 3 - ;
Welding Process{es): GmAw o Be7ic %cﬁ\}.ﬂ . l.__\ N&d\\A

Job {Shop) Order or -
. . . Related Customer or Internal . Actual Condition Pass /
Question # Job Audit Question WSA Question # Requirement Reference Documentation | 5,0 tive Evidence) | Fail / N/A
Requirement
1.8
Has the welding operation identified the 5.1 o, 2 %oy \n
process control equipment necessary to 52 h sl\.vn \ @3 . o5t
6.1 menitor, control and provide feedback on all
essential process variables as listed in the
applicable Process Tables?
Has the logic been established to effectively 51 Shed W STARA
6.2 identify and address process or equipment foceowre Mvamh
fauits?
Are over rides or resets logs maintained? 51.2 M TEAANCE -
6.3 %y
L& -
Are weld faults audible, visible and does the 513 S e 1o
84 liine shut down? Caeedrolled
2.7
If the weld cycle is interrupted, is the part 5.14 M.G.ﬂ.ﬁz\ﬁ\.b ﬂ ¢
8.5 controlled or contained until dispositioned by : ‘ oss
appropriate personnel? Contre
515 pr—
6.6 >6. the meters and Rmn back oo::..o,m a3 w s.» .\oh ..__.u Q&n ¢
calibrated per established frequencies? vl
If applicable, is there an inter-locking of the 516
6.7 previous operation and has the quality of N L
parts been verified?
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Job Identi . et ﬁu\
Customer: MPENA 46155 dpgon MV S GALS
Shop Order Number: & 7, ePL el
Part Number: FPOEz - #2r m&x
Part Description: & FS5T7 Lock  Aosr
Base Metal Specifications: SHE oS F SEBe  TAoy
Filler Metal Specification (if required): EL o8- &
Welding Process(es): G 47K 8 REBOT7C
Job (Shop) Order or .
. . ) Related Customer or Internal . Actual Condition Pass /
Question # Job Audit Question WSA Question # Requirement Reference _u.on:_:m:nm”_o: (Objective Evidence) | Fail / N/A
Requirement
51.7
6.8 Are there secure backups of all programs Q
’ and procedures (electronic preferred)? .M. .ﬁi.n.\l_,m\«l.b of5
reh (LY
Are high/low limit alarms established by 518 . D_
69 |actual data. 5.1.1 Sefturre Caral Yass
Have process variables been defined and 519 Q r _
6.10 developed by data and shown to be v “0 s
statistically capable? Qﬁ b
51.10 ‘
6.11 is there acceptable traceability 5.1.11 o 82 1. \,Pn\oo_..e ..ﬂ _0
' (sequence/date coding)? 23 a<s
27

41

612 s there traceability of ali process and 5111 amnu. 2“0 Vim Er
’ tooling changes? 54 7_; M :

" | N

Are there docurnented welding procedures 5112 W dde my.)o ) m\\ioﬁvv @/ o]

fas
15

6.13 for each weld location and each process m
variable? 110 .W?mm_?rr* .\&A\w M\ Fm h«,: .ﬁb\uw

15 N
Is there a documented change over 51.13 @..L. d ﬁ af&\.n&v_!. M.&.EW ’ Q
procedure (filler material, fixtures)? 38 Q?Yna\w%x( RS

1.5
6.15 Is there a documented start-up and shut- 1.10 3?1? Q

down procedure?
P 5.1.14 Al o e S
[

6.14
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ARG - NS  Lrpm

L MFIS I E =

IEQ\
— GeE20-0t FSm
P PosT
She seyS gy z2avpo 340 L EF

ER InsS- &
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Welding Process{es): EW&\P
Job (Shop) Order or .
. . . Related Customer or Internal . Actual Condition Pass /
Question # Job Audit Question WSA Question # Requirement xmﬁmam_mwﬂ,_wwmo_“ﬁmameo: (Objective Evidence) | Fail / N/A
6.16 Are process control parameters monitored 5.2 W .%.» 1?&901\:9&\ weld ._?r&z.« MU
. at established frequencies? @.Pw.mr m...rtL\ Lu Nr?n}?-\sﬂw s ass
5.3
Are there documented reaction plans with 1.21 ;
appropriate fevels of containment to both 56 D—ﬂﬁl\.ﬂ ~ Qﬁs\ \NH o8 S
6.17 out of control and out of tolerance process 1.8 B 15 (€55 4 as9
parameters and provide documented 27 “Lm w% NC\\__WS. o~ P
evidence that reaction plans are followed?
How does the organization handle changes Mm Clhing — @Sﬁn\ \ mﬁnﬂm b
to process control parameters after initial . % {
6.18 customer approval and how do you notify ”__mm MV\J\R&ﬂ 5. ah&ﬂre\n?.)v
your customer? ' %‘ devuw
6.19 Are In-Pracess and Final Tests performed “_.mm QO.)LW\Q » mv :c.? ﬂu\h*\er«\* ‘E \...NN \ \ ¢
) at established frequencies? ’ 5 \R.\xmoa? $.? 7.2% P y \ ass
6.20 Are weld quality requirernents clearly 1.9 Each part may have one or more requirements determined by the welding specification.
’ defined per customer specifications? 56 Parts must meet each requirement. List requirements below and validate.
6.20.1 _ [Test Type: Weld Kenoth Contra] Flow LensTh Nanﬁm_\IWWnN
Test Method: ,Nu. oy /D*® 28v¥97 (7734
Test Frequency and'Quantity: b3 /A Tart o Lonr vnds flss
Specification: _ 2¢7 pont DA 28 72/ 20.83 Fass
7
, , i 2063/ 2o.¢c7 | fogg
6202 [TestType: = Dgsfrueet Lot/ Floan e S saep Lok 33
. [4 L N
Test Method: Dol ct s'nd ek dse mela/ Y2 a’s
@ 2010 Automotive Industry Action Group (AIAG) 3ofb



AIAG

Autemotive Industry Action Group

Section 6 - Job Audit

The contents of all published materials are copyrighted by the Automotive Industry Action Group unless otherwise indicated. All rights are preserved by AIAG, and content may not be
altered or disseminated, published, or Iransferred in part of such content. The information is not to be sold in part or whole to anyone within your organization or fo another company.
Copyright infringement is a violation of federal law subject to criminal and civil penalties. AIAG and the Automotive Industry Action Group are registered service marks of the Automotive

Job Identi
Customer:

Shop Order Number:

Part Number:

Part Description:

Base Metal Specifications:

Filler Metal Specification (if required):

Welding Process(es):
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Lt 22/2.

Question #

Job Audit Question

Related
WSA Question #

Customer or Internal
Reguirement

Job {Shop) Order or
Reference Documentation
Requirement

Actual Condition Pass /
{Objective Evidence) | Fail / N/A
y i

Test Frequency and Quantity: £/ ) pe,

Specification: \.. n_.. EME

Lt S [P

[ phots  Dimd| 7
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Job Identity:
Customer:
Shop Order Number:

Part Number;

Part Description:

Base Metal Specifications:

Filler Metal Specification (if required):
<<m_&_._m Process{es):
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L2t )= .

Job (Shap) Order or

. \ . Related Customer or Internal . Actual Condition Pass /
Question # Job Audit Question WSA Question # Requirement xmaamwﬂmw%ﬁhamﬂ_o: (Objective Evidence) | Fait/ N/A

6203 |[TestType: (Wald Saefio~ (ontos) [Tamm - , 4
Test Method: Wil ad SecFioe. ()il 2ec fom | Fase
Test Frequency and Quantityy /), cn oy y /4 (1) flofss _ Pasd
Specification: 3w M’ . 4 3.49/3.w0/3.4/)/3 25 \Wmm

! /

6.20.4 Test Type:
Test Method:
Test Frequency and Quantity:
Specification:

© 2010 Automotive [ndustry Acticn Group (AIAG)

© 2010 Automotive Industry Action Group (AIAG)

50of§



