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INVESTIGATION REPORT FORM (IRF)

Telephone No, (049) 545-7166 to 69
Fax No. (049) 545-6302

Control N

. Inhouse Detection

437

I:' Customer Claim

Date Issued:

2106 24

|cANON

i 'é:_ Mr. Gerald De Guzman

RX1-5115-000

|PRODUCTION

Z10 ACC BOX

|21 06 23

JO-F-21-188-56

PEEL OFF

Requrement:

No peel off on the item

Actual:

W/ peel off on the smooth surface

Slotter

' AREA OF OCCURRENCE / ORIGIN

I:] Gluing

First : D Hold El . I:l Material

Recurrence D Special Acceptance |:| EQOS [:I Vertical D Dimension

No.: 4 I:I For Rework - Diecut |:| Others: . Appearance

Date;_ 2106 23 [l Reiect/ Disposal [] Detaching [] Process/Method
Issuedby = —

Mr. Roderick Ramos
QA Supervisor ; (0

Adrian Vergara
QA-IE Staff
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L\ KANEPACKAGE PHILIPPINE INC.

m) MNo. 5 Ring Read LISP II, Brgy. La Mesa, Calamba City, Laguna

Telephone No. (049) 545-7166 to 69
Fax No. (049) 545-6302

INVESTIGATION REPORT FORM (IRF)

FINAL CONCLUSION

OUTFLOW ROOTCAUSE

— Oroked nackwe tive

— TV Dwmewsw e o RELOPFA

IMMEDIATE ACTION: (Action to be done ta contain/ temporary correct tr;é:i%mbl'em-'rquhd) i

o CORRECTIVE ACT!ON (Actions Lo be done fo ensure that the problem will not happen agan)

Identified Rootcause

A Sorting Result ’ = .';_:.Adlqh#ﬁo be done to eliminate recurrence Who / When
Location Total Stock NG Total Good
RM
N/H e System H/&
WIP N / H
R W 1
B, Orientation :
Dt ‘\\/R | Time | N /H Design/ P/A'
Title N/A Took
Attendees N / i
(5 Re_wm_'king. : . -
Rework Quantity e
N /ﬂ Process FLS - g% m"‘/‘-@
Total Good N ’ A
Rework Percentage (Good) N / A
GA ROO R Q) 0 be ed O by QA 0

Date Conducted: 2 lﬂa /5 PIC:,H'_[@_[@_

Recommendation

> The o pplied Prossuvt 15 not e0D UoN becoee
Fhe opblivd backngy Yope 1o wel J;%

1. CORRECTIVE ACTION VERIFICATION (To be filled out by QA In-charge)

- Checked by Date Implemented’-’ - L Remarksr
1st Verification of Action H\‘ﬂgﬂa 21 O G| [AYes [ INo CA \.S ﬁ‘F{BUhVEJ
2nd Verification of Action [ 1Yes [ 1No
3rd Verification of Action [ 1Yes [ INo
Effectiveness of Action HVEJ'BQ\-Q ’lj m ?.Q Tves [ INo Cj,ﬂ ‘S f/g'rﬁf}h‘\lez

Note: If no same defects / problems occurs for 5 consecutive deliveries, corrective action is considered effective / closed. If the same problem occurs within 5 conseculive
deliveries or 3rd verification of action still not yet implemented, Investigation Report shall be re-issued to the affected department to provide new improvement action.

asUR
'Sfaiué; . o : Remarks: : : . Approved by:  Process ’_O'W_i}.erA.(:kﬁo.Wiedeén't:. (Receiving Section)
aClosed /
' %[%’VWME \; IRIGH MAY L. ESTAREJA
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INVESTIGATION REPORT FOR PEEL OFF OF
CBMP RX1-5115-000 210 ACC BOX

DIRECT CAUSE
PROCESS/MATERIAL

W1- Due to operator encountered Uncut during mass production.

W2- Due to lack of backing tape caused by decrease in the pressure.

W3- Due to the pressure was set to 1.5 tons instead of 2 tons to avoid bursting and easy detach of scrap in
delivery area.

MACHINE RATIO THAT SHOWS
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DELIVERY ERROR DUE TO EASY DETACH

INDIRECT
CAUSE W1- Diecut and Detaching operator didn't notice the peel off during sampling since it was very thin with
(OUTFLOW) 3x30mm dimension only.
PROCESS/MATERIAL
PRODUCTION CORRECTIVE ACTION
> Revision of Eterna Diecut - Standard Machine Setting. g
PIC: | PRODUCTION | TARGET DATE: | 210629

PREPARED BY:

===

KANEPACKAGE PHILIPPINE INC.

ETERNA DJECUT.- STANDARD MACHINE SETTING

WITHOUT AUTO-STRIPPER WITH AUTO-STRIPPER
i FLUTETYPE
| BMACHINE SPEED (S/H) | MACHINE PRESSURE (TONS] MACHINE SPEED (S/H] MACHINE PRESSURE (TONS)
.
! A 3,000 - 4,500 12 2,000-4,000 1-2
B 3,000 - 4,500 i-2 2,000-4,000 1-2
< 3,000 - 4,500 12 2,000-4,000 1-2
B 1,800-3,000 14 1,800-3,000 i4
E 1,800-3,000 12 1,800-3,000 12

'NOTE: For Die blade with Eferan Layout to avold bursting do not use pressure below 1.5 tons to avold uncut.

Praparad By: Chackad By: Approvad Byt

Lel Ann Marie Aviles Weena Apalla lennifer Gallos
Prod. IE Staff Sr. Prod. Supervisor Asst. Vice President
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MARIE AVILES EENAW. APALLA
PROD IE STAFF V'sk. subervisor




