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Subj:
TRIP REPORT OF VENDOR SURVEY TO DANVILLE METAL STAMPING COMPANY, INCORPORATED OF DANVILLE ILLINOIS DURING DATES OF  17-18 JULY 2002

Ref:
(a)
NAVAIRINST 4200.25 and Alternate Source Qualification Desktop Guide of  


(b)  Defense Supply Center Richmond Contract Number SP0480-02-M-J354


(c)  Defense Supply Center Richmond Contract Number SP0480-02-M-J030

Encl:
(1)
List of attendees

1.
As required by reference (a), a Naval Air Systems Command team composed of members from this depot and the Naval Air Warfare Center of Lakehurst, New Jersey, performed an on-site visit at Danville Metal Stamping Company, Incorporated (DM) of Danville Illinois.  The purpose of the visit was to evaluate DM’s capabilities as a step in the process for ensuring they meet Alternate Source Qualification requirements to produce and provide Critical Safety Items to the U.S. Navy.  Reference’s (b) and (c) have already been awarded.

2.
Danville Metal Stamping originated in 1946 and incorporated in 1948.  The company’s product is mainly sheet metal fabrication focused to support gas turbine engines.  The DM facility is a woman owned company.  Mr. Judd C. Peck is the company president.  DM is housed in approximately 180,000 square feet of floor space and employ’s a total of 455 people. The company personnel were very cooperative and positive.  Production documentation pertaining to reference (b) was provided to allow a good overview of their step by step manufacturing process from receipt of material to shipment of the finished product.  The contract quantity of the documentation reviewed is not scheduled for delivery until 25 August 2002.     

3.
During initial tour and review of the process (from start to finish) of the P/N manufactured per  reference (b), the government members evaluated DM’s capabilities as follows:

a. Production/Contract History:



(1)
A list of government contracts that DM has had with the governments was provided. 

According to the list, they have supplied over 46 different parts to the government.



(2) 
DM is also an approved source and supplier to such companies as Pratt Whitney, General Electric, Rolls Royce, etc., all with satisfactory ratings documented.  


b.
Production/Engineering Planning:

(1) The facility has 16 manufacturing and 6 Quality Engineers.  Some have Masters

and/or Bachelors and Associates degrees and all have on the job training experience.
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(2)
DM production capacity is presently at about 68%.  Scheduling additional workload would have minimal impact on present production.  


(3)
Danville is in the process of implementing a new production and management control system called Industrial File System or IFS.  This is going to be their new corporate wide financial and production control system.  It is due to come online by September 30, 2002.  



(4)
Pre-production planning start with the customer contract review composed of key personnel to form a team from manufacturing, engineering, quality and other appropriate management departments.  The step by step process is covering it DMWI 03.01 and other instruction referenced therein.  





(a)
Accordingly, a thorough review of customer purchase orders/contracts is performed to ensure customer desires and specification requirements are included in their production/process/inspection documentation.




(b)
Latest engineering and/or required specifications are ensured during the pre-production planning.  Teams maintain control over drawings and the ISO Office control all other technical specifications and process instructions.  Drawings are not stored in fireproof area.





(c)
Process development is reviewed against in-house capabilities, applicable approved sub-vendors, and available tooling.


(d)  When a customer drawing change (or ECN) comes through, it first goes to sales.  They then follow the standard corporate procedure: A Danville Metals change form is generated; each section of manufacturing makes recommendations and notes changes.  Quality reviews the proposal, the contract administrator checks the impact on work in progress.  If there are changes in the tooling, then an estimate for the new tooling is prepared; a cost impact, then sales relays that back to the customer.  Sales may ask the customer for more money, they may drop the change, or they may go forward with no cost change.  The drawing and process documents are updated and any documents (drawings) which are on the floor are pulled.  If work in progress is affected, then it is pulled and either scrapped or reworked into compliance with the new drawing.  Only the latest revisions of drawings are kept.


(5) 
DM's processes were well documented.  Danville Metal’s DMWI 08.01 defines the    instructions for the control of their shop routers.  The process sheets reflect an assigned work order number, which is traceable back to customer's contract number.  It was noted that production personnel utilized approved operation detail sheets along with routers. The shop routers have a work order number shown on it.  The first four digits of the work order reflect the top level work order number (i.e., the unique job number).  All sub-routers then have a six digit work order number.  The work order number traces back to the contract.  There may be numerous routers under each work order number.
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(6)
A review of the vendor’s internal work orders/shop routers was performed and found to satisfy requirements for individual part manufacturing/identification, annotating applicable serialization and other pertinent information such as, operational sequence, in-process inspections, traceability, assembly, identification of applicable sub-vendors and/or sources for special processes. 



(7)
DM utilizes a cell concept for manufacture and assembly.  Personnel performing operations are responsible to move parts to next location as required.  Parts manufactured prior to assembly are placed in a controlled storeroom in special locations.  All parts are entered into a computerized inventory system and can be recalled by part number and location.



(8)
All data is backed up daily, weekly and monthly.  Monthly back-ups are stored in a fireproof vault on the premises. Some of the CAD/CAM back-ups are stored at the home of the team leader as well as in the on-site fireproof vault. 



(9)
There are approximately 308 production personnel on-site with an average tenure of 12 years.  Danville is involved with the local community college, which allow students an 

opportunity to learn certain areas of manufacturing.  They have an On the Job Training program in place to ensure personnel are qualified to perform their respective duties.  All employees have annual training requirements.   DM's DMOP 18.01 provides for the identification of training needs and ensures that appropriate training is provided and evaluated.  Management, Human Resources and Supervisors are responsible for employee training needs.      



(10)
In-house production/process capabilities:



(a)
Machining capabilities consists of milling, turning, drilling, and grinding, etc. in the tool and die area as well as in the some of the manufacturing areas.   They also have electrical discharge machining, electrical chemical grinding, and laser cutting capabilities.  

(b) Processes performed consists of penetrant inspection (level II and III certified), 

radiography, fusion welding, resistance welding, laser welding, chemical cleaning, and metallurgical lab capabilities.   The Performance Review Institute (PRI) certifies all welding capabilities to SAE AS7003 Rev B, NADCAP, AS7110, and chemical processing to AS7108, good through October 31 2003.  DM’s metallurgical lab is also by PRI to SAE AS7101 for materials testing, good through January 31, 2003.



(c)  Additionally, DM has brazing and heat treating capabilities through their Thermo Techniques division, which located in a clean and climatically controlled environment on-site.  They specialize in vacuum and hydrogen furnace brazing utilizing nickel, copper, silver and precious metal braze alloys.  The heat treating services are performed in vacuum, hydrogen, inert atmosphere, and circulating air furnaces which typically used for annealing, stress relieving, solutioning, precipitation hardening, and tempering.   Thermo is certified to NADCAP AC7004 (standard quality program requirements), AS703 (program requirements), and AS7102 (requirements for heat treating, vacuum and furnace brazing).  

 
c.
 Quality assurance:
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(1) The vice president of quality is responsible for coordinating, developing, and 

implementing quality and corrective action requirements.   The president has the overall responsibility for ensuring that quality objectives are satisfied.  DM is presently AS 9000: 1998 certified and ISO 9002: 1994 certified for the fabrication, machining, and assembly of gas turbine engine hardware, good through 15 December 2003.  


(2)
The Quality Assurance department was impressive.  There are approximately 35 certified inspectors though out the facility.  There are two CMM's in place to check and measure manufactured items. It was also observed that the Quality department has a calibration and recall system in place to track and monitor all inspection tools and gages.  The system is computerized and establishes a 48-week recall on tools requiring annual certification to ensure both company-owned and employee-owned tools calibration requirements are accomplished. When a piece of equipment goes out of date, a notice is put out with that gage number on it.  This is a slight deficiency in that the notice is not targeted to an employee nor is there direct communication with the individual to whom the gage is assigned (i.e., the certification group does not go out and “seize” the out-of-date tool).



(3)
DMOP 06.02 defines practices for review and selection of suppliers, which applies to materials, production parts, gages (standard and part specific), production services, calibration services and test services.  The contract manager is responsible for ensuring suppliers are approved and comply with requirements through self-assessment questionnaires.  Unless the source is currently ISO 9000, AS 9000, NADCAP/PRI certified, an on-site visit is performed.  Continuation is based on paragraph 4.6 of DMOP 06.02.   Danville traces defects found on the floor back to the supplier (where possible).  A Nonconforming Material Report is generated and set to the supplier.  The supplier is required to perform a root cause analysis and advise Danville on both the cause and corrective action taken to solve the problem.  Defects are recorded in their vendor rating system   A vendor must maintain a 98% quality rating over three months in order to remain on Danville's list of qualified vendors.  



(4) 
Historical records of receiving, in process and final inspections, certifications, and shipping documentation are maintained for recall at any time as specified by the customer.  



(5)   Control of  the store area of parts awaiting assembly was reviewed and found acceptable.   



(6)   Material control:  Raw material is received and identified to a job as required, and is segregated.  Otherwise, it is tagged and goes into general stock.  Material needed for a specific work order is segregated and/or a unique purchase requisition is generated.  Both the requisition and shop router are then signed off and requisition number is added to the router.  Reference to material Certificates of Compliance (COC) is also recorded to router.  Generally, DM relies on the COC.  However, as required, DM performs spectral testing and the test report tagged with the requisition number. 
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(7)   Parts awaiting MRB are stored in a secured and segregated area.

          (8)   Shipping area reviewed and found satisfactory.


(9) 
Danville has a large quantity of tooling to support their stamping and forming processes. Over 30,000 tools are typically stored in large storage buildings adjacent to the production areas.  They build 40-60% of their own tools.  Less than 25% of these tools, however, have design drawings for them. The tooling is not part of the CARS system. However, they have a tool rework sheet.  If the manufacture of a part does not (or no longer) meet requirements and the tool is determined to be the root cause, then a rework sheet is generated and the tool is reworked.  A test item is made after rework to certify the tool.


d. Other:
(1) DM maintenance of facilities and equipment are performed in accordance with their 

DMWI 09.07.  The equipment is well maintained.  In addition to a scheduled periodic plan in place, prior to using the equipment, the operator must perform inspection/service and document on the available equipment record daily prior to use. 


(2)   During June 13-14, 2002, the Defense Contract Management Chicago QAR, performed and internal audit assessment of DM.  ISO Standard 9002:1994 elements 4.1-4.2, 4.5, 4.8-4.9, 4.13-4.14, and 4.16-4.17 were performed noting four minor non-conformances and one observation noted.  No follow-up to assessment was required.  There is a Memorandum of Agreement between DM and the Defense Management Command and The Defense Contract Audit Agency that implements a joint strategy to accommodate both DM’s responsibility to self-govern and Government’s responsibility to oversee to ensure compliance with Government contract requirements.   The Government QAR is certified as a Liquid Pentrant and Radiographic Specialist. The QAR witnesses all mandatory inspections accomplished by Danville's Quality department.      


e.  Observations/recommendations:



(1)  During review of final inspection records, it was observed that a heat treat operations was not reflected on the final inspection sheets.  After some additional research, the certification number from Thermo was noted.  It was recommended that the certification number be annotated on final inspection records for ease of audit.



(2) 
DM develops individual manufacturing and inspection records for pieces/parts produced for assemblies.  It is recommended that the inspection records for individual pieces/parts to be provided along with the assembly records for final inspection and for submission with documentation at time of first article/production lot testing.    
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4.
It is the general consensus of the government team members that Danville Metal’s production and engineering capabilities and quality programs are satisfactory.  Danville shows great pride in their product and workmanship.  However, the recommended acceptance is not all-inclusive.  Each part technical data package must be approved on it’s own merits by cognizant engineering support activity.

5.
Direct any questions concerning this effort to D. E. Cardwell (3.3.2), DSN 451-8967, or Commercial (919) 464-8967.
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