TFC Foreign Object Debris/Damage (FOD) Prevention Program
1.0
DEFINITIONS:

1.1
Foreign Object:  Any object, regardless of composition or original purpose, which is not in its planned location.  Foreign objects include, but are not limited to:


1.1.1
Loose hardware (e.g., nuts, bolts, washers, wire, clamps)
1.1.2
Unaccounted for tools (e.g., wrenches, pliers, screwdrivers, test equipment)

1.1.3
General metal residue/debris (e.g., machine shavings, chips, drills, helicoil tangs)

1.1.4
Stones (e.g., pebbles, rocks, tumbling media)

1.1.5
Miscellaneous (e.g., paper, paint chips, wood, pens/pencils, cardboard, solder, rubber)

1.2
Foreign Object Damage (FOD): 
1.2.1
Damage caused by a foreign object that has been ingested or lodged in a part or mechanism that causes material damage that renders the system/equipment unusable or unsafe for operations.

2.0
POLICY:

2.1
Responsibility:
2.1.1
The Director of Quality Assurance is responsible for interpreting, enforcing and maintaining this procedure.

2.1.2
The Quality Systems Manager will act as the overall focal point for the FOD program and Internal Audit Process. 
2.2
Design & Manufacturing Process Review:

2.2.1
The design plan shall include reviews that will include identification and elimination of foreign object entrapment areas as well as the use of compatible metals, seals and coatings.
2.2.2
Plan and sequence the manufacturing process to preclude foreign object damage and entrapment of debris or contamination. Documentation should contain necessary process and procedures for controlling and removal of contamination and debris during fabrication and assembly operations.
2.3
Performance Measurement 
2.3.1
Foreign Object Damage contamination will be reported at the Monthly Quality Meeting. If no contamination is reported it will be documented as such in the Monthly Quality Meeting.
2.4
Training: 
2.4.1
Foreign object damage prevention training will be provided to machinists, operators, assembly and test technicians, inspectors, and any other personnel as determined by the Director of Quality Assurance.  Training will occur upon initial hire, when transferred into a department or as required by the supervisor of the department.  Periodic training will be provided every two (2) years, at a minimum.

2.5
Material Handling & Parts Protection:  

2.5.1
Operators are responsible for proper handling and protecting parts and material as it applies to performing production operations.

2.5.2
All materials will be handled and stored in a manner that protects them from damage and deterioration.  Care must be taken to protect exposed finished surfaces, edges and threads.

2.5.3
Manufacturing Engineering is responsible for establishing procedures, instructions and methods for handling materials.
2.5.4
Production Supervisors, group leaders, and production personnel are responsible for ensuring that the requirements of material handling, storage and protection are adhered to by all employees.

2.5.5
Production Planning and Inventory Control is responsible for:

2.5.5.1
Establishing procedures, instructions, methods and secure areas for storage of materials.
2.5.5.2
Maintaining adequate levels of material-handling supplies.


2.6
Housekeeping: 

2.6.1
Production supervisors are responsible for implementing a Housekeeping Policy as part of the employee daily activities.  Machinists, operators, assembly and test technicians and inspectors will maintain a clean, uncluttered work area and take precautions during all stages of production and assembly against the introduction of foreign objects into components and assemblies.

2.7
Tool Accountability:
2.7.1
After completion of an operation the production employee has the following responsibilities:
2.7.1.1
Perform post-operation activities as necessary to teardown the set-up and properly clean or otherwise restore equipment readiness for use.

2.7.1.2
Properly stores tooling and accounts for all tooling, fixtures, gages, CNC programs and supporting documents.
2.7.1.3
Segregates tooling that require rework or replacement.


2.8
Hardware Accountability:

2.8.1
Parts are pulled and kitted according to any applicable work instruction or document.  Parts are placed in containers.  The parts are identified appropriately plus the quantity pulled.

2.8.2
The personnel in the crib enter information, as required, on the work order kit sheet as to the quantity and parts kitted. Note:  Only the required number of parts for a particular order are kitted (no spares).

2.9
Lost Item Search and Documentation Process:

2.9.1
Any item not accounted for during or after an assembly or manufacturing process, a search is initiated until the item is found or adequate assurances are made that the item is not in the product.  If adequate assurances cannot be determined all product made in that time frame is tagged and documented as non-conforming.


2.10
Physical Entry Control into FOD Critical Areas:
2.10.1
There are no designated FOD critical areas.  However, there is a standing policy within the organization that there will no food allowed in areas where there are completed precision components or product in the process of being produced, assembled and tested.
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