AIDS Record Type Requirement Matrix


	Requirements and References to AIDS in Category A documents – Excluding QA  documents

	Line
	Rules ID
	Doc ID
	Requirement/Ref.
	AIDS Cross Ref. / Comments

	1
	http://rules/cgi/doc-gw.pl?DocID=35026
	Aluminum Vapor Deposition Process (FS513642), Rev. B
	3.2.3  Masking tape. Masking tape used prior to aluminum vapor deposition shall be approved by the appropriate specialist and project task authority. The Assembly and Inspection Data Sheet (AIDS) shall record the locations where tape was placed.
	

	
	
	
	3.7  Documentation.  Because the processes used depend on the configuration of the part or assembly and the performance requirements, an Assembly and Inspection Data Sheet (AIDS) or

    contractor equivalent shall be created for each coating run. This document shall provide for the recording of part identification, materials and process details such as the cleaning procedure

    followed, areas masked, equipment settings, part and witness specimen orientation, and date and time for each process step.
	

	2
	http://rules/cgi/doc-gw.pl?DocID=35514
	Assembly and Wiring of Electronic Equipment (FP513414),

                           Rev. H
	2.1.2 Assembly Instructions. The assembly instructions data sheets, (AIDS), include any

specialized cleaning procedures, instructions, cautions, or other information as

required to supplement these procedures.

	

	
	
	
	2.8 PWB/PWBA Batch Cleaning
Each cleaned or recleaned PWB shall be verified visually by the surface mount technology

(SMT) operator for surface contamination. This inspection is for in-process

verification only. Each cleaned PWBA may be inspected for contamination using an

ionograph, (as specified on the AIDS). Results shall be in accordance with JPL D-

8208, Section 3.5.

	

	
	
	
	2.8.5. PWB Clean 

(10) Remove PWB after 8-16 hours and record information on the AIDS.
	

	
	
	
	2.8.7 PWBA Clean

(10) Remove PWB after 8-16 hours and record information on the AIDS.
	

	
	
	
	2.9.5 Pre-operation Check. The pre-operation checklist shall consist of the following

steps:

• Verify that control panel (See Figure 7) settings for temperature, RPM,

number of loops, number of cycles, cycle time and settings for washing,

rinsing and drying are set as follows in Table 9.

Note: These settings shall not be altered unless specified differently in the

AIDS document.
	

	
	
	
	3.1 Lead Forming

The basic procedure for preparing flat lead components is clamp, bend, and trim. The

leads must be adequately clamped before bending, and fully bent before trimming. The

fabrication engineer issues an AIDS with the information regarding the tooling, tinning,

and hermeticity requirements. The AIDS also provides a table for recording the actual

finished dimensions for each part type.

(Refer also to Figure 10, Lead Form Operation in this document, where key information is recorded in the AIDS but later transferred to a database.)
	

	
	
	
	3.1.4 Documentation. Procedures are designed to produce footprints conforming to the

applicable sections of the JPL D-8208 and the associated AIDS (JPL Form 2916).
	

	
	
	
	3.1.7 Flat Pack Lead Forming Procedure—Interchangeable Series. 
(1) Verify per the AIDS that the proper upper die is installed in the tool and that the tool

is grounded to the workstation.

(tools and in-process inspection are specified in AIDS…)

	

	
	
	
	3.1.8 same as above…
	

	
	
	
	3.1.9 DIP Lead Forming—Fixed-Die Series. This paragraph defines the procedure for

forming DIP leads. …  Finished dimensions must match those listed on the AIDS.
	

	
	
	
	3.1.10 Quad Flat Package (QFP) Lead Forming—Tool FA1494.
(3) Add "F" goal specified in the AIDS, usually 0.015 ±0.005 inches to "H" dimension

measured in Step 2.

(4) Loosen lower die clamping screws

(5) Adjust micrometer to dimension derived in Step 3.

(6) Intall specified edge (and additional shims) per AIDS, controls toe-to-toe dimension.
	

	
	
	
	3.1.11 Flex Print Connector Assembly Lead Forming. This paragraph defines the procedure

for forming flex print leads using lead forming tool #FA1494 (Figure 13). … Tool setup for this application will be defined in the AIDS as supplied by the fabrication engineer. The AIDS should provide information regarding tooling,

shims, and the die set dimensions.)
	

	
	
	
	3.1.11 Flex Print Connector Assembly Lead Forming.
Verify part orientation, long end of flex-print relative to the connector

per AIDS and engineering drawing.

(17) Fold the flex-print and hold the part on a flat surface. Verify the leads are coplanar.

Adjust micrometer or shims if necessary. If coplanarity is within the tolerance

specified in the AIDS, proceed with forming the remaining leads. QA inspect as

required by AIDS.
	

	
	
	
	3.1.13 Visual Criteria. Lead forming on flight parts shall be checked per the following

criteria:

a. Lead form dimensions conform to the AIDS.
	

	
	
	
	4.5.3.2 Circuit Interrupt Pad Installation. 

(9) Record mix record and PAT number on AIDS.

CAUTION: Use care not to get any polymer on the top of the CIP or IC lead.
	

	
	
	
	4.5.3.4 Component Footprint Installation. The procedure for installing footprints is as follows:

(1) Select the CIP compatible to the part.

(2) Cut pattern to fit the part as referenced on AIDS or drawing.
	

	
	
	
	4.5.8.1 Chip Component Testing. The purpose of this subsection is to define procedures for

verifying the resistance and capacitance values for chip components. This verification is

sometimes accomplished through lot sample testing before placement, as required by

drawing or AIDS. The
4.7 Quality Assurance Provisions.

Quality Assurance inspects fabricated items to ensure conformity to the fabrication

requirements of JPL D-8208, project documentation, and associated AIDS.

Conformance consists of visual inspection, verification of analysis, audits, and review

of the fabrication documentation for completeness and accuracy.
	

	
	
	
	5.2.7 Preliminary Activities. All flight board testing must be performed in accordance with

an approved AIDS, which is usually prepared by a Fab Engineer. Unless board test is

specified on the AIDS, it will be assumed that the test to be performed is single board

test.
	

	
	
	
	5.2.9 Job Completion.

(1) Sign and date the AIDS and return to Section 349 Planning and Control Office together

with completed board(s), test data, error dispositions, and requestor supplied software.

(Note: retention of copies for engineering purposes is permissible.)
	

	
	
	
	5.3.3 Swaging Procedure.
(10) When swaging is complete, record on AIDS with a QA witness one additional

reading as per Calibration Procedure. If reading is inconsistent with readings previously

recorded on AIDS, notify fabrication engineer and check terminals for

proper installation.
	

	
	
	
	7.1 Documentation

Each harness is tracked through the fabrication process by various types of paperwork.

This information is kept organized in a fabrication book that accompanies each

harness through its fabrication. The fabrication book contains at least the following:

• Cable Drawing

• Service Order

• As-Built List

• An Approved AIDS

• A QA Traveller (JPL Form #3222)

• Inspection Reports
	

	
	
	
	8.1.2.1 Tool Calibration. The wire wrap gun, the bit, and the sleeve shall be calibrated as a unit,

(record calibration date on the Assembly and Inspection Data Sheet, (AIDS)). Disassembly

and replacement of any part of the unit invalidates tool certification. An AIDS shall

accompany the samples required for testing. Test
	

	
	
	
	11.7.4.8 Transmitting data to a personal computer. Upon completion of each measurement, press

the TRANSMIT switch to transmit the data to a personal computer. At the end of the

measurement cycle, click on PRINT button to print the data. Attach the printout to

AIDS package. Sign and date AIDS and more PWB and package to next process step.
	

	
	
	
	11.10.4.4 Testing Procedure.

(5) After successful completion of test, sign and date AIDS. If the test fails, repeat one

more time, if it still fails contact manufacturing engineer.
	

	3
	http://rules/cgi/doc-gw.pl?DocRevID=92851
	DRAFT Assembly and Wiring of Microelectronics, Rev. 0
	2.1.1 Drawing Package Documentation. A typical drawing package required to produce

spaceflight microelectronic hardware consists of the following documents:

• Released parts list

• Released traveler (Assembly Inspection Data Sheet [AIDS])

• Released top assembly drawing

• Released subassembly drawing(s)

• Released substrate artwork

• Released housing drawing

• Released cover drawing

• Released carrier drawing(s) (assembly fixture, and so forth)
	

	
	
	
	2.3.2 Traceability. All components purchased for use in flight hardware shall be traceable

to the original vendor production lot. This original lot number and date of manufacture

shall be transferred to the lot-formation AIDS as parts kits are formed.
	

	
	
	
	2.3.3.2 Inspection of Plated or Coated Parts. Each plating or coating lot shall have extra parts or

coupons plated concurrently with the articles represented. Workmanship shall exhibit

smooth, fine-grained, and adherent plating. Inspection and tests on articles or coupons

shall be documented on the AIDS.
	

	
	
	
	5.1.5 Photolithography/Etching Procedure. Photoetching is a complex operation with

varying parameters affecting one another. If required, a process engineer shall develop

the optimum process and document the following on the AIDS. Optimizing the process

involves determining the following items:

• The photoresist system to be used.

• The thinning ratio, application method (with spin speed and time if required);

• Exposing equipment to be used, and the exposing time and developing time.

Etching system to be used.

• If optimization isn’t required, the conditions from the tables herein may be

documented on the AIDS.
	

	
	
	
	(4) Thin the resist.

Thinning resist is dependent on the substrate surface and the etching tolerance.

Table 3 is a starting point useful for most applications. Thin resist per Table 3 or

as indicated on the AIDS.
	

	
	
	
	5.3.1 Applicable Documents. The documents specifically applicable to preparation of

assembly kits are an output of the assembly kitting process itself. All kits prepared for

assembly shall include copies of the following documents:

• Released drawing package

• Any special AIDSs
	

	
	
	
	5.13.1 Applicable Documents. The following documents are specifically applicable to the

surface cleaning of microelectronic devices by exposure to a plasma or to ionized gas:

• Y.E.S. Model R-3 Plasma Cleaner Manual

• Plasma Cleaner Logbook

The operator shall maintain the logbook and make all required entries into it. Furthermore,

the operator shall maintain the applicable AIDS.
	

	
	
	
	• Bonds which satisfy the visual criteria shall be pull tested or shear tested on

the Dage Model MCT-22 tester. The recorded data shall be attached to the Lot

AIDS.
	It is assumed that attaching original test data to the AIDS is equivalent to ‘getting the test data into the system’ – however, currently such material is rarely delivered with the finished AIDS to archive

	
	
	
	5.14.5.1.2 Bonding Procedure. Following are the bonding steps for gold wedge bonding:

Unless the lot AIDS for the parts specifically prohibits it, all parts shall be plasma

cleaned per Section 5.13 prior to wire bonding.
	An example of how the AIDS is used to take exception to requirements for unique / SN specific situations

	
	
	
	5.15.5.1.5

to ensure that the wire in the machine is the one that is specified in the AIDS or the assembly drawing.
	One example of how AIDS is used as an alternate to assembly drawings.

	
	
	
	5.15.5.1.12 Heated Stage Temperature 

… Every day make sure that the heated stage temperature is set to the setting specified in the AIDS, using a calibrated digital surface thermometer.
	Another one

	
	
	
	5.20.5.3

(14) Record in the AIDS or logbook that the test was conducted.
	Why not both places – but ideally should only be in one place. And since the AIDS is needed, there must be some way to eliminated the logbook…

	
	
	
	5.21.5.3

(5) When test is complete, record the results on the applicable AIDS.
	Here it is recorded only in the AIDS

	4
	http://rules/cgi/doc-gw.pl?DocID=54393
	Configuration Identification of Project Elements, Rev. 0
	Step 38 Quality Assurance

Record traceability data on Inspection                            Report (IR) and Assembly and Inspection                            Data Sheet (AIDS) IAW the appropriate                            Quality Assurance Procedures.
	The AIDS and IR are the institutional vehicles for traceability. Note that As-Built lists find their home in the ‘first used’ AIDS per…..

This same step is also in item 5.

	5
	http://rules/cgi/doc-gw.pl?DocID=54392
	Configuration Management Planning for Project Elements, Rev. 1
	5.3       The Configuration Status Accounting capability is obtained from PDMS to conduct the following activities:

…… 7.   As-built data
	

	6
	Controlled Records, Rev. 0
	http://rules/cgi/doc-gw.pl?DocID=46333
	APPENDIX V

                                                                      SAMPLE LIST:

MINIMUM SET, REQUIRED PROJECT CONTROLLED RECORDS
	This list has inaccuracies. For example, the HRCR is listed as a design review, it is actually a Delivery Review (no peer reviewers). The EIDP list is typical of Building 103 operations only.

	7
	Develop Hardware Products, Rev. 3
	http://rules.jpl.nasa.gov/cgi/doc-gw.pl?DocID=57752
	8.1     Fabricate the Product Components.

a.    Develop QA AIDS in conjunction with

QA, obtain inspection from Quality

Assurance, document in Inspection Report

and disposition discrepancies per project

QA Plan.
	

	
	http://rules/cgi/doc-gw.pl?DocID=38013
	Division 38 Material Control Procedure


	3.0 Definitions

Controlled Document - A document that guides or regulates activities, and states

or references the requirements that initiated those activities, e.g., plans,

procedures, AIDS, drawings, ICDs, etc.

Controlled Record - A document that verifies and records the results of an

activity, and is a product of implementing a Controlled Document, i.e., procedures,

AIDS, Inspection Reports, etc.

	Note that AIDS is seen here as both a document and a record.

Rather unique position….

	
	
	
	9.0 DOCUMENTS

9.1 RECORDS GENERATED

As a result of implementing this procedure any of the following Controlled

Records may be generated:

a) Inspection Reports, IRs

b) Receiving IRs

c) Assembly and Instruction Data Sheets, AIDS

d) Controlled Documents

(if they verify objective evidence or “as built” red lines)

e) Part Acceptance Tags, PATs

f) Fastener Acceptance Tags, FATs

g) Problem Failure Reports, PFRs

These records are stored and maintained in accordance with the applicable Project

Implementation Plan (PIP). If a project PIP does not exist, then these records are

stored and maintained as per the Division 38 Document Data and Record Control

Procedure.

	

	8
	http://rules/cgi/doc-gw.pl?DocID=55634
	FHLP Inventory Management, Rev. 1
	3.8      Prepare hardware for delivery, pack hardware per project requirements.  Use JPL Assembly and Inspection Data Sheet (AIDS) (Form 2916), to document plan and append as required.  Also use JPL Inspection Report (IR) (Form 2792) as required by Quality.  

3.10    Move hardware and records to receiving location as documented on Transfer Form and get appropriate Project and QE signatures, electronic approval, or stamp. Document on AIDS and close when appropriate, may require closure in step 3.12.

5.0 Controlled Records

Cognizant Engineers generate Assembly and Inspection Data Sheets (AIDS) in accordance with QAP 141.11, (JPL Rules DocID 35603) for documenting engineering and quality instructions governing assembly, fabrication, inspection, and rework activities on flight hardware.
	

	9
	http://rules/cgi/doc-gw.pl?DocID=35428
	D-9000

Flight Equipment Handbook
	Page III-45

5-60 Kit List

The Kit List is prepared at the Board or drawing level. For each "parent" drawing that has a Parts List Drawing, a "Kit List" is created. This is the "as-designed" list of all of the parts needed to create the article shown on the parent drawing. The Kit List is used to assemble a "kit" of parts ready

for integration into the flight article. There are essentially two kit lists: the electronic and the mechanical kit lists. The electronic kit list is identified by referencing the "parent" drawing parts list number (e.g. "PL 10117700 Rev A"). The mechanical kit list uses a "-1" suffix following the drawing parts list number (e.g. "PL 10117700-1 Rev A"). As the kit of parts is built up and each part is added,

relevant information about the part is filled in on the Kit List sheet(s). The information

D-9000 January, 1994

includes signature blocks for QA, references to the relevant AIDS and Inspection Reports, the Serial

Number (if appropriate), and other information.


	

	
	
	
	5-61 Assembly and Inspection Data Sheets (Form)

The Assembly and Inspection Data Sheet is a set of drawings and checklists used during the

assembly of the flight hardware. The AIDS indicates the proper integration order for the

subassemblies (and Units), and often include detailed instructions as to special requirements for that

integration (e.g. torque requirements for bolts, washer or spacing requirements, alignment

requirements...). Among the checklists are the As-Built parts lists. These lists are used to record

trace numbers and signatures for each part as it is installed. The AIDS forms are prepared and

controlled by the Engineering Data Management Group. The forms are used by Quality Assurance

personnel during the assembly process. AIDS are required for all Class A, B. and C equipment, and

can be optional for Class D and E equipment. For more information, see D-1489.
	

	
	
	
	5-66 [Unit] Structural Subassembly Build and Delivery

Some Units (and sometimes Subsystems) consist solely of structural elements. The

buildup of structural subassemblies, and of Units that are solely structural, utilizes the

components received and information on the Assembly and Inspection Data Sheets (AIDS). As

the item is built. the AIDS form is filled in with information including serial numbers.

Figure III-57: The buildup of the lowest levels of the structure requires the raw materials ([Unit]

components) and some sort of buildup instructions (e.g. the AIDS Form). The buildup of the structure is

recorded (e.g. on the AIDS Form, generating the completed AIDS that is a kind of Inspection Report).


	

	
	
	
	5-84 [Unit] Hardware Review and Certification Requirements (HRCR)

Each flight Unit requires the completion of a Hardware Review and Certification

Requirements (HRCR) form (JPL Form 3329-1) and of all attachments to the form prior to

integration to the subsystem or flight system. The cognizant JPL Division and Quality Assurance

certify on the form that the Unit (or Instrument), as delivered, meets requirements and is acceptable

for flight. This form with its attachments is considered the "passport" to allow the equipment into

SAF. Usually an informal review is used to complete the HRCR. The review is used to assure that all

requirements have been satisfied by the Unit so that subsequent integration will proceed in a

pre-defined, systematic, and controlled manner. The equivalent review for an Instrument is called the

"Subsystem Delivery Acceptance Review". Conducted by the Instrument Manager, the review must

be completed prior to the installation of Instrument onto the Spacecraft. (Note that Instruments are

often integrated directly to the spacecraft, rather than into a "Subsystem".)

For software, a Software Transfer Agreement is required for all Class A and B Projects (see

D-1489). The software equivalent of the HRCR review is the Software Acceptance Review. A formal

Software Acceptance Review is required for all Class A, B. and C Projects. For more information,

see D-4000.

The HRCR package is often equivalent to the "End-Item Data Package" (EIDP) required for

most equipment. The EIDP includes: the HRCR form; a Problem / Failure Report Summary; an

Engineering Change Requirement summary; a Test Results Summary; JPL Material Review Board

Action Notices; Configuration Assembly Log; Engineering Waivers; Software Code Listing (where

appropriate); Consolidated Indentured Parts List (as-built data, as appropriate); Unique AIDS safety,

handling, packaging, storing and shipping data; Test constraints; telemetry calibration data; and

occasionally videotape and / or photographic records of mechanical assemblies and alignment

procedures.
	

	10
	http://rules/cgi/doc-gw.pl?DocID=32712
	Institutional Procedure for Redlining Documents, Rev. 3
	Step 21

Cognizant Engineer
1. Coordinate redline drawing changes with applicable Assembly Instruction Data Sheets (AIDS) for fabrication or modification.

2. Redline the appropriate Assembly Instruction Data Sheet and “As Built” Lists for each redline change.

3. Initial and date each redline change.

4. Obtain Quality Assurance (QA) initial and date for each redline change to the AIDS.


	

	11
	http://rules/cgi/doc-gw.pl?DocID=57512
	Integrate, Test, and Calibrate, Rev. 0
	3. Subsystem / Payload Assembly / Integration

I&T Team

3.1.2   Ensure that QA support, at critical steps, are included in the procedures/AIDS.

3.1.3   For certain mechanical tasks a running real-time AIDS is employed versus writing a procedure or test plan.

3.1.4   Plans and Procedures may be customized for EM, flight and protoflight hardware. Also ensure that QA support at critical steps are included in the procedures/AIDS.


	

	
	
	
	4.0 Engineering Model Development

I&T Team

e.   Assemble EM HW and (if applicable) with SW (use approved AIDS) and appropriate QA coverage.


	

	
	
	
	5.10     Assemble HW (use approved AIDS).

Note:   Engage all applicable subsystem and system engineers (thermal, propulsion, contamination, planetary protection, etc.) to ensure that hardware is being assembled correctly.

	

	12
	http://rules/cgi/doc-gw.pl?DocID=35319
	Jpl D-5266

Materials And Processes

Requirements For

Spacecraft And Flight Instruments

Using

Expendable Launch Vehicles

	3.11 Log Books

Hardware Cognizant Engineers (JPL, contractor, and supplier) shall initiate and maintain

Unit History Log Books or equivalent throughout the development, inspection, testing

and operational phases while the flight hardware is under design agency cognizance. The

Unit History Log Book or equivalent, provides a chronological history of the hardware,

starting with the first Assembly and Inspection Data Sheet (AIDS) or first power

application after assembly (for electronic hardware), and shall be used for all developed

and delivered flight quality hardware.

	

	13
	http://rules/cgi/doc-gw.pl?DocID=35041
	FS515881
Nondestructive Evaluation (NDE) Of Composite Materials

Using Ultrasonics, Detail Specification For

	3.4 Written Procedure Requirements. A detailed written procedure is required for

each component to be tested under this specification. For inspections at JPL facilities, use the Assembly and Inspection Data Sheet (AIDS) form No. JPL 2916 R 9/86 to document the written test procedure. The procedure and its revisions shall be approved by an NDT Level III

person who is certified per MIL-STD-410 in ultrasonics. A copy of the procedure shall be available to the NDT personnel for reference and use. The written procedures shall comply with the general requirements of this process specification. Also, it must to include at least the following information:

a. Name and address of testing facility.

b. Number of the procedure including the latest revision letter, if applicable,

and date.

c. Reference the latest revision of this specification.

d. Tested part, part number, stage of fabrication, and surface preparation

method.

e. Detailed description of test instrumentation, fixturing, and accessories.

f. Describe scan plan:

1. Surfaces from which to test.

2. Location of reference points for correlation of the test results with

the test part.

3. Test technique(s) for each area.

JPL Spec FS515881 A

4. Applicable transducer and reference standard for each area.

5. The methods of calibration and evaluation.

6. Scanning rate and maximum index.

g. Acceptance limits for the part or for each area of the part.

h. Discontinuities evaluation procedure.
	There are whole string of M&P documents that use the AIDS as a written test procedure. This practice is used by others, but not institutionalized by a Level A document and it is in M&P.

	14
	http://rules/cgi/doc-gw.pl?DocID=60852
	Preparation of Laboratory Operating Procedures, Rev. 0
	c. Product Identification and Traceability (ISO element 4.8)

(1) Hardware and materials used in the Lab shall be identified by suitable

means from receipt through all stages of production, delivery, and installation.

(2) To the extent that traceability is a specified requirement, unique

identification of individual units or batches shall be implemented which may

include serialization, lot identification and product date code.

(3) Product identification and traceability information shall be recorded and

controlled in project documentation including AIDS.
	AIDS is the only identified vehicle for recording traceability, per this recent document.

	
	
	
	d. Inspection and Test Status (ISO element 4.12)

(1) Identification of product inspection and test status shall be maintained with

the product in the Lab, usually on Assembly and Inspection Data Sheets

(AIDS), to assure that only products which have passed the required

inspections and tests (or released under an authorized waiver) are used.

Identification may consist of marking, tags, labels, routing cards, designated

physical location, etc.

(2) Inspection and Test Status information shall be recorded and controlled in

accordance with Project requirements.

	Ditto for inspection and test data. The AIDS references the IR for inspection status.

	15
	http://rules/cgi/doc-gw.pl?DocID=34993
	QA Req. for Proof Loading, ID and Documentation of S.E. Furnished by Div.35 (QAP 61.5), Rev. B
	5.1 All MGSE inspections are to be planned and documented on an AIDS

(QAP 141.11 and Form 2916). The MGSE Engineer prescribes all tests

and inspections to be performed on the AIDS. Reference JPL ES

501492.
	

	16
	http://rules/cgi/doc-gw.pl?DocID=39094
	QA Support of Application of Polymeric Materials to Flight Hardware (QAP 52.1), Rev. 0
	5.1.5 All work to be performed shall be documented on an approved AIDS or

IR prior to being accomplished.

5.1.6 Application of polymeric materials to flight hardware shall be

documented by recording on the accompanying AIDS or IR the

appropriate material Mixing Record or PAT number.

5.1.7 Cure temperatures of polymeric materials applied to flight hardware

shall not exceed the maximum temperature requirements of D-8208

Section 3.18, or individual hardware constraints specified on the

accompanying drawing or AIDS.
	

	17
	http://rules/cgi/doc-gw.pl?DocID=35170
	QA Support of On-Lab HW (Sub-Assembly, Assembly, & Spacecraft Lvl) Test Activities (QAP 121.1), Rev. C
	4.8 Stamp applicable AIDS (JPL Form 2916) steps governing test activity (reference

QAP 141.11) for satisfactory completion of test steps. On hardware for which the

use of AIDS is not required, document satisfactory completion of test steps in the

Unit History Log.

	

	
	
	
	5.2 Functional and Assembly Level Acceptance Testing should be performed per an

Approved Procedure and documented on an AIDS Form (JPL Form 2916).

	

	
	
	
	5.6 AIDS shall be used to plan and record the detailed steps of assembly of the

hardware to the test fixture, torquing of fasteners, installation of accelerometers,

thermocouples, and sensors, reference the detailed test procedure to be followed,

and any required Quality Assurance inspection / verification.

	

	
	
	
	6.1.2.1 Verify that applicable specifications/procedures/AIDS have

been properly authorized prior to use, and deviations from the

specifications/procedures are authorized and documented.

	

	
	
	
	6.1.5.1 Hardware to be tested is identified by part number, revision,

reference designation, and serial number as shown on the

applicable AIDS and Detailed Test Procedure.

	

	
	
	
	6.1.6.5 Torque requirements per ES-504255 and/or ES-517040 for attaching the test article to the fixture, and fixture to test

equipment, have been accomplished in accordance with the applicable AIDS and / or Detailed Test Procedure.
	

	
	
	
	6.3.1.3 Update the data package with completed AIDS documenting the

tests and inspections performed in the test area.
	

	18
	http://rules/cgi/doc-gw.pl?DocID=38132
	Quality Assurance Instructions for Mixing Record JPL Form 1888 (QAP 52.2), Rev. 1
	6.1 Verify that all available hardware information is recorded according to

the engineering drawing, AIDS and/or work order.

	I think it would be possible to obsolete the mixing record with a special field available in the electronics AIDS. From a record standpoint, since the mixing record must always be recorded in the AIDS, it makes sense to simply make a part of the AIDS record type.

	19
	http://rules/cgi/doc-gw.pl?DocID=35518
	Quality Assurance Requirements for Mechanical Inspection (QAP 64.2), Rev. C
	5.5.3 The measurement task may be documented on an Assembly and

Inspection Data Sheet (AIDS), inspection work order, or it may be described verbally, depending on its complexity.
	

	
	
	
	5.6 Copies of all flight project Inspection Reports (IR- Ref. QAP 141.10); Assembly

and Inspection Data Sheets (AIDS- Ref. QAP 141.11); Fastener Acceptance Tag

(FAT- Ref. QAP 141.30); Part Acceptance Tags (PAT- Ref. QAP 141.12); and

Material Review Board Action Notices (MRB- Ref. QAP 144.1) shall be sent to

the Engineering Data Management Group (EDMG).
	

	20
	http://rules/cgi/doc-gw.pl?DocID=43332
	Quality Assurance Responsibilities for ATLO (QAP 71.0), Rev. C
	6.2.1 ATLO/Launch Site Records

Quality Assurance shall prepare and/or maintain the following records:

Inspection Reports

SAF QA Daily Activity Report (separate logs shall be maintained for

Hi-Bay and Bonded Stores)

Bonded Stores Inventory

Spacecraft/Instrument Configuration Log containing P/N and S/N as a minimum:

Assembly and Inspection Data Sheets (AIDS) per QAP 141.11

Control and file spacecraft assembly and test procedures reflecting QA acceptance.

All data resulting from documentation established and maintained by QA will be available for audit review until launch, or as specified by Project requirements.

6.2.2 Archive

At the conclusion of each project, QA shall archive the Quality Records per the appropriate project procedures.
	

	
	
	
	6.5.3 Hardware Rework

6.5.3.1 Rework of flight hardware or support equipment in Bonded Stores shall be of a minor nature only, i.e. cleaning, potting

or coating touch-up, etc.

6.5.3.2 Rework shall be accomplished in the area designated by the assigned ATLO QA Representative and per approved

AIDS.
	The scope of rework seen in AIDS these days has gone far beyond ‘minor’ as defined here.

It may be advisable to have AIDS, TIDS, and MIDS – to keep track of what is actually being reworked. The user would be forced to use one of the three, with minimum data . TIDS for example would require entry of pass/fail criteria up front.

	
	
	
	6.10.1.2 The following procedure shall be implemented by the ATLO

QA Representative supporting this activity.

a. Verify the delivered hardware is ready for EMC/Magnetic Control Test through receipt of the Detailed Test Procedure approved by the Environmental Requirements Engineer, and approved

AIDS reflecting hardware acceptance for EMC /Magnetic Tests.

c. Monitor test setup and verify general test configuration per the governing test procedures and plans.

d. Monitor testing activities for problems, hardware handling and test configuration changes.

e. At completion of the test, document the acceptance or non-acceptance on the AIDS.
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	http://rules/cgi/doc-gw.pl?DocID=35594
	Quality Provisions for Flight Printed Wiring Boards & Flex Circuits (QAP 30.41), Rev. C
	7.0 Controlled Records

7.1 All controlled records generated by this procedure shall be sent to EDMG for

retention under the JPL PDS Element 16 Policy and Procedures. Controlled

records include:

Inspection Reports (closed)

AIDS (completed)

Test Data (if not on AIDS)

Supplier End Item Data Package
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	http://rules/cgi/doc-gw.pl?DocID=37535
	Quality Requirements, Div. 35 On-Lab Activities, Flight Projects & Experiments (QAP 61.7), Rev. 0
	4.2.4 Ensure that the assembly and inspection of flight hardware is appropriately planned. Written plans, when required, shall be in accordance with QAP 141.11, “Instructions for the use of the Assembly and Inspection Data Sheets

(AIDS).”
	There is a lot of material on AIDS in this document. Probably better to analyze the document directly off-line.

	
	
	
	6.3.3

b. The JPL Inspection Report (JPL Form 1898) shall provide the final evidence of acceptability of thermal coatings for flight use and a completed copy of the IR filed with EDMG. Spacecraft paint data shall be recorded on the AIDS and the Request for Thermal Coating Form (JPL Form 0683) and a copy attached to the Inspection

Report.
	

	
	
	
	6.4 Assembly and Inspection Planning

6.4.1 Written individual plans (AIDS) for fabrication of detail parts are not required, unless there is an engineering reason to

describe machining process steps, and any inprocess inspection instructions.

6.4.2 When written plans for detail parts are required, the plan shall be coordinated with the Fabrication Services Liaison

Engineer, quality Assurance engineer (QAE) and the Cognizant Engineer.

6.4.3 The Cognizant Engineer may elect not to utilize a written plan for an assembly when:

a. The assembly is completely inspectable to all the drawing requirements when finished.

b. In the judgement of the Cognizant Engineer (with QAE concurrence) noncomplex assembly

operations can be accomplished using only

assembly drawings if the following conditions

apply:
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	35412
	Safety Requirements for Mechanical Support Equipment for JPL Critical Items Equipment (ES501492), Rev. G
	3.1.4.4  Assembly Instruction Data Sheets (AIDS) - All proof tests shall be documented using JPL Form 2916 and all proof test AIDS shall be approved by the appropriate QA personnel and by appropriate MGSE engineering personnel.  If the attach points of the MGSE are close to or below the center of gravity of the weight to be lifted, a stability analysis calculation shall be documented on the proof test AIDS.
	

	
	
	
	18.6  Analysis  -  Analysis, in lieu of proof testing, shall be documented on  the AIDS, JPL Form 2916 or be in the possession of the cognizant engineer.  The satisfied requirements shall be referenced.
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	http://rules/cgi/doc-gw.pl?DocID=32124

	Section 352 Pyrotechnic Devices: Acquisition and Control, Rev. 1
	3.3 Testing of Pyrotechnic Devices

Pyrotechnic Cognizant Engineer

1. Prepare an Assembly Inspection Data Sheet (AIDS) as a work instruction for the device unique tests and for specifying the SOP tests and their sequence.
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	Use of Engineering Pre-Release and Redlined Drawings for Fabrication, Rev. 2
	
	4.7        If the parts are subsequently moved into the next assembly prior to closing the Suspended Action IR, the Assembly Inspection Data Sheet (AIDS) shall indicate that the parts have a Suspended Action IR.
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	System Test and Launch Operations (STLO), Rev. 0
	This is a DRAFT.
	3.3.1.5 Quality Assurance Personnel
The entire STLO team is supported by one or more Quality Assurance personnel.  QA is included here because they work closely with the mechanical team. It is extremely important to foster a cooperative relationship with the QA team to maximize the probability of a successful STLO effort. 

QA personnel are generally knowledgeable about proper clean room and flight hardware handling procedures and can be an asset to the entire team. In addition, they maintain the hardware configuration log, bonded stores inventory of both support and flight hardware and keep files on all assembly documentation such as AIDS and procedures. In general, they are present to keep the team ‘honest” during the STLO effort and to ensure that proper practices and etiquette are followed. The common goal of everyone in the STLO process is to be successful. 
	

	
	
	
	3.7.2    Mass Property Measurement Operations
Mass property measurements are usually required throughout the STLO activities. Mass of the flight articles at the component, subassembly, subsystem or system level is the most important property although center-of-gravity (CG) is also a consideration. The HRCR should provide subassembly or subsystem level properties at delivery to STLO and the STLO activities should provide verification at the system level. It is recommended that a Mass Properties Measurement Plan be established that will provide the framework for the properties that are measured, at what hardware level and when the measurements are performed in the spacecraft integration schedule.

Mass and CG can be recorded in a number of ways. They can be recorded in procedures, AIDS, a log book or a combination of the three. The mass properties engineer, if there is one assigned to the project, is the recipient of this information and should have the final word. 
	

	
	
	
	
	

	
	
	
	
	

	Use of AIDS not documented on Category A Level
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