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Instructions to Rolls-Royce Canada Limited, Naval Marine Suppliers

The following table lists the Quality Clause Codes (QCC) that are used to communicate specific quality requirements to
those who supply products to Rolls-Royce Canada Limited, Naval Marine (RRNMC).

RRNMC will add the applicable QCC'’s to the purchase order line item to identify quality requirements.

The documentation provided by the supplier will cover the total number of items that are listed in the quantity column of
the line item. The supplier is not required to supply separate documents for each individual item; one document may be
used to confirm that the requirement has been met for all of the parts inspected.

Unless indicated otherwise, each shipment of parts will be accompanied by the documents required for the parts that are
delivered (for example: partially completed orders that are delivered in separate shipments will each contain the
documents that apply to the parts shipped).

Where practical, the supplier may provide one document that confirms the fulfillment of different Quality Clause Code
requirements.

NOTE: If a specification or (other document) is referred to in a QCC, use the revision of the specification that is in effect
at the time the purchase order is issued.

QCC QCC Name Requirement Description
Number

QCCo01 Minimum Inspection The supplier is responsible for ensuring that all inspections and tests have been
System Requirements | performed that are necessary to substantiate that the supplies or services
furnished under this purchase order conform to the specification requirements
and comply to any quality clause codes called out on the purchase order.

Upon acceptance of this purchase order, the supplier agrees to meet all
requirements. Parts shall be made of new material only. All repair to out- of -
specification conditions or requests for deviation must be submitted to RRNMC
QA or technical contact using form QF-10-06 (supplier request for deviation)
prior to shipment.

During procurement of this order, the vendor's inspection system and
manufacturing processes may be subject to review, verification, and analysis by
RRNMC and/or customer representatives. RRNMC / customer inspection or
release of product before shipment is not required, unless otherwise noted. The
supplier shall retain all records associated with this PO for a minimum of six
years or for the life of the project as requested by RRNMC.

All US Government contractors and suppliers are responsible for understanding
and acting on all applicable regulations (FARS/DFARS).

QCC 02 Inspection System

Requirements Deleted
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QCcC 03

Source Surveillance Surveillance by RRNMC and/or customer personnel is required at the supplier's
facility. The supplier shall provide all necessary facilities, inspection data,
equipment and personnel to successfully complete the surveillance. RRNMC
shall be notified at least one week before the inspection point denoted in the
purchase order, statement of work or inspection and test plan. If the surveillance
is waived, a copy of the waiver shall be submitted with the product.

3.1- Surveillance is required after the completion of fabrication and NDT.

3.2- Surveillance is required during the completion of the Dimensional Report.

3.3- Surveillance is required at final inspection and prior to shipment.

QCcC 04

Certification of A Certificate of Conformance that includes the following shall be included with

Conformance each shipment :

¢ RRNMC purchase order number

¢ Specification or drawing number (including revision)

¢ ltem description and quantity of each item furnished

¢ A statement that the material and/or product conforms to the applicable
purchase order requirements.

¢ Date, signature and title of authorized representative

See attachments for blank copy for use

QCC 05

Acceptance Test The supplier shall prepare and submit an Acceptance Test Procedure (ATP) for
Procedures RRNMC review and approval before the first shipment of parts. As a minimum
the ATP shall include:

¢ ATP Title and revision

e Part name and number of the item to be tested

e Test conditions

e Issued date and/or revision date

e Test equipment to be used (including calibration data)

e Indication/description of tests to be performed

e Test parameters and limits

¢ Preparation and approval signatures

¢ Page numbers and total number of pages

Each test data sheet shall include:

¢ Objective evidence of compliance

¢ Part name, number, and serial number

e Test document paragraph correlation

¢ Date of test, final acceptance, and acceptor identification

QCC 06

Test Reports Test reports shall contain the results of tests indicating conformance to the
requirements detailed in the RRNMC specifications. These reports shall be
traceable to the materials furnished. Copies of the test reports shall be included
with each applicable shipment.
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QCcC o7

First Article Inspection

The supplier shall perform first article inspection (100%) on the first part
produced for all items and subassemblies supplied as per SAE AS9102
(including effective thread, splines, basic dimensions, and all notes). The
supplier may utilize SAE AS9102 form, RR FAI Report form or an equivalent for
the first article inspection and the requirements of it. Should the first article part
be manufactured from a casting or forging, the source name shall be listed on
the FAI form.

The completed FAI form shall be submitted to RRNMC for approval prior to
release of the associated shipment. If the first article part/assembly is included
within a shipment of other like parts/assemblies, a tag or suitable method of
identification is required.

NOTE: All out of specification requirements shall be reported to RRNMC prior to
shipment using form QF-10-06 (supplier waiver form).

See attached for copy of SAE AS9102 for use

QCcC 08

Hazardous Material

The supplier is required to submit Material Safety Data Sheets with each
shipment. Shipping containers shall be identified with the appropriate warning
labels.

QCC 09

Configuration of Parts

The supplier shall notify RRNMC purchasing department of any changes to their
original design that will affect component form/fit/function, material or finish. This
requirement will apply only if original component number does not change with
the design.

QCC 10

Certified Material Test
Report (CMTR)

The supplier shall furnish certified material test reports for each line item
identified on the PO and include them with the first shipment. The RRNMC part
number that each CMTR pertains to will be identified on the CMTR. Subsequent
shipments from the same lot, manufactured from the same lot of materials, may
reference that the certifications were sent with the first shipment, that they are on
file and that they are available upon request. Multiple CMTRs may be required if
more than one lot of material is used per purchase order. Heat treat certificates
are required with the CMTR when material is to be treated as per the applicable
part drawing. All CMTRs must be legible.

Yield stress, ultimate tensile stress and elongation in a 2” or 4” sample must be
included in the CMTR for all metallic raw material.

For some plain carbon steels, and for heat treated alloy steels where vyield,
tensile and elongation are not typically reported, these may be omitted with
approval.

If extra testing is required on the drawing, test reports must be supplied to
RRNMC (ie. Charpy)

manufacturing.

10.1- All CMTR’s as noted above must be supplied to the RRNMC buyer prior to commencement of

QCC 11

Special Process
(Nuclear)

Deleted

QCC 12

MIL-STD,
AMS/ASTM
Specifications/
Revision Status

Unless otherwise specified on the purchase order, MIL-STD and/or AMS/ASTM
specifications shall conform to the latest revision of the applicable military
specifications at time of manufacture.

QCC 13

In-process
Surveillance

Deleted

QCC 14

Final Surveillance

Deleted
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QCC 15 Final Tests Deleted

QCC 16 Identification Package Ildentification: The supplier shall mark package(s) with part number,
revision number if applicable, and supplier identification. A Packing List shall be
included with the shipment that identifies RRNMC’s purchase order number and
date, shipped item(s) identification and quantity furnished, and any items back
ordered.

Part Identification shall be in accordance with the RRNMC drawings /

specifications.

QCC 17 Vendor Items Used Unless otherwise specified, the supplier shall procure vendor items listed on the
On RRNMC RRNMC drawings from the sources indicated, or from another RRNMC
Assembly Drawings authorized distributor. The supplier shall provide evidence with each shipment
that the correct parts were used.

NOTE: If the RRNMC drawings denote the manufacturer as a “suggested”
source of supply, then any equivalent part meeting the requirements of
the original manufacturer’s part may be used.

QCC 18 Inspection And Test The supplier is required to prepare and submit an Inspection and Test Plan to
Plan RRNMC for approval prior to commencement of work. The plan will indicate the
sequence of manufacturing and the relative location of planned inspection and
test points, including incoming inspection, in-process inspection, and final
inspection. Referenced inspection and test procedures shall be provided upon
request. RRNMC will designate on the ITP, any points for source inspection.
RRNCM blank Inspection and Test Plan template can be found within the
attachments.
QCC 19 Nuclear Quality Deleted
Program
Requirements
QCC 20 Inspection of Critical All drawing dimensions which are designated as critical shall be inspected for all

Dimensions

parts. RRNMC requires that inspection of critical dimensions include a copy of a
bubbled drawing referencing item numbers on the inspection report. A
completed inspection report detailing these dimensions is to be provided with the
shipment. The inspection report shall include in the title block the name of
supplier, drawing number and revision, drawing title, purchase order number,
signature of the person performing the inspection and the date. The inspection
report shall include columns for item number, dimension required, tolerance,
actual measurement, method of inspection and Acc/Rej. If the supplier’s
inspection report does not include the above requirements, RRNMC’s blank
inspection report form can be found within the attachments.
Note: - If RRNMC provides a populated inspection report with the PO, a
bubbled drawing is not required.
- All out of specification requirements shall be reported to RRNMC prior
to shipment using form QF-10-06 (supplier waiver form).
- All products should be labelled to match corresponding identifiers on
the Inspection Report
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QCC21

Welding RRNMC requires a welding certificate of conformance which indicates that the
Requirements work performed complies with all drawing weld specifications. The C of C will
include the RRNMC PO number, RRNMC drawing humber, a statement that the
weld conforms to the applicable specification, visual inspection, date, signature
and the title of the authorized representative. Welds to be finished as per “QF-
04-21, Weld Finishing Requirement”, which can be found within the attachments.

21.0- All welds for the product described on this line item must comply with drawing specifications.

21.1- All welds for the product described on this line item must comply with drawing specifications and be performed by qualified
(AWS) and/ or certified (CWB) welders using approved procedures to the standard referenced on the drawing. Objective evidence
of compliance (weld procedures, welder gualifications/certifications, relevant data sheets) must be maintained.

21.2- delete

21.3- All welds for the product described on this line item must comply with drawing specifications and be performed by qualified
(AWS) and/ or certified (CWB) welders using approved procedures to the standard referenced on the drawing. Objective evidence
of compliance (weld procedures, welder qualifications/certifications, relevant data sheets) must be supplied to RRNMC for approval
prior to the commencement of fabrication.

21.4- delete

21.5- delete

21.6- All welds for the product described on this line item must comply with drawing specifications and be performed by qualified
(AWS) and/ or certified (CWB) welders using approved procedures to the standard referenced on the drawing. Objective evidence
of compliance (weld procedures, welder qualifications/certifications, weld consumable certificate, relevant data sheets) must be
supplied to RRNMC for approval prior to the commencement of fabrication. A weld map must be utilized to track each weld (joint
type, qualification, weld consumable, inspection) throughout fabrication.

21.7 All welds for the product described on this line item must comply with drawing specifications and be performed by qualified
(AWS) and/ or certified (CWB) welders using approved procedures to the standard referenced on the drawing. Objective evidence
of compliance (weld procedures, welder qualifications/certifications, weld consumable certificate, weld map, relevant data sheets)
must be supplied to RRNMC for approval prior to the commencement of fabrication. The weld map that is supplied prior to
fabrication must be utilized to track each weld (joint type, qualification, weld consumable, inspection) throughout fabrication.

QCC 22

Deleted

QCC 23

Synthetic Rubber Use the applicable portions of this clause:
Products
Cure date for synthetic rubber products delivered as end items:

The cure date for synthetic rubber products delivered as end items shall be
marked on the unit packages in accordance with MIL-STD-1523. At least 75% of
the shelf life must remain at time of receipt unless otherwise authorized by
RRNMC.

O-ring unit packading:

O-rings shall be individually packaged and shall conform to MIL-P-4861, Level A.
This requirement supersedes all other requirements (i.e. drawing or
specification).

Cure date for assemblies containing synthetic rubber products:

Synthetic rubber products installed in assemblies supplied on this purchase order
shall meet the age requirements of MIL-STD-1523 (Age Control of Rubber,
General Specification) and shall be installed before their expiration date. In
addition, all assemblies shall be marked with the cure date of the oldest synthetic
rubber part in the assembly, as well as the date of assembly. Markings may be
accomplished by decal, rubber stamp, or metal tag.
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QCC 24 Toxic Substances Material supplied on this purchase order shall not contain any of the identified
toxic substances. This requirement must be passed on to all subcontractors.
The supplier shall provide certification (it could be an additional statement on the
Certificate of Conformance) stating that material is free from the identified toxic
substances with each shipment. Any deviation requests to this requirement must
be approved (using QF-10-06) by RRNMC prior to shipment of the product. The
point numbers below indicate the individual substance the documentation is
required for.

24.1-Methylene 24.2- Carbon 24.3- Xylene 24.4- Benzene 24.5-Trichloroethylene
chloride, Tetrachloride
24.6- Mercury 24.7- Beryllium 24.8- Cadmium 24.9-Chromium 24.10- Chloroform
24.11 - Asbestos 24.12 - PCBs 24.13 - Lithium 24.14 - Magnesium 24.15 - PVC
24.16 - Zinc or Zinc 24.17 - Ozone
Alloys Depleting Chemicals
(ODCs)
QCC 25 Quialified Products It is required that the manufacturer of the product supplied for this purchase
List Item order be certified and the product be listed on the Qualified Products List (QPL),
or in the case of microcircuits, be listed in MIL-HDBK-103 at time of manufacture.
Suppliers shall certify that the item supplied is a certified, QPL item.
QCC 26 Process Specification | The requirements of the process specification BOPS 1.044 are applicable to this
— BOPS 1.044 order.

QCC 27 Shelf Life The supplier shall be responsible for labelling shelf life items. Each unit package
shall be identified with the part number, date of manufacture, storage expiration,
and name of manufacturer as applicable. At least 75% of the shelf life must
remain at the time of receipt by RRNMC unless otherwise specified on the
Purchase Order.

QCC 28 Process Specification | The requirements of the process specification BOPS 1.040 are applicable to this

— BOPS 1.040

order.
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QCC 29

Printed Wiring
Boards/ Multiwire
Boards

Printed Wiring Boards (PWBs) — Each lot of PWBs shall meet the requirements
of MIL-PRF-31032 or MIL-P-50884, as applicable. PWBs shall be forwarded to
RRNMC with microsection reports and other quality reports as applicable.

Multiwire Boards — Multiwire boards shall be manufactured and tested in
accordance with IPC-DW-425. Boards shall be forwarded to RRNMC with
microsection reports and other quality reports as applicable.

Shelf Life — Shelf life shall be established as one (1) year from date of
manufacture (date code). At least ¥ (nine months) of the shelf life must remain
at the time of receipt by RRNMC. Suppliers releasing boards to RRNMC that are
over three months old will restore them by reflowing or alternative method (prior
to shipment) to assure their solerability and to re-establish their shelf life. Boards
with re-established shelf life shall be identified on certification papers by serial
number, lot number, or other traceable identification.

PWB Material For Type | And Type |l Boards — Where epoxy resin construction is
used (e.g. GF material) on Type | and Type Il boards, the requirements of Ocean
Systems material specification, BOMS 5062 apply.

Metal Core Boards — For metal core boards, the requirements of Ocean Systems
material specification, BOMS 1.031 applies.

Packaging — All boards shall be packaged in Type Il or Type Il material in
accordance with MIL-B-81705 before being placed in their shipping containers.

QCC 30

J-STD-001

Parts supplied on this purchase order shall conform to the applicable
requirements of J-STD-001 as specified by the drawing, specification, or
purchase order. If the class is not specified, Class 3 will apply. Suppliers may
use a higher standard, such as MIL-STD-2000 if appropriate. RRNMC shall
receive a deliverable (may be a statement on the C of C) that this requirement
has been fulfilled.

QCC 31

Electrostatic
Discharge (ESD)
Protection

ESD sensitive devices shall be packaged and marked in accordance with the
applicable requirements of Electronics Industries Association EIA-625, and
handled in a manner that will prevent mechanical or electrical damage and
maintain the leads and terminals in the manufactured condition. The ESD
sensitive devices shall be packaged in static shielding materials. The
intermediate and exterior packages shall be identified.

QCC 32

Solderability

Parts that are to be soldered to surfaces at the next assembly level, shall be
solderable upon receipt at RRNMC, and meet the solderability requirements of
the governing specification. Where possible, the supplier shall provide
solderability test results with the shipment. For connectors with solderable pins,
sample pins shall be provided when possible.
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QCC 33 Documentation for The supplier must provide certificates of conformance, travelers and test data for
Processing all processes specified on the drawing/purchase order. The RRNMC part
(non-nuclear) number that each certificate pertains to will be identified on the cert. The

supplier shall furnish this documentation with the first shipment. Subsequent
shipments from the same processing lots may reference the documents shipped
with the first lot. The point numbers below indicate the individual process the
documentation is required for.
33.1-anodizing 33.2-passivation 33.3-conversion 33.4-nickel plate 33.5-chrome plate 33.6-ion nitrite
coatin
33.7-acid treat 33.8-ultrasonic 33.9 —gliquid 33.10- magnetic 33.11-deleted 33.12-runout
inspection penetrant insp. particle insp. tolerance
33.13-carburize 33.14-pitch 33.15-lead 33.16-tooth profile 33.17-tooth 33.18-paint
tolerance tolerance surface
33.19-surface 33.20-case 33.21-core 33.22-acid etching | 33.23- brazing 33.24- zinc plating
temper inspection hardening hardening
33.25- powder 33.26- 33.27-stress relief 33.28-de-
coating radiographic insp. magnetize to 2
gauss max

QCC 34 Machining and/or Machining and/or cutting methods, using heat or thermal energy for metal
cutting method removal such as laser, electro-discharge machining (EDM), or plasma are
restrictions prohibited. This restriction also applies to marking methods using heat or

thermal energy.

QCC 35 Control of OSL The supplier must destroy all copies of RRNMC drawings or return to RRNMC
Drawings upon completion of work. A letter must be sent with the product stating that

drawings have been destroyed or the drawings may be returned with the final
shipment.

QCC 36 Source Control Suppliers must provide an As-Built drawing/parts list of the product supplied that
Drawings Provided specifies overall dimensions and any interface dimensions. The drawing will
with Products include material coating and hardware specifications.

QCC 37 Sub-Tier Suppliers It is the supplier’s responsibility to approve, maintain and control sub-tier
suppliers within their own Quality Management System. The supplier is
responsible for the delivery, performance, and flow down of all contractual
requirements to the sub-tier suppliers. ISO 9001 certified sub-tier’'s are preferred.

37.1-Project Specific All subcontractors utilized must be included on the project specific approved
Subcontractor Approval vendors list. This list can be obtained via the Rolls-Royce purchasing agent.

QCC 38 Phytosanitary The supplier must certify with a statement included in the C of C or a separate
document that the product supplied is in accordance with the U.N. Food and
Agriculture Organizations, International Plant Protection convention document
(International Standards for Phytosanitary Measures No. 15-ISPM No. 15)

QCC 39 Travellers The issued RRNMC travellers shall be initialled, dated as complete and returned

to Rolls-Royce with the product. If there is a QA hold point within the traveller,
assembly work will stop and an RRNMC QA representative will be contacted to
complete a source inspection.
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QCC 40 Certificate of Origin A Certificate of Origin (or NAFTA Certificate of Origin) must accompany all
shipments to Rolls-Royce where the parts originate outside of Canada. The
Certificate must identify all parts specified on the purchase order. Instructions
can be found at the following link:
http://www.canadabusiness.ca/serviet/ContentServer?cid=1081944203567&pad
ename=CBSC_ON%2Fdisplay&lang=en&c=Regs. Sample Certificate of Origin
forms or NAFTA Certificate of Origin forms can be provided by contacting the
RRNMC purchaser.
QCC 41 HS&G Toxic Deleted
Substances
QCC 42 ROHS Compliant Certification must be forwarded with the product (may be a statement on a C of
C) that the product is ROHS compliant.
QCC 43 ORCA Toxic
Substances Deleted
QCC 44 AWD Toxic Deleted
Substances
QCC 45 Restriction of The material, goods or services supplied on this purchase order must not be
purchased material purchased directly from China. The supplier will endeavour to source material
from China from alternate sources as much as possible. If this clause cannot be complied
with, the supplier will submit a supplier waiver to RRNMC for disposition of the
material.
For COTS components (eg fasteners, electrical components), the supplier will
make an effort to source material not produced in China. If the supplier has any
questions with regards to these requirements, they should be directed to the
purchaser listed on the RRNMC purchase order.
QCC 46 DFARS The material, goods or services supplied on this purchase order must meet the

requirements of Defence Federal Acquisition Regulations Supplement
252.225-7014 (specialty metals provision).



http://www.canadabusiness.ca/servlet/ContentServer?cid=1081944203567&pagename=CBSC_ON%2Fdisplay&lang=en&c=Regs
http://www.canadabusiness.ca/servlet/ContentServer?cid=1081944203567&pagename=CBSC_ON%2Fdisplay&lang=en&c=Regs
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QCC 47

Heat Treatment

The supplier must provide certificates of conformance and test data (heat
treatment charts) for each component. The RRNMC part number that each
certificate pertains to will be identified on the cert. The supplier shall furnish this
documentation with the first shipment.

47.1- All Materials
(hardness test)

The supplier must provide certificates of conformance (C of C) and test data
(heat treatment charts) for each component. The RRNMC part number that each
certificate pertains to will be identified on the cert. The supplier shall furnish this
documentation with the first shipment.

This part is to be heat treated with extra material (a coupon) from the same heat
in which it was fabricated. The thickness shall be representative of that of the
heat treated part. If part material sections include thicknesses of both 0.5" and
below as well as 1.5" and above, then two coupons are to be tested for both the
thickest and the thinnest section to be treated. After heat treatment, coupons are
to be tested for hardness with a calibrated hardness tester. Results to be
reported on the above mentioned C of C as well as sent to the RRNMC buyer as
soon as possible. Coupons shall be suitable to perform tensile, yield and
elongation as per ASTM B557 if required.

Coupons are to be stored at the supplier’s facility for no less than 1 year from
time of heat treatment.

47.2 — All materials
(mechanical tests)

The supplier must provide certificates of conformance and test data (heat
treatment charts) for each component. The RRNMC part number that each
certificate pertains to will be identified on the cert. The supplier shall furnish this
documentation with the first shipment.

This part is to be heat treated with extra material (a coupon) from the same heat
in which it was fabricated. The thickness shall be representative of that of the
heat treated part. If part material sections include thicknesses of both 0.5" and
below as well as 1.5" and above, then two coupons are to be tested for both the
thickest and the thinnest section to be treated. After heat treatment, coupons are
to be tested per ASTM B557 or RRNMC approved equivalent to determine
tensile strength, yield strength (as measured with extensometer) and elongation
of heat treated material. Test coupons shall comply with minimum values
required by the aluminum specification stipulated on drawing. Results to be
reported on the above mentioned C of C as well as sent to the RRNMC buyer as
soon as possible.

Coupons are to be stored at the supplier’s facility for no less than 1 year from
time of heat treatment.

QCC 48

Counterfeit Parts

Vendor shall not deliver Counterfeit or suspect-Counterfeit work to RRNMC.
“Counterfeit Work” means work that is or contains items which imitate authentic
items. “Counterfeit Work” also means work that is altered in such a way that it is
non-compliant to the required specifications. Suppliers shall only purchase
products directly from the OCM/OEM, or through an OCM/OEM authorized
distributor chain and if requested be able to provide documentation that
authenticates traceability of the items to the applicable OCM/OEM. Supplier
shall include this clause or equivalent provision in lower tier orders for delivery of
items that will be included in or furnished as work to this component.
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QCC 49

Lloyd’s Procurement
Plan

The supplier is required to follow Lloyd’s Procurement Plan. The suppliers will
be responsible for liasoning with LR and RR in order to schedule all necessary
surveys/inspections required by this document as well as the RR approved
product Inspection and Test Plan (ITP). The plan will indicate procurement of
material, weld qualifications, NDT testing, machinery and COTS components.
This document can be obtained via the Rolls-Royce purchasing agent.

QCC 50

Lifed ltems

The supplier shall be responsible for labelling lifed items. Each unit package
shall be identified with the following;

- Lifed Item Manufacture Date: refers to the date at which a product becomes the
item it is supposed to be, or as it is described in its specifications/technical
literature

- Lifed Item Proof Test Date: refers to the date at which a stress/pressure test
was carried out to determine the fitness of the component, where it was
subjected to loads above that expected during normal use.

- Lifed Item Cure Date: refers to the date at which the rubber is fully moulded in
the curing process and is made up of the quarter and year i.e. January 2001
would be written as 1Q01.
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Rolls-Royce Canada Limited,

Naval Marine

Vendor Certificate of Conformance

Please complete the following form as required on the RRNMC Purchase Order. Vendor’s form may be used provided the details below are captured.

		Vendor’s Name



		Address

		RRNMC Drawing Number(s)/ Vendor Part Number(s) attach list if necessary

		Revision

		Quantity



		

		

		

		



		

		

		

		



		

		

		

		



		

		

		

		



		

		

		

		



		

		

		

		



		

		

		

		



		RRNMC PO No.

		Lot identifier (as required)



		Serial number (as required)







		Special Process Certification (Paint, Anodize, Urethane casting, Testing):



		Process Name

		Spec No.

		Type and Class

		Name/ Address of Processing Facility



		

		

		

		



		

		

		

		



		

		

		

		







		Certification of Material Conformance:

Attach the Material certifications for each of the part numbers produced above, identifying the part, and RRNMC PO number on each cert.  







		Certificate of Conformance

Vendor signature below verifies that all required certifications have been reviewed and are correct conforming to applicable drawings, purchase order and specifications. 

We hereby certify that the above listed part/material were processed in full compliance with all drawing specification and/or technical provisions described in the Purchase Order.  



		Signed

		Title

		Date 







		Control of RRNMC Drawings

Vendor signature below verifies that all drawings that were provided with the purchase order have been destroyed.   

We hereby certify that the drawings listed above were destroyed upon delivery of the parts ordered to RRNMC.    



		Signed

		Title

		Date 







		Certification of Toxic Substances 

We declare that to the best of our knowledge the product delivered does not contain any of the toxic substances listed by the specific QCC identified on the purchase order line items (QCC 24 or 41 or 43).

If the product delivered does contain a toxic substance listed in the specific QCC listed on the PO, the substance shall be listed below:

___________________________________________________________________________________________

____________________________________________________________________________



		Signed

		Title

		Date 







Return completed forms with the shipment of materials.  

		Form QF-04-04 R.4



		Rolls-Royce Canada Limited

Naval Marine
597 The Queensway
Peterborough, Ontario
Canada K9J 7J6

		

		Telephone:
705.743.9249
Fax:
705.743.8003

		

		E-mail:
info@Rolls-Royce.com
Website:
www.Rolls-Royce.com
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Objective

® The objective of this presentation is to
clearly define Rolls-Royce requirements
In regards to standard weld finishing.

® This presentation should assist Rolls-
Royce supply chain in applying an
appropriate level of effort into grinding,
buffing, blending etc. of welds.

® By no means is this document intended
to supercede any drawing requirements.

(Foris)
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Visual Aids- Acceptable Finished
Weld

- Weld wave nicely finished.
- Starts/stops blended well.
- Corners cleaned up nicely.
- No voids or crevices.
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Visual Aids- Acceptable Finished
Weld

- Welds nicely finished.
- Starts and stops, caps
blended well.

- No voids or crevises.

v
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Visual Aids- Acceptable Finished
Weld

Corners and caps blended nicely -High spots on weld nicely touched up.

‘ Ty -Not required to be completely removed.
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Visual Aids- Unacceptable Weld
Finish

Caps to be blended.
Weld splatter to be
removed.
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Visual Aids- Unacceptable Weld
Finish

Corners to be blended.
Weld slag removed.
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Visual Aids- Unacceptable Weld
Finish

Caps to be blended. Weld slag to be
removed.

Rolls-Royce proprietary information ROI IS-Royce






Visual Aids- Overworked Weld
Finish

Weld is over finished. Weld wave does not
need to be removed.
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Visual Aids- Overworked Weld
Finish

i Weld wave does not need to

be removed
=3) g A
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		Rolls-Royce PO #:

		Rolls-Royce Drawing #:

		Rolls-Royce Sub #:



		Sheet/Zone		Weld #		Joint Type		Weld Procedure #		Welder ID/ Initials		Weld Consumable		Visual Inspection 		Penetrant (PT)/Magnetic (MT) Insp.						Ultrasonic (UT)/ Radiographic (RT) insp.		Remarks:

																PT/MT Procedure #						UT/RT Procedure #		*Inspector initials constitutes a pass*

														Final		Root		Backside		Final				* N/A  for not applicable and X for fail*
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		Visual Inspector Signature:  								Date: 						Qualifications:

		Visual Inspector Signature:  								Date: 						Qualifications:

		Visual Inspector Signature:  								Date: 						Qualifications:



		NDT Inspector Signature:								Date: 						Qualifications:

		NDT Inspector Signature:								Date: 						Qualifications:

		NDT Inspector Signature:								Date: 						Qualifications:
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		Title:

Inspection Report

		Document #:

QF-05-38

		Rev.:

11

		Page #:

1 of 1



		Part #: 

		Rev#: 

		Part Description:  







		Rev

		Prepared

		Design/Engineering Approval

		Manufacturing Engineer Approval

		Revision Description



		

		sign & date

		sign & date

		sign & date

		



		

		

		

		

		Initial Release







		Supplier:

		Rolls-Royce  Purchase Order #



		This part, technical document, technology, and/or information related thereto, is controlled under Canada's Export Control List.



		This part, technical document, technology, and/or information related thereto, is controlled under Canada's Export Control List.



Warning: This document contains technical data whose export is restricted by the Export Administration Act of 1979, 

as amended, title 50, U.S.C., app 2401 et seq. Violations of the export laws cited above are subject to severe criminal penalties.



		

This part, technical document, technology, and/or information related thereto, is controlled under the Canadian Controlled Goods Program (“CGP”)

and may not be examined, copied, reproduced, in the possession of, communicated or transferred to, persons who have not been positively assessed

for the Controlled Goods Program by Rolls Royce Canada Limited’s Designated Official or who are not duly registered under the CGP.



Warning: This document contains technical data whose export is restricted by the Arms Export Control Act, title 22, U.S.C., sec 2751, et seq. or the Export Administration Act of 1979, as amended, title 50, U.S.C., app. 2401 et seq. Violations of the export laws cited above are subject to severe criminal penalties.
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ITP

				Title:												Document #						Rev.

				Supplier Inspection and Test Plan (ITP)												QF-05-97						2



		PO#						Rolls-Royce Supplier Approval						Rolls-Royce Approval		ITP Rev:

		Manufacturer:						Position:						Position:

		Part Number:						Signature:						Signature:

								Date:						Date:		Surveillance

		Operation/ Manufacturing Sequence		Sub-supplier 		Location		Sub-supplier quality certifications		Inspection Type		Acceptance Criteria		Notes		Supplier 		Rolls-Royce (RR)		RR Customer		Lloyd's		Complete























































































































































































































































































































































































































































































































































Legend

		H		Hold Point		Supplier shall not proceed/despatch until formally released by the nominated Quality Organisation

		W		Witness		Rolls-Royce representative will be formally invited to attend but non-attendance will not interrupt manufacture

		S		Surveillance		Customer/Lloyd's representative may inspect at any time with notice

		RI		Receipt Inspection		Rolls-Royce will perform a full inspection upon receipt of the product.

		LA		Lloyd’s Approval		LR will be required to approve the process prior to commencement of manufacturing.

		RRA		Rolls-Royce Approval		RR will be required to approve the process prior to commencement of manufacturing.





Fabrication Example

		**EXAMPLE**



		QF-05-97-0 Supplier Inspection and Test Plan (ITP)



		PO#						Rolls-Royce Supplier Approval						Rolls-Royce Approval

		Manufacturer:						Position:						Position:

		Part Number:						Signature:						Signature:

								Date:						Date:		Surveillance

		Operation/ Manufacturing Sequence		Sub-supplier 		Location		Sub-supplier quality certifications		Inspection Type		Acceptance Criteria		Notes		Supplier 		Rolls-Royce (RR)		RR Customer		Lloyd's		Complete

		Raw material receipt (Lloyd's approved mill)		Peterborough Mill		Peterborough, ON		Lloyd's approved		Documentation		Drawing		Material purchased from a Lloyd's certified Mill does not require any further action.  Critical components as identified by RR will have QCC 10.1 applied which requires a supplier hold and RR approval of CMTR prior to manufacturing.
If  QCC 10 is required, no further effort is needed until final document package is delivered 		H		RI		S		N/A

		Raw material receipt (Lloyd's unapproved mill), RR Approved/certified mill												ISO/Military/ASTM certification may be accepted by RR and Lloyd's in lieu of material testing.  Critical components as identified by RR will have QCC 10.1 applied which requires a supplier hold and RR approval of CMTR prior to manufacturing.				RRA				L/A

														If  QCC 10 is required, no further effort is needed until final document package is delivered 				RI				N/A

		Weld procedure/welder qualification		N/A		Peterborough, ON		N/A		Documentation		Drawing		Lloyd's/RR must approve any CWB/AWS/ISO procedures and qualification.		H		RRA		S		LA

														If QCC 49 is not required, N/A can go under Lloyd's								N/A

		Fabrication source inspection (NDT)		NDT Testing House		Peterborough, ON		eg. SNT-TC-1A		Documentation		Drawing		Non-destructive testing (NDT) to be completed by certified/qualified individuals which meet the testing requirements of the standard referenced on the RR drawing. RR and Lloyd’s will perform visual inspections as well as review the documentation associated with NDT inspection at time of source inspection.  RR and/or Lloyd’s will not be required to be in attendance during the actual NDT as this would be far to onerous on the RR supply chain in terms of scheduling and cost.
		H		RRA		S		S

														If QCC 49 is not required, N/A can go under Lloyd's								N/A

		Fabrication source inspection 		N/A		Peterborough, ON		N/A		Visual/
Documentation		Drawing		RR will perform a source inspection of manufaturing process to this point ie. CMTR's, Weld map, NDT, visual.  Lloyd's will be invited to attend.  This is the point RR would recommend Lloyd's performs their review (NDT among others).
		H		W		S		W

														If QCC 49 is not required, N/A can go under Lloyd's								N/A

		Critical Dimension source inspection		N/A		Peterborough, ON		N/A		Visual/
Dimensional		Drawing		Identify if 3rd party performing inspection.  Supplier to include method of measurement ie. Conventional hand tools, CMM etc.		H		W		S		N/A

		Anodizing		ABC Machining		Peterborough, ON		ISO….		Documentation		Drawing		Supplier to include a line for each process ie. Paint, passivation, anodization etc.		N/A		RI		S		N/A

		Painting		ABC Machining		Peterborough, ON		N/A		Documentation		Drawing		Supplier to include a line for each process ie. Paint, passivation, anodization etc.		N/A		RI		S		N/A

		Final Inspection		N/A		Peterborough, ON		N/A		Visual/
documentation		Drawing				N/A		RI		S		N/A





Machining Example



		**EXAMPLE**



		QF-05-97-0 Supplier Inspection and Test Plan (ITP)



		PO#						Rolls-Royce Supplier Approval						Rolls-Royce Approval

		Manufacturer:						Position:						Position:

		Part Number:						Signature:						Signature:

								Date:						Date:		Surveillance

		Operation/ Manufacturing Sequence		Sub-supplier 		Location		Sub-supplier quality certifications		Inspection Type		Acceptance Criteria		Notes		Supplier 		Rolls-Royce (RR)		RR Customer		Lloyd's		Complete

		Raw material receipt (Lloyd's approved mill)		Peterborough Mill		Peterborough, ON		Lloyd's approved		Documentation		Drawing		Material purchased from a Lloyd's certified Mill does not require any further action.  Critical components as identified by RR will have QCC 10.1 applied which requires a supplier hold and RR approval of CMTR prior to manufacturing.
If  QCC 10 is required, no further effort is needed until final document package is delivered 		H		RI		S		N/A

		Raw material receipt (Lloyd's unapproved mill), RR Approved/certified mill												ISO/Military/ASTM certification may be accepted by RR and Lloyd's in lieu of material testing.  Critical components as identified by RR will have QCC 10.1 applied which requires a supplier hold and RR approval of CMTR prior to manufacturing.				RRA				L/A

														If  QCC 10 is required, no further effort is needed until final document package is delivered 				RI				N/A

		Critical Dimension source inspection		N/A		Peterborough, ON		N/A		Visual/Dimensional		Drawing		Identify if 3rd party performing inspection.  Supplier to include method of measurement ie. Conventional hand tools, CMM etc.		H		W		S		N/A

		Passivation		ABC Machining		Peterborough, ON		ISO….		Documentation		Drawing		Supplier to include a line for each process ie. Paint, passivation, anodization etc.		N/A		RI		S		N/A

		Final Inspection		N/A		Peterborough, ON		N/A		Visual/
documentation		Drawing				N/A		RI		S		N/A





Other Examples



		**EXAMPLE**



		QF-05-97-0 Supplier Inspection and Test Plan (ITP)



		PO#						Rolls-Royce Supplier Approval						Rolls-Royce Approval

		Manufacturer:						Position:						Position:

		Part Number:						Signature:						Signature:

								Date:						Date:		Surveillance

		Operation/ Manufacturing Sequence		Sub-supplier 		Location		Sub-supplier quality certifications		Inspection Type		Acceptance Criteria		Notes		Supplier 		Rolls-Royce (RR)		RR Customer		Lloyd's		Complete

		MBHS (example commercial off the shelf)

		Type approved		N/A		Peterborough, ON		N/A		Documentation		Technical Specification				N/A		RI		S		N/A

		Not type approved		N/A		Peterborough, ON		N/A		Visual/
documentation/
Dimensional		Technical Specification				H		W, RI		S		W

		MBHS (example of in-process inspections)

		Assembly		N/A		Peterborough, ON		N/A		Documentation		RRNMC Production Travellers				N/A		W		S		N/A

		MBHS (example of sub-assembly testing)

		Assembly		N/A		Peterborough, ON		N/A		Documentation		Technical Specification/Test Documents				N/A		N/A		S		N/A

		MBHS system factory acceptance test

		FAT		N/A		Peterborough, ON		N/A		Visual/
Dimensional/
Functional test		Technical Specification				H		W		W		W





RR supplier instructions

		Roll-Royce PO#		PO# is on all sheets on the PO in the top left corner

		Manufacturer		Supplier the PO is issued to

		Part Number		Located on PO under the header "Item Text"

		Operation/
Manufacturing Sequence 		What type of work is being done. (Fabrication, Machining, Critical Dimension Source, Painting)
For coating operations, Supplier is to include a separate line for Paint, Anodization, passivation etc.

		Sub-supplier		Company Name that the part is being subbed out to

		Location		Location of the facility where the work is being carried out

		Sub-Supplier Quality Cert		What type of certification does the Sub-Tier Supplier carry?
If work is being done in house, please enter N/A

		Inspection Type		What type of material is being inspected (Drawing, Documentation, etc.)

		Acceptance Criteria		What will the activity during the inspection type be accepted too? (Drawing, Procurement Spec, etc.)

		Notes		Any notes regarding the process being carried out

		Surveillance		*This will be filled out by a RR representative 

				Using the legend on the second tab, insert what type of inspection is needed

				Supplier		H or N/A

				Rolls-Royce		RI or RRA or W

				Customer 		S

				Lloyd's		If QCC 49 was not called up on the PO, type in N/A
W or S or LA

				Complete		When task is completed, place a checkmark



		Inspection and Test Plan will be carried out for all parts, assemblies and testing where QCC 18 is called out on the Purchase Order.

Upon completion, please return to Supplier Quality Representative
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		Title:

Supplier Request For Deviation

		Document #:

QF-10-06

		Rev.:

6

		Page #:

1 of 1







DEViation # 10-06-____

		 Supplier



		Originated by/Job Title



		Date





		Rolls-Royce Project Number



		Rolls-Royce Purchase Order No. 





		Drawing Number (including revision) 

		Serial Number (If Applicable)

		Total Number of Parts Affected





		Requirement not met (include any/all affected dimensions)











		Supplier Corrective Action (action taken by supplier to prevent a similar occurrence)







* Parts delivered to Rolls-Royce with which a deviation has been approved must be tagged as QF-10-06-______*







Rolls-Royce use only

		Rolls-Royce Corrective Action (if required)





		Rolls-Royce Comments 

Parts receiving an approved deviation to be serialized using WI-05-47 (please remove and give direction to supplier)





* Parts delivered to Rolls-Royce with which a deviation has been approved must be tagged as above*

* Prior to QA Release, verify parts are identified with a deviation tag*



		Waiver Classification

		Class 1 |_|

		Class 2 |_|

		Class 3 |_|

		[bookmark: Check3]N/A |_|     (Rolls-Royce is project design authority)



		Disposition        

		[bookmark: Check1]|_| Approved  

		|_| Rejected



		



______________________________________________              _______________

               Design Lead/Engineering                                               Date



_______________________________________________	       ________________

	Project Manager 					Date



_______________________________________________	       ________________

	Quality Assurance					Date
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AEROSPACE AS9102 REV. B
INTERNATIONAL.. STAN DARD Technically equivalent

writings published in all
IAQG sectors.

Issued 2000-08
Revised 2014-10

Superseding AS9102A

(R) Aerospace First Article Inspection Requirement

RATIONALE

This standard was revised to emphasize the value of the First Article Inspection (FAI) process to an organization, separate
and enhance the planning and evaluation activities, and define Digital Product Definition (DPD) and its relationship to the
FAI process. Additional changes to the standard requirements, definitions, and associated notes were incorporated in
response to stakeholder needs.

FOREWORD

To assure customer satisfaction, aviation, space, and defense organizations must produce and continually improve safe,
reliable products that meet or exceed customer and applicable statutory and regulatory requirements. The globalization of
the industry and the resulting diversity of regional and national requirements and expectations have complicated this
objective. Organizations face the challenge of purchasing products from suppliers throughout the world and at all levels of
the supply chain. Industry suppliers and processors face the challenge of delivering products to multiple customers having
varying quality requirements and expectations.

The aviation, space, and defense industry established the International Aerospace Quality Group (IAQG) for the purpose of
achieving significant improvements in quality and safety, and reductions in cost throughout the value stream. This
organization includes representation from companies in the Americas, Asia/Pacific, and Europe. This international standard
has been prepared by the IAQG.

This document standardizes FAI process requirements to the greatest extent possible and can be used at all levels of the
supply chain by organizations around the world to provide a consistent process and documentation requirements for
verification of aviation, space, and defense product. Its use should result in improved quality, schedule, and cost
performance by the reduction or elimination of organization-unique requirements and wider application of good practices.
While primarily developed for the aviation, space, and defense industry, this standard can also be used in other industry
sectors where a standardized FAI process is needed.

SAE Technical Standards Board Rules provide that: “This report is published by SAE to advance the state of technical and engineering sciences. The use of this report is entirely
voluntary, and its applicability and suitability for any particular use, including any patent infringement arising therefrom, is the sole responsibility of the user.”

SAE reviews each technical report at least every five years at which time it may be revised, reaffirmed, stabilized, or cancelled. SAE invites your written comments and
suggestions.

Copyright © 2014 SAE International

All rights reserved. No part of this publication may be reproduced, stored in a retrieval system or transmitted, in any form or by any means, electronic, mechanical, photocopying,
recording, or otherwise, without the prior written permission of SAE.

TO PLACE.A DOCUMENT ORDER:  Tel:  877-606-7323 (inside USA and Canada) SAE values your input. To provide feedback
Tel:  +1724-776-4970 (outside USA) on this Technical Report, please visit
Fax:  724-776-0790 httpo:// / :
Copyright SAE | I . . p:/lwww.sae.org/technical/standards/AS9102B
P?fxxggdtby S&Qtéﬁgﬁifﬁﬁder license with SAE Email: CustomerService@sae.org Licensee=Roll =

No reproduSilEo MHRBIAPRRES&SVthout license from s&p dnitgp://www.sae.org Not for Resale, 08/31/2022 06:33:48 MDT
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1. SCOPE

1.1 General

This standard establishes the baseline requirements for performing and documenting FAI. Should there be a conflict
between the requirements of this standard and applicable statutory or regulatory requirements, the applicable statutory or
regulatory requirements shall take precedence.

1.2 Purpose

The primary purpose of FAl is to validate that product realization processes are capable of producing parts and assemblies
that meet engineering and design requirements. A well-planned and executed FAI will provide objective evidence the

manufacturer’s processes can produce compliant product and that they have understood and incorporated associated
requirements. FAI will:

e Provide confidence that the product realization processes are capable of producing conforming product.

e Demonstrate that the manufacturers and processors of the product have an understanding of the associated
requirements.

e Provide objective evidence of process capability.
¢ Reduce potential risks associated with production startup and/or process changes.

e Provide assurance of product conformance at the start of production and after changes outlined in this standard.

An FAl is intended to:

¢ Reduce future escapes, risks, and total costs.

e Help ensure safety of flight.

e Improve quality, delivery, and customer satisfaction.

¢ Reduce costs and production delays associated with product nonconformances.

¢ |dentify product realization processes that are not capable of producing conforming product, and initiate and/or validate
corrective actions.

1.3  Application
This standard applies to organizations that are responsible for producing the design characteristics of the product (i.e.,
product realization). The organization shall flow down the requirements of this standard to suppliers or processors who

produce design characteristics.

This standard applies to assembilies, sub-assemblies, and detail parts including castings, forgings, and modifications to
standard catalogue or Commercial-Off-the-Shelf (COTS) items.

Unless contractually required, this standard does not apply to:
o Development and prototype parts that are not considered as part of the first production run.
e Unique single run production orders, not intended for ongoing production (e.g., out-of-production spares).

e Procured standard catalogue items, COTS, or deliverable software.

Copyright SAE International
Provided by S&P Global under license with SAE Licensee=Rolls Royce Enterprise Wide/5973912035, User=Smith, Tyler
No reproduction or networking permitted without license from S&P Global Not for Resale, 08/31/2022 06:33:48 MDT





SAE INTERNATIONAL AS9102B Page 4 of 21
2. APPLICABLE DOCUMENTS

The following documents support the application/use of this standard. For dated references, only the edition cited applies.
For undated references, the latest edition of the referenced document (including any amendments) applies. When a conflict
in requirements between this standard and the referenced documents exist, the requirements of this document shall take

precedence.
9100 Quality Management Systems - Requirements for Aviation, Space and Defense Organizations
9103 Quality Management Systems - Variation Management of Key Characteristics

NOTE: Equivalent versions (e.g., AS, EN, JISQ, SJAC, NBR) of the IAQG standards listed above are published
internationally in each IAQG sector.

ASME Y14.41 Digital Product Definition Data Practices

ISO 9000 Quality management systems - Fundamentals and vocabulary
ISO 16792 Digital Product Definition Data Practices

3. TERMS AND DEFINITIONS

An acronym log for this standard is presented in Appendix A. For the purposes of this standard, the terms and definitionsii
stated in ISO 9000 and the following apply: :

3.1 ATTRIBUTE DATA

A result from a characteristic or property that is appraised only as to whether it does or does not conform to a given
requirement (e.g., go/no-go, accept/reject, pass/fail).

3.2 BASELINE PART NUMBER

This refers to the previous FAI part number or approved configuration, including revision level, to which a partial FAI is
performed. An example of an approved configuration could be a part produced, prior to the requirements of this standard.

3.3 CAPABILITY

Ability of an organization, system, or process to produce a product that will fulfill the associated design characteristics
defined for that product.

34 COMMERCIAL-OFF-THE-SHELF (COTS) ITEMS

Commercially available items intended by design to be procured and utilized without modification (e.g., common electronic
components).

3.5 DELIVERABLE SOFTWARE

Embedded or loadable airborne, spaceborne, or ground support software or firmware components which are part of an
aircraft type design, weapon system, missile, or spacecraft.

Copyright SAE International
Provided by S&P Global under license with SAE Licensee=Rolls Royce Enterprise Wide/5973912035, User=Smith, Tyler
No reproduction or networking permitted without license from S&P Global Not for Resale, 08/31/2022 06:33:48 MDT





SAE INTERNATIONAL AS9102B Page 5 of 21
3.6 DESIGN CHARACTERISTICS

Those dimensional, visual, functional, mechanical, and material features or properties, which describe and constitute the
design of the article, as specified by drawing or DPD requirements. These characteristics can be measured, inspected,
tested, or verified to determine conformance to the design requirements. Dimensional features include in-process locating
features (e.g., target-machined or forged/cast dimensions on forgings and castings, weld/braze joint preparation necessary
for acceptance of finished joint). Material features or properties may include processing variables and sequences, which
are specified by the drawing or DPD (e.g., heat treat temperature, fluorescent penetrant class, ultrasonic scans, sequence
of welding and heat treat). These provide assurance of intended characteristics that could not be otherwise defined.

3.7 DESIGNED TOOLING

Product specific tooling [e.g., check fixtures, Coordinate Measurement Machine (CMM) program] specifically made to
validate the design characteristics of a product.

3.8 DIGITAL PRODUCT DEFINITION (DPD) REQUIREMENTS

Requirements of any digital data files that disclose, directly or by reference, the physical or functional requirements, including
data files that disclose the design or acceptance criteria of a product.

Examples of DPD include the following:

The digital definition and fully dimensioned two-dimensional (2D) drawing sheets.

Three-dimensional (3D) data model and simplified or reduced content 2D drawing sheets.

The 3D model with design characteristics displayed as text.

Any other data files that define a product in its entirety.
3.9 DRAWING REQUIREMENTS

Requiréments of the drawing and associated parts lists, specification, or purchasing document to which the product is to be
produced from, including any notes, specifications, and lower-level drawings invoked.

3.10 F}IRST ARTICLE INSPECTION (FAI) - ALSO REFERRED TO AS PRODUCTION PROCESS VERIFICATION

A pIanhed, complete, independent, and documented inspection and verification process to ensure that prescribed
production processes have produced an item conforming to engineering drawings, DPD, planning, purchase order,
engineering specifications, and/or other applicable design documents.

3.11 FIRST ARTICLE INSPECTION REPORT (FAIR)

The forms and package of documentation for a part number, sub-assembly, or assembly, including associated FAI results,
as defined by this standard.

3.12 FIRST PRODUCTION RUN

The initial group of one or more parts that are the result of a planned process designed to be used for future production of
these same parts.

3.13 MULTIPLE CHARACTERISTICS

Identical characteristics that occur at more than one location (e.g., “4 places”), but are established by a single set of drawing
or DPD requirements (e.g., rivet hole size, dovetail slots, corner radii, chemical milling pocket thickness).
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3.14 PRODUCT

Any intended output resulting from the product realization process, which in the context of this standard includes finished
detailed parts, sub-assemblies, assemblies, forgings, and castings.

3.15 QUALIFIED TOOLING

Universal (not part specific) calibrated monitoring and measuring equipment (e.g., go/no go gauges, thread gauges, radius
gauges) used to validate product design characteristics, that are uniquely identified and traceable to their calibration records.

3.16 REFERENCE CHARACTERISTICS

The characteristics that are used for “information only” or to show relationship; these are dimensions without tolerances and
refer to other dimensions on the drawing or in the DPD.

3.17 SPECIAL PROCESSES

Any processes for production and service provision where the resulting output cannot be verified by subsequent monitoring
or measurement and, as a consequence, deficiencies become apparent only after the product is in use or the service has
been delivered.

3.18 STANDARD CATALOGUE ITEMS

A part or material that conforms to an established industry or national authority published specification, having all
characteristics identified by text description or industry/national/military standard drawing.

3.19 VARIABLE DATA

Quantitative measurements taken on a continuous scale (e.g., the diameter of a cylinder, the gap between mating parts).
4. REQUIREMENTS

4.1 Part Requirements

a. The organization shall perform FAI on new product representative of the first production run. The first production delivery
parts require an FAI.

b. The organization shall use a representative item from the first production run of a new product to verify that the
production processes, production documentation, and tooling have the capability to produce products that meet
established requirements.

c. For assemblies, the assembly level FAI shall be performed on those characteristics specified on the assembly drawing
or DPD.

d. This process shall be repeated, when changes occur that invalidate the original results (e.g., engineering changes,
manufacturing process changes, tooling changes).

4.2 First Article Inspection Planning

a. Thé organization shall have a process to plan for completion of FAI or shall plan FAI activities prior to the first production
run.

b. FAI planning shall address the activities to be performed throughout the FAI process and identify the responsible
organizations for those activities.
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c. The organization should consider the following activities during FAI planning and coordinate planning with the customer,
if required:

1.

4.3

Determination of design characteristic inspection and sequencing for inspection of characteristics not measurable
in the final product.

Extraction of DPD design characteristics required for product realization that are not fully defined on 2D drawmgs
including tolerances for nominal dimensions.

Determination of objective evidence to be included in the FAIR for each design characteristic.
Determination that approved special process, laboratory, material, and customer required sources are identified, as
applicable, and that the manufacturing planning, routing, and purchase document calls out the correct spec:|f|cat|on

and relevant sources.

Determination that key characteristic and critical item requirements are identified, as applicable (see I1AQG
standards 9100 and 9103 for guidance/direction).

Determination when part specific gauges and tooling are required. These gauges and tooling are identified,
qualified, and traceable, as appropriate.

Provide for customer FAI review, if required.

Identification of events requiring an updated FAI (see 4.6).

Digital Product Definition Requirements

a. When design requirements are in a DPD format and traditional 2D drawing information is not available for all applicable
design requirements, DPD design characteristics required for product realization shall be extracted, verified, and
included in the FAIR.

b. The organization shall:

1.

2.

3.

44

Establish a process to extract the applicable DPD design characteristics.
Extract the DPD design characteristics required for product realization.

Ensure the production, inspection, and operations requiring verification have been completed as planned to achieve
DPD design characteristics.

Nonconformance Handling

a. The FAI with design characteristic nonconformance(s) is “not complete”. An FAI with noted nonconforming design
characteristics may have Form 1, “Part Number Accountability”, (see field 19) signed and shall be noted as “FAI Not
Complete”.

NOTE: See Appendix B for 9102 forms (reference 4.7.1).

b. When processing a FAIR with documented nonconformances:

1.

2.

Record the nonconforming design characteristics on Form 3, “Characteristic Accountability, Verification, and
Compatibility Evaluation”.

Record the nonconformance document reference number on Form 3 (see field 11).
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3. Check the box “FAI Not Complete” on Form 1 (see field 19).

NOTE: This standard does not control disposition of the nonconformance.
4. Sign Form 1 (see field 19) per supporting form instructions.

c. The organization shall implement corrective action(s) and perform a partial FAI for all affected characteristics on the
next production run, after implementation of the associated corrective action(s). If the partial FAlI does not clear all
identified nonconformances, the FAI is still “not complete” and the requirement to complete the FAI is still in effect.
NOTE: A full FAI may be done in lieu of a partial FAI.

4.5 Evaluation Activities

The organization shall conduct the following activities during product realization, when applicable, in support of FAIl to ensure
conformance with design characteristics:

a. Review documentation for the manufacturing process (e.g., routing sheets, manufacturing or quality plans,
manufacturing work instructions) to ensure all operations are complete as planned and call out the correct specification,
material types, conditions, and approvals.

b. Review supporting documentation in the FAI (e.g., inspection data, test data, Acceptance Test Procedures, special
process approvals and certifications) for completeness.

c. Verify that the raw material and special process certifications call out the correct specification, material types, conditions,
and approvals.

d. Verify that required customer approved sources are utilized.
e. Review nonconformance documentation included in the FAIR for completeness.
f.  Verify that required designed tooling (e.g., part specific gauges) are used and appropriately documented on Form 3.

g. Verify that every design characteristic requirement is accounted for, uniquely identified, and has inspection results
traceable to each unique identifier.

h. Verify the design characteristics that are the output of the manufacturing process are measured, inspected, tested, or
verified to determine conformance, including DPD characteristics as required per 4.3.b.

i.  Verify part marking is legible, correct in content and size, and properly located per applicable specifications.

4.6 Partial or Re-accomplishment of First Article Inspection

a. The FAI requirement, once invoked, shall continue to apply even after initial compliance.

b. The FAI requirements may be satisfied by a partial FAI that addresses only the changes from a baseline part number
provided all other characteristics were conforming on the previous FAI and are produced by the original production
processes.

c. When a partial FAl is performed, the organization shall, as a minimum, complete the affected fields in the FAI forms.

d. When the organization performs a partial FAI, the organization shall record the “Baseline Part Number”, including the
revision level and reason for the partial FAl on Form 1 (see field 14).

e. FAlrequirements may be satisfied by a previously approved FAI performed on identical characteristics of similar parts
produced by identical means. When FAI requirements (partial or full) are satisfied in this manner, identify the “Baseline
Part Number” on Form 1 (see field 14).
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f.
1.
2.
3.
4.
5.
6.

4.7

4.7.1

a.
1.
2.
3.

b.

C.

d.

e.

f.

g.

4.7.2

a.

b.

C.

d.

The organization shall perform a full FAI or a partial FAI for affected characteristics, when any of the following occurs:

A change in the design characteristics affecting fit, form, or function of the part.

A change in manufacturing source(s), process(es), inspection method(s), location of manufacture, tooling, or
materials that can potentially affect fit, form, or function.

A change in numerical control program or translation to another media that can potentially affect fit, form, or function.
A natural or man-made event, which may adversely affect the manufacturing process.
An implementation of corrective action required to complete a previous FAI, as described in 4.4.

A lapse in production for two years shall require an update for any characteristics that may be impacted by the
inactivity. This lapse is from the completion of last production operation to the actual restart of production.

Documentation

Forms

Appendix B contains forms that comply with the documentation requirements of this standard. Each field in the forms is
designated with a unique reference number and is identified as:

(R) - Required: This is mandatory information.

(CR) - Conditionally Required: This field shall be completed, when applicable to the product (e.g., serial number
shall be entered when the product has an associated serial number) or required by the customer.

(O) - Optional: This field is provided for convenience; the field may be left blank.

Forms contained in Appendix B should be used to document the results of the FAI.

Forms other than those depicted in Appendix B may be used; however, they shall contain all “Required” énd
“Conditionally Required” information and have the same field reference numbers. :

Use of forms from a previous 9102 standard revision (e.g., AS9102A) is acceptable, provided the current form
instructions are utilized.

All forms shall be completed either electronically or in permanent ink.

All forms shall be completed in English or in a language specified by the customer.

Continuation sheets and insertion of additional rows are acceptable.

Characteristic Accountability

The organization shall verify every design characteristic, during the FAI, and record the associated results. Every design
characteristic shall have its own unique characteristic number.

Reference characteristics may be omitted from the FAI.

More than one line may be used, if needed, for any characteristic.

Characteristics not measurable in the final product shall be verified during the manufacturing process, as long as they
are not affected by subsequent operations or by destructive means. Characteristics verified at the detail level may be
referenced in the assembly-level FAIR.
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4.7.3 Record Results

a. The organization shall record the requirements and results in the units specified on the drawing, DPD, or specification,
unless otherwise approved by the customer.

b. Results from inspection of design characteristics shall be expressed in quantitative terms (i.e., variable data), when a
design characteristic is expressed by numerical limits. Except that attribute data (e.g., pass/fail) may be used in lieu of
variable data when:

1. No inspection technique resulting in variable data is feasible; or

2. Designed tooling or qualified tooling is consistently used as a check feature and a go/no-go feature has been
established for the specific characteristic. When qualified tooling (e.g., radius gauges) are used as a go/no-go
gauge, record the gauge value or range (e.g., minimum/maximum value), as applicable.

c. Attribute data shall be used, when the design characteristic does not specify numerical limits (e.g., break all sharp
edges).

4.8 Control of Records

FAIl documentation required by this standard shall be considered a quality record. The organization shall retain the
appropriate FAlI documentation while the product is being produced and, at a minimum, retain them according to applicable
customer or regulatory requirements.

5. NOTES

5.1 Achange bar (I) located in the left margin is for the convenience of the user in locating areas where technical revisions,
not editorial changes, have been made to the previous issue of this document. An (R) symbol to the left of the
document title indicates a complete revision of the document, including technical revisions. Change bars and (R) are
not used in original publications, nor in documents that contain editorial changes only.

PREPARED BY SAE COMMITTEE G-14, AMERICAS AEROSPACE QUALITY GROUP (AAQG)
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APPENDIX A - ACRONYM LOG

BOM Bill of Materials
CMM Coordinate Measurement Machine

COTS Commercial-Off-the-Shelf

DPD Digital Product Definition

FAI First Article Inspection

FAIR First Article Inspection Report

IAQG International Aerospace Quality Group
2D Two-dimensional

3D Three-dimensional
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APPENDIX B - 9102 FORMS AND SUPPORTING FORM INSTRUCTIONS

FORM1  PART NUMBER ACCOUNTABILITY

FORM2 PRODUCT ACCOUNTABILITY - MATERIALS, SPECIAL PROCESSES, AND FUNCTIONAL TESTING
FORM 3 CHARACTERISTIC ACCOUNTABILITY, VERIFICATION, AND COMPATIBILITY EVALUATION

This appendix provides the instructions to complete the associated 9102 forms. Each input field is identified as:

¢ (R) - Required: This is mandatory information.

NOTE: These fields are depicted in bold font.

e (CR) Conditionally Require - This field shall be completed when applicable to the product (e.g., serial number shaII
be entered when there is a serial number) or when required by the customer. :

NOTE: These fields are depicted in bold italic font.

e (O) Optional - This field is provided for convenience; the field may be left blank.

NOTE: These fields are depicted in standard font.
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FORM 1 - PART NUMBER ACCOUNTABILITY

Sheet _ of _
1. Part Number: 2. Part Name: 3. Serial Number: 4. FAIR Number:
5. Part Revision Level: 6. Drawing Number: 7. Drawing Revision Level: | 8. Additional Changes:
9. Manufacturing Process 10. Organization Name: 11. Supplier Code: 12. P.O. Number:
Reference:
13. Detail Part: 14. Full FAI: Partial FAI:
Assembly FAI: Baseline Part Number (including revision level):

Reason for Partial FAI:

a) If above part number is a detail part only, go to field 19.
b) If above part number is an assembly, go to the "INDEX" section below.

INDEX of part numbers or sub-assembly numbers required to make the assembly noted above.

15. Part Number: 16. Part Name: 17. Part Serial Number: 18. FAIR Number:
19. Signature: 20. Date:
FAI Complete FAI Not Complete
21. Reviewed By: 22. Date:
23. Customer Approval : 24. Date:
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FORM 1 - PART NUMBER ACCOUNTABILITY FORM INSTRUCTIONS

This form is used to identify the product that is having the First Article Inspection (FAI) conducted on (e.g., detail part, sub-
assembly, assembly); referred to as “FAI part”.

NOTE: Data fields 1 thru 4 are repeated on all forms for convenience and traceability. Any subsequent changes to “data
fields” 1 thru 4 need to be made to all pages.

1.

10.

11.

12.

13.

14.

(R)

(R)

(CR)

(CR)

(CR)

(CR)

(CR)

(CR)

(R)

(R)
(©)

(©)
(R)
(R)
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Part Number: Number of the FAI part [e.g., customer part number contained on the purchasing documents; part
number from the associated Bill of Materials (BOM); manufacturer part number for internal parts, when customer
part number is not available].

Part Name: Name of the FAI part.

Serial Number: Serial number of the FAI part; unique identifier assigned to a detail part, sub-assembly, or
assembly by the organization or customer.

FAIR Number: Reference number that identifies the First Article Inspection Report (FAIR); this may be an internal
report number.

Part Revision Level: Latest revision that affects the FAI part being inspected. If the part has not been revised,
indicate as such (e.g., N/C, No Change).

NOTE: The latest drawing or DPD revision (see field 7) does not always affect all parts contained on a drawing
or DPD.

Drawing Number: Drawing number or DPD data set associated with the FAI part; drawing may be from customer,
internal system, or design definition.

Drawing Revision Level: The revision level of the drawing or DPD data set associated with the FAI part. If the
drawing has not been revised, indicate as such (e.g., N/C, No Change).

Additional Changes: Provide reference numbers of any changes that are incorporated in the product, but not
reflected in referenced drawing/part revision level (e.g., change in design, engineering changes, manufacturing
changes, deviation or exclusion from certain drawing or DPD requirements).

Manufacturing Process Reference: Reference number that provides traceability to the manufacturing record of
the FAI part (e.g., router number, manufacturing plan number). Additional information such as lot number, batch
number, date code, or line number may be included, as needed, to provide traceability to the specific
manufacturing lot.

Organization Name: Name of the organization performing the FAI.

Supplier Code: A unique number given by customer to the organization; sometimes referred to as Vendor Code
Vendor Identification Number, or Supplier Number. ,

P.O. Number: Customer purchase order number, if applicable.

Detail Part / Assembly FAI: Check, as appropriate.

Full FAI / Partial FAI: Check, as appropriate.

For a partial FAI, provide the previous part number, including revision level to which this partial FAI is performed
and the reason for the current FAI (e.g., changes in design, process, or manufacturing location). For partial FAls

based on similar parts (reference 9102, 4.6), provide the approved configuration FAI part number, including
revision level.
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Baseline Part Number: For a partial FAI, provide the previous FAI part number or approved configuration
(including revision level) to which this partial FAI is performed. State the reason for the current FAI (e.g., changes
in design, process, or manufacturing location). For a partial FAI based on similar parts (reference 9102, 4.6),
provide the approved configuration FAI part number, including revision level.

Data Fields 15, 16, 17, and 18: This section is required only if the part number identified in field 1 is an assembly requiring

lower level parts (i.e., detail parts) to be installed.

15. (CR)

16. (CR)
17. (CR)
18. (CR)

19. (R)

20. (R)

21. (O)

22. (0)
23. (0)

24. (0)

Copyright SAE International

Part Number: Part number included in the assembly and items from the BOM included in the drawing, DPD, or
next level assembly. Typically these are the part numbers, standard catalogue items, or sub-assembly numbers
required to complete the product noted in field 1.

Part Name: Name of the part installed in the assembily.

Part Serial Number: Serial number of the part that is installed in the assembly.

FAIR Number: Report number for the detail parts and associated assemblies.

Signature: Printed name or unique identification, and signature of the person approving the FAIR. This signature
certifies the evaluation activities in 9102, 4.5 are complete and the FAIR is approved.

NOTE: Electronic identification or signature are both acceptable.

Check “FAI Complete”, if all characteristics are conforming. Check “FAlI Not Complete”, if nonconforming
characteristics are documented in accordance with 9102, 4.4.

Date: Date when field 19 was signed.

Reviewed By: Printed name or unique identification, and signature of the person from the organization who
approved the FAIR.

NOTE: Electronic identification or signature are both acceptable.
Date: Date when field 21 was signed.
Customer Approval: Used by customer to record approval, if required.

Date: Date when field 23 was signed.
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FORM 2 - PRODUCT ACCOUNTABILITY - MATERIALS, SPECIAL PROCESSES, AND FUNCTIONAL TESTING

Sheet of
1. Part Number: 2. Part Name: 3. Serial Number: 4. FAIR Number:
5. Material or 6. Specification 7. Code: 8. Supplier: 9. Customer 10. Certificate of
Process Name: Number: Approval Conformance
Verification: Number:

11. Functional Test 12. Acceptance Report Number:
Procedure Number:

13. Comments

14. Signature 15. Date
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FORM 2 - PRODUCT ACCOUNTABILITY - MATERIALS, SPECIAL PROCESSES,
AND FUNCTIONAL TESTING FORM INSTRUCTIONS

This form is used if any materials, special processes, or functional testing is defined as a design characteristic.

NOTE: Data fields 1 thru 4 are repeated on all forms for convenience and traceability. Any subsequent changes to “data
fields” 1 thru 4 need to be made to all pages.

1. (R) Part Number: Number of the FAI part [e.g., customer part number contained on the purchasing documents; part
number from the associated Bill of Materials (BOM); manufacturer part number for internal parts, when customer
part number is not available].

2. (R) Part Name: Name of the FAI part.

3. (CR) Serial Number: Serial number of the FAI part; unique identifier assigned to a detail part, sub-assembly, or
assembly by the organization or customer.

4. (CR) FAIR Number: Reference number that identifies the First Article Inspection Report (FAIR); this may be an internal
report number.

5. (CR) Material or Process Name: Name of applicable materials or special processes.
6. (CR) Specification Number: Provide the following information:

e Material specifications and material form (e.g., sheet, bar) for all materials incorporated into the FAI part (e.g., weld:
or braze filler). g

e Special process specifications; including class, if applicable, and permitted substitutions.

e |If standard catalogue items (e.g., fasteners) or COTS are modified, then list that standard hardware or COTS item.i

NOTE: Non-modified standard catalogue items are listed on Form 1, “Part Number Accountability”. *
7. (O) Code: Any required code from the customer for material or process listing, as applicable.

8. (CR) Supplier: |dentify supplier name, address, and code performing special processes or supplying material. Supplier
name and address may be used, when supplier code is not available or not adequate for identification.

9. (CR) Customer Approval Verification: Indicate if the special process(es) or material sources are approved by the
customer. Enter “Yes” if approved; “No” if approval is required, but process source is not approved; or “NA” if
customer approval is not required.

10. (CR) Certificate of Conformance Number: The applicable certificate number (e.g., special process completion
certification, raw material test report number, modified standard catalogue item compliance report number,
traceability number).

11. (CR) Functional Test Procedure Number: Functional Test Procedure number identified as a design characteristic.

12. (CR) Acceptance Report Number: The functional test certification indicating that test requirements have been met.

13. (O) Comments: Provide supporting comments, as applicable.
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14. (R) Signature: Printed name or unique identification, and signature of the person who prepared and approved this
form. Signature indicates that all applicable materials, special processes, and functional testing are accounted
for, meet requirements, are properly documented, and all associated nonconformances are documented on 9102
Form 3, “Characteristic Accountability, Verification, and Compatibility Evaluation”.

NOTE: Electronic identification and signature are both acceptable.

15. (R) Date: Date when field 14 was signed.
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FORM 3 - CHARACTERISTIC ACCOUNTABILITY, VERIFICATION, AND COMPATIBILITY EVALUATION

1

%

4. FAIR Numbar

i

D

14 Agottonal Dsls/ Comimean's

1. Serial Numbar
%

13 Dats

Numbar

1. Nonconformarnce

1. Dwa,gned
Qualinad
Tooling

Inspection / Test Results

2. Part Hama

& Reguiramant | 3. Results

7. Characrernsoic
Diasigraror

Characteristic Accountability

Ho.

4. Char.| & Refarence
Location

1. Part Humber

12 Signatura
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FORM 3 - CHARACTERISTIC ACCOUNTABILITY, VERIFICATION,
AND COMPATIBILITY EVALUATION FORM INSTRUCTIONS

This form is used to record inspection results for the design characteristics and to document any applicable
nonconformances (reference 9102, 4.4).

NOTE: Data fields 1 thru 4 are repeated on all forms for convenience and traceability. Any subsequent changes to “data
fields” 1 thru 4 need to be made to all pages.

1. (R)
2. (R
3. (CR)
4. (CR)
5. (R)
6. (CR)
7. (CR)
8. (R)

9. (R)
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Part Number: Number of the FAI part [e.g., customer part number contained on the purchasing documents; part
number from the associated Bill of Materials (BOM); manufacturer part number for internal parts, when customer
part number is not available].

Part Name: Name of the FAI part.

Serial Number: Serial number of the FAI part; unique identifier assigned to a detail part, sub-assembly, or
assembly by the organization or customer.

FAIR Number: Reference number that identifies the First Article Inspection Report (FAIR); this may be an internal
report number.

Char. No.: Unique assigned number for each design characteristic.

NOTE: A single design callout that applies to multiple characteristics may be recorded as one characteristic
number.

Reference Location: Location of the design characteristic [e.g., drawing zone (page number and section), DPD
model location, specification callout].

Characteristic Designator: If applicable, record characteristic type [e.g., critical items (see 9100 clause 3.3), key
characteristics (see 9100 clause 3.4), flight safety, defined by customer].

Requirement: Specified requirement for the design characteristic (e.g., drawing or DPD dimensional
characteristic with associated nominal dimension and tolerances, drawing notes, specification requirements).

NOTE: The organization shall record the requirements in the units specified on the drawing, DPD, or
specification, unless otherwise approved by the customer.

Results: List measurement(s) obtained for the design characteristics.

NOTE: The organization shall record the results in the units specified on the drawing, DPD, or specification,
unless otherwise approved by the customer.

e For multiple characteristics list each characteristic as individual values or list once with the minimum and
maximum of measured values attained. If a characteristic is found to be nonconforming, then that
characteristic shall be listed separately with the measured value noted.

e When qualified tooling (e.g., radius gauges) is used as a go/no-go gauge (reference 9102, 4.7.3.b), record
the results as an attribute (e.g., pass / fail).

¢ When automated inspection tooling produces measurement results, those results may be referenced on 9102
Form 3, identified as pass/fail, and attached only when:

— The characteristic numbers are clearly linked in the attached report.
— Theresults in the attached reports are clearly traceable to the characteristic numbers.

— The results are directly comparable to the design characteristic.
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NOTE: Coordinate Measurement Machine (CMM) data alone would not be acceptable for a positional
tolerance; the results shall show the actual positional value.

e |f adesign requirement requires verification testing, record the actual results on the form. If a laboratory report
or certificate of test is included in the FAIR, the results may be recorded as an attribute (e.g., pass / fail) and
the test reference number recorded on the forms. The laboratory report or certificate of test shall show specific
values for requirements and actual results.

o For characteristics with visual verification requirements that are rated against standard photographs, list the
photo number of the closest comparison. A statement of conformance is acceptable; record the reference
number on the forms.

e For processes that require verification per design characteristics, include a statement of conformance (e.g.,
certification of conformance, verification indicator - accept).

e For characteristics verified by attribute inspection include statement of conformance (e.g., accept).
Designed / Qualified Tooling: When design tooling or specially designed tooling, including NC programming as
a media of inspection, is used for attribute acceptance of the characteristic, record the tool identification number.
When qualified tooling is used for attribute acceptance, record the gauge value or range (e.g., minimum/maximum
value), as applicable.

Nonconformance Number: If the characteristic is found to be nonconforming, record a nonconformance
document reference number.

Signature: Printed name or unique identification, and signature of the person who prepared and approved this
form. Signature indicates that all applicable design characteristics are accounted for and meet requirements or
are properly documented (reference 9102, 4.4).

NOTE: Electronic identification and signature are both acceptable.

Date: Date when field 12 was signed.

Additional Data / Comments: This area is reserved for optional fields; add additional columns, as required, by the
organization or customer.
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