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Revision 03
Supplier Quality Manual

This document is issued by Casco Products Corporation Quality Organization. All revisions to this manual must be
approved by Casco Products Corporation Quality Organization. This organization reserves the right to modify or
change the content of this manual at any time without prior notice.

CONFIRMATION:

We hereby confirm that we have received and we understand the Supplier Quality Assurance Manual. We
understand that this manual defines the overall quality targets for the products that are purchased by CASCO.

We agree to strive meeting these customer requirements, in all our facilities working with CASCO products. Should
any individual supplier agreement exist or be signed in the future, they take precedence over the general targets in
the SQM.

We understand that it is our responsibility to ensure that only the latest revision of this Manual in used by
periodically checking the Supplier portal for revisions and updates. We understand that it is our responsibility to
deploy this Manual in the current and future facilities working with CASCO products.

Supplier name

Supplier address

Submitted by (Name)

Function

Telephone number

Email address

Date, authorized signature

INTRODUCTION - Driving power-full solutions

At CASCO we are dedicated to improving our organization, our processes and to develop the skill of our
employees. We are committed to quality, a customer-focused process approach and continuous improvement. We
also anticipate and encourage our vendors to implement these values and practices.

CASCO'’s purchasing goal is to provide competitive advantage to our organization and our customers by selecting
capable suppliers based on delivering superior products in terms of quality, on-time delivery, competitive pricing
and features. Our mission is to work closely with these selected suppliers to develop a strong, steady and
trustworthy relationship.

To support Casco’s strategy, this manual describes the sourcing process to recognize and select suppliers sharing
the same philosophy as CASCO to “drive powerful solutions”.
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For this endeavor, we work with our vendors to achieve a ZERO DEFECTS APPROACH by doing it right the first time,
all the time.
Suppliers shall demonstrate their commitment by

e 100% On time delivery

e Strict obedience to approved processes and requirements

e Pro-active and preventive risk management st

CASCOQ's suppliers are expected to communicate the requirements in this manual to their suppliers and ensure
consistency through the entire supply chain.

With your commitment to contribute as a CASCO supplier, we will succeed in our mission to our customers and at
the same time our journey of a mutually beneficial relationship.
MEASUREMENT GENERAL TARGET (2018)

PPM - Rejected Part Per Millioni4$afety 10 PPM
critical characteristics excluded)

Explanation: The PPM value is defined as
the number of rejected parts divided by the
total quantity delivered multiplied by 1 000
000.

Safety recall 0

Explanation: The number of trucks recalled  This is a MUST (non-negotiable)
after zero Km/miles due to a Safety

problem.
Fault Frequency 0 % for safety features
Explanation: The number of Warranty Unless otherwise specified in the technical
Claims per vehicle within the first 12 specifications, fault frequency targets shall
months of use. (after zero Km/miles). be :
* below 0.0005% for fasteners, brackets and
similar parts
e below 0.005% for other components
Service complaint 0

Explanation: The number of vehicle
recalled after zero Km/miles due to a
reliability/warranty problem.
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Basic Requirements

Supplying products to the vehicle Industry is a very demanding business. It requires the ability to mass-produce
complex assemblies employing state of the art technologies. To achieve this level of performance, the vehicle
industry and their suppliers have developed specialized processes and systems to support the demands of this type
of production while delivering high levels of quality expected by the end customer.

CASCO has adopted these quality processes and systems, and successful adoption by our suppliers is key to our
shared success

Robust quality processes and rigorous monitoring are key to succeed. This requires a customer focus mind set,
effective solutions, and continuous improvement.

Quality system IATF 16949, ISO 9001:2015 or SQM
Audited by Casco to meet
IATF/ISO specifications

Environmental system I1SO 14 001:2015 certified by
an accredited 3rd party

Environmental self- Environmental
assessment Requirements

Supplier Evaluation Model (SEM) Score over 90% No stopping General

parameters
Customer specific re- quirements Follow APQP and PPAP NelY/
process
Ethics Corporate Social Responsibility =~ Corporate Social
self-assessment Responsibility
Logistics evaluation Self assessment level A ??
EDI 100% Electronic ??

communication

MANAGEMENT SYSTEMS EXPECTATIONS REQUIREMENTS TOWARDS SUPPLIERS

CASCO Purchasing reserves the right to directly assess certain processes, which have a significant impact on the
final quality. This may concern technical processes like surface treatment, forging, casting etc. Please check with
your SQE to determine if in this category.

CASCO Purchasing requires the use of the AIAG Production Part Approval Process (PPAP). In addition, suppliers
shall insure their sub suppliers use the PPAP process. Suppliers have the responsibility for managing PPAP for their

sub suppliers.

Once a part is approved, request for sub supplier changes that affect fit, form or function shall be directed to
CASCO Purchasing.
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Responsibility

The goal for all Casco’s suppliers (and their suppliers) of materials and services affecting production material is to
demonstrate compliance to IATF 16949 or ISO 9001:2015. Suppliers shall also comply with Casco’s Automotive
specific requirements defined in the Supplier Quality Manual . Casco will conduct yearly audits of their suppliers.
These will either be on site or through self-audits, depending on status of supplier.

Suppliers (and their suppliers) that are certified to IATF/ISO Standards shall immediately communicate any change
in certification or status to CASCO’s Supplier SQE. Failure to provide the latest certification “wil
Business Hold (NBH). Certification status is accessible to suppliers through their scorecard which is updated

|ll

result in New

quarterly and communicated.

Suppliers shall adopt the standards of Zero (0) Defects and 100% On Time Delivery to Casco. Suppliers shall
understand that established PPM targets do not necessarily represent an Accepted Quality Level, but may be an
intermediate continuous improvement step toward shipment of components/materials meeting the Zero Defects
requirement.

The key elements critical to achieving Casco’s quality goal require the following supplier actions:

e  Suppliers shall establish procedures and programs, which document their quality programs. These
programs must meet requirements as outlined in this document.

e Suppliers shall demonstrate that their operations are under statistical control and provide evidence
of that fact. Suppliers must have made a commitment to Statistical Process Control (SPC).

e  Suppliers shall determine the potential capability of their process. Once this is known, the supplier
can evaluate the extent to which the actual performance approaches what the process is capable of
achieving and take corrective action when indicated.

e  Suppliers shall provide evidence of continuous control and improvement in quality. A Cpk of a least
1.67 and a Cp of 2.0 is required on all Diamond ST Dimensions defined in (APPENDIX B), or a

documented plan with explanations how to achieve this level of capability.

e Suppliers shall guarantee all shipments received at Casco Products Corporation plants must be free of
any shipping damage.

Document Location

This manual is distributed via the CASCO website at http://www.cascoauto.com. Printed copies are considered
uncontrolled documents. While CASCO will communicate to suppliers major revisions to this manual, suppliers are
expected to remain up to date on CASCO’s requirements by frequently visiting the CASCO website.

Language

CASCO's official language is English. All official communication with Casco shall be done in English. Documents may
display the native language when integrated in parallel translation. In this instance, English is the only valid version.

Advance Shipping Notice (ASN)

Casco requires all suppliers to provide an Advanced Shipping Notice (ASN) on all shipments to Casco Products. This
ASN must include the following information:
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Purchase Order Number

Casco Part Number

Quantity Shipped

Date of Shipment

Number of Boxes

Weight

Number of pallets

Method of Shipment

Bill of Lading/Shipment ID/Tracking Number

S D o0 T o

This information must be emailed on the day of shipment to Casco Morgantown Plant Manager and Material
Planner.

Additionally, Casco requires its suppliers to make Just-In-Time deliveries. All dates listed on purchase orders and
release schedules are the date the material must be available at Casco’s facility.

Environmental Guidelines

e We strive for economical use of raw materials, energy, water and other goods; and will fully consider the
life cycle of our products through production, use and disposal. The environmental impact of our products
during manufacturing includes both manufacturing at Casco and that of our suppliers. This means that
both, we and our suppliers, must perform activities such that the impact of those activities on the
environment is reduced to a minimum. We, therefore expect from our suppliers an active engagement in
environmental concerns and the establishment and adherence to environmental management as per ISO
14001 or other equivalent standard. This does not release the supplier from complying with all relevant
national and international regulations. Registration to 1SO14001 is strongly recommended. The
techniques and methods below are designed t to reach the above-mentioned environmental targets:

o Written guidelines regarding the environmental performance

o  Regular review of production, maintenance, supply and disposal processes and products to
determine their environmental impact

o Anemergency plan

o Definition of targets to improve environmental protection and documentation of their fulfillment,
which includes:

o Safeguarding of resources (raw materials, energy, water)

o Prevention and reduction of environmental pollution

o Minimization of waste and rejects

o Reduction of expendable packaging

o Compliance with all automotive regulations regarding materials and substances

o Have a recycling concept/program

Restricted or Prohibited Substances Declaration:

REACH

Casco is making a global declaration to meet all our customers’ restrictions on the use of toxic chemical materials
on all Casco Products Corporation’s supplied parts. In order for Casco Products Corporation to meet this
declaration our suppliers must abide with this policy by declaring that their parts/process is free of the restricted
material identified by the EU and OEMs.
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The European Regulation (EC) No. 1907/2006 concerning the Registration, Evaluation, Authorisation and
Restriction of Chemicals (REACH) entered into force in June 2007. Suppliers shall comply with all applicable REACH
requirements that affect the products that they supply. Casco expects that suppliers will have a dialogue with their
own supply chain and with Casco regarding all applicable aspects of REACH.

Suppliers are responsible for securing REACH authorizations for continued use of any materials or preparations
containing REACH Annex XIV listed substances and to ensure that raw materials are authorized for production.
Other than certain specific exemptions, continued use of Annex XIV substances after the chemical’s sunset date
requires that an authorization for that use be granted by the European Chemicals Agency (ECHA). Authorizations
under REACH are granted to individual manufacturers, importers and downstream users for specific use activities.
In particular, suppliers located outside the EU/EEA and export products (parts or materials) to Casco sites within
the EU/EEA shall nominate an EU “only representative” to undertake any applicable REACH importer obligations.

Product regulatory compliance and standard control: Prohibited & Restricted Substances:
Conflict Minerals

Suppliers in all regions shall be able to verify that the tin, tantalum, tungsten, and gold (3TG) contained within
products sold to Casco did not originate within the Democratic Republic of the Congo, or be able to determine the
locations where the tin, tantalum, tungsten, and gold originated within the Democratic Republic of the Congo.
Suppliers are to refer to AIAG for more information and details (www.aiag.org). Suppliers in all regions shall ensure
that all components and materials supplied to any Casco facility comply with legal requirements.

To ensure compliance with the European End-of-Life Vehicle (ELV) Directive, 2000/53/EC as amended and other
similar legal requirements. The ELV Directive was enacted “to minimize the impact of end-of-life vehicles on the
environment". The ELV Directive prohibits the use of lead, mercury, cadmium, and hexavalent chromium in
vehicles and vehicle components, except for certain exemptions published in Annex Il of the Directive. In addition,
other legal requirements, such as EU Directives 2002/95/EC, 2002/96/EC, and 2003/11/EC restrict the use of
certain flame retardant substances: polybrominated biphenyls (PBBs) and polybrominated diphenyl ethers
(PBDEs). PBBs or PBDEs and these shall not be present in components or materials supplied to Casco.

Suppliers of friction materials should contact their SQE for additional guidance.
Sourcing

The awarding of business to a supplier is one of the most important decisions made by CASCO Purchasing. It
impacts the ability of our brands to deliver to our customers, remain competitive and deliver future developments
through projects. The CASCO Global Sourcing Process ensures the contribution and coordination of all decisions,
for all locations and all brands. It’s the first step in building a strong relationship and neither CASCO nor the
supplier can miss such an opportunity.

The supplier has an active role to play in this process in the audit conducted by CASCO.

e In demonstrating future product quality results.

e Inimplementing action plans to Reach the requested level.
As part of the CASCO specific requirements prior to business award you will need to pass the Potential Supplier
Audit and, if required the VDA audits. Both evaluate the ability of a supplier to meet an acceptable quality level for

the type of parts they manufacture and to work with CASCO.

Once the supplier passes the firsts steps, to be awarded for new business, supplier will be required to sign
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agreements. Among them, we would like to highlight:

I NDA
Il The purchasing agreement
. PPM agreement
V. The warranty charters
V. sam

SUPPLIER BASE

All potential suppliers must have a quality system compliant to IATF 16949 or ISO 9001:2015 and an Environmental
Management system compliant to ISO 14001.

NEW SUPPLIERS must be prepared to meet the CASCO requirements.
Specific quality topics include:
e Quality system: Application and certification by an accredited 3rd party to the standard adopted within

automotive industry: IATF 16949, ISO 9001:2015 or supplier audit performed by Casco and deemed
compliant to those standards.

e Quality planning: Well organized and applied procedure for quality planning including the use of quality
methods like FMEA (Failure Mode & Effects Analysis), capability testing, etc.

e Quality performance: The quality of a supplier shall result in fault-free deliveries. Targets will be
established based on industry best practices and the supplier will be monitored to those targets.

Supplier Selection Policy

CASCO requires that its suppliers use the latest Automotive Industry Action Group (AIAG) version of the Advanced
Product Quality Planning and Control Plan (APQP), Potential Failure Mode and Effects Analysis (FMEA),
Measurement System Analysis (MSA), Production Part Approval Process (PPAP), and Statistical Process Control
(SPC) manuals as guidelines for their system development.

For these publications, visit http://www.aiag.org.
AUDIT AT SUPPLIER

All suppliers will be selected solely based upon their ability to deliver the best value to Casco. CASCO will conduct
an audit at each supplier to make a real evaluation of the supplier’s potential. All the suppliers in the CASCO group
must go through an audit. The suppliers need to pass to be awarded business.

The audit is based on the evaluation of 11 following criteria:

e  Company Profile.
e Management.
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e Environment.

e Quality.

e Logistics.

o After-market

e Competence.

e  Product development.
e  Finance (D&B report)
e  Productivity.

e Sourcing

The supplier will need to score sufficient points AND HAVE NO STOPPING PARAMETERS.
New Product Launch

e New Product Launch initiates at design concept and runs through production launch of a new
component. Casco will define component priority during the product development cycle. This
designation determines the involvement of Casco Supplier Development in the APQP and launch
process of suppliers. All suppliers, regardless of component priority, shall use a disciplined launch and
APQP process.

Advanced Product Quality Planning (APQP)
e  Suppliers should provide APQP status reports for a new product with regard to meeting the program
objectives of quality, cost, performance and timing. Casco suppliers shall follow the AIAG APQP
manual at current revision for all details and steps in the APQP process.

Supplier Launch Readiness

Supplier Run at Rate - a formalized production capacity study that verifies proper cycle times, quality expectations
and yields. For all new components, all suppliers, regardless of priority rating, are expected to complete and
submit a copy of the Run at Rate Verification when submitting their PPAP package.

APQP Progress Report - a supplier maintained document that summarizes the requirements and progress of key
APQP deliverables for key events and components. The phase gate reviews 1-4 have to signed off with no open
items. Supplier APQP Open Issues - is the format used to document all open issues and their respective corrective
actions that arise during the APQP process.

Three key documents that are also associated with advanced quality planning are the Process Flow Diagram,
PFMEA, and Control Plan.

Process Flow Diagram

Shall define the entire process flow starting with Receiving Inspection and finishing with Packaging and Shipping.
Shall include any sub-tier, or outside, suppliers, along with the names of those suppliers.

Shall include machine numbers or unique identifiers that reflect what has been approved as part of the process.
Suppliers shall identify those operations linked to the manufacturing of features identified by special
characteristics.

Process Potential Failure Modes & Effects Analysis (PFMEA)
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Unless otherwise specified, suppliers shall:

=  Use the latest AIAG Potential Failure Mode & Effects Analysis (PFMEA) manual as the basis for creating
this document.

=  Shall follow flow established in Process Flow Diagram.

=  Failure modes shall include designated characteristics from the Casco drawing in addition to the process
and tooling based items.

= Suppliers shall have a process in place to report on their highest RPN numbers. This report maybe in the
form of a Pareto chart, displaying the RPNs from highest to lowest. This system shall documentation of
recommended actions and verification of their implementation.

=  The PFMEA shall be used as a continuous improvement tool. Suppliers shall be able to document
continuous improvement efforts derived from RPN rankings below their target value for improvement
actions. Suppliers can prioritize their activities based on Number of RPNs vs. current performance.

=  PFMEA’s should show a direct linkage from the DFMEA. DFMEA severity ratings should carry over to the
PFMEA as well as the marking of Critical and Significant Characteristics. APPENDIX B

=  Supplier shall make PFMEA available for review at Casco’s request Control Plan

= The Control Plan shall appropriately reflect the same steps and flow established by the Process Flow
diagram and PFMEA.

=  The Control Plan shall include all features, characteristics and notes with special consideration to those
designated as special characteristics. Each product line and/or region uses a unique set of special
characteristics. Please see your SDE for those that affect your components. If a supplier ships to multiple
regions or product lines, contact your SDE for each product line/region to get all of the special
characteristics affecting the components/materials your company supplies.

=  Refer to the PPAP Checklist as reference for other requirements relating to the Control Plan (such as
sampling to be quantity based, not time).

= Casco will require that initial parts be submitted with a Level lll PPAP for approval prior to start-up of a
production run.

Production Part Approval Process (PPAP)

Suppliers shall ensure that PPAP documentation and sample submissions are in accordance with the requirements
of the latest edition of the Automotive Industry Action Group (AIAG) PPAP Manual. Suppliers shall only submit
PPAP packages for production-released drawings, and a copy of this drawing shall be included in the submission
package inclduing an appearance evaluation, a dimensional evaluation, and material tests.

Each supplier is responsible for meeting all these requirements before submission to Casco, including obtaining
Casco’s approvals for any change requests.

Plastic product for PPAP produced from one or more than one cavity mold tool, supplier shall submit a minimum of
5 samples from each cavity to Casco Products Corporation PPAP coordinator for approval. Product for PPAP other
than plastic shall be taken from a significant production run. Quantity of a minimum of 500 parts shall be
assembled and witness by Casco. This significant run should be between one to eight hours of consecutive
production run. This includes no change on production facility, line, material change; process change; out of spec
dimensions; appearance change (color, texture, grain, gloss) and any other changes that affect fit form or function.
Any subsequent changes after PPAP approval must be submitted through the deviation (Temporary
change)/Engineering change (Permanent change) processes for approval by Casco prior to shipment (APPENDIX D).
Any violation of this procedure will result in 100% shipment rejection by Casco. Supplier will be charged with all
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expenses incurred by Casco due to this violation. On an annual basis supplier shall submit Level 4 Warrant, part
layout and material certification to Casco PPAP coordinator. In addition, the supplier is responsible for all sub-tier
PPAP submissions and approvals, including those suppliers Casco has directed for use. A PPAP Checklist is available
for suppliers to use; assuring that the submission meets Casco’s expectations.

For all new components and materials, suppliers shall submit with the validation package a copy of ELV/IMDS
Reporting verification and screenshot from IMDS system showing acceptance. Suppliers of plastic components are
required to comply with regrind levels specified on the component’s drawing. Components produced throughout
the APQP process, including DV, PV, and PPAP, shall be representative of the maximum allowable regrind and
confirmed by certified laboratory analysis. Additionally, suppliers are responsible to assure that the component’s
PFMEA and Control Plan specifically address and control this requirement.

Supplier submission of a non-conforming PPAP package will be recorded as a supplier performance failure and
could affect the supplier's performance rating.

When applicable, suppliers shall include in the PPAP submission the Engineering Specification (ES) test plan and
the ES test results. An approved/accredited laboratory shall conduct the ES tests.

Lot Definition/Traceability

The supplier shall establish and maintain an appropriate traceability method(s) that will clearly identify history
including materials, assembly, inspection/testing and delivery etc.

Casco defines a lot as a quantity of material produced over an established period of time, lot of raw material, setup
to set up change, tool repair or significant process adjustment from a process operating in statistical control. The
lot acceptance date or lot date code must be specified by the year, month, and day. Lot control must provide
traceability of the material up to the point of usage and back to the point of raw material production.

The shipper number will be linked to the lot traceability procedure in such a way that the delivered product, unless
otherwise approved in writing by the CASCO Supplier Development Engineer, can be traced back to the raw
material. Casco reserves the right to specify a maximum batch size. The lot definition shall reflect all significant
processes influencing the component/material, with the shipping lot number reflecting the last value added
operation. Suppliers shall ensure that their lot traceability system maintains its integrity throughout entire
extended supply chain, including not only raw material, but also purchased components/products.

Many components lifeline begins and ends within the facility of the supplier. There are those components,
however, that do require processing by outside companies to finish the process stream. These may include heat
treat, coining, grinding, coating, and other various processes.

If the original lot were batch processed through the different secondary processes, then there would be no need to
change the original lot number. However, if the batches are split at a secondary processor, then the lot number for
each of the batches should be unique.

Once manufacturing/assembly begins, a lot number is changed if:

=  One shift of production or eight hours is reached.

=  The lot number changes on the raw material being used.

=  When the components undergo another value added process and the original lot is divided during
processing.
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=  The lot number changes on any one of the components being used.

When required, the supplier may need to implement:

e Serialized (maintains a one-to-one relationship between the finished good serial number and the
components’ serial number) lot traceability, or

A first-in-first-out (FIFO) inventory control method must be utilized when moving parts between processes or
shipping from warehouse.

Casco expects all suppliers to comply with its FIFO system when shipping to its plants.

Any non-compliance may result in shipment rejection and a minimum penalty fees of $250.00 or local currency
equivalent.

Serial Production Processes

Once the manufacturing process for producing a component is successfully validated, the serial production phase
begins. During this stage, there are a number of requirements each supplier must be fully aware of and follow. Key
areas include change management, concern management, sub-tier supplier management. Additional expectations
are also detailed in the following sections.

Supplier Request for Deviation
Deviation will be considered for approval only when the nonconformance(s) will not affect the following:

e (Casco image and/or marketability of product.

e  Function, performance or durability of the parts/product (evidence shall be provided) at Casco or
customer side (OEM and tier-s)

e Assembly operation of parts at Casco (OEM and tier-s).

Suppliers shall submit a written request (Appendix D) to all Casco’s facilities affected by the proposed product or
process change. In addition, suppliers shall ensure they receive an acknowledgement of receipt from Casco and
obtain Casco approval prior to implementing the change. This includes changes at Sub-suppliers throughout the
supply chain. Additionally, suppliers shall submit a written request for all items listed in Table 3.1 of the AIAG PPAP
Manual. Suppliers are also required to submit all supporting validation data including necessary dimensional
reports, capability studies, performance testing, before/after process parameters, updated APQP documentation
(PFMEA/Control Plan) and a detailed timeline demonstrating proper change control that identifies necessary safety
stock/bank requirements including timing for Casco/Customer validation timing and designated resources to
manage the change. Change approval may take an extended period when Casco’s customer approval is required.
The testing and/or customer qualification process begins when the supplier provides sample parts to meet the
Casco validation plan. Changes shall not be implemented prior to the receipt of written approval from CASCO .
VERBAL REQUESTS WILL NOT BE ACCEPTED. Below are the defined notification requirements, similar to Table 3.1
of AIAG PPAP Manual, (most current edition).

A “Request for Deviation” will not be approved if adequate inventory is available (i.e. through sorting of suspect
inventory). A “Request for Deviation” will be limited to a specific part number, quantity and/or time period. An
approved “Request for Deviation” is not to be considered a permanent change to design drawings or
specifications.
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Suppliers shall request, in writing, a deviation (or concession) before shipping non-conforming material to Casco.
An action plan to return to normal production and the time required to do so shall be submitted at same time as
the written request.

The supplier shall fully complete the “Request for Deviation” form and submit it to the purchasing organization.
This form will be reviewed by Casco engineering and quality teams. The final decision will be communicated to the
supplier.

Material shipped under an approved deviation shall be labeled with the Deviation Number and its expiration date.
Clarifiying examples
1. Product produced after the tooling has been inactive for volume production for twelve months or more.

2. Product and process changes related to components of the production product manufactured internally or
manufactured by subcontractors that impact fit, form, function, performance, and/or durability and longevity
of the salable product.

Any change that affects Casco or its Customer requirements for fit, form, function, performance, and/or
durability requires notification to CASCO .

3. Change in test/inspection method — new technique (no effect on acceptance criteria). For change in test
method, supplier should have evidence that the new method provides results equivalent to the old (previous)
method.

Consequences of non-communicated or unauthorized process changes at the supplier manufacturing facility
or any sub-supplier facility could result in any or all of following actions:

i.  Written notification from Casco to the supplier’s registrar or from Casco to the supplier requesting
they notify their registrar of the non-conformance,
ii.  Issuance of Critical A concern and immediate third party containment (controlled shipment) of
affected component/product,
iii.  Potential request for independent, third party audit of affected supply chain, including ALL affected
sub-tier suppliers involved.

Reinstatement of supplier to ‘Acceptable’ status will depend on suppliers’ ability to develop effective preventative
actions and verification by Casco accordingly.

Authorization to ship production material shall be given after the change is communicated through a signed Part
Submission Warrant, after Casco has approved the PPAP for the requested change and that change is coordinated
through the using Casco facility or facilities.

Off-Line rework, not included in the original Control Plan, is considered a process change and suppliers shall obtain
Casco’s written approval for it as specified above. Rework shall be supported by operating and inspection
instructions. The inspection instructions shall be consistent with an updated production process control plan.
Casco will require special identification and segregation of the reworked product.

An approved deviation is a written temporary authorization by Casco to deliver a specified quantity of parts that
does not comply with design drawing specification that have not been completed by a designated date.
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General Requirements
All general requirements are specified in E
Packaging

Casco Products Corporation representative must approve packaging in writing prior to shipments.
Packaging must withstand shipping environment in order to protect its contents. According to local
safety/Casco standards, all boxes should not exceed the local standard weight of maximum 30 lbs per
box.

Shipment Labels

Unless otherwise specified by purchase order, the following requirements apply to labeling of the shipping
containers:

1. Use of Labels. The Supplier shall insure that all materials shipped to Casco are correctly labeled and that the
labels are properly attached to the shipping container.

2. Label.

The label shall be should have bold black printing. The required label size is 4 inches by 6 inches. All labels shall
meet the AIAG specifications for quality, reflectivity and readability. The label adhesive type shall be pressure
sensitive to insure wrinkle-free adherence to the packaging substrate. Labels shall be scan-able from the exterior
of the shipping unit.

3. Bar Code Labeling. The bar code labeling requirements shall be in accordance with AIAG B-10 Trading Partner
Labels Implementation Guideline. Bar coding requirements shall be defined by the purchase order.

4. Label Locations. The label shall be attached to two adjacent sides of each individual package/container, except
when there is not area on the sides of the container to apply the label.

5. Label Information. The packaging label is used to identify the contents in the container being
shipped to the plant. It shall include the part number, part description, supplier name, quantity,
engineering drawing revision level, date manufactured and serial (lot) number.

6. Routing. UPS Freight over 150 Ibs: ACCT # OXW559, UPS Parcel under 150lbs ACCT# OXW559,

Supplier Corrective Action Identification Process

The purpose of this process is to provide a common format for product identification of parts that require
corrective action. Any non conforming material report (NCMR) issued for any product will require this
identification process. This process covers all purchased material.

NCMR Material in Containment

Any purchased parts that do not meet print specification will receive a NCMR (non conforming material report).
Upon receipt of this report the supplier shall initiate containment of the suspect product. Product in containment
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will be identified with a yellow certified label. This yellow label shall be located next to the standard bar code part
label.

The yellow certified label shall be place on each box of parts shipped to Casco. The certified label shall be in place
until corrective action is complete and the 8D is submitted and approved.

All boxes that do not have the certified label are subject to 100% sort at a third party. The supplier is responsible
for all sorting cost.

Implemented Corrective Action Identification

All non conforming material that has received implemented corrective action and the 8D report has been
submitted and approved shall be identified with a certified label. The label shall must be located next to the
standard bar code part label.

The certified label shall be place on each box of parts shipped to Casco. The certified label shall be in place until
three (3) independent manufactured lots (3 new set ups of the production process) are received.

All boxes that do not have the certified label are subject to 100% sort at a third party. The supplier is responsible
for all sorting cost.

Supplier Development Program

The goal of this program is to enhance the quality of Casco supplier base. The primary components of this program
are supplier score card system, supplier audit system, supplier problem resolution and tracking system and
supplier education system.

To accomplish this goal the quality organization has developed and deployed these systems following sections
describe each component.

1. Supplier Score Card System

On a monthly basis, Casco evaluates each supplier based on Quality performance, delivery performance, and
responsiveness to quality concerns with support.

This system tracks and reports the over all scores of Casco suppliers. The results are made available on
quarterly basis to suppliers.

The system is based on 100 points. Each supplier starts with 100 points. Then points are deducted due to
non-conformance. The score card is composed of two major sections, Delivery section and Quality section.
The Delivery section covers on time delivery and receiving condition (Over/Short/Damage). This section
accounts for 35 point of the score card. The Quality section which accounts for 65 points of the overall score,
covers the component quality, supplier responsiveness to Global Eight Discipline (G 8D), Return Material
Authorization (RMA), and customer issues. Suppliers are ranked based on their score.

Should a supplier fall below an unacceptable score, the Supplier Development team performs the following
tasks with the supplier:

e Identify areas for improvement.
e Putan action plan in place for the supplier(s) to implement.
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e  Work with supplier(s) to achieve target goal(s).

e If noimprovement/resistance to change, the supplier(s) will be put on Controlled Shipping for 30 days.
While in CS, supplier will be asked to perform more activities such as 100% outgoing quality inspection,
modify Control Plan to reflect the changes in process steps. Also supplier is required to submit evidence
that reflects the outgoing inspection results with every shipment. If no improvement after 30 days (or
next shipment), the supplier will be put under CS level 2 in which the supplier is required to hire sorters
from Casco approved CS2 sorting firms. Supplier(s) will stay in CS2 for another 30 days. If no
improvement/refusal to hire sorters then supplier will be de-sourced.

2. Supplier Audit System

All new/current suppliers are subject to this audit. Suppliers will be audited as needed, for conformance by Casco.
This audit focuses on suppliers control documentation and the link of these documentations to production
processes and procedures.

The Supplier Audit System is composed of the following sections.

e Quality procedures —1SO, QS or IATF

e Documentation: PFMEA, Control Plan and Process Flow
e Non-Conformance Reaction Plan

e Work Instruction and Operators training

e Preventative Maintenance/House Keeping.

If any discrepancy was found during the audit, an action plan is put in place with implementation due date and
responsible person’s name to implement. Once all action plan(s) have been implemented and reported back to
Casco, then at the discretion of the Supplier Development manager to visit the supplier to confirm the
implementation of the action plan(s). Also if this affects the quality of the part then all Casco stock and current and
future shipments will be sent to a third party sorter at supplier’s expense. This activity will continue until agreed
upon action plan(s) have been implemented and verified by Casco Products Corporation.

3. Supplier Problem Resolution and Tracking System

Corrective and Preventative Action
When a quality or delivery problem has been reported to the supplier, it is the supplier’s responsibility to respond

to Casco Products Corporation within 24 hours with Interim Corrective Action. The interim action shall include a
plan to quarantine, recall, sort, or replace all parts in the flow. The supplier shall respond with Irreversible
Permanent Corrective Action within 10 working days. If Irreversible Corrective Action cannot be met within 10
working days, it is the responsibility of the suppliers to submit in writing for an extension.

Casco Products Corporation utilizes the automotive problem resolution methodology that is based on Global Eight
Discipline (G 8D) process. This process is a step by step methodology that helps the supplier to identify the root
cause of the issue and come up with permanent corrective action(s) to prevent the issue from reoccurring.
Suppliers are expected to provide containment, sections DO through D3 of the G 8D form, within twenty four (24)
hours of request. The rest of the form is expected to be filled and returned to Casco within ten (10) working days
from request. Failure to comply will result in third party sort at suppliers’ expense. Repeat quality problems could
result in Controlled Shipping 1 or 2 as set forth by Casco Products Corporation.
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Return Material Authorization

This system tracks supplier’s responsiveness to provide Return Material Authorization Number (RMA#) in order to
return non-conforming components and or destroy non-conforming assemblies’ at Casco Products Corporation’s
plants at supplier’s cost. Supplier Returns represent purchased parts that Casco Products Corporation
management has determined to be unusable for production purposes. As such, the parts should be returned to the
supplier or authorization obtained from the supplier to have Casco Products Corporation dispose of these on their
behalf at their expense. Suppliers are expected to provide RMA# to Casco Products Corporation within forty eight
(48) hours of request. Failure to comply will result in a chargeback fee of $250.00 or local currency equivalence to
be applied against supplier’s account.

Cost Recovery

All non-conforming parts will be charged back at cost including incoming freight cost for return to supplier or scrap
at Casco plant(s).

All non-conforming assemblies cost including scrapping will be charged back to supplier. Assemblies will not be
returned to supplier but scrapped at the plant.

All sorting charges incurred and/or at third party sorting house will be charged back to supplier.
This does not eliminate supplier’s responsibility as stated in Casco Terms and Conditions.
Sub-Supplier Management

Suppliers to Casco shall have capabilities to manage their respective suppliers (including directed) including APQP
disciplines and periodic auditing. Casco, when deemed necessary, will audit the critical processes of the sub-tier
suppliers to assure that proper controls are in place throughout the entire supply stream. Suppliers to Casco shall
ensure they audit and manage critical processes such as heat-treating and plating and, when directed, use the
designated format. Special process audits are to follow AIAG’s CQI-9 (Heat Treat), CQI-11 (Plating), CQI-12
(Coating), CQI-15 (Welding) and CQI-17 (Soldering) requirements.

Must be able to demonstrate effective management of sub-tier suppliers through documented, corrective actions
and verification activities.

Contingency Plan

Suppliers shall develop a contingency plan for potential catastrophes which may disrupt product flow to Casco and
advise Casco at the earliest in the event of an actual disaster. In an actual catastrophe, suppliers shall provide
Casco access to Casco’s tools and/or their replacements.

Document and Product Sample Retention

Suppliers shall retain documents and product samples for the time the part is active (a part is active as long as it is
being supplied to the customer for original or service applications) in production plus a minimum period of 15
years. Parts used on multiple programs may require an exceptionally long retention period.

The supplier shall retain a master sample from each cavity, die, and pattern for the length of time that the
component/material is active plus one year. The master sample shall be identified as such and shall show PPAP
submission reference and Casco approval date.

Page |17



Casco Property — Tools

All tools, manufacturing, test or inspection equipment belonging to Casco, or their customers, will be permanently
marked to clearly show that they are Property of Casco (IATF 16949 or ISO 9001:2015), or the customer. These
tools will only be used for Casco’s products unless an authorization in writing exists.

Continuous Improvement

CASCO Automotive defines supplier continuous improvement as a holistic approach to overall quality
management system improvement. This should include lessons learned from previous launch, cost and quality
issues, and how these lessons have been incorporated into respective continuous improvement processes.
Suppliers should also be prepared to discuss their intent to maintain or achieve strategic status including a plan to
‘grow’ with CASCO globally, if applicable. CASCO recommends suppliers use the fundamentals outlined in IATF
16949 or ISO 9001:2015 as a platform for organizing continuous improvement plans.

APPENDIX A

CLASSIFICATION OF CHARACTERISTICS

General

Since it is not practical to test all functional attributes of a part or an assembly, this procedure establishes the
method to select a sample of attributes. An essential aspect of this selection process is to evaluate the importance
of each attribute relative to the product’s final use or mission. In this system, selected attributes are classified with
a category number ranging from one (1) to four (4), with the lowest category number representing the most
critical attribute. The second classification method uses the category ST, which controls the statistical variation of
the characteristic. The criticality of each selected attribute is determined by its effect on coordination, life,
interchangeability, function, appearance and safety (the CLIFAS) of the product.

Characteristic Categories

e Category (1) characteristics are those product requirements (dimensions, specification or tests) or
process parameters which can affect compliance with governmental regulations or safe product
function. Category (1) characteristics are identified with a diamond symbol surrounding the number
(1) on Casco design drawings or related documentation.

e Category (2) characteristics are those product requirements or process parameters which make the
product fail to accomplish its intended function if outside prescribed limits, and are identified on the
basis of product or process knowledge, criticality for customer satisfaction, function, fit and/or
durability. Category (2) characteristics are identified with a diamond symbol surrounding the number
(2) on Casco design drawings or related documentation.

e Category (3) characteristics are those product requirements or process parameters which can affect
the product’s appearance including color, grain, texture, etc. as established by specification. These
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characteristics are visible when the vehicle is completed. Category (3) characteristics are identified
with a diamond symbol surrounding the number (3) on Casco design drawings or related
documentation.

e  Category (4) characteristics are those product requirements or process parameters which can affect
compliance with the requirements of subsequent levels of assembly and would have a negative
impact on meeting those requirements if they are outside prescribed limits. Category (4)
characteristics are identified with a diamond symbol surrounding the number (4) on Casco design
drawings and related documentation.

e  Category (ST) characteristics are those product requirements or process parameters whose
variations have critical impact on the form, fit and/or function of the part or its higher level of
assembly. Compliance to within a Casco defined allowable statistical variation is required by means of
statistical process controls. Category (ST) characteristics are identified with a hexagon symbol
surrounding the letters (ST) on Casco design drawings and related documentation.

&

The process that creates the characteristic shall be capable of controlling the variation of the ST
characteristic to the following requirements:

a. initial process capability:
Cp 22.0
Cok2 1.67

b. ongoing process capability:
Ppk 2 1.5

The capability indices are defined in AIAG Statistical Process Control Reference Manual. It is the
responsibility of the Buyer’s design engineer to specify tolerances of ST characteristics consistent with
the established capability of a given process.
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APPENDIX B
Request for Deviation Form

PART NUMBER DE CRIPTION FRODUCT
QUANTITY EMPIRATION DATE LGl
BELFON FOR REQUEST.

DESCRIPTION OF DEFECT:

SUPPLIER:

CORRECTIVE 4 CTHINC

BEQUE STED BY: DATE:

LCISTRIBUTITION: SN and DATED BY: AP PROVED N5 APROVED: BEMARKE:
Operations: l:l l:l

| et Eng [ [

rod Eng. g |

quatty £ng L Ll

|Logietes: [ 1

Other: [ 1
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SPECIFICATION, GENERAL REQUIREMENTS

1.0 GENERAL

1.1 Purpose. This standard covers the general requirements that must be complied with when
supplying products or services to Casco Products Corporation (the Buyer). The information
contained herein shall be used to accurately interpret information shown or implied on Buver
drawings and related documents.

1.2 Scope.

1.2.1  Application. This specification is for use in supplying specified products or services under
purchase order of the Buyer. This standard is limited in its application to those products or services
which call out this specification number, or which refer to this specification within some other
specification or standard.

Tlus specification establishes the limit of quality acceptable, when complete information is not
given on the Buyer’s requirements document.

Nothing in this specification may be interpreted as waiving of any Buyer document requirement,
Buyer specification or established standards. In the event of contlict, the Buyer’s design documents
take precedent.

1.2.2  Approved Deviations. The Supplier may deviate from this specification to the extent

allowed by the applicable purchase order.

2.0 APPLICABLE DOCUMENTS. Unless otherwise specified, the latest revision of the
referenced documents applies to the extent specitied herein.

1. ASME Y14.5M Dimensioning and Tolerancing

2. ES 1005 Engineering Specification, Restricted and Reportable Substances
3. ES 1007 Engineering Specification, Classification of Characteristics

4. SAE T1344 Marking of Plastic Parts

3.0 REQUIREMENTS
3.1 Identification and Traceability.

3.1.1 Part Identification. When specified on the applicable Buyer drawing, the part shall
be identified with the Suppliers assigned alpha designation and when appropriate, the
cavity or tooling numerical designation. The Buyer shall issue the Supplier’s alpha
designation identification with the purchase order.

3.1.2 Shipment Labels. Unless otherwise specified by purchase order, the following
requirements apply to labeling shipping containers:

1. Use of Labels. The Supplier shall insure that all materials shipped to the
Buyer’s receiving plants are correctly labeled and that the labels are properly
attached to the shipping container.

SPECIFICATION, General Requirements | ES-0999 |Rev. H

Page 2 of 10




3.2

SPECIFICATION, GENERAL REQUIREMENTS

2. Label. The label shall be white in color with bold black printing. The required
label size is 4 inches by 6 inches. All labels shall meet the ATAG specifications for
quality, reflectivity and readability. The label adhesive type shall be pressure
sensitive to insure wrinkle-free adherence to the packaging substrate. Labels shall
be scannable from the exterior of the shipping unit.

3. Bar Code Labeling. The bar code labeling requirements shall be in accordance
with ATAG B-10 Trading Partner Labels Manuals issued on May 9, 1995. Bar
coding requirements shall be defined by the purchase order.

4. Label Locations. The label shall be attached to two adjacent sides of each
individual package/container, except when there is not area on the sides of the
container to apply the label.

5. Label Information. The packaging label is used to identify the contents in the
container being shipped to the plant. It shall include the part number, part
description, supplier name, quantity, engineering drawing revision level, date
manufactured and serial (lot) number.

3.1.3 Traceability. The Supplier shall maintain lot traceability control of all delivered
parts. A unique lot number shall be stated on the part’s packaging label.

1. Injection Molded Plastic Parts.

a. Date Code. When feasibility is permitted by tooling, the Supplier shall use date
code insert, wheel or clock to track production runs. At minimum the month and
year of production must be molded in. Size, location or waiver of date code shall
be approved by Casco’s Product Engineering.

b. Material Designation. When feasibility is permitted by tooling, the Supplier
shall follow SAE J1344 standard to designate the type of material from which the
part is fabricated. Size, location or waiver of material marking shall be approved
by Casco’s Product Engineering.

‘Workmanship.

3.21

Formed, Stamped, Extruded and Drawn Sheet Metal Parts. Unless otherwise

specified in the engineering document, the following requirements apply to all sheet metal

parts:

1. Thickness Variation. Sheet metal thickness shall not vary by more than 10 %
from the raw material thickness.
2. Surface Condition. The sheet metal surfaces shall be free of scratches, draw
marks, wrinkles or other surface imperfections. The surface finish of a cold rolled
sheet steel part after final finish shall be less than 32 RMS finish.
3. Edge Condition. The maximum allowed burr resulting from a cutting operation
shall be limited to 10% of the material thickness. Sharp edges are not permitted.
The direction of the stamping die penetration into the material may impact the
short and long term burr formation from the die punch. The reduction of burrs on
those surfaces identified as critical by Engineering can be accomplished by
correctly deciding this stamping direction.
4. Plating of Metal Parts. Concerns regarding the plating of deep drawn parts
include the following:
a. lack of adequate plating thickness, resulting in potential corrosion
concerns, may occur on inner surfaces of deep drawn parts. This condition
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SPECIFICATION, GENERAL REQUIREMENTS

may be improved by moditfying the time in bath or the electrical current
values.
b. Roughness of plated inner surfaces may be impacted by the plating
process. This roughness may be the result of the following:

- interruption of electrical power to the nickel process

- contamination of the bath.
c. plating adhesion to parts with sharp edges. As previously stated, sharp
edges should be avoided.

Injection Molded Plastic Parts. Unless otherwise specified in the engineering

document, the following requirements apply to all injected molded plastic parts:

1. Surface Condition. The plastic part shall be free of flash, sinks, knit lines and
other surface imperfections.
2. Mold mismatch. The maximum allowable mold mismatch shall be .002 inches.
3. Gate Location. The gate location shall be reviewed and approved by the Buyer.
Material at the gate location shall be at or below the surrounding surface.
4. Appearance Approval. The supplier is required to submit samples for each
cavity of a plastic part defined as an “appearance” part with an appearance
approval report. The number of samples and the form of the report will be defined
by the PPAP Coordinator. There shall be two submissions:
a. Pre-textured approval. Samples and a report shall be submitted for
appearance approval prior to final texturing. The intent of this mspection 1s
to detect sinks. knit lines and other surface imperfections. At this time,
color shall be evaluated by comparing the part with the color master while
viewing the part under the prescribed lighting conditions.
b. Final Appearance Approval. Samples and a report shall be submitted
after the part is textured and inspected to the texture master.
5. Color. The addition of color concentrates to a natural resin produces parts is
intended to meet color requirements. To eliminate the subjectivity from color
verification, suppliers should use qualified personnel. The stability of the part color
may be impacted by additives in the base resin. Cuprous iodide, a resin additive
used to achieve heat stabilization, should be avoided for parts that are light colors.
6. Critical Characteristics. The mold design of those components that have
critical characteristics should be sensitive to the following:
a. Knock-out Pins. The location of knock out pins may adversely impact
critical characteristics due to potential deformation of the part in the
vicinity of these pins.
b. Gate Location. The location of the gate may impact the fabrication of
the part by producing parts that contain “short shots™, that is, the failure to
completely fill the mold with resin in selective important areas that are the
last to be filled. The gate location will also determine where “knit lines”
are formed. Knit lines should be avoided in locations that are subject to
high tensile stresses.
¢. Mold Venting. The maintenance of properly designed mold vents will
decrease the potential of surface blemishes on appearance surfaces.
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3.3

SPECIFICATION, GENERAL REQUIREMENTS

d. Plastic Burrs. Plastic burrs on critical surfaces, especially those
surfaces that may impact tactile issues, require careful attention to the
design of the mold, including the following considerations:

e position and fit of side actions in proximity to critical surfaces

e tool maintenance.
e. Mold Parting Line Mismatch. The function of many plastic
components may be negatively impacted by parting line mold mismatch. A
parting line located on critical surfaces as specified below is discouraged
and will only be permitted with written agreement of Casco’s Product
Engineering Department:

e Mounting ring’s inner diameter

3.2.3 Pad Printed Parts. Unless otherwise specified, the following requirements apply
to pad printed parts:
1. Surface Condition. The pad printed symbols shall be free of defects, including
but not limited to luster, stains, flaws, exposed substrate and non uniformity.
2. Adhesion. The pad printed symbols shall adhere to the substrate when exposed
to the following adhesion test. A grid pattern of 2 mm x 2 mm shall be cut into the
ink symbols using a sharp cutting tool. A cellophane tape shall be adhered to and
then quickly peeled from the surface without removing the ink layer.

3.2.4 Workmanship Verification. Unless otherwise specified, workmanship shall be
verified by visual examination, under normal office lighting, with unaided normal vision
and at approximately “arms length” distance or, when applicable, by dimensional
specification.

3.2.5 Buzz, Squeak and Rattle. The Supplier shall demonstrate that parts do not rattle,
squeak or make any undesirable noise. Final acceptance is subject to customer evaluation

at vehicle level.

Corrosion Resistance. Unless otherwise specified, there shall be no visible corrosion, nor

degradation of end use function of part when subjected to a 5% salt fog for eight (8) hours in
accordance with ASTM B117.

34

Drawing Interpretation.

3.4.1 Dimensions and Tolerancing. The practices for stating and interpreting
dimensioning, tolerancing and related requirements for use on engineering drawings and
related documents shall be in accordance with ASME Y 14.5M-1994.

3.4.2 Applicability of Dimensions. Unless otherwise specitied, all dimensions and
tolerances apply after final finish.

3.4.3 C(lassification of Characteristics. Classification of key drawing characteristics
shall be in accordance with Buyer’s Engineering Specification ES-1007.
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SPECIFICATION, GENERAL REQUIREMENTS

Name

Alummum

Alternating Current

Automotive Industry Action Groups

American Society of Mechanical Engineers

Approximate (ly)
Assembly
Auxihary

Brimell Hardness Number

Chamfer
Clockwise

Cold Rolled Steel
Counterbore
Counter-clockwise
Countersink

Cubic

Degree (Angular or Temperature)
Degree (used with numerical values)
Diameter

Dimension

Direct Current

Eccentric

Foot
Foot Pounds

Gage (Gauge)
Gallon (s)
Galvamze

Ground (electrical)

Hexagon, Hexagonal
Horsepower

Inch(es)
Inch Pounds
International Standards Organization

Left Hand
Length (long)

3.44 Abbreviations. The Seller is required to comply with all informmation given on the
face of the drawimg. In order to assist the seller to interpret drawing abbreviations. the
following mformation is presented.

Abbreviation
AL

AC

AIAG

ASME
APPROX
ASSY

AUX

BHN

CHAM
CwW
CRS
CBORE
ccw
CSK
cu

DEG
DIA

DIM
DC

ECC

FT
FT-LB

GA
GAL
GALV
GRD

HEX
HP

IN
IN-LB
ISO

LH
LG
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SPECIFICATION, GENERAL REQUIREMENTS

Material
Maximum
Millimeter
Minimum
Minute
Mounting

National Taper Pipe Thread
Nominal
Number (s)

Opposite
Ounce
Outside Diameter

Package

Parts List
Pitch Circle
Pitch Diameter
Pound

Quantity
Quart

Radius

Retference

Revision

Revolutions per minute
Right Hand

Rockwell Hardness (C Scale)
Rockwell Hardness (B Scale)
Root Mean Square

Section

Sheet

Society of Automotive Engineers
Square

Standard

Temper

Temperature
Thickness

Thread (s) (ing)
Through

Tolerance

Total Indicated Runout
Typical

MATL
MAX
MM
MIN
MIN
MTG

NPT
NOM
NO

OPP
oz
oD

PKG
P/L
pPC
PD
LB

QTY
QT

R or RAD
REFor ( )
REV
RPM

RH

Rec

Rb

RMS

SECT
SH
SAE
SQ
STD

TEM
TEMP
THK
THD
THRU
TOL
TIR
TYP
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SPECIFICATION, GENERAL REQUIREMENTS

Unified National Course Thread UNC
Unified National Find Thread UNF
Unless Otherwise Specified Uos
Vertical VERT
Volume VOL
Weight WT

Packaging.

3.5.1 Packaging Responsibility. All dunnage and containers shall be recyclable. The
determination and selection of the type of recyclable dunnage, containers and/or supplier-
owned returnable package design is the Supplier’s responsibility. The Supplier shall ensure
that the parts and all packaged shipments are received in acceptable (damage free)
condition and are efficiently and economically packaged for the method of transportation
and type of handling planned for the final destination and its intended point of use. All
packaging shall conform to all government and transportation rules and regulations. The
Supplier’s proposed packaging design shall be submitted to the Buyer for review and
approval.

3.5.2 Packaging Requirements.

1. All features /surfaces considered critical to the quality or operation of the part
shall be protected during shipment from damage and/or moisture. road dust or
other debris.

2. Unless otherwise specified, the maximum weight of the package shall be 30
pounds.

3. Corrugated material used in shipping containers shall have adequate strength to
withstand the test of usage. i.e., the parts and container shall arrive in a satisfactory
condition at the usage point. A minimum of 275 pound burst test or 44 pound edge
crush (ECT) is required. The strength of the expendable contamer shall be noted in
the “Box Makers” certification stamp located on the container’s bottom flap.

4. The shipping container shall not have any imprinted alpha nor numeric
characters other than those found in the container’s burst certification stamp and. if
applicable, the Casco part number for the container. All supplier information shall
be restricted to the shipping label.

3.5.3 Palletized Load Requirements.

1. All pallets shall be made of wood and shall be double face non-reversible wood
construction and be of flush stringer design.
2. Pallets shall not be smaller in length and width than the load. Cartons/containers
shall not overhang the pallet. The following pallet footprints are acceptable:

a. 40 inches wide by 48 inches long

b. 1 meter wide by 1 meter long
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3.6

3.7

SPECIFICATION, GENERAL REQUIREMENTS

The width of the trailer (or sea container) shall be fully utilized to keep loads stable
to maximize transportation, and to reduce the chance of containers tipping over.
The use of other pallet sizes in sea-containers requires receiving plant’s approval.
3. The maximum shipping load heights (overall including pallet) shall be as
follows:

a. 25 inches for four carton high loads

b. 33 inches for three carton high loads

¢. 50 inches for two carton high loads
4. All pallets shall be four way entries. Deviations shall be approved by the
receiving plant.
5. The maximum weight of the shipping load shall be 2,000 pounds.
6. Securement-Container to Pallet. All expendable containers shipped on a pallet
shall be adequately secured to the pallet. Plastic strapping and plastic wrap have
been the acceptable method of securing cartons to a pallet. The use of translucent
green polyester strapping, a minimum of two bands lengthwise and two bands
widthwise, is recommended. The non-metallic strapping shall be joined with a
friction seal. Three layers of stretch film (plastic wrap) made from linear low-
density polyethylene (LLDPE) and clear in color to maximize recycling potential
shall be used.
7. Mixed Loads. Mixing of part numbers on a pallet 1s discouraged. However,
when unavoidable due to handling/shipping expenses, unit loads shall have a
special “Mixed Load” label attached to two adjacent sides of the load. All
containers of a mixed load shall be uniform in size to maintain load stability.
8. Initial Shipment of Product. A special “Initial Shipment” label shall be attached
to two adjacent sides of the load for the initial shipment of product to the Buyer’s
receiving plant.
9. For international shipment. all containers shall be properly palletized. No loose
cartons are allowed. Each palletized load shall consist of level layers to allow for
stacking and proper utilization of transportation. As a minimum, a carton shall be
placed in each corner of the pallet.

International Shipment Packaging.

1. Wood packaging material (including dunnage), made of coniferous and non-
coniferous raw wood, in use in international trade, shall comply, when
applicable, with the requirements of the International Standards For
Phytosanitary Measures, Publication No. 15 "Guidelines For Regulating Wood
Packaging Material In International Trade". It is the responsibility of the
exporter to comply with this standard when adapted by regulation by the
importing country.

Contamination. The as-delivered parts from the Supplier shall be free of corrosion,
particulate and/or liquid contamination. Mold release shall not be used on molded plastic parts.

Restricted and Reportable Substances.

3.71

IMDS Reporting. The Supplier shall input the International Material Data System

(IMDS) electronic database found on the IMDS web site at www.mdsystem.com with the
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SPECIFICATION, GENERAL REQUIREMENTS

root substances of all materials used in the fabrication of the part. The Supplier shall
submit the electronic material data sheets to the Buyer. The Buyer shall be the only
recipient of the published material data sheets.

3.7.1 PPAP Restricted Materials Reporting. The Supplier shall submit with the PPAP
for the part the appropriate OEM customer report(s) in accordance with the Buyer’s
Engineering Specification ES-1005.

3.8 Tooling Design. The Supplier shall submit to the Buyer for review and approval the design
documents of Buyer paid tooling prior to the fabrication of the tooling. Buyer approval of
the tooling design documents does not relieve the Supplier of his responsibility to design
and fabricate tooling that produces parts compliant to their design requirements.

3.8.1 Plastic Parts Part Marking. When specified on the part drawing, plastic parts,
formed by injection molding, shall be marked with the mold and cavity number per the
following requirements:

1. All new injection molding tools and those molds that have been transferred to another
supplier shall produce plastic parts with a unmique mold and cavity identification that are
created by features on the knock-out pins.

2. The mold identification shall be a maximum of two upper case alpha characters,
excluding the use of the letters “O”, “T”, “Q”, "S", "X" and “Z” to be located on one
dedicated knock out pin.

3. The cavity identification shall be a maximum of two numerical characters located on one
dedicated knock out pin.

4. The responsible purchasing agent shall designate and issue the umque mold alpha
designation. Purchasing shall maintain a register of all assigned mold designations and the
location of the mold. The register shall be a controlled document.

5. The intent is to configure the size of the characters to be readable without magnification.
When necessary, the character size may be reduced where a 10X magnification may be
required to read the character.

4.0 VERIFICATION

4.1 PPAP Submission. Evidence of compliance to the requirements of this specification shall
be contained within the Supplier’s PPAP submission for the part.

5.0 GENERAL INFORMATION
None
6.0 ENGINEERING APPROVED SOURCE LIST

None.
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updated the Required level of Quality System to reflect IATF 16959
Removed the statemenet requiring IATF registration for 2nd tier.
Basic Requirements on the Environmental Compatibility of Products section removed

Removed verbiage concerning Shall at a minimum have I1SO 9001:2015 and provide a
plan to acheive conforminty to IATF 16949 in 6 months.

Removed reference to SEM (supplier Evaluation Mode)

Removed APQP steps. Supplier referred to AIAG current edition of APQP manual.
Removed paragraph oulining Casco QRQC Program

Removed PPAP Guidlines Appendix C

Removed annual revalidation. This is done on a per supplier basis.

Continual Improvement section redefined to reflect current practice.

Removed section referencing Supplier Performance Reporting through Casco VIN
Appendix A removed

Revision History page added.



