
Part Submission Warrant

Jablonec nad Nisou

Part Name:

Shown on Drawing No.

Engineering Change Level: 

Additional Engineering Changes:

Cust. Part Number:

Org. Part Number:

Dated:

Safety and/or Government Regulation: Yes No Purchase Order No. Weight (kg):

Checking Aid No: Checking Aid Engineering Change Level Dated:

ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION

Organization Name & Supplier/Vendor Code

Street Address

City Region Postal Code Country Application

Buyer/Buyer Code

Customer Name/Division

MATERIALS REPORTING

Has customer-required Substances of Concern information been reported?

Submitted by IMDS or other customer format:

Yes No n/a

Are polymeric parts identified with appropriate ISO marking codes? n/aNoYes

REASON FOR SUBMISSION (Check at  least one)

Initial Submission

Engineering Change(s)

Tooling: Transfer, Replacement, Refurbishment, or additional

Correction of Discrepancy

Tooling Inactive > Than 1 year

Change to optional Construction or Material

Supplier or Material Source Change

Change in part Processing

Parts Produced at Additional Location

Other -please specify below

Level 1 - Warrant only (and for Designated appearance items, an Appearance Approval Report) submitted to customer.

Level 2 - Warrant with product samples and limited supporting data submitted to customer

Level 3 - Warrant with product samples and complete supporting data submitted to customer.

Level 4 - Warrant and other requirements as defined by customer.

Level 5 - Warrant with product samples and complete supporting data reviewed at organization´s manufacturing location

SUBMISSION RESULTS

The Result for dimensional measurements material and functional tests appearance criteria statistical process package

These results meet all design record requirements: Yes No (If "No" - Explanation Required)

Mold/Cavity/Production Process

DECLARATION

I affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all Production Part

EXPLANATION/COMMENTS:

Is each Customer Tool properly tagged and numbered? n/aNoYes

Organization Authorized Signature Date

Print Name Phone No. FAX No.

Title E-mail:

FOR CUSTOMER USE ONLY (IF APPLICABLE)

PPAP Warrant Disposition:

REQUESTED SUBMISSION LEVEL (Check one)

Approved Rejected Other

Customer Signature: Date:

Print Name: Customer Tracking Number (optional):

RET WIR CONN EU5T-14E042-AA

228333001

Dated:

0,002

A.Raymond Jablonec s.r.o.

Čs.Armády 27/4609

466 05

Nursan Elektrik Donanım San. ve Tic. A.Ş.

NADİYE BARUTÇU

705436287

Cavities no : 49A - 64A and 49B - 64B

32

Martina.Ondrejkova@araymond.com

+420 483 358 109

I also certify that documented evidence of such compliance is on file and available for review. I have noted any deviations from this declaration below.

EU5T-14E042-AA

AELE-E-12982958-141 16.05.2016

24000Approval Process Manual 4th Edition Requirements. I further affirm that these samples were produced at the production rate of

Quality engineer

04.09.2020

Ondrejkova, Martina

/  8 hours.

IMDS ID   -

Czech republic

49-504-2616

400009345 /

A. Raymond considers the FMEA  proprietary and our policy is not distribute it but make it available for review in our plant.

PSW no. : 033392
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Appendix C - Production Part Approval,  Dimensional Results

 NOT 
OK

OK
ORGANIZATION MEASUREMENT RESULT 

(DATA)
QTY. 

TESTED
TEST DATE

INS. 
FACIL.

SPECIFICATION / LIMITS
DIMENSION / 

SPECIFICATION
ITEM

RET WIR CONN

E08737300

ENGINEERING CHANGE DOCUMENTS:

DESIGN RECORD CHANGE LEVEL:

PART NAME:

PART NUMBER:

AELE-E-12982958-141

ORGANIZATION:

SUPPLIER/VENDOR CODE: 49-504-2616
A.Raymond Jablonec s.r.o.

INSPECTION FACILITY:

ARAYMOND PART NO.: 228333001

3D - 3D Measuring Machine

C - Calliper

DI - Dial Indicator PP - Profile Projector

M - Micrometer

GP - Gauge Plug OP - Optical Projector

TM - Tensile Machine

HA - Halogen moisture analyzer

OS - 3D Optical ScannerTW - Torque Wrench

Production Part Approval
Dimensional Test Results

0,90; 0,92; 0,91; 0,91; 0,91; 0,89; 0,92; 
0,88; 0,90; 0,90; 0,95; 0,91; 0,90; 0,91; 
0,89; 0,92; 0,88; 0,89; 0,92; 0,92; 0,90; 
0,89; 0,91; 0,89; 0,89; 0,90; 0,92; 0,87; 

0,90; 0,88; 0,91; 0,90

3225.10.2016C

0,90 ±0,10 mm

length

01

10,11; 10,12; 10,13; 10,11; 10,12; 10,12; 
10,12; 10,12; 10,12; 10,12; 10,12; 10,12; 
10,12; 10,12; 10,12; 10,11; 10,13; 10,11; 
10,12; 10,12; 10,12; 10,12; 10,11; 10,12; 
10,12; 10,11; 10,13; 10,12; 10,12; 10,12; 

10,12; 10,13

3225.10.2016C

10,20 ±0,50 mm

length

02

5,80; 5,79; 5,80; 5,79; 5,80; 5,78; 5,80; 
5,80; 5,81; 5,81; 5,81; 5,79; 5,83; 5,81; 
5,79; 5,82; 5,80; 5,80; 5,81; 5,78; 5,81; 
5,79; 5,80; 5,80; 5,79; 5,82; 5,80; 5,78; 

5,80; 5,79; 5,81; 5,81

3225.10.2016C

5,80 ±0,50 mm

length

03

11,85; 12,00; 11,91; 11,95; 11,80; 11,84; 
11,76; 11,96; 11,78; 11,86; 11,99; 11,80; 
11,94; 11,76; 11,92; 11,84; 11,79; 11,92; 
11,84; 11,88; 11,77; 11,89; 11,76; 11,92; 
11,96; 11,83; 11,96; 11,82; 11,90; 11,97; 

11,85; 11,83

3225.10.2016OP

12,00 ±0,50 mm

length

04

7,36; 7,33; 7,33; 7,27; 7,32; 7,34; 7,29; 
7,35; 7,28; 7,29; 7,28; 7,33; 7,38; 7,36; 
7,30; 7,36; 7,35; 7,25; 7,26; 7,37; 7,28; 
7,38; 7,37; 7,29; 7,25; 7,35; 7,38; 7,31; 

7,35; 7,29; 7,35; 7,32

3225.10.2016OP

7,20 ±0,20 mm

length

05
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Blanket statements of conformance are unacceptable for any test results.

March 
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CFG-1003
TITLE DATESIGNATURE

Černý Michal 24.7.2017

026037



Appendix D+E - Production Part Approval, Material and Performance
Test Results

 NOT 
OK

OK
ORGANIZATION MEASUREMENT RESULT 

(DATA)
QTY. 

TESTED
TEST DATE

INS. 
FACIL.

SPECIFICATION / LIMITS
DIMENSION / 

SPECIFICATION
ITEM

AELE-E-12982958-141

RET WIR CONN

E08737300

ENGINEERING CHANGE DOCUMENTS:

DESIGN RECORD CHANGE LEVEL:

PART NAME:

PART NUMBER:ORGANIZATION:

SUPPLIER/VENDOR CODE: 49-504-2616
A.Raymond Jablonec s.r.o.

INSPECTION FACILITY:

ARAYMOND PART NO.: 228333001

3D - 3D Measuring Machine

C - Calliper

DI - Dial Indicator PP - Profile Projector

M - Micrometer

GP - Gauge Plug OP - Optical Projector

TM - Tensile Machine

HA - Halogen moisture analyzer

TW - Torque Wrench OS - 3D Optical Scanner

Production Part Approval Material 
and Performance Test Results

OK
3225.10.2016

hole 6,5±0,4 x 12,5±0,4 
mm / thickness 0,6 - 1,25 
mm thick panel min. Ø 28 

mm flat mating surface

fastening
06

OK3225.10.2016blackcolour Item 107

OK3225.10.2016blackcolour Item 208

Zytel MT4093225.10.2016
PA66 per WSK-M4D706-

A
material Item 109

RTP 6091-55A3225.10.2016
TPE-V 55 Shore A per 

SAE J2558
material Item 210

Page 1 of 1

Blanket statements of conformance are unacceptable for any test results.

March 
2006

CFG-1003
TITLE DATESIGNATURE

Černý Michal 24.7.2017

026037
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Initial Process Study - SPC

400009345

Hmotnost / WeightChar. name:

41Char. code:

4Sample size:

Gauge:Mould number:

Part name:

Part number:

Card size:

Sample freq.:

LSL:Nom.:

228333001

Connector wtih seal / Konektor

25

0

g1,8031,840 USL: 1,877

Variable characteristic - weight

Sartorius LP 1200 (0 - 1200 g)

Strana 1 z 1 PALSTAT.cz SoftwareSPC : SPC/SPCCARDS/03/CZ

3,99

3,97 R:

X': 1,8398

0,0160

S: 0,0031

Under LSL:

Over USL: 0

0 Expected error %

PE: 0

0

Pp

Ppk Cpk 3,97

3,99Cp

Calculation method: DIN 21747

M1 (L1;D4) M1 (L1;D2)



A.RAYMOND JABLONEC s.r.o. MSA (GRR method)
Part Number Gage Name Appraiser A

222851001 Váha - scale Trpišovský Lukáš

Part Name Gage Number Appraiser B

Cursor front right F 048 Janoušek Milan

Characteristic DT JR HT Tolerance Gage Type Appraiser C

37,279 38,04 38,801 1,522 Sartorius LA620 S Ondrejková Martina

Classification Units Result Parts Appraisers Date

weight g Measurement system passed 10 3 07.01.2020

APPRAISER
TRIAL 1 2 3 4 5 6 7 8 9 10

PART
AVERAGE

A 1 38,399 38,289 38,499 38,336 38,369 38,531 38,452 38,349 38,349 38,434 38,4007

2 38,399 38,289 38,499 38,336 38,369 38,531 38,452 38,349 38,35 38,434 38,4008

3 38,398 38,289 38,45 38,336 38,369 38,532 38,453 38,438 38,35 38,434 38,4049

AVE 38,3987 38,289 38,4827 38,336 38,369 38,5313 38,4523 38,3787 38,3497 38,434 Xa = 38,4021

R 0,001 0 0,049 0 0 0,001 0,001 0,089 0,001 0 Ra = 0,0142

PART AVERAGE 38,3988 38,2912 38,4881 38,3358 38,3691 38,5313 38,4614 38,3586 38,3501 38,4352
X'' = 38,402Rp = 

0,2401

B 1 38,399 38,299 38,45 38,335 38,369 38,532 38,451 38,348 38,35 38,436 38,3969

2 38,398 38,289 38,499 38,335 38,369 38,531 38,451 38,349 38,35 38,436 38,4007

3 38,398 38,289 38,499 38,336 38,369 38,531 38,451 38,348 38,35 38,436 38,4007

AVE 38,3983 38,2923 38,4827 38,3353 38,369 38,5313 38,451 38,3483 38,35 38,436 Xb = 38,3994

R 0,001 0,01 0,049 0,001 0 0,001 0 0,001 0 0 Rb = 0,0063

PART AVERAGE 38,3988 38,2912 38,4881 38,3358 38,3691 38,5313 38,4614 38,3586 38,3501 38,4352
X'' = 38,402Rp = 

0,2401

C 1 38,399 38,299 38,499 38,336 38,369 38,531 38,451 38,349 38,351 38,435 38,4019

2 38,4 38,289 38,499 38,336 38,369 38,532 38,451 38,349 38,351 38,436 38,4012

3 38,399 38,289 38,499 38,336 38,37 38,531 38,541 38,348 38,35 38,436 38,4099

AVE 38,3993 38,2923 38,499 38,336 38,3693 38,5313 38,481 38,3487 38,3507 38,4357 Xc = 38,4043

R 0,001 0,01 0 0 0,001 0,001 0,09 0,001 0,001 0,001 Rc = 0,0106

PART AVERAGE 38,3988 38,2912 38,4881 38,3358 38,3691 38,5313 38,4614 38,3586 38,3501 38,4352
X'' = 38,402Rp = 

0,2401

( [Ra = 0,0142] + [Rb = 0,0063] + [Rc = 0,0106] ) / [Count Appraiser = 3] = R" = 0,01037

0,005]  =  Xdiff  =38,28
9

38,541[Max X = ] - [ Min X=

]  x  [  D4  =*  [  R" = ]  =  UCLr   =0,010 2,574 0

Notes: Notes: This analysis could be use as a representative for the similar group of parts yes

Repeatabillty - Equipment Variation (EV)

Trials K1

2 0,8862

3 0,5908

(AV)Reproducibillty - Appraiser Variation

%EV TV

%AV TV

Repeatabillity & Reproducibility (GRR)
%GRR TV

Parts K3
2 0,7071

3 0,5231

4 0,4467

5 0,4030

6 0,3742

7 0,3534

8 0,3375

9 0,3249

10 0,3146
Tolerance

Appraisers 2 3

K2 0,7071 0,5231

Part Variation

(TV)

n = díly          r = měření

TV%PV
(PV)

=

3,04 %

99,63 %

8,63 %

100 [0,076/0,076]

8,08 %

=

=

=

=

= 

1.41 [0,076/0,007]

ndc

0,006

0,002

1.41[PV/GRR]

=

100 [0,006/0,076]

16,275 ~ 16

100 [0,007/0,076]

=

0,076

=

100 [0,002/0,076]

= 

= 

=

=

=

=

=

= 0,076

0,007

=

=

=
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Report by method ARM average range method by MSA IV. edition.



A.RAYMOND JABLONEC s.r.o. MSA (GRR method)
Part Number Gage Name Appraiser A

175182000 Posuvka digi. Trpišovský Lukáš

Part Name Gage Number Appraiser B

Tape on clip A 097 Janoušek Milan

Characteristic DT JR HT Tolerance Gage Type Appraiser C

20,7 21 21,3 +/- 0,3000 Ondrejková Martina

Classification Units Result Parts Appraisers Date

length mm Measurement system passed 10 3 06.01.2020

APPRAISER
TRIAL 1 2 3 4 5 6 7 8 9 10

PART
AVERAGE

A 1 21 20,97 21,02 20,96 20,92 20,9 21,01 20,94 20,89 21 20,961

2 21 20,97 21,01 20,96 20,92 20,9 21,01 20,95 20,88 21 20,96

3 21,01 20,97 21,02 20,97 20,91 20,91 21 20,95 20,89 21,01 20,964

AVE 21,0033 20,97 21,0167 20,9633 20,9167 20,9033 21,0067 20,9467 20,8867 21,0033 Xa = 20,9617

R 0,01 0 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 Ra = 0,009

PART AVERAGE 21,0067 20,9722 21,0178 20,9622 20,9189 20,9022 21,0067 20,9478 20,8867 21,0067
X'' = 20,9628Rp = 

0,1311

B 1 21,01 20,98 21,02 20,96 20,92 20,9 21,01 20,94 20,89 21,01 20,964

2 21,01 20,97 21,02 20,96 20,92 20,9 21,01 20,95 20,89 21,01 20,964

3 21 20,98 21,01 20,96 20,92 20,9 21 20,95 20,88 21 20,96

AVE 21,0067 20,9767 21,0167 20,96 20,92 20,9 21,0067 20,9467 20,8867 21,0067 Xb = 20,9627

R 0,01 0,01 0,01 0 0 0 0,01 0,01 0,01 0,01 Rb = 0,007

PART AVERAGE 21,0067 20,9722 21,0178 20,9622 20,9189 20,9022 21,0067 20,9478 20,8867 21,0067
X'' = 20,9628Rp = 

0,1311

C 1 21,01 20,97 21,02 20,96 20,92 20,91 21,01 20,95 20,89 21,01 20,965

2 21,01 20,97 21,02 20,96 20,92 20,9 21,01 20,95 20,89 21,01 20,964

3 21,01 20,97 21,02 20,97 20,92 20,9 21 20,95 20,88 21,01 20,963

AVE 21,01 20,97 21,02 20,9633 20,92 20,9033 21,0067 20,95 20,8867 21,01 Xc = 20,964

R 0 0 0 0,01 0 0,01 0,01 0 0,01 0 Rc = 0,004

PART AVERAGE 21,0067 20,9722 21,0178 20,9622 20,9189 20,9022 21,0067 20,9478 20,8867 21,0067
X'' = 20,9628Rp = 

0,1311

( [Ra = 0,009] + [Rb = 0,007] + [Rc = 0,004] ) / [Count Appraiser = 3] = R" = 0,00667

0,002]  =  Xdiff  =20,8821,020[Max X = ] - [ Min X=

]  x  [  D4  =*  [  R" = ]  =  UCLr   =0,007 2,574 0

Notes: Notes: This analysis could be use as a representative for the similar group of parts yes

Repeatabillty - Equipment Variation (EV)

Trials K1

2 0,8862

3 0,5908

(AV)Reproducibillty - Appraiser Variation

%EV TV

%AV TV

Repeatabillity & Reproducibility (GRR)
%GRR TV

Parts K3
2 0,7071

3 0,5231

4 0,4467

5 0,4030

6 0,3742

7 0,3534

8 0,3375

9 0,3249

10 0,3146
Tolerance

Appraisers 2 3

K2 0,7071 0,5231

Part Variation

(TV)

n = díly          r = měření

TV%PV
(PV)

=

2,38 %

99,52 %

9,80 %

100 [0,041/0,041]

9,50 %

=

=

=

=

= 

1.41 [0,041/0,004]

ndc

0,004

0,001

1.41[PV/GRR]

=

100 [0,004/0,041]

14,324 ~ 14

100 [0,004/0,041]

=

0,041

=

100 [0,001/0,041]

= 

= 

=

=

=

=

=

= 0,041

0,004

=

=

=

Page 1 of 1 PALSTAT.cz SoftwareQiNibuHAAnoBAIkAMSA

Report by method ARM average range method by MSA IV. edition.



A.RAYMOND JABLONEC s.r.o. MSA (GRR method)
Part Number Gage Name Appraiser A

248127000 Optical profilprojector Ondrejková Martina

Part Name Gage Number Appraiser B

tape on clip for dia.6,5 I 002 Trpišovský Lukáš

Characteristic DT JR HT Tolerance Gage Type Appraiser C

7,5 8 8,5 +/- 0,5 Merlin Janoušek Milan

Classification Units Result Parts Appraisers Date

lenght mm Measurement system passed 10 3 07.01.2020

APPRAISER
TRIAL 1 2 3 4 5 6 7 8 9 10

PART
AVERAGE

A 1 8,19 8,36 8,11 7,99 8,27 8,29 8,42 8,22 7,98 7,85 8,168

2 8,2 8,36 8,12 7,98 8,28 8,29 8,42 8,23 7,97 7,86 8,171

3 8,2 8,35 8,12 7,99 8,28 8,28 8,43 8,23 7,97 7,86 8,171

AVE 8,1967 8,3567 8,1167 7,9867 8,2767 8,2867 8,4233 8,2267 7,9733 7,8567 Xa = 8,17

R 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 0,01 Ra = 0,01

PART AVERAGE 8,1978 8,3556 8,1167 7,9878 8,2778 8,2867 8,4222 8,2278 7,9733 7,8567
X'' = 8,1702Rp = 

0,5656

B 1 8,19 8,35 8,12 7,99 8,27 8,29 8,42 8,23 7,97 7,86 8,169

2 8,2 8,35 8,11 7,99 8,28 8,29 8,42 8,23 7,97 7,86 8,17

3 8,2 8,36 8,12 7,99 8,28 8,28 8,43 8,22 7,98 7,86 8,172

AVE 8,1967 8,3533 8,1167 7,99 8,2767 8,2867 8,4233 8,2267 7,9733 7,86 Xb = 8,1703

R 0,01 0,01 0,01 0 0,01 0,01 0,01 0,01 0,01 0 Rb = 0,008

PART AVERAGE 8,1978 8,3556 8,1167 7,9878 8,2778 8,2867 8,4222 8,2278 7,9733 7,8567
X'' = 8,1702Rp = 

0,5656

C 1 8,2 8,36 8,11 7,98 8,28 8,29 8,42 8,23 7,97 7,85 8,169

2 8,2 8,35 8,12 7,99 8,28 8,29 8,42 8,23 7,97 7,85 8,17

3 8,2 8,36 8,12 7,99 8,28 8,28 8,42 8,23 7,98 7,86 8,172

AVE 8,2 8,3567 8,1167 7,9867 8,28 8,2867 8,42 8,23 7,9733 7,8533 Xc = 8,1703

R 0 0,01 0,01 0,01 0 0,01 0 0 0,01 0,01 Rc = 0,006

PART AVERAGE 8,1978 8,3556 8,1167 7,9878 8,2778 8,2867 8,4222 8,2278 7,9733 7,8567
X'' = 8,1702Rp = 

0,5656

( [Ra = 0,01] + [Rb = 0,008] + [Rc = 0,006] ) / [Count Appraiser = 3] = R" = 0,008

0,000]  =  Xdiff  =7,858,430[Max X = ] - [ Min X=

]  x  [  D4  =*  [  R" = ]  =  UCLr   =0,008 2,574 0

Notes: Notes: This analysis could be use as a representative for the similar group of parts yes

Repeatabillty - Equipment Variation (EV)

Trials K1

2 0,8862

3 0,5908

(AV)Reproducibillty - Appraiser Variation

%EV TV

%AV TV

Repeatabillity & Reproducibility (GRR)
%GRR TV

Parts K3
2 0,7071

3 0,5231

4 0,4467

5 0,4030

6 0,3742

7 0,3534

8 0,3375

9 0,3249

10 0,3146
Tolerance

Appraisers 2 3

K2 0,7071 0,5231

Part Variation

(TV)

n = díly          r = měření

TV%PV
(PV)

=

0,00 %

99,96 %

2,66 %

100 [0,178/0,178]

2,66 %

=

=

=

=

= 

1.41 [0,178/0,005]

ndc

0,005

0,000

1.41[PV/GRR]

=

100 [0,005/0,178]

53,079 ~ 53

100 [0,005/0,178]

=

0,178

=

100 [0/0,178]

= 

= 

=

=

=

=

=

= 0,178

0,005

=

=

=

Page 1 of 1 PALSTAT.cz SoftwareQiNibuHAAnoBAIkAMSA

Report by method ARM average range method by MSA IV. edition.



General conditions of parts useage  1 

 

         The figure 1 Water conditioned parts 

 

 

The figure 2 Parts with film hinges 

 

 

GENERAL CONDITIONS OF PARTS USAGE 
 

 

This document provides basic information for correct useage of parts manufactured by the company 

To achieve required mechanical properties, some parts are water conditioned. Before using the parts, 
it is necessary to store these parts in closed bags, see figure 1. We recommend resealing the bags after 
8 hours (maximum) of open condition to maintain its mechanical properties. 

 

 

 

 

 

 

 

 

 

 

 

Parts with film hinges 
Thin surfaces (see figure 2) of film hinges can become fragile during cold weather months, such as on 
winter season. Consequently, parts’ breaking on this area maybe observed therefore we recommend 
before using them to heat them (20-25°C / 48 h). 
 
For parts manufactured with polypropylene (PP) material a whitening of the material on the area when 
flex or bend may appear.  This whitening condition is not a defect nor does it affect the fit and function. 
 

 

 

 

 

 

 

 

 

 



General conditions of parts useage  2 

 

 

 

 

 

 

Small visual defects 
Parts which have prescribed tread pattern and appearance can appear small visual defects (like 
burr/flash, ejector mark, parting line, burn, spots, short shot/not completely moulded, sink marks, see 
figure 3 to 9), these types of defects do not have negative impact for proper part usage. 

 

 

  

       The figure 3 Burr/flash                         The figure 4 Ejector marks and burrs              The figure 5 Parting line 

        The figure 6 Burn                       The figure 7 Spots         The figure 8 Short shot/not completely moulded 

      The figure 9 sink marks 



General conditions of parts useage  3 

 
The figure 11 Sprues in packaging 

 

 

Assembled swivel clips 
During the transport of the part can happen that clip will turn, (regarding the drawing), this is given by 
property of the part which is revolving according to its axis, see picture 10. Also, the straps can lightly 
bend because of transport and they will not be straight  even this is not the defect and it does not 
influence the function of the product, see figure 10. 
 

 

 

 

 

 

 

 

 

 

 

 

Sprues in packaging 
Despite maximum trying to separate sprues system from completed parts can happen appearing of 
sprues in the final packaging, see figure 11. 

 

 

 

 

 

 

 

 

 

Color of parts 
For parts that have not been defined with shade of color by RAL or others agreed standards, are parts 
delivered in general range according to the color defined in the drawing (natural color, black, etc.), see 
figure 12. In case that the customer uses a camera for part presence inspection, the customer must 
notify the manufacturer prior to implementing vision camera system. 

 

              The figure 10 swivel clips 



General conditions of parts useage  4 

 

                    The figure 12 Parts colors 

  

 

  

 

 

 

 

 

 

 

Parts application 
Customers must use the parts as specified on the drawing (see figure 13). In the case of using parts on 
a different specification, A.Raymond Jablonec can do informative parts testing. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Cable straps 
For tightening cable straps, we recommend using tightening gun set up to the force 110+/-10N, unless 
otherwise defined in the drawing. We recommend doing the tightening perpendicular to the bundle. 
Figure 14 – comparison of tightening methods. 

 

 

The figure 13 Parts application 



General conditions of parts useage  5 

 

The figure 14 Comparison of tightening methods 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Automatic assembly 
If the offer has not explicit agreement to use a part for automatic assembly, please let us know. Figure 
15 is the mark in the drawing. 

 

The figure 15 Mark in the drawing 

  

Good but not the best The best 
Wrong 

The worst method 



General conditions of parts useage  6 

Metal parts 
According to a technology of manufacturing and the shape of metal parts, conditions with parts 
sticking and mixed with similar parts cannot be prevented 100% (see figure 16). 
 
Due to the manufacturing technology and necessary additional operations (see process diagram), PPM 
250 is set for metal parts, this PPM index corresponds to the number of non-compliant products 
delivered within six (6) months from the start of serial production. 

 

   The figure 16 parts sticked together 


