DaimlerChrysler Ford General Motors Part Submission Warrant Y YAZAKI
Part Name CVR WIR SHLD Cust. Part Number H1BT-14A390-ARB
Shown on Drawing No. H1BT-14A390-ARB Org. Part Number 7176-1233-30
Engineering Change Level EEOO E 13161202 000 Dated 29/06/2016
Additional Engineering Changes N/A Dated N/A
Safety and/or Government Regulation [JYes No Purchase Order No. N/A Weight (kg) 0,022
Checking Aid No. N/A Checking Aid Engineering Change Level N/A Dated N/A
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION
YAZAKI EUROPE LTD 323047696 NURSAN

Organization Name & Supplier/Vendor Code
Robert Bosch Strasse., 43

Street Address Buyer/Buyer Code
Cologne NRW D-50769 Germany FORD
City Region Postal Code Country

MATERIALS REPORTING

Has customer-required Substances of Concern information been reported? Yes [ No On/a
Submitted by IMDS or other customer format: IMDS
IMDS ID: 860135645 / 1
Are polymeric parts identified with appropriate ISO marking codes? [ Yes [ No n/a

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

Customer Request

oOoOooa
HOOod

REQUESTED SUBMISSION LEVEL (Check one)
O 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.
O Level 4 - Warrant and other requirements as defined by customer.
O Level 5 - Warrant with product samples and complete supporting data reviewed at organization's manufacturing location.

SUBMISSION RESULTS

The results for dimensional measurements material and functional tests [ appearance criteria O

These results meet all drawing and specification requirements: Yes No (If "NO" - Explanation Required)
Mold / Cavity / Production Process 1 Cavities serial tool

DECLARATION

| affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all Production Part Approval Process
Manual 4th Edition Requirements. | further affirm that these samples were produced at the production rate of 900 /8 hours.
| also certify that documented evidence of such compliance is on file and available for review. | have noted any deviations from this declaration below.

statistical process package

EXPLANATION/COMMENTS:
Is each Customer Tool properly tagged and numbered? 1 Yes 1 No n/a
Organization Authorized Signature Graga Ferreira Date 20 March 2023
Print Name Graca Ferreira Phone No. FAX No.
Title QE E-mail tdc@yazaki-europe.com
FOR CUSTOMER USE ONLY (IF APPLICABLE)

PPAP Warrant Disposition: [ Approved [ Rejected [J other
Customer Signature Date
Print Name Customer Tracking No. (optional)

March 2006

CFG-1001
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PROSES / KONTROL AKIS DiYAGRAMI
PROCESS / INSPECTION FLOWCHART

:lPrototip/Prototype |:|<")n Seri/Pre-Launch |I|Seri {iretim/Production
Proje Adi Yayin Tarihi
Product Program B479 Issue Date 24/02/2016
Firma Adi Rev. Tarihi
Supplier Plant A.Raymond Turkey Rev. Date 29/06/2016
Firma Kodu Parca Adi
Supplier Code DUNS 565524845 Part Name CVR WIR SHLD
Miisteri Parga No Parca No
Customer Part No H1BT-14A390-ARB Part Number 240504000
Proses/Kontrol Akig Diyagrami
No Hazirlayan
PIF No PIF-508 Prepared by  Elif UYANIK
Legend:
(OOperasyon/Operation QTransfer/Transportation [IKontrol/Inspection ) Erteleme/Delay Y Stok/Storage
Sorumliu
Opga?;ir;)lnolay No Operasyon/ Olay Tanimi Degerlendirme ve Analiz Metodu B&liim
o I::> |:|p D v Description of Operation Analysis Methods Responsible
Dept.
Malzeme Girisi
O .\ O D <7 | 1 [|incoming Material QI-104, QP-102, QP103 PPL
Tanimlama Testi
O D D Y | 2 |ident Test QI-104, QP-102, QP103 PPL
Transfer QM Malzeme sertifikasi &
O O D 3 |Transport to QM Numune tanitim etiketi PPL
Material Certificate&sample label
Tanimlama Testi I\N/Ialzemetser:ifikaf_lk&t_
umune tanitim etiketi
O |:> D N1 4 ident Test Material Certificate&sample label, QM
QP-102, QP103
Giris Kalite Kontrol QF-114, O1-112
O D D Y | 5 |incoming inspection Q1-104, OP-102, OP103,Q1-122 QM
Stok
o o O D 6 |Storage QF-415 PPL
Malzeme Girsi
. SAP Ciktisi
O ‘\/El D Y | 7 l|incoming SAP Output P
Tanimlama Testi
O D _m D <7 | 8 [identTest QF-407 P
Enjeksiyon Kutu Etiketi /Box Label
|:> O D Y | 9b [injection Moulding 858; P
QF-203, QP103,QF-237
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PROSES / KONTROL AKIS DiYAGRAMI
PROCESS / INSPECTION FLOWCHART

:lPrototip/Prototype |:|<")n Seri/Pre-Launch |I|Seri {iretim/Production
Proje Adi Yayin Tarihi
Product Program B479 Issue Date 24/02/2016
Firma Adi Rev. Tarihi
Supplier Plant A.Raymond Turkey Rev. Date 29/06/2016
Firma Kodu Parca Adi
Supplier Code DUNS 565524845 Part Name CVR WIR SHLD
Miisteri Parga No Parca No
Customer Part No H1BT-14A390-ARB Part Number 240504000
Proses/Kontrol Akig Diyagrami
No Hazirlayan
PIF No PIF-508 Prepared by  Elif UYANIK
Legend:
(OOperasyon/Operation QTransfer/Transportation [IKontrol/Inspection ) Erteleme/Delay Y Stok/Storage
Sorumliu
Opga?;ir;)lnolay No Operasyon/ Olay Tanimi Degerlendirme ve Analiz Metodu B&liim
o I::> |:|p < Description of Operation Analysis Methods Responsible
Dept.
\- Seri Uretim ilk Bgl. Onay QF-151, QI-143,QI-126,
O |j> V| 10 |First sample test QI-109,QP-102, QP103, QI-127, QI- P
1645
Seri Uretim Kontrol QF-151, QI-143,QI-126, QI-127,QI-
O |:'> [ | N | 11 |in-proc. Inspection 109 QM
,QP-102, QP103
Parca adedi Kontrolii
O Q/- N\ | 12 [|Part quantity control QI-1645, QP-102, QP103 P
Ambalajlama
Q O N | 13 [Packaging QI-1645 P
Final Kontrol QF-151, QI-143,QI1-126
O D N\ | 14 [Final inspection O1-109.0P-102, OP103 QM
{ Transter SAP Ciktisl
O O N | 15 [Transport SAP Output P
Stok SAP Cikt
iktisi
o D O 16 |Storage SAP Gutput PPL
Sevkiyat SAP Ciktisi
O O N | 17 |[Shipping SAP Output PPL
Denetim
O D o Y | 18 |Audit QF-156, QP-102, QP103 oM
QF-123 Rev.No:0
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IMDS ID / Version: 589401142 /1 Page: 1/3
User: Elb, Jirgen Date: 9/21/16 4:50:26 PM
MDS Report

Substances of assemblies and materials

This report is for internal Automotive industry use only. Distribution to non-Automotive
clients is a violation of the Terms of Use, and is not permitted unless a written permission
was given by Hewlett Packard Enterprise. Parsing is not allowed.

1. Company and Product Name

1.1 Supplier Data
Name [ID]:

DUNS Number:
Street/Postal Code:

Nat./ZipCode/City:
Supplier Code:
Contact Person:

- Phone:

- Fax No.:

- E-Mail Address:

Hewlett-Packard GmbH

A. Raymond Ltd. Sti.
[79826]

56-552-4845

TOSB 3. Cadde 14. Yol
No.: 59

TR 41490 Gebze-kocaeli
56-552-4845

Elif Uyanik

+90 262 6581058
Elif.Uyanik@araymond.c
om

1.2 Product Identification

Part/ltem No.:

Description:
Report No.:

Date of Report:
Purchase Order No.:
Bill of Delivery No.:
Preliminary MDS:
IMDS ID / Version:
Node ID:

MDS Status (Change
Date):

Recipient Company (Org
Unit) [ID]:

Recipient Status (Change
Date):
Accepted by:

H1BT-14A390-ARA

CVR WIR SHLD

No
589401142 /1
589401142

Internally released
(06/15/2016)

Yazaki Systems
Technologies GmbH
[4583]

accepted (06/15/2016)

Juergen Up Elb

—
Hewlett Packard
Enterprise



IMDS ID / Version: 589401142 /1 Page: 2/3
User: Elb, Jurgen Date: 9/21/16 4:50:26 PM

MDS Report
Substances of assemblies and materials

Materials which are subject to legal prohibitions must not be included!
Dangerous substances formed or released during use must also be declared
Please note: GADSL list for substances that require declaration

2. Characterization of the Component

Part/Item No.: H1BT-14A390-ARA Report No.: -
Description: CVR WIR SHLD IMDS ID / Version: 589401142 /1
Node ID: 589401142
Tree Level | & Description i1 Part/ltem No. [ L =} Sy | %L a4y Ly #4 Classif. 21 Parts Marking
4 Article Name 4 ltem- /Mat.-No. IMDS ID / Version | Quantity Weight Portion Portion * Recyclate
#4 Name #, Material-No. (from - to) £ GADSL, (Indust./Consumer)
£ Substance name £} CAS No. [9] [%] [%] SVHC £ Application [ID]
1 iZ CVR WIR SHLD i1 H1BT-14A390-ARA| 589401142/ 1 23.4 i Yes
F2 % PP-TD20 19512812 /3 23.4 %51a % No
k3 £} Talc (Magnesium silicate) & - 20 17.5-225
k3 £} Further Additives, not to declare | &F system 15 0-3
k3 £} Pigment portion, not to declare | &F system 15 0-3
—
Hewlett-Packard GmbH Hewlett Packard

Enterprise



IMDS ID / Version: 589401142 /1 Page: 3/3
User: Elb, Jurgen Date: 9/21/16 4:50:26 PM
Tree Level | & Description iZ) Part/ltem No. [ L [~} [ o Y £y a4y Ly #3 Classif. i2) Parts Marking
4 Article Name 4 ltem- /Mat.-No. IMDS ID / Version | Quantity Weight Portion Portion ay Recyclate
4 Name #4 Material-No. (from - to) £¥ GADSL, (Indust./Consumer)
& Substance name &¥ CAS No. [g] [%] [%] SVHC & Application [ID]
Fs3 dy PP dy - 77 72-82

This is an uncontrolled copy of a document created by IMDS. End of the report.

Hewlett-Packard GmbH

—
Hewlett Packard
Enterprise



IMDS ID / Version: 589401142 /2 Page: 1/3
User: Erbe, Andreas Date: 9/27/16 7:53:29 AM
MDS Report

Substances of assemblies and materials

This report is for internal Automotive industry use only. Distribution to non-Automotive
clients is a violation of the Terms of Use, and is not permitted unless a written permission
was given by Hewlett Packard Enterprise. Parsing is not allowed.

1. Company and Product Name

1.1 Supplier Data
Name [ID]:

DUNS Number:
Street/Postal Code:

Nat./ZipCode/City:
Supplier Code:
Contact Person:

- Phone:

- Fax No.:

- E-Mail Address:

Hewlett-Packard GmbH

A. Raymond Ltd. Sti.
[79826]

56-552-4845

TOSB 3. Cadde 14. Yol
No.: 59

TR 41490 Gebze-kocaeli
56-552-4845

Elif Uyanik

+90 262 6581058
Elif.Uyanik@araymond.c
om

1.2 Product Identification

Part/ltem No.:

Description:
Report No.:

Date of Report:
Purchase Order No.:
Bill of Delivery No.:
Preliminary MDS:
IMDS ID / Version:
Node ID:

MDS Status (Change
Date):

Recipient Company (Org
Unit) [ID]:

Recipient Status (Change
Date):
Accepted by:

H1BT-14A390-ARB

CVR WIR SHLD

No
589401142 /2
609175364

Internally released
(08/31/2016)

Yazaki Systems
Technologies GmbH
[4583]

accepted (08/31/2016)

Paula Figueiras(A2)

—
Hewlett Packard
Enterprise



IMDS ID / Version: 589401142/ 2 Page: 2/3
User: Erbe, Andreas Date: 9/27/16 7:53:29 AM

MDS Report
Substances of assemblies and materials

Materials which are subject to legal prohibitions must not be included!
Dangerous substances formed or released during use must also be declared
Please note: GADSL list for substances that require declaration

2. Characterization of the Component

Part/Item No.: H1BT-14A390-ARB Report No.: -
Description: CVR WIR SHLD IMDS ID / Version: 589401142 /2
Node ID: 609175364
Tree Level | & Description i1 Part/ltem No. [ L =} Sy | %L a4y Ly #4 Classif. 21 Parts Marking
4 Article Name 4 ltem- /Mat.-No. IMDS ID / Version | Quantity Weight Portion Portion * Recyclate
#4 Name #, Material-No. (from - to) £ GADSL, (Indust./Consumer)
£ Substance name £} CAS No. [9] [%] [%] SVHC £ Application [ID]
1 iZ CVR WIR SHLD i1 H1BT-14A390-ARB| 589401142/ 2 23.4 i Yes
F2 % PP-TD20 19512812 /3 23.4 %51a % No
k3 £} Talc (Magnesium silicate) & - 20 17.5-225
k3 £} Further Additives, not to declare | &F system 15 0-3
k3 £} Pigment portion, not to declare | &F system 15 0-3
—
Hewlett-Packard GmbH Hewlett Packard

Enterprise



IMDS ID / Version: 589401142/ 2 Page: 3/3
User: Erbe, Andreas Date: 9/27/16 7:53:29 AM
Tree Level | & Description iZ) Part/ltem No. [ L [~} [ o Y £y a4y Ly #3 Classif. i2) Parts Marking
4 Article Name 4 ltem- /Mat.-No. IMDS ID / Version | Quantity Weight Portion Portion ay Recyclate
4 Name #4 Material-No. (from - to) £¥ GADSL, (Indust./Consumer)
& Substance name &¥ CAS No. [g] [%] [%] SVHC & Application [ID]
Fs3 dy PP dy - 77 72-82

This is an uncontrolled copy of a document created by IMDS. End of the report.

Hewlett-Packard GmbH

—
Hewlett Packard
Enterprise
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L TR REVISIONS

UNIG]NAIDRI CHECKER I ENGR APP | MATL APP

/(924 .,(4 RELEASED

€190 ) — EEOD E 13033752 003 20150724

(55.9)] ———— =

kuckerk | reteorke | ssaumaus | uvazan

A1 WAS 75 N MAX
A2 WAS 80 N MIN
A3 WAS 75 N MAX
AL DRAWING CORRECTION

EE00 E 13094925 000 20151215

GKUCKELK | RLIEDTKE | SBAUHAUS | MVAZAN

. DRAWING STANDARD CORRECTION ONLY
T —
1 ™ EEOD € 13207851 000 20160720
; 17— [ GKUCKELK | RLIEDIKE | sBAURAUS l MYAZAN
e L/Q TNy B1 REVISED DESIGN
| g NSNS B2 WAS 45 N MAX
Ja——
? ‘/ === ﬂ &‘ 1.7140.2 RELEASED H1BT-14A390-ARB
( 63.4) EE00 € 13161202 000 20160629

GKUCKELK I RLIEDTKE l SBAUHAUS I MVAZAN

60,9% A 4
ngs
v Ovo:fcfip

ALL TIE STRAP HOLES
SUITABLE FOR W706940

A N’,{no“ measuvable with
g"“P with 3,5¢ ISOMETRIC VIEW €x [sﬂ.mﬁ' e?“"’"‘e" F

SCALE 1:1

i Scm/o/c Frod. clate
GATE MARK 0 8/20/(6

@<

dim 5450 M-Tope QI 44
dim & 150 Ca/.',)u A006

| —
97.941.5 —
% | i B6.5°0-? 629"
iy ‘
A —
/
@ 7.540.2 — /1,53 Cer——— i |
P3| Fa .22 0[( 20/{6“03 ’0/(
e | s INTERFACE FIXING
SCALE 1:1

M99 v

PART AS RECEIVED AT THE FORD PLANT DR SERVICE PART PACKAGER / PERFORMANCE REQUIREMENTS:
WAREHOUSE SHALL BE FREE OF ANY CORROSION ALIGNED WITH THE
FORD CUSTOMER SERVICE DIVISIDN (FCSD) PACKAGING AND SHIPPING TEST TO BE CARRIED GUT AT TEMPERATURE 23 °C 45 °C AND SPEED OF
GUIDE. CORROSION INHIBITORS OR FOREIGN MATERIALS DETRIMENTAL 100 mm/min. WITH FORCES MEASURED IN LINE OF LEAST RESISTANCE. REFERENCE 01-BL79-HIBT-15401-NG-213P4-001
TO THE INSTALLATION OR FUNCTIDN OF THE PART MUST BE
REMOVABLE BY THE INTENDED CLEANING METHOD. F1: PUSH IN FORCE FOR STEEL PLATE 2 mm THICKNESS PART HUST COMPLY WITH RESTRICTED SUBSTANCE MANAGEWENT STANDARD
AND HOLE 12.2 X 6.2 mm: 75 N MAX -H99P9999-A1 FEGUARD HEALTH, SA NV IROHMENT
FOR CURRENT RELEASE STATUS, SEE THE WERS ENGINEERING NOTICE. F2: PULL OUT FORCE FOR STEEL PLATE 2 mm THICKNESS L Ld CALTH: SAFELY MMl W & 3
AND HOLE 12.4 X 6.4 mm- 110 N MIN ORAFTED IN ACCORDANCE WITH FORD MOTOR 3RD ANGLE PROJ
CHANGES TD DESIGN, COMPOSITION OR PROCESSING OF THE PART PREVIOUSLY o NG g | - -
APPROVED FOR PRODUCTIDN REQUIRE PRIDR APPROVAL FROM FORD MOTOR F3: PUSH IN FORCE FOR STEEL PLATE 2 mm THICKNESS NEMRARY ENGINERRING L) RO DRAE TAHENSEORS” Adte
~ MARK ING: 22 COMPANY PRODUCT ENGINEERING. REFER TO 1S0/TS 16949 AND HOLE DIAMETER 6.5 mm: 45 N MAX STAHDARDS VERSION 281 IN HILLIMETERS
FORD TRADE MARK F4: PULL OUT FORCE FOR STEEL PLATE 2 mm THICKNESS AD TYP = THC ]
FORD PART NUMBER v/ SOURCES FOR MATERIALS DEFINED BY FORD MATERIAL SPECIFICATIONS AND HOLE DIAMETER @6.7 mm: 110 wwin |© E|CAD LOC.JCAD FILE LIHC
SUPPLIER CODE W SHALL BE SELECTED FROM THE FDRD MOTOR COMPANY K-CATIAS ICe H1BT - 14A390-AR-DWG-01 IS MASTER
DATUM CiOCK 1Y% ENGINEERING MATERIAL APPROVED SOURCE LIST. FASTENING APPLICABLE FOR HOLE 12.2+0.2 X 6.2+0.2 OPER. HOD UNIT | DRAWING
MATERIAL HMARK ¢ FASTENING APPLICABLE FOR THICKNESS 2 -
CAVITY NO. - ALL UNSPECIFIED FEATURES AnnEn;nn'asmus 10 SUIT MANUFACTURER g N/A N/A H1BT-14A390-ARB
. PROVIDING THE FUNCTION OF THE PART IS NOT IMPAIRED. FASTENING APPLICABLE FOR HOLE @6.5+0.2
D Calﬁ{“/ f'O"! FASTENING APPLICABLE FOR THICKNESS 2 DESIGH | DETAIL |TITLE [ SHT 1
PART TO CONFORM TOD WSS-HI9P1111-A STANDARD REQUIREMENTS FOR GKUCKELK | GKUCKELK CVR WIR SHLD oF 1
VIEw 7 PRODUCT ION MATERIALS GENERAL TOLERANCE:  +0.5 mm / £5° CHECKED | sArery
SEALE 87 MATERIAL: PP-TD20 ACC. TO SPEC. WSS-MAD729-B1 SINK MARKS AND DISTORTIDNS ARE ALLOWED. RLIEDTKE | MFG USE N/A
COLOUR: BLACK
NO RADII IN THE AREA OF EJECTOR. SCALE DATE [ODIVISION EESE
MATERIAL CODE >PP-TD20< 10 APPEAR GN PART PER 150 1043-1 AND 150 2:1 20150724 | PLANT N/A
1043-2 (REFERENCING 1S0 11469, PLASTIC] AND/OR IS0 1629 (RUBBER) PARTS TESTED ACC. TO FORD CETP Q0.00-E-412
MATERIAL WEIGHT ~23.4 GRAMS Q/(,ggf‘ (@=d> FORD MOTOR COMPANY

17 ] 16 [ 15 | 14 | 13 | 12 | 11 | 10 | 9 | 8 7 | 3 [ 5 | & | 3 | 2 [ 1

PRINTED COPIES ARE UNCONTROLLED




ARaymond® NUMUNE GONDERIMi

A RAYMOND LTD STi

SAMPLE SUBMISSION

Gonderi Referansi
Submission Reference

2016_25 08 1

Goénderi Amaci
Submission Aim

SAMPLES AFTER MODIFICATION

Musteri Parca Numarasi
Customer Part Number

H1BT14A390 ARB/APB/ALA/AMA

A Raymond Parga Numarasi
A Raymond Part Number

240504000/24050700/239946000/239947000

Miktar

Quantity 3+3+3+3
Sl BURCU KARAKUS EROGLU
ender

At 24.08.2016

Date

it ANDREAS ERBE

Receiver
Yazaki Systems Technologies GmbH

Ad FBU AP

A d;riis Heinrich-Addicks-StraRe 1-3
26919 Brake

Telefon

49 (4401) 981-393

Tel : +90 262 658 10 58

ONEMLI NOT : Yukaridaki etiket, hem kutuya
hem de kutunun icindeki numune posetine
(varsa) yapistiriimalidir.

QF_i74

Rev.No:1




SettEone

{@ Phasel (O Phase2 o phases [ meerim (non-pPap) | [PPAP Submission Warrant @

PART INFORMATION

Customer Part Name CVR WIR SHLD Customer Part Number H1BT-14A390-ARB

Shown on Drawing Number H1BT-14A390-ARB Organization Part Number 240504000

Engineering Change Level EEO00 E 13161202 000 29/06/2016
Additional Engineering Changes N/A Dated N/A

Safety andfor Government Regulation O Yes @ No Purchase Order Number Weight (kg) 0.022
Checking Aid Number N/A ) Checking Aid Engineering Change Level N/A Dated N/A
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION

A RAYMOND TURKEY 565524845 Yazaki Systems Technologies GmbH

Organization Name and Supplier/Vendor Code Customer Name/Division

TOSB 1.Cadde 14.Sokak No:9 41480 Cayirova Andreas Erbe

Sireel Address Buyer/Buyer Code

Kocaeli 41480 Turkey B479

City Stale/Region Postal code Country Application

MATERIALS REPORTING

Has customer-required Substances of Concern information been reported? I ® Yes O No

Submitted by IMDS or other customer format

(If submited by IMDS, enter Module ID no., version and date transmitted) IMDS # 589401142/ 1.01
Are polymeric parts identified with appropriate 1ISO marking codes? | O Yes O No @ n/a
REASON FOR SUBMISSION (Check at least one) T
Initial submission O Tooling: Transfer, Replacement, Refurbishment, or additional O Supplier or Material Source Change
O Engineering Change(s) O Tooling Inactive > than 1 year | Change in Part Processing
[l Correction of Discrepancy [ Change to Optional Construction or Material | Parts produced at Additional Location

| Other - please specify
REQUESTED SUBMISSION LEVEL (Select one)

@  Level 1 - Warrant only (and for designated appearance items, an Appearance Approval Report) submitted to customer.
O Level 2 - Warrant with product samples and limited supporting data submitted to customer.
O 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 supplier's manufacturing location.
SUBMISSION RESULTS
The results for dimensional measurements, material and functional tests ] appearance criteria statistical process package

These results meet all design requirements | ® Yes O No (If "No" - Explanation Required)

Mold / Cavity / Production Process 1 cavity serial tool
DECLARATION

| affirm that the samples represented by this warrant are representative of our parts, which were made by a process that meets all Production Part Approval Process Manual 4th
Edition requirements. | further affirm that these samples were produced at the production rate of 900 assembly part/ 8 hours | also certify that documented evidence of such
compliance is on file and available for review. | have noted any deviations from this declaration below.

EXPLANATION/COMMENTS  FMEA is available in our house for inspection

Organization Authorized Signature o~ Print Name Elif UYANIK Date 24-Aug-16

Title Project Quality Responsible /o Phone 262 658 10 58 (Ext:180) Fax Email elif.uyanik@araymond.com
Is each Customer Tool properly tagged and numbered? | ® Yes O No O nfa ’
Capacity Requirements
Source of the Program Approval requirements I | Detail / Date, 24-Aug-16]|
Program Approval (<PA>) Requirements APW MPW 2880
If Program Approval (<PA>) requirements are not met, indicate date when the requirements will be met Dale|:]
Source of the revised requirements after <PA> | | Detail / Dalel I
Revised requirements after <PA> APWl:I MPW|:|
If the revised requirements after <PA> are not met, indicate date when the requirements will be met Datel:l

Demonstrated Capacity (record in Ford Capacity System [GCP or MCPV] as Purchased Part Capacity)

Enter capacity commitment (PPC) based on Capacity Analysis APPC 2725 MPPC 3269 Date|24-Aug-16
Report "Predicted Good Parts per Week" and date of analysis

—_—
PPAP Non-PPAP®  FOR FORD USE ONLY :
Interim Status

Phased PPAP ﬁ\ Approved O Rejected (O Interim (to be completed by the Organization)
Warrant Status Accepted Engineering
@5/ / /4 Date Name /A Lrse Authorization

2= SFA Sighature * ol o605~ 28 email Alert or Alert Report

Ib Date Name Description:
P.D. Signalture e-mail (Incomplete PPAP
al Non-PPAP indicates the part does not satisfy one or mare PPAP requirements and is incomplete Requirements)

bl P.D. signature for Priarity suppliers on GPDS programs
For The original copy of this document shall remain at the Lelter paper size formal
May 2013 supplier's location while the part is active

Customer Tracking Number (optional)




Note: All

WAZ LI FUNCTIONAL APPROVAL REPORT - PLANTS (FAR)
YRL
Standard test for product commodity: Cable channels (Injection moulding)
Minimum quantity of parts for trial run: 3 pes [ cavity
Details:
Delivery conditions O L]
2 |Adequate packaging {free from damage) L] OJ
3 Storage conditions [ ]
4 |Visual Inspection ] vl ]
5  |Dimension Inspection 1 n
6  |Application of product M ]
7 |Testability N ]
8  |Drawing, specification, handling manual, etc. M ¥ o
g Expiry date or shelf life information (if applicable) 1 ]
Testing conditions description guide:
i Delivery conditions: Verify if boxes appropriately packed in the pallet, properly conditioned. Might not be applicable during the functionat approval.
5 Packaging and Identification: If according to the packaging specification, if available. Is packaging adequate for quantity, conditioning of parts, etc. Identification label must be
according to a known standard in Europe Qdette or VDA type.
3 Storage conditions: Is specification available, known, understood and applied. Polyamide (PA) material is sensible to humidity.
4 Visual Inspection: example of items 1o be inspected visually: sharp edges, no damages, shape, distinguish RHD from LHD, marking, cable routing area without damages or sharp
edges, presence of metal inserts, clips, etc.
5 Dimension Inspection: examples of items to be measured: length, widih, thickness, diameters, etc.
6 Application on product: Correct capacity for fitting wires or cables, correct wire routing, closing of cover, flexibility of hinges, good insertion of other componenté such as clips,
tubes, connectors, etc. o
7 Testability: Ensure that part presence is performed at electrical inspection, etc.
8 Drawing, specification, handling manual, application manual, etc. Check for availability of these docs (latest [evel) prior to testing.
9 Expiry date or shelf life time: Verify the product specification and if this item is applicable.
relevant document evidence must be attached to the FAR.
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l FUNCTIONAL APPROVAL REPORT ~ PLANTS (FAR)

. Dimensional Results
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Dimensions measured shall be in accordance with the Incoming Inspection dimension criteria. Numbered drawing tobe attached.
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‘ YAZAKI

FUNCTIONAL APPROVAL REPORT - DESIGN/SALES

Supply Management Request

Control No:
Design/Sales Office: YST Brake Name Pesign # R. Liedtke
Engineer:
Lead Part Number: Supplier:
H1BT-14A390-ARB Raymond (TK)
Part name: -Pi i Drawing Number:
A-Pillar Passenger Guide g HiBT-14A390-ARB
RHD
Program(s): Revision Level:
B479 EEOO E 13161202-000
(Delta 0, 1, etc.)
Model Year/Carline:
2017.5

Engineering Statement

X

S

TEST RESULTS:

All vehicle tests completed successfully

All component tests according to Ford drawing & DVP & R completed successfully

Some tests are not yet completed or completed unsuccessfully

Test Report Number

= Comment

FUNCTIONAL APPROVAL?
X |YES
NO = Fillin comment to give explanation why Approval can not be given!
COMMENTS:

Drop down test done and accepted with 10 parts (instead of 14 parts) because of shape of the part

ATTACHED DOCUMENTS:

Signatures

26.09.2016 26.09.2016 -
e g

A. Erbe / K{/( R. Liedtke -

PREPARED BY: (SIGN AND DATE)

APPROVED BY: (SIGN AND DATE)

DOCUMENT TO BE RETURNED TO YEL SD/SUPPLIER QUALITY ENGINEER OR COMBU QUALITY PLANNER

YEL-SMA-P-09_F2, Revision 1, 14-Jun-10

Yazaki Europe Ltd. / YEL Supplier Development
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A.Raymond'in bilgisi disinda parca uzerinde herhangi bir degisiklik yapmayiniz.
Automatic processing of the part requires prior consultation with A.Raymond.
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R 0 20 Resmi anlama sorunu varsa .Lutfen resmi kullanmadan once ARaymond'dan Turkce versivonunu isteyiniz.
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"CONDITIONS OF USE"

This drawing and all information (the "Drawing”) disclosed are the exclusive property of A.Raymond.
By using this Drawing the Addressee acknowledge and accept that this Drawing

P (1) is covered by A.Raymond intellectual property rights or know-how and

(2) is provided under the following conditions who represent a Deposit Agreement.
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(3) and/or the distribution of the Drawing. in part or entirely, in any medium
\ (4) and/or the creation of any derivative work.

In case of breach of these conditions, Addressee shall indemnify A.Raymond from and against all damages (compensatory or consequential).
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A.Raymond'in bilgisi disinda parca uzerinde herhangi bir degisiklik yapmayiniz.
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ARaymond® PERFORMA :
Organizasyon / Organisation : A.RAYMOND TR AR Parca No - Varyant - Seviye/ AR Part No : 240504 | 000 | Aa
Olgiim Yapilan Yer / Inspection Facility : A.RAYMOND TR Miisteri Parca No / Customer Part No : H1BT 14A390 ARA
L . . Parca ismi / Part Name : Cable Channel
Olgiim Talep Nedeni / Reason for Test : TO AR TR Production test — -
Referans - Resim Tipi / Referance - Drawing Type : Z PARTNER DRAWING
Hammadde / Raw Material : HOSTACOM M2U01 Black 102942 (PP-T20) Deneme - Uretim Tarihi / Trial - Production Date : 28.03.2016 TO
Par¢a nem orani / Humidity of Part : 0,22 Deneme - Montaj Tarihi / Trial - Assembly Date : n/a TO
Enjeksiyon Makinasi / Injection Machine : 80T Test Tarihi / Test Date : 15/04/2016
Goz x Baski x Olgiim / Cavity x Shot x Test Per Part : 2 10 0 Lab. Sicakhgr ve Nemi / Lab. Temp. / Hum. (20°C +2°C / %50 £10) : 22C
Olgiilen Degerler / Measured Values
Test Araglar Bilgisi / Test Tools Info Belirlenen Limit / Goz Test Sonuglan / Test Results Karar /
s - ( Force : N, Torque : N.m ) Result
- Specification Limit Sayisi /
TEST NO| Test Tipi / Test Type — — N
1. Malzeme / Olgiler / 2. Malzeme / Olgiler / Hiz / Speed | Test Aleti / Test (Force : N, Torque : Cavity
:l Dimensions i Dimensions . N.m) Number | Shot 1 Shot 2 Shot 3 Shot 4 Shot 5 Shot 6 Shot 7 Shot 8 Shot 9 Shot 10 | OK / NOK
. Support (mm) 2. Support (mm) (mm/s, rpm) Device
1 PushinForce | MetalPlate | 12.2%.2:2 100mm/min | Force Testne [ g MAX 1 [20.33120.29{19.39| 19.72 ] 20.87 | 20.18 | 20.35 | 20.06 | 20.59 | 20.75 [ OK
2 Pull Out Force Metal Plate 12.4%6.4*2 100mm/min F°;::;?::"g 80 MIN 1 109.4(104.2]|109.7106.24|107.51|113.90/109.47|102.95{116.09|111.53| OK
3 PushinForce | Metal Plate 6.52 100mm/min | Force Testing [ 7 MAX 1 |25.32|26.15(25.56( 26.10 | 25.64 | 26.60 | 26.36 | 25.37 | 27.13 | 25.85 | OK
4 Pull Out Force | Metal Plate 6.7°2 10omm/min | FONe I | g0 MIN 1| 209 |224.7(216.1(208.76{226.90|220.30|213.29|218.09|216.03| 217.66| OK
5 Handling Drop Test 1 OK OK OK OK OK OK OK OK OK OK OK
REFERANS / REFERENCE DOCUMENT ACIKLAMALAR / OBSERVATION KONTROL EDEN / CONTROLLED BY ONAYLAYAN / APPROVAL
==
Z PARTNER <
Selcuk YILMAZ Burcu EROGLU
DRAWING Tocumer g
TEST PARCASI / TEST PART EKIiPMANLAR / EQUIPMENTS (Test Plate, Test Machine, Plate, Pin...) TEST GORUNTUSU / TEST VIEW

QF-158

Rev.No:04



ARaymond¥

Organizasyon / Organisation

Dimensional Inspection Report

Olcu Kontrol Raporu

A.Raymond TR

Parca No (PART NO)

240504000

Olgiim Yapilan Yer / Inspection Facility

A.Raymond TR

Parca Adi (PART NAME)

Kabelkanal
cable channel

Olgiim Talep Nedeni / Reason For Request

TO deneme-full lgim

Resim No / Seviye (Drawing/Level)

Aa 02.10.2015
CMM-Measurement Device GP-Gauge Plug Deneme -Uretim Tarihi / Trial-Production Date 23/12/2015
Measurement Equipment FT-Force Test M-Mihengir (comparator) Hammadde / Raw Material HOSTACOM M2UO01 BK 102942
Olgtim Ekipmani C-Caliper MM-Micrometer
.p - - Tarih (Date) 19/01/2016
PM-Pin/Mastar PP-Profile Projector
Lab.Sicaklh g1 ve Nem (Lab.Temperature / Humidity): 20C £2C/ %50 £10 Olgiilen (Measured): 21,6C/ %44,3
Date Dimension Tolerance Measurement I\/_I_eafured V?Iues o
No o i e Min. Max. Equipment Olculen Degerler Sonug
¢ Olciim Cihazi Cavl-1 Cavl-2 Cav1l-3 Cavl-4 Cavl-5 oK NOK
1 19/01/2016 97.90 mm 0.50 97.40 98.40 C 97.79 97.74 97.50 97.84 97.79 OK
2 19/01/2016 7.70 mm 0.20 7.50 7.90 C 7.45 7.48 7.43 7.49 7.45 NOK
3 19/01/2016 8.00 mm 0.20 7.80 8.20 C 7.93 7.92 7.91 7.93 7.93 OK
4 19/01/2016 7.50 mm 0.20 7.30 7.70 C 7.53 7.54 7.51 7.55 7.53 OK
ONAYLAYAN (Approved by)
OLCUM BEL IRSIZLIGI ACIKLAMALAR(Observation) K(%E:Eﬁ:fg E)N I:l
i UYGUNLUK ONAYI (OK for Submission) I:I
CMM FT C
+0,3pm +0,1N +11ym
PM MM M .
Selcuk YILMAZ Burcu ERO GLU
+0,5um +2um +15um
PP GP
+0,6um ©_ L M $) D sc

Not : Uygunluk Onayi, proje asamasinda yapilan élguimlerin raporlarinin musteriye génderiimeden 6nce Proje Lideri tarafindan gézden gegirildigini gosterir.

Note : OK for Submission, is to validate the measurement report is approved by the Project Leader before submission to the customer.
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TORKAK @

TURK AKREDITASYON KURUMU TURKAK
TURKISH ACCREDITATION AGENCY @
tarafindan akredite edilmis Kalibrasyon
METKAL Olgii ve Test Sistemleri
San. ve Tic. Ltd. Sti. AB-0016-K
Cavusoglu Mah. Barbaros Hayrettin Paga Cad. No:16 Kartal 34873 ISTANBUL
15-33116
Sayfa1/3 Kalibrasyon Sertifikasi
Page 10of 3 Calibration Certificate 07-15
Cihazin Sahibi / Adresi : A RAYMOND BAGLANTI ELEMANLARI SAN.VE TIiC.LTD.STI.
Customer/ Adress

T.0.S.B. 3.CAD.14.SOK. NO:9

41480 CAYIROVA / KOCAELI
istek Numarasi : 85654 '
Order No.
Makine/Cihaz : TERAZI UYGU NDL‘; i
Instrument/Device
imalatci :  METTLER TOLEDO D C?h [
Manufacturer .\;J(.:/ seend / (.) .......
Tip : 1CS4X9-1
Type Q
Seri / Envanter Numarasi T 3287396/ --- = e e
Serial / Inventory Number
Kalibrasyon Tarihi 1 24.07.2015
Date of Calibration
Sertifikanin Sayfa Sayisi 13

Number of pages of the Certificate

Bu kalibrasyon sertifikasi, Uluslararasi Birimler Sisteminde (SI) tanimlanmis birimleri realize eden ulusal
6l¢iim standardlarina izlenebilirligi belgeler.

This calibration certificate documents the traceability to national standards, which realize the unit of measurement according to the
International Systems of Units (SI).

Tiirk Akreditasyon Kurumu (TURKAK) kalibrasyon sertifikalarinin taninmasi konusunda Avrupa
Akreditasyon Birligi (EA) ve Uluslararasi Laboratuvar Akreditasyon Birligi (ILAC) ile karsilikli taninma
antlagmasini imzalamistir.

The Turkish Accreditation Agency (TURKAK) is signatory to the multilateral agreements of the European co-operation for the
Accredititation (EA) and of the International Laboratory Accreditation (ILAC) for the Mutual recognition of calibration certificates.

Olgiim sonuglari, genigletilmis 6lglim belirsizlikleri ve kalibrasyon metotlar bu sertifikanin tamamlayici kismi
olan takip eden sayfalarda verilmistir.

The measurements, the uncertainities with confidence probability and calibration methods are given on the following pages which
are part of this certificate.

Miihir Tarih Kalibrasyonu Yapan
Date of Issue Calibrated by
29.07.2015 Cihan YELESER

Kalibrasyon AJzmani

FORM NO:F-1.01 REV:2

\/

Bu sertifika, laboratuvarin yazili izni olmadan kismen kopyalanip ¢ogaltilamaz. imzasiz vé miihiirsiiz kalibrasyori’sertiﬁkalar gecersizdir.

This certificate shall not be reproduced other than in full except with the permission of the laboratory.
Calibration certificates without signature and seal are not valid.

METKAL (")lgﬂ ve Test Sistemleri San. ve Tic. Ltd. Sti. . Tel.: 0216 374 99 24 (pbx) Fax.: 0216 374 99 28
Cavusoglu Mahallesi Barbaros Hayrettin Paga Cad. No. 16 Kartal 34873 iISTANBUL www. metkal.com.tr metkal@metkal.com.tr




dlcli ve test sistemleri

ETKAL TURKAK

TURK AKREDITASYON KURUMU
TURKISH ACCREDITATION AGENCY

tarafindan akredite edilmis

METKAL Olgii ve Test Sistemleri ' | Ae-oviek
San. ve Tic. Ltd. Sti. AB-0016-K
Gavusoglu Mah. Barbaros Hayrettin Paga Cad. No:16 Kartal 34873 ISTANBUL
16-29013
Sayfa1/3 Kalibrasyon Sertifikasi
Page 1of 3 Calibration Certificate 06-16
Cihazin Sahibi / Adresi :  ARAYMOND BAGLANTI ELEMANLARI SAN. VE TIC.LTD.STI.
Customer / Adress

T.0.S.B. 3. CAD. 14. YOL NO:9 SEKERPINAR

41480 GEBZE / KOCAELI
istek Numarasi . 94302
Order No.
Makine/Cihaz : DIJITAL KUMPAS
Instrument/Device
imalatci : MITUTOYO
Manufacturer UY G U N D U R
Tip : 500-181-20
Type
Seri / Envanter Numarasi : 12361101 /089 (\/ b(’/ “"
Serial / Inventory Number
Kalibrasyon Tarihi : 10.06.2016

Date of Calibration

Sertifikanin Sayfa Sayisi : 3
Number of pages of the Certificate

Bu kalibrasyon sertifikasi, Uluslararasi Birimler Sisteminde (SlI) tanimlanmis birimleri realize eden ulusal
ol¢iim standardlarina izlenebilirligi belgeler.

This calibration certificate documents the traceability to national standards, which realize the unit of measurement according to the
International Systems of Units (Sl).

Tiirk Akreditasyon Kurumu (TURKAK) kalibrasyon sertifikalarinin taninmasi konusunda Avrupa
Akreditasyon Birligi (EA) ve Uluslararasi Laboratuvar Akreditasyon Birligi (ILAC) ile karsilikli taninma
antlasmasini imzalamistir.

The Turkish Accreditation Agency (TURKAK) is signatory to the multilateral agreements of the European co-operation for the
Accredititation (EA) and of the International Laboratory Accreditation (ILAC) for the Mutual recognition of calibration certificates.

Olgiim sonuglari, genisletilmis l¢iim belirsizlikleri ve kalibrasyon metotlari bu sertifikanin tamamlayici kismi

olan takip eden sayfalarda verilmistir.

The measurements, the uncertainities with confidence probability and calibration methods are given on the followmg pages which
are part of this certificate.

Miihiir Tarih Kalibrasyonu Yapan
Date of Issue Calibrated by
10.06.2016 Muammer ﬁéERLi

Kalibrasyon Uzmani

FORM NO:F-1.01 REV:2

Il

Bu sertifika, laboratuvarin yazili izni olmadan kismen kopyalanip gogaltllamaz\ eras‘; ve mihirsiz kalibrasyon sertifikalar gegersizdir.
This certificate shall not be reproduced other than in full except with the permlssmn of the laboratory.

Calibration certificates without signature and seal are not valid.

METKAL Olgi ve Test Sistemleri San. ve Tic. Ltd. Sti. )
Cavugoglu Mahallesi Barbaros Hayrettin Paga Cad.No.16 Kartal 34873 ISTANBUL

Tel.:0216-374 99 24(pbx)
www.metkal.com.tr

Fax:0216-374 99 28
metkal@metkal.com.tr




Phase 3 PPAP (Capacity Verification)

A. New Model Required OEE (Overall Equipment Effectiveness) - A.Raymon Baglanti Elemanlari San. Ve Tic. Ltd Sti  240504-000
A1) Supplier & Part Information A2) Capacity Requirements APW MPW e | A3) Key Contacts
[A.Raymon Baglanti Elemanlan San. Ve Tic. Ltd Sti Supplier Name Program Code <PA> [ 2400 [ 2880 [<PA>Requi Name Phone # Email
Gebze Location/Site Code Model Year Revised Requirements| STA Site Engineer[Andreas Erbe [+49 (4401) 981-393Andreas.Erbe@yazak\-europe.cc
[Trim Fastener Part Name Source of Capacity Requirements| Supplier Lead | |
240504-000 Part Number [28-Jun-2016 Date of Study GCPIMCPV_| I I Ford Buyer| I I
Capacity Requirements Supplier to demonstrate APW of 2400 parts per week operating no more than 5 days per week
Supplier to demonstrate MPW of 2880 parts per week operating no more than 6 days per week
Shared Load Required
A4) Planned Departmental Operating Process 1 Process 2 Process 3 Process 4 Process 5 Process 6 Process 7 Process 8
Pattern & Net Available Time APW Plan_| MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan_| MPW Plan | APW Plan | MPW Plan | APW Plan_| MPW Plan
A Process description (in value stream order) Injection
B  Days/Week 5 6
C  Shifts/ Day 3 3
D  Total Hours / Shift 8 8
E Contractual Planned Downtime - lunch, breaks, etc. 5 5
(minutes/shift)
F  Allocation Percent (enter 100 for dedicated) 17.9% 17.9%
G Net Available Time (hours / week) [B*C*(D-(E/60))*F] 21.26 25851l - - - - - s s s s s s s s s
G1 Planned Minutes per Changeover (into this part #) 0
G2 Planned Changeover Frequency / Week (into this part #) 1.00
A5) Required Good Parts / Week APW Plan | MPW Plan | APW Plan | MPW Plan [ APW Plan | MPW Plan | APWPlan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan
H  Percent of parts scrapped 2.0% 0.0% 0.0% 0.0% 0.0% 0.0% 0.0% 0.0%
J  Req'd Good Parts / Week to Support Next Process
2400 2880 - - - - - - - - - - - - - -
(Accounts for the scrap loss of each process:
Required Incoming Parts for  Injection
AG) Required OEE (Overall Equipment Effectiveness) APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan | APW Plan | MPW Plan
K Ideal Cycle Time per Tool or Machine (sec/cycle) 26 26
L  #of Tools or Machines in parallel 1 1
M # of identical parts produced per Tool or Machine Cycle 1 1
N Net Ideal Cycle Time (sec/part) [K/(L*M)] 26 26 - - - - s s s s s s s s s N
P Theoretical Parts per week at 100% OEE [G x 3600 / N] 2943 3531 - - - - - - - - - - - - - -
Q Required OEE [J/P] 81.5% 81.6% - - - - - - - - - - - - - -
R Percent of parts reworked (re-run through process)
S  Can process contain its changeover, scrap & rework VES VES . . . . . . . . . . . . . .
assumptions? [Is J/(100%-H) + (JxR) + (G1x60xG2/N) <= P]
T % Remaining for Availability & Performance Efficiency losses 14.4% 14.8% . . . . . . . . . . . . . .
{P - [(J/(100%-H)) + (JXR) + (G1x60XG2IN)]} / P o ©r
Enter any other assumptions for clarification
A7) Shared Process - Total Allocation Plan Injection
U  Enter Total % Allocation from "Shared Loading Plan" Sheet 75.6% I 65.6% I
B. Supplier Demonstrated OEE - Phase 3 PPAP (Capacity Verification)
B1) Equipment Availability Injection
V  Total Available Time (Include ACTUAL changeover time for
4 600
Shared) (minutes)
W  Planned Downtime - lunches/breaks/mtgs. (minutes)
X Net Available Time (minutes) [V - W] 600 - - - - - - -
Y  Shared Equip Changeover Time ACTUAL (minutes) 30
Z  Shared Equip Changeover Time Weekly Scaled (minutes) 14 ~ ~ ~ ~ ~ ~ ~
[Y*(X/60)/(G/G2)]
AB  Observed Unplanned Downtime (minutes) 1
AC  Operating Time (minutes) [X - Y - AB] 569 - - - - - - -
AD Equipment Availability [(X - Z - AB) / X * 100] 97.5% - - - - - - -
B2) Performance Efficiency
AE Total Parts Run (Good, Scrapped, & Reworked) 1250
AF  Net Ideal Cycle Time (seconds/part) [N] 26.0 - - - - - - -
AG Performance Efficiency (AE * AF / AC) 95.2% - - - - - - -
AH  "Availability" and/or "Performance Efficiency" Losses Not 27 ~ ~ ~ ~ ~ ~ ~
Captured (minutes) [AC - (AE * AF)]
33) Qua|ity Rate # % # % # % # % # % # % # % # %
AJ  # Parts Scrapped 3 .2% - - - - - - -
AK  # Parts Reworked - - - - - - - -
AL Quality Rate [(AE - AJ - AK) / AE] 99.8% - - - - - - -
B4) Overall Equipment Effectiveness (OEE)
AM Phase 3 OEE [AD * AG * AL] 92.6% - - - - - - -
B5) Process Specific Weekly Part Estimate [P * AM] 2725 | 3269 - - - - - - - - - - - - - -
B6) Observed Average Cycle Time (sec/cycle) 33.0
C. Gap Analysis - Required OEE vs. Demonstrated OEE; Predicted Good Parts / Week
Process Description| Injection
APW Result | MPW Result| APW Resutt | MPW Result| APW Resuit | MPW Resut| APW Result | MPW Resutt| APW Result | MPW Result| AP Resuit [ MPw Resut| APw Result | MPW Resutt| APW Result | MPW Result
Demonstrated OEE > Required OEE? (Is AM > Q?) ok [ ok | | | | | | |
Predicted Good Parts per wk Average Maximum ‘ oRexd OFE st APW ‘QReqd OEE st U ~Dormansated OEE ‘
Required Capacity 100%
IZAPW/MPW) 2400 2880 o
Phase 3 i
Demonstrated Capacity 2725 3269 80% T
Commitment (APPC/MPPC) 2725 3269 70% |
NOTES Capacity Study Number: K3 60%
w 50% ]
i
© 40% +—
30% {——|
20% {——|
10%
81.5% | 81.6% 0.0%__0.0% 0.0%__00% 0.0%__00% 0.0%__00% 00%__00% 0.0%__00% 00%__00%
0%
Injection
_--——=
SUPPLIER OPERATION MANAGEMENT APPROVAL FFOR STA USE
Version 5.0
Approved
Process Engineer emre.taner@araymond.com
Authorized Representative Name / Title Email Site Engineer STA LL6 Supervisor
- Rejected
Emre TANER 28/06/2016 262 658 10 58 © 2014 Ford Motor Company
Signature Date Phone Number ﬁgnature/Date Signature/Date

Capacity Analysis Report version 5.0

CAR FORM CONFIDENTIAL WHEN COMPLETED

Page 1 of 1

Date Revised: 09-May-2014
Date Printed:28/09/2016



ARaymor
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Contact Name Department Company Email Phone

Umit SAMLI A Raymond Tooling Manager A Raymond Umit.samli@araymond.com +90 262 658 10 58 ext 115
Elif Uyanik A Raymond Quality Responsible A Raymond Elif. Uyanik@araymond.com +90 262 658 10 58 ext 180
Burcu KARAKUS EROGLU A Raymond Program Responsible A Raymond Burcu.Eroglu@araymond.com +90 262 658 10 58 ext 148
Emel SARI A Raymond Sales Responsible A Raymond Emel.Sari@araymond.com +90 262 658 10 58 ext 136
Damien Fouesneau A Raymond, Head of Engineering, Turkey |A Raymond Damien.Fouesneau@araymond.com [+90 262 658 10 58 ext 128
Emre Taner A Raymond Production Responsible A Raymond Emre.Taner@araymond.com +90 262 658 10 58 ext 157
Metin Deniz A Raymond Industrilization Responsible A Raymond Metin.Deniz@araymond.com +90 262 658 10 58 ext 191
Erciment Guven A Raymond Preserial Quality Chief A Raymond Ercument.Guven@araymond.com +90 262 658 10 58 ext 129
Esin COLAK ERDEM A Raymond Head Of Quality, Turkey A Raymond Esin.Colakerdem@araymond.com +90 262 658 10 58 ext 112




Process-FMEA Overview

Company -
ARaymond Baglanti Elemanlan
Name:
FMEA Number: FMEA Date / Start: 03.08.2016
Part Name: CVR WIR SHLD FMEA Date / Revision: 19.02.2016
Team: Quality: Serkan Ozbozkurt, Sule Giinal, Ahmet
Part Number(s): |H1BT-14A390-ARB Glizel, Selguk Yilmaz,
Production Plant: Araymond Turkey
RPN | Frequency
50 2 RPN - Pareto
56 1 14
60 7
63 4
64 7 12
70 4
80 11
84 13 10
90 2
96 2 >
2
S 8
3
o
2
[
E 6
o«
4
2
2
1
0
50 56 60 63 64 70 80 84 90 96
RPN
]
No. RPN Failure Description rocess Rootcause
number
1 96 Qil stain on the part 9b Oil from tool
2 96 Oil stain on the part 9b Oil from machine
3 90 Burr 9b Incorrect tool cooling connection
4 90 Deformaiton on the functional area 9%b Cooling of the tool in functional ares is not enough
5 84 Short shot 9b Low tool temperature
6 84 Short shot 9%b Injection gate blok
7 84 Short shot 9b Raw material leakage from injection gate
8 84 Breakage or crack 9%b Deformation on the tool
9 84 Breakage or crack 9b Welding line on critical area
10 84 Breakage or crack 9b Degredation of raw material

FMEA Pareto Diagram V 1.0
24. Feb. 2015



QF-122

ARaymond®

A RAYMOND LTD STI

KALITE KONTROL PLANI

CONTROL PLAN

| [Prototip/Prototype

Kalite resim rev. no / Quality Drawin

[_]6n serifPre-Launch

[X]Seri tiretim/Production

Kalite Kontrol Plan no / Control Plan no QM-508

. Rev.no: Rev:Aa

Yayin Tarihi / Original Date

24/02/2016

Rev. Tarihi / Date of Update

Parca No / Part Number

240504000

Musteri Parca No/Customer Part No

H1BT-14A390-ARB

Teknik resim rev. no / Technical

H1BT-14A390-ARB / 20160629

Drawing. revision.no

Kalite Onay!1
Quality Approval

Diger Onaylar
Other Approva(if required)

Parca Adi / Part Name

CVR WIR SHLD

Hazirlayan / Edited by
Elif UYANIK

Firma Ad! / supplier Plant

Firma Kodu / Supplier Code

Ekip Uyeleri / core Team
Quality:Alp Ozpar

Engineering:Damien FOUESNEAU

Vel

A Raymond Turkey DUNS 565524845 PPL:Semra Cakiro gullari
Karakteristikler / Characteristics
Metot / Methods
Sira Proses Adi /OperasyonTanimi Sorumlu bélim Uretim Araci OKS i w Kontrol Metodu Reaksiyon plani
ltem |  Process Name/ Operation description Res.dept. Production equip No Orin Proses scc Kabul sinin Olcugiﬁ:m: a‘::rm 9| Numune Bayok fsikiik Control method Reaction Plan
No Product Process specifications/ tolerances Teomioue Sample sizelfreq.
— 1
Malz. Giri si i QP-102
L Incoming Materal PPL Q104 QP-103
l Malzeme Sertifikasi do gru olmali. .
Miz.Sertifika Kontrolu Gorsel Her Lot QP-102
.01 CertificateControl Material Certificate should be avaiable and Visual Each Batch QI-104 oP-103
Tanimlama Testi correct.
Ident ification Test
2. PPL HOSTACOM M2 UO1 02 Miktar Kontrol Sipari g Miktari ile ayni olmali. Gorsel Her Lot QH104 QP-102
. Quantity Control According to order Visual Each Batch QP-103
03 Amb. Kontrol Ambalajda hasar olmamali. Gorsel Her Lot QK104 QP-102
v : PackagingControl No damage Visual Each Batch QP-103
Transfer Lab. Num. Malzeme Sertifikasi
3. Transport PPL o1 Gonderimi Numune tanitim etiketi
Material Sample Material Certificate
ToQM Sample Label
Tanimlama Testi Malzeme Sertifikas!
a \dent Test oM o1 Gorsel Her Numune Numune tanitim etiketi QP-102
: Visual Each Sample Material Certificate QP-103
Sample Label
v QI-104 no'lu talimatta
o1 MVR Test Min: 15 g/10’ MFR Makinesi Tl‘gg;’;r:;egagzzkf’:;; QF-114 ggjgg
. o M 21 g0 MFR Machi . . -
230 °C/2,16kg ax g lachine which defined in Ql-112 Q1104
Incoming Inspection instruction QI-104
5. QM HOSTACOM M2 U01
QI-104 no'lu talimatta
o - belirtilen frekansa gore QF-114 QP-102
02 Yogurluk 1,02 - 1,06 glem? Yogunluk Terazsi | ccording to frequency Q103 QP-103
Density Density Balance . .
which defined in QI-112 Q104
instruction QI-104
Stok Malzeme Giri § Formu
Storage Malzeme Material entry Form
6. PPL 01 Material Inventory System
QF-415
Malz. Giri gi SAP Ciktisi
7 Incoming P o1 SAP Output
Malz. Tanimlanmasi SAP Ciktist Gorsel Her Palet
Tlgz":?‘,?;“; o1 Material Identification SAP Output Visual Each Pallet QF-407
8. P
02 Miktar Kontrol SAP Ciktisi Gorsel Her Palet QF-407
L : Quantity Control SAP Output Visual Each Pallet

Sayfal/3

Rev. No: 2



QF-122

Karakteristikler / Characteristics

Metot / Methods

Sira Proses Adi /OperasyonTanimi Sorumlu bslim Uretim Aract OKS N Kontrol Metodu Reaksiyon plani
item | Process Name/ Operation description Res.dept. Production equip No Oriin Proses scc Kabul sinin Olumidegerlenme tekni §i |\ o g ik ssikiik Control method Reaction Plan
No Product Process specifications/ tolerances Evaluation/Measur. Sample size/freq.
Technique
Kutu Etiketi / Box Label
- p " F-2
Enjeksiyon Enjeksiyon makinesi ayari Parametre sayfasina gore uygun olmall Gorsel Her tretim ba glangici
9b. Injection Mouldin, P 01 i QF-202 QP-103
J 9 Injection machine set-up Conformity to parameter sheet Visual Every start-up QF-203
QF-237
Genel Goriinii § Kontrol Seri Kglteliinlrol Kalite Resmi
s ilk Ba slatma Numunesine Uygun olmali Gorsel N Q-Drawing QP-102
.01 |General Appearance 2210 Talimati
Conformity to referance sample Visual QF-151 QP-103
Control Serial Quality Control
QI-143
Instruction
Seri Uret. ik B gl.Onay s K?"lis ' Kalite Resmi
First Sample Test 02 Tarih Kodlamasi 211 Giincel Olacak Gorsel erl _?alll.;a:mlro Q-Drawing QP-102
" | Date Marking Control Conformity to actual month and year Visual \matt QI-126 QP-103
Serial Quality Control
QF-151
Instruction
P H1BT 14A390 ARB Q1198
>PP-TD20< Seri Kalite Kontrol Kalite Resmi
MarkalamaKontroli Gorsel N Q-Drawing QP-102
.03 2212 Talimati
Marking control Visual QF-151 QP-103
Serial Quality Control
QI-143
Instruction
. Q.\-198 Kalite Resmi
" - Seri Kalite Kontrol
Ambalajlama Kontrol Ambalajlama Talimatina uygunluk Gorsel Q-Drawing QP-102
10 .04 . 2213 . . " Talimati
PackagingControl Conformity to packaging instruction Visual QF-151 QP-103
Serial Quality Control
Q1645
Instruction
Kalinlik 2mm. Slot 6l¢iisii 6.2x12.2mm olan
va Kalinlik 2mm. Slot dlgiist 6.4x12.4mm QI-198
olan metal plakaya metal plakaya kirnima Seri Kalite Kontrol Kalite Resmi
o |Fonksivone! Kontrol 2220 D‘pma d;'n (ak”ab‘i’lme"y Metal plaka 240504000 e Q-Drawing QP-102
7 |Functional Control . - Metal plate 240504000 F-151 P-103
unct 3 Control with Thickness 2mm, slot diameter P Serial Quality Control %7127 ol
6.2x12.2mm, Thickness 2mm, slot diameter Instruction
6.4x12.4 metal plate
Kalinlik 2mm. Delik cap1 @6.5 olan metal
plakaya ve kalinl gl\)ér:m. Delik cap1 @6.7 cen KaQﬁ\(—;?(imml Kalite Resmi
Fonksiyonel Kontrol . " Metal plaka 240504000 Q-Drawing QP-102
.06 . 2221 metal plakaya kirilma olmadan takilabilmeli. Talimati
Functional Control - - Metal plate 240504000 F-151 P-103
unet ) Control with Thickness 2mm, hole diameter P Serial Quality Control %7127 ol
@6.5, Thickness 2mm, hole diameter @6.7 Instruction
metal plate
Seri Kglteliinlrol Kalite Resmi
o7 Agirlik Kontrol 2240 Bir baski toplam a girlig Hassas Terazi Talimat Q-Drawing QP-102
071 control of Weight Weight of 1 shot Balance imat QI-109 QP-103
Serial Quality Control
QF-151
Instruction
Genel Gértinii § Kontrol Seri KaQIi‘t:iimrol Kalite Resmi
v $ ik Baglatma Numunesine Uygun olmali Gorsel Q-Drawing QP-102
.01 |General Appearance 2410 . . Talimati
Conformity to referance sample Visual QF-151 QP-103
Control Serial Quality Control Q143
o Instruction
11 Seri Uretim Kontrol QM
in-proc. Inspection Q1198
Seri Kalite Kontrol Kalte Resmi
o Tarih Kodlamasi 2411 Guncel Olacak Gorsel Talimat Q-Drawing QP-102
7% |Date Marking Control Conformity to actual month and year Visual QI-126 QP-103
Serial Quality Control
QF-151
Instruction
Parga adedi Kontrolii Kutu igerisindeki parca Talimatta belirtilen adetlere gére uygun
12 Part quantity control P o adedi olacak Hassas Terazi Her Kutu Q11645 QP-102
7 |Quantity of parts inside the Quantity of part should be according to Balance Each box QP-103
l box packaging instruction
Ambalaj Ambalajlama Talimatina uygun  sekilde
13 Packaging P .01 yapilacak Q11645
According to packaging instruction
Genel Gortinii § Kontrol Seri KaQIi‘t:iimrol Kalte Resmi
$ ik Ba glatma Numunesine Uygun olmali Gorsel Q-Drawing QP-102
QM .01 |General Appearance 5510 . . Talimati
Conformity to referance sample Visual QF-151 QP-103
Control Serial Quality Control Q143
Instruction

Sayfa2/3

Rev. No: 2
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Karakteristikler / Characteristics
Metot / Methods
Sira Proses Adi /OperasyonTanimi Sorumlu bélim Uretim Araci OKS . w Kontrol Metodu Reaksiyon plani
ltem |  Process Name/ Operation description Res.dept. Production equip No Orin Proses scc Kabul sinin Olgtim/degerlenme tekni gi |\ e Bayak fsikiik Control method Reaction Plan
" Evaluation/Measur. /
No Product Process specifications/ tolerances Sample sizeffreq.
Technique
Seri Kglteliinlrol Kalite Resmi
02 Tarih Kodlamas! 5511 Giincel Olacak Gorsel Talimat Q-Drawing QP-102
7" |Date Marking Control Conformity to actual month and year Visual ! QI-126 QP-103
Serial Quality Control
QF-151
Instruction
Kalinlik 2mm. Slot 6l¢iisii 6.2x12.2mm olan
va Kalinlik 2mm. Slot dlgtisi 6.4x12.4mm QI-198
olan metal plakaya metal plakaya kirlma Seri Kalite Kontrol Kalite Resmi
Fonksiyonel Kontrol plakay. plakay: Metal plaka 240504000 ‘ Q-Drawing QP-102
03 Eunctional Control 220 olmadan takilabimeli Metal plate 240504000 Talimau QF-151 QP-103
Final Kontrol Control with Thickness 2mm, slot diameter P Serial Quality Control Q127
Final Inspection 6.2x12.2mm, Thickness 2mm, slot diameter Instruction
6.4x12.4 metal plate
Kalinlik 2mm. Delik capi @6.5 olan metal
plakaya ve kalinl g‘\)é:\m. Delik cap1 @6.7 sen KaQﬁ\[—:i&mel Kalite Resmi
| -Di P-102
.04 Ez:z:gg:‘eéss{:g‘ol 2221 metal plakaya kirilma olmadan takilabilmeli. m&p‘;&: g:ggg:ggg Talimati QQFV?;V;IQ gprma
Control with Thickness 2mm, hole diameter P Serial Quality Control Q1127
@6.5, Thickness 2mm, hole diameter @6.7 Instruction
metal plate
Seri Kglteliinlrol Kalite Resmi
05 Agirlik Kontrol 5540 Bir baski toplam a girhi @i Hassas Terazi Talimat Q-Drawing QP-102
"7 |Control of Weight Weight of 1 shot Balance ! QI-109 QP-103
Serial Quality Control
QF-151
Instruction
A
Transfer
Transport SAP Ciktist
5 P 01 SAP Output
Stok
Storage SAP Giktist
16 PPL .01 SAP Output
Sevkiyat
Shipping SAP Ciktist
17 PPL .01 SAP Output
A 4 Teknik resimdeki tum Teknik resim Uzerindeki QF-185 no'lu listede
dlgimlerin do grulanmasi Tam olgamlerin tolerans iginde olmasi tam kontroler. belirtien frekansa gore QP-102
18 Denetim QM 01 |Verification of all inspections All dimensions must be ok. All inspestions on According (o frequency QF-156 QP-103
Layout / requalification . which defined in list QF-
on drawing drawing
185
Gegmis

Revizyon no /
Old Revision

Revizyon tarihi /
Revision date
no

Revizyon nedeni / Revision reason

0 24/02/2016

ilk yayin / First Issue

Sayfa3/3
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ARayrmond® NUMUNE GONDERIMI

A RAYMOND LTD STI

SAMPLE SUBMISSION

Gonderi Referansi
Submission Reference

2016_01_04 1

Gonderi Amaci
Submission Aim

TO SAMPLES

Musteri Parca Numarasi
Customer Part Number

H1BT-14A390-APA/ARA

A Raymond Parca Numarasi

A Raymond Part Number 240507000/240504000

Miktar

Quantity 8+4

Gonderen BURCU KARAKU S§ EROGLU

Sender

Tarih 04/01/2016

Date

Alan Ahlrich / Jansen/Liedtke

Receiver

Ad Roberet-Bosch-Str. 43

Addrriis 50769 KoIn
Deutschland_GERMANY

Telefon

Tel:49 (4401) 981-492

Lutfen numuneleri aldi  ginizi teyid ediniz.
Please confirm when you receive the samples.

burcu.eroglu@araymond.com

Tel : +90 262 658 10 58

damien.fouesneau@araymond.com

QF_174

Rev.No:1



-y YAZAKI
TEAM FEASIBILITY STATEMENT

Customer & Project Name: B479 Supplier: ARAYMOND BAGLANTI ELEMANLARI
Part Number: H1BT-14A390 ARA Part Name: CVR WIR SHLD
Yazaki SQE Engineer: MICHEAL LENZ Date: 07-Dec-15

Feasibility Considerations

Our product quality planning team has considered the following questions, not intended to be all-inclusive in performing a feasibility
evaluation. The drawing and/or specifications provided have been used as a basis for analysing the ability to meet all specifications.

Current material usage: PA6 GF 15

Drawing no and revision: 20112015

Applied specifications: WSKM4D635-A2/WX 100/00.00-E-412

YES | NO - CONSIDERATION

£d Is the product adequately defined (application requirements, etc.) to enable feasibility evaluation?
X Can Engineering Performance Specifications be met as written?
£d " |Can product be manufactured to tolerances specified on the drawing?
Ed Can product be manufactured in accordance with Cpk's / other characteristics that meet requirements?
£ Is there adequatq capacity to _pfoduce the_product? . :
x| Does the design allow the use of efficient material ha[;aliﬁg»}_ezghﬁidues? 3

Can the product be manufactured without incurring any unusual:

£ Costs for capital equipment?
L Costs for tooling?
X Alternative manufacturing methods?

% [Is statistical process control required on product?

% |ls statistical process control presently used on similar products?

Where statistical process control is used on similar products: =

X Are the processes in control and stable?

£d Where relevant are Cpk’s greater than 1.33?

* |Are any toxic/hazerdous substances concerned (SOC) included?

Conclusion
x Feasible Product can be produced as specified
Feasible Changes recommended:
I:INot Feasible Design revision required in order to produce product within the specified requirements:
Sign-Off Team:
Name Title Sign Date
BUSINESS DEVEPLOMENT
DAMIEN FOUESNEAU MANAGER < A= L omm2i01s
EMRE TANER PROCESS ENGINEER 07/12/2015
ERCUMENT GUVEN PRE SERIAL QUALITY CHIEF )/Z/ ) 07/12/2015
EMcL uAakl SALES ENGINEER 07/12/2015
L' |%7
SEMRA CAKIROGULLARI PLANING&LOGISTIC MANAGER | * 7,( }\ 07/12/2015

Submit this form after completion to the respective Yazaki Project Supplier Quality Engineer (SQE) or ComBU QA Planner
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URMA

Organizasyon / Organisation : A.RAYMOND TR AR Parca No - Varyant - Seviye/ AR Part No : 240504 000 Aa
Olciim Yapilan Yer / Inspection Facility : A.RAYMOND TR Miisteri Parca No / Customer Part No : H1BT 14A390 ARA
Parca ismi / Part N : Cable Ch l
Olgiim Talep Nedeni / Reason for Test : TO AR TR Production test —— area =M a‘r ame ane —hanne
Referans - Resim Tipi / Referance - Drawing Type : Z PARTNER DRAWING
Hammadde / Raw Material : HOSTACOM M2UO01 Black 102942 (PP-T20) Deneme - Uretim Tarihi / Trial - Production Date : 28.03.2016 TO
Parca nem orani / Humidity of Part : 0,22 Deneme - Montaj Tarihi / Trial - Assembly Date : n/a TO
Enjeksiyon Makinasi / Injection Machine : 80T Test Tarihi / Test Date : 15/04/2016
Goz x Baski x Ol¢iim / Cavity x Shot x Test Per Part : 2 10 0 | Lab. Sicakligi ve Nemi / Lab. Temp. / Hum. (20°C £+2°C / %50 £10) : 22C
Olciilen Degerler / Measured Values
Test Araclan Bilgisi / Test Tools Info Belirlenen Limit / Goz Test Sonuclari / Test Results Karar /
re . . (Force : N, Torque : N.m) Result
TEST NO| Test Tipi / Test Type Specification Limit Sayis1 /
1. Mal / Olgiiler /1, oy g | Ousiter/ 1 speed | Test aleti/Test | (FOrce: N> Torque: | Cavity
’ Sazemet Dimensions " :zemet Dimensions | - f pee es 5 et/ les N.m) Number | shot1 | shot2 | shot3 | Shot4 | shot5 | shote | Shot7 | shot8 | shot9 | shot 10 | OK 7 NOK
. Suppor (mm) . Suppor (mm) (mm/s, rpm) evice
1 Push In Force Metal Plate | 12.2%6.2%2 100mm/min | O Testing 75 MAX 1 (20.33[20.29]19.39| 19.72 | 20.87 | 20.18 | 20.35 | 20.06 | 20.59 | 20.75 | OK
2 Pull Out Force Metal Plate 12.4%6.4%2 100mm/min F";:J‘f::"g 80 MIN 1 109.4|104.2(109.7|106.24|107.51|113.90]|109.47]|102.95|116.09[111.53| OK
3 Push In Force Metal Plate 6.5%2 100mm/min | O Testing 75 MAX 1 [25.32(26.15[25.56] 26.10 | 25.64 | 26.60 | 26.36 | 25.37 | 27.13 | 25.85 | OK
4 Pull Out Force Metal Plate 6.7*2 100mm/min Fox:‘;?::ng 80 MIN 1 209 |224.71216.1|208.76|226.90|220.30|213.29]/218.09|216.03|217.66 OK
5 Handling Drop Test 1 OK OK OK OK OK OK OK OK OK OK OK
REFERANS / REFERENCE DOCUMENT ACIKLAMALAR / OBSERVATION KONTROL EDEN / CONTROLLED BY ONAYLAYAN / APPROVAL
[ Por
Z PARTNER Y
DRAWING REFERENCE Selcuk YILMAZ Burcu EROGLU

DOCUMENT

TEST PARCASI / TEST PART EKIPMANLAR / EQUIPMENTS (Test Plate, Test Machine, Plate, Pin...) TEST GORUNTUSU 7 TEST VIEW
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g YAZAKI

PACKAGING SPECIFICATION

Yazaki Part number:

H1BT 14A390 ARB

Suppier Part number:

240504 000

Supplier Name:

A.Raymond Ba glanti Elemanlari San.ve Tic.Ltd. $ti.

Part Description:

Cable Channel

PLASTIC BAG - STACK METHOD

Bag size: X mm
Include Sketch/Picture:
Quantity of bags/carton: pcs
or
Quantity of cartons/stage: pcs
Total Qty per box - SPS: pcs
(SPS - Standard packsize)
BLANC CARTON BOX Box type: Carton box
Include Sketch/Picture of Box and Label:
Box dimensions: 60 X 40 X 30 mm
(Length x Width x Height)
Wall thickness: mm
Full box weight: 4.75 kg
Label type: Odette Label *)
Label colour: white *)
Label position: Please see photo *)
Label details / size: 165 X 210 mm (¥)
PALLET Pallet type: Returnable Euro palet
Include Sketch/Picture of complete pallet: (one-way Euro pallet - fumigated)
(incl. cartons & wrapping/strapping) Empty pallet size (LxXWxH): 1200 X 800 X 150 mm
Max. Height 1.80 m
Full pallet size (LXWxH): 1200 X 800 X 1350 mm
Max. Height 1.80 m
Total nr of boxes per stage: 16 boxes
Nr of stages per pallet: 4 stages
Full pallet weight (max. 800 kg): 76 kg
Wrapping : No
Strapping : No
Pallet stackable : No

(*) Notes to labels:

1. Label type : each primary product packaging must be labelled with an adhesive bar-code label, type Odette, VDA, etc.
2. Label info : label info shall be clear and scannable and include as a minimum; Supplier name, Yazaki part number, Supplier reference nr, Quantity, Trace-ability info (e.g. Lot nr,

Production info, Order ref., etc.).
3. Additional/specific labels

Orange : Whenever an Engineering Change occurs, the next three (3) consecutive deliveries have to be identified with an extra orange / otherwise agreed label.
Green: Whenever a quality concern has occurred, the next three (3) separate O.K. deliveries (Good Job) must be identified with an extra green label.

Signature Supplier:

Signature

Quality Engineer: Erciiment Gliven

}//W’/’

Signed by:
Function:
Date:
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