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Purchase Order Quality Clauses 
 

Purpose 
This document defines Stelia Aerospace North America’s (STENA) Purchase Order (PO). 
Quality Clauses. 

 
 

Scope 
This document defines some Specific Terms and Conditions and applies to the Supplier and its 
sub-tiers furnishing Items or Services in relation to a PO, regardless of Supplier’s industry, 
regulatory accreditation, or certification status. The Supplier shall flow down applicable 
requirements to sub-tiers. 

Requirements identified in the PO shall take precedence over this document in the event of a 
conflict. A PO line item may also identify additional requirements. 

Any exceptions or changes to this document shall be approved in writing by Stelia Supplier 
Quality and incorporated in the PO or documented via a formal waiver. 

Definitions: Unless otherwise stated, terms beginning with a capital letter and used in this 
document are defined in the General Terms and Conditions (SOP-002-18). The terms 
“Purchase Order” shall have the same meaning as the terms “Order”. 
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1 Mandatory Quality Clauses 
The following clauses are mandatory and apply to all POs: 

 
Clause #M1 Quality Management System (QMS) 
The Supplier shall maintain a QMS approved by the Purchaser. 

 
Clause #M2 Right of Entry 
During performance of this Order, authorized representatives of the Purchaser or its Customer, 
including internal or external auditors, shall have the right to visit the Supplier's facilities and the 
facilities of any of its service providers, and/or sub-tiers involved in the performance of the PO, 
at any time during normal business hours to conduct reviews, monitor, coordinate, expedite 
performance, and/or audit the Supplier’s performance of its obligations, including but non limited 
to the means implemented to ensure its compliance with all applicable requirements, laws and 
regulations and to secure necessary information for such purposes. The Supplier shall furnish, 
at no cost to the Purchaser, the necessary facilities and equipment, supply data, and perform 
tests as required by applicable drawings, Specifications, and inspection instructions required. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 

 
Clause #M3 Documentation 
The Supplier shall maintain, and have available on a timely basis, quality records traceable to 
the conformance of product/part numbers delivered to the Purchaser. The Supplier shall make 
such records available to regulatory authorities and the Purchaser's authorized representatives. 
The Supplier shall retain such records for 10 years from the date of shipment under each 
applicable Order for all Items, product/part numbers unless otherwise specified on the PO. 

The Supplier shall notify the Purchaser prior to the disposal of any records and the Purchaser 
reserves the right to request delivery of such records. In the event the Purchaser chooses to 
exercise this right, the Supplier shall promptly deliver all requested records to the Purchaser at 
no additional cost via the media and method agreed upon by both Parties. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 
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Clause #M4  Use of Customer-Designated or Approved External Providers. 
Supplier shall only use those sources specified on the applicable Customer Approved 
Supplier Listing for any process defined within the Engineering as Controlled or otherwise 
requiring approval. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 

 
Clause #M5 Non-Conforming Products or Services 
If the Purchaser discovers any non-conformity in a purchased Item or Service, the following 
actions shall be taken: 

• The Purchaser may forward to the Supplier a "the Supplier corrective action request". 
The Supplier shall respond in the time frame identified on the request. 

• Failure to promptly implement corrective action shall be cause for rejection of all 
subsequent shipments and removal from the Purchaser’s approved the Suppliers list. 

• All rejected articles resubmitted by the Supplier to the Purchaser shall bear adequate 
identification, including reference to the Purchaser’s rejection document. 

At the discretion of the Purchaser, where the Purchaser’s production schedule does not allow 
return of defective product/material, the Purchaser reserves the right to rework/repair defective 
product. To contest any rejection, the Supplier shall submit a completed form SCQA-QCI-001- 
08 (available on the Purchaser’s website). All supporting evidence is to be included with the 
submission. Forms shall be submitted to the Purchaser representative referenced on the 
applicable PO. 

 
Clause #M6 Transfer of Work 
The Supplier shall advise the Purchaser 6 months in advance of any transfer of operations (e.g. 
from one Supplier facility to another, from a Supplier facility to a sub-tier, from a sub-tier to 
another sub-tier) and allow sufficient time for review and approval by the Purchaser. The 
Supplier will present a detailed transfer plan to the Purchaser addressing as a minimum: 

• description of the new location, with general layout and pictures or floor plan; 
• a list of parts involved in the transfer; 
• timeline and plan for each step in the transfer including: 

o production stop date at the original site; 
o new location set-up; 
o equipment/Tooling movement, re-calibration, and req-qualification as applicable; 
o work force training and certification as applicable; 
o last article inspection (LAI) plan at the old location; 
o first article inspection (FAI) plan at the new location; 
o risk assessment and mitigation plan 

This activity will be at the Supplier’s cost and sufficient necessary stock will be produced to 
cover the transition period and to avoid any potential impact to the Purchaser. 
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Clause #M7 Awareness 
The Supplier shall ensure their personnel are aware of and the Purchaser reserves the right to 
request evidence of: 

• their contribution to product or service conformity; 
• their contribution to product safety; 
• the importance of ethical behavior. 

 
Clause #M8 Notice of Escape (NoE) 
The Supplier shall provide written notification, meaning Notice of Escape (NoE), to the 
Purchaser when a nonconformance is determined to exist, or is suspected to exist, on Items 
delivered to the Purchaser. Written notification shall include: 

• Affected Items, including process(es) or part number(s) and description(s) 
• description of the nonconforming condition and the affected engineering requirement 

(i.e., what it is and what it should be) 
• quantities, shipping dates, POs and destinations of delivered shipments 

suspect/affected serial number(s) or date codes, lot numbers, or other part identifier and 
airplane line units when applicable. 

Notification shall occur within three (3) business days of knowing all the above information. If 
there is any product safety concern, submit all available information immediately. 

If the nonconforming condition has been previously identified by the Purchaser and a corrective 
action has been requested, the Supplier shall notify the initiator identified on the corrective 
action that additional parts are affected (same part number(s)/same condition). Note: additional 
part numbers or new nonconforming conditions are in scope for the NoE process. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 
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Clause #M9 Counterfeit Item 
“Counterfeit Item” means Item that is or contains unlawful or unauthorized reproductions, 
substitutions, or alterations that have been knowingly mismarked, misidentified, or otherwise 
misrepresented to be an authentic, unmodified part from the original manufacturer, or a source 
with the express written authority of the original manufacturer or current design activity, 
including an authorized aftermarket manufacturer. Unlawful or unauthorized substitution 
includes used Item represented as new, or the false identification of grade, serial number, lot 
number, date code, or performance characteristics. 

"Suspect Counterfeit Item" means Item for which credible evidence (including, but not limited to, 
visual inspection or testing) provides reasonable doubt that the Item is authentic. 

The Supplier shall not deliver Counterfeit Item or Suspect Counterfeit Item to the Purchaser. 
 

The Supplier shall only purchase products to be delivered or incorporated as Item to the 
Purchaser directly from the Original Equipment Manufacturer (OEM), or through an OEM 
authorized distributor chain. The Purchaser may use another source only if 

i. the foregoing sources are unavailable, and 
ii. Supplier’s inspection and other counterfeit risk mitigation processes will be 

employed to ensure the authenticity of the Item, and 
iii. the Supplier obtains the advance written approval of the Purchaser 

 
The Supplier shall maintain a counterfeit detection process that meets the intent of AS5553 
(Counterfeit Electrical, Electronic, and Electromechanical Parts; Avoidance, Detection, 
Mitigation, and Disposition) and AS6174 (Counterfeit Materiel; Assuring Acquisition of Authentic 
and Conforming Materiel). 

The Supplier shall immediately notify Purchaser with the pertinent facts if the Supplier becomes 
aware that it has delivered Counterfeit Item or Suspect Counterfeit Item. When requested by the 
Purchaser, the Supplier shall provide OEM documentation that authenticates traceability of the 
affected Items to the applicable OEM. The Supplier, at its expense, shall provide reasonable 
cooperation to the Purchaser in conducting any investigation regarding the delivery of 
Counterfeit Item or Suspect Counterfeit Item. 

In the event that Item delivered constitutes or includes Counterfeit Item, the Supplier shall, at its 
expense, promptly replace such Counterfeit Item with genuine Item conforming to the 
requirements. Notwithstanding any other provision, the Supplier shall be liable for all costs 
relating to the removal and replacement of Counterfeit Item, including without limitation the 
Purchaser 's costs of removing Counterfeit Item, of installing replacement Item and of any 
testing necessitated by the reinstallation of Item after Counterfeit Item has been exchanged. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 
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2 Commodities 
The following table defines the applicable Quality Clauses based on assigned Commodity 
Codes: 

 
 Commodity Codes 
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1    X    X X           

5 X X X X X X X X X X X X X X X X  X  

7 X X X X X X X X X X X X X X X X    
8 X X X X X X X X X X X X X X X X   X 
9 X X X X X X    X X X X X    X X 
11 X X X X X X X X X  X X X X X X  X X 
14 X X   X X  X X  X  X X      
16 X X   X X     X X X      X 
17 X X X X X X X X X X X X X X X X   X 
18 X X X X X X X X X X X X X X X   X X 
19                 X   

20 X X X X X X X X X X X X X X X X   X 
21 X X   X X     X X X      X 
22 X            X       

23 X X X X X X X X X X X X X X X X   X 
30 X   X X X     X X X X     X 
34 X X X X X X X X X X X X X X X X   X 
40 X X  X X X     X X X      X 

 
A PO line item may identify additional requirements and clauses, as well as program, product, 
or part-specific clauses. All standard clauses not contained in the above table may be invoked 
in this manner. 
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3 Quality Clauses 

Clause #1 First Article 

The Supplier shall perform a First Article Inspection (FAI) in accordance with AS/EN/SJAC 9102 
and SCQA-QCI-004 (available on the Purchaser’s website). The Supplier is to clearly identify 
FAI parts on packaging and all paperwork. 

If the Supplier has a net-inspect account, FAI reports are to be submitted electronically via net- 
inspect, all others to be submitted via email. FAI reports are to be submitted no later than 7 days 
prior to the planned ship date. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 

Clause #2 First Article – Source Inspection 

The Supplier shall perform a First Article Inspection (FAI) in accordance with AS/EN/SJAC 9102 
and SCQA-QCI-004 (available on the Purchaser’s website). 

On-site source inspection of the first production Item will be required. Follow-on Items may be 
source inspected at the discretion of the Purchaser. In the event of a rejection, a delta FAI 
report will be required on the next lot manufactured for those characteristics found to be non- 
conforming. The Purchaser shall be notified of the completion schedule. 

Clause #3 Source Inspection 

The Purchaser’s source acceptance is required. Notify the Purchaser ten (10) business days in 
advance of the required source inspection activity unless the Purchaser’s source acceptance 
has been delegated. 

Clause #4 Government Quality Assurance 

Arrangements shall be made promptly with the government quality assurance representative for 
the Supplier area or facility, so that appropriate government quality assurance can be 
accomplished prior to release authorization. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 

Clause #5 Quality Assurance Audits 

The Supplier's QMS and manufacturing processes may be subject to periodic audits by the 
Purchaser. 
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Clause #6 Statistical Process Control (SPC) 

Statistical process control (SPC) shall be implemented by the Supplier. A process control plan 
shall be submitted to the Purchaser for approval. 

Clause #7 Data Package 

Supply any catalogues, Specifications, drawings, or any other information needed to identify, 
inspect, install, and maintain a purchased Item. 

Clause #8 Certificate of Conformance (CoC) 

Shipment of each deliverable end Item shall be accompanied by a CoC. The CoC shall contain 
the following information: 

• Supplier’s name and address 
• Purchaser PO number and Item number 
• date of shipment 
• total quantity shipped and the quantity in each container 
• part number shown on the Purchaser PO 
• description/nomenclature 
• unit of measure 
• warranty data and certification data, as applicable 
• serial number(s), as applicable 
• eTag numbers for any non-conformances, as applicable 
• list of all controlled materials and special processes with source identified 
• provide traceability to lot or batch number 
• attest that material(s)/item(s) conform to drawing(s), Specification(s) and PO 

requirements and be signed by an authorized representative. 

A CoC template (SCQA-QCI-008-01) can be provided by the Purchaser to the Supplier if 
needed. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 
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Clause #9 Test Certificate and Certificate of Analysis (CoA) 

The Supplier shall perform acceptance testing on the lot, batch or Item as required by the 
applicable Specification(s). The Supplier shall include with each shipment the acceptance test 
reports (e.g., test certificate or CoA). The test reports shall include control identity (e.g., heat, 
lot, batch, serial number) of materials or Item(s) tested, actual values when applicable, 
references to applicable Specification(s) including revision, and shall be signed by the Supplier 
authorized agent. The report shall establish the quantity of materials or Item(s) associated with 
each traceability number shipped. 

If the Supplier is not the manufacturer, the Supplier shall furnish the manufacturer's test report 
as described above. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 

Clause #10 Interchangeability 

The Supplier shall maintain a control system to ensure interchangeability. The Supplier's 
interchangeability control plan shall be submitted with the Supplier’s proposal. 

Clause #11 Configuration Control 

The Supplier shall maintain an effective configuration control system which assures that the 
products being produced are in full conformity to the approved drawings, material Specifications 
and auxiliary documents. Requests for waivers, deviations or design changes shall be submitted 
to the Purchaser for approval. The Purchaser reserves the right to conduct a physical 
configuration audit (PCA) and functional configuration audit (FCA). 

Clause #12 Quality Plan 

The Supplier shall develop and submit a quality plan prior to delivery of any parts to the 
Purchaser. The Purchaser shall approve the Suppliers quality plan. The acceptance of the 
quality plan by the Purchaser does not relieve the Supplier of the responsibilities defined in a 
PO. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 
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Clause #13 Manufacturing Plan 

The Supplier shall develop and submit a manufacturing plan prior to manufacturing any parts for 
the Purchaser. The manufacturing plan shall consist of all operations used in the manufacture of 
the part, including all subcontracted process(es), equipment used and special process(es). The 
acceptance of the manufacturing plan by the Purchaser does not relieve the Supplier of the 
responsibilities defined in a PO. 

Clause #14 Foreign Object Damage/Debris (FOD) Prevention Program 

The Supplier shall establish specific requirements and procedures for the control of FOD and 
shall have controls which are being implemented to ensure cleanliness of work areas. These 
requirements and procedures shall meet the intent of AS 9146 (Foreign Object Damage 
Prevention Program – Requirements for Aviation, Space, and Defense Organizations). This 
FOD prevention program shall extend to components and assembly storage, workshops and if 
present, hanger facilities. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 

Clause #15 Customized Detailed Inspection Checklist 

The Supplier and the Purchaser will agree upon a detailed inspection checklist. The Purchaser 
will review the detailed inspection checklist and approve it. Once approved by the Purchaser 
and agreed upon by the Supplier, the inspection checklist will be supplied with the purchased 
Items to the Purchaser. 

Clause #16 Batch or Lot Numbers per Shipment 

Any material that has a manufacturer’s batch or lot number and shelf-life conditions stated on 
this PO shall have only a single (1) manufacturer’s batch or lot number shipped against a single 
PO line without express written authorization from the Purchaser. Any violation of this clause 
may result in the Supplier being charged for the additional receipt testing performed at the 
Purchaser. 

Clause #17 Workmanship 

All details of workmanship on production parts, castings, and injection moulded parts, etc. Shall 
be of the highest grade consistent with the intention of the drawings and Specifications, in 
addition to compliance to the physical and performance requirements. 

Deliverables shall have no evidence of cracks, dents, scratches, burrs, sharp edges, loose 
parts, foreign material or any evidence of poor workmanship that will render the deliverables 
unsuitable for the intended purpose. 
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Clause #18 Qualified Products and/or Materials 

All raw materials shall be supplied or manufactured by qualified and/or approved sources. If the 
product and/or material Specification has a qualified products list (QPL), or qualified 
manufacturers list (QML) then the manufacturer of that product shall be listed therein. 

The Supplier shall include the provisions set forth in this clause, or equivalent provisions, in 
lower tier subcontracts for the delivery of Items that will be included in or furnished as Item to 
the Purchaser. 

Clause #19 Calibration Services and Certificates 

The calibration service requested shall perform calibration or verification against measurement 
standards traceable to international or national measurement standards. When no such 
standards exist, the basis used for calibration or verification shall be retained as documented 
information. This information shall be identified on the calibration certificate. The calibration 
certificate shall also be traceable to the item being calibrated. The “as found/received” and “as 
calibrated” conditions shall also be documented on the calibration certificate. Rental equipment 
shall be provided with a valid calibration certificate meeting the requirements of this clause. 

Clause #20 Identification & Packaging 

Material supplied to the Purchaser shall be identified with part number and serial, lot or batch 
number which has been produced in a homogenous process. Special preservation, packaging, 
identification, and shipment shall be in accordance with drawing, Specification, or PO 
requirements. The identification of the end Item shall provide traceability to the process, 
material, and components. 

The Supplier shall mark each individual Item and applicable documentation (e.g., test report, 
shipping documents, or certificates) to show clear traceability to lot or batch number. Unless 
otherwise directed by this Order or Specific Terms and Conditions such as Specifications, when 
the size of the Item does not permit marking of individual Items, the Supplier will label each 
package or box furnished. 
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Clause #21 Shelf-Life Identification 

The shelf life is length of time a material can be stored in a specified environment and continue 
to meet Specification requirements and properties, remaining suitable for its intended use. 

Should a shelf life be applicable, the date used to determine the shelf-life (manufacture, 
shipment, receipt or as otherwise defined by the controlling Specifications) and therefore the 
date of expiry is to be clearly marked on all unit containers and packaging as well as clearly 
identified on the paperwork (format preferred: dd/mmm/yyyy). All dates not provided in this 
format (i.e. including the day, month and year) will be treated as the 1st of the given month. 
When the size of the Item or the controlling Specification(s) does not permit marking of 
individual Items, the Supplier shall label each package or box. 

Elastomeric parts: all elastomeric parts will be identified on the part itself or on interior and 
exterior packaging with a cure date in compliance with the Specification(s). 

Clause #22 Temperature Recorders 

A temperature recorder shall accompany all temperature sensitive material. Include a minimum 
of 2 per lot as applicable, unless otherwise stated on a PO or in the Specification(s). All 
temperature recorders shall have proof of calibration and the expiry date. The Supplier shall 
validate that all temperature recorders are turned on and working before placing it with the 
materials. 

Clause #23 Request for Concession 

A Supplier non-conformance notification (SNN) shall be submitted per SCQA-QCI-010 to 
document any feature, attribute or characteristic, other than shelf life remaining, which does not 
meet the requirements of the PO, engineering drawing or Specification, and which cannot be 
reworked to conform with these requirements by normal shop practices if the Supplier wishes to 
request authorization to deliver the part. 

To request authorization to ship product with reduced out-time or shelf life remaining, contact 
the Purchaser. If acceptable to Purchaser, a waiver will be provided (SCQA-QCI-008-02). 

Clause #24 

Intentionally Left Blank. 
 

Clause #25 

Intentionally Left Blank. 
 

Clause #26 

Intentionally Left Blank. 
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Clause #27 

Intentionally Left Blank. 
 

Clause #28 

Intentionally Left Blank. 
 

Clause #29 

Intentionally Left Blank. 
 

Clause #30 Out-time (80%) 

The out-time is the period of time in which a material retains desirable handling characteristics 
and performance properties outside a specified storage environment (e.g. a freezer, in the case 
of thermoset prepregs, film adhesive, etc.). 

Time and Temperature Sensitive Material is not to be shipped to the Purchaser with less than 
80% of the original out-time remaining, per the controlling Specification(s). In the event that this 
shipment is arranged by the Supplier, the out life remaining is based on the amount remaining 
upon receipt at the Purchaser’s facility. If shipment is arranged by the Purchaser, the out-time 
remaining is based upon the amount remaining at pick up by the Purchaser’s carrier. 

To request authorization to ship product with less than 80% out-time remaining, contact the 
Purchaser. If acceptable to the Purchaser, a waiver will be provided (SCQA-QCI-008-02). 

Clause #31 

Intentionally Left Blank. 
 

Clause #32 

Intentionally Left Blank. 
 

Clause #33 

Intentionally Left Blank. 
 

Clause #34 Distributor 

When the Supplier is a distributor other than the original equipment manufacturer (OEM), the 
OEM shall be identified within the Supplier's shipping documentation and a copy of the OEM 
paperwork shall be provided. 

Clause #35 

Intentionally Left Blank. 
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Clause #36 

Intentionally Left Blank. 
 

Clause #37 

Intentionally Left Blank. 
 

Clause #38 

Intentionally Left Blank. 
 

Clause #39 

Intentionally Left Blank. 
 

Clause #40 Shelf Life (80%) 

The shelf life is length of time a material can be stored in a specified environment and continue 
to meet Specification requirements and properties, remaining suitable for its intended use. 

Time Sensitive Material is not to be shipped to the Purchaser with less than 80% of the original 
shelf life remaining, per the controlling Specification(s). The Supplier is also responsible for 
compliance with any additional storage-life requirements per the controlling Specification(s). 

To request authorization to ship product with reduced shelf life remaining, contact the 
Purchaser. If acceptable to Purchaser, a waiver will be provided (SCQA-QCI-008-02). 

Clause #41 Shelf Life (60%) 

The shelf life is length of time a material can be stored in a specified environment and continue 
to meet Specification requirements and properties, remaining suitable for its intended use. 

Time Sensitive Material is not to be shipped to the Purchaser with less than 60% of the original 
shelf life remaining, per the controlling Specification(s). The Supplier is also responsible for 
compliance with any additional storage-life requirements per the controlling Specification(s). 

To request authorization to ship product with reduced shelf life remaining, contact the 
Purchaser. If acceptable to Purchaser, a waiver will be provided (SCQA-QCI-008-02). 
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Clause #42 Shelf Life (50%) 

The shelf life is length of time a material can be stored in a specified environment and continue 
to meet Specification requirements and properties, remaining suitable for its intended use. 

Time Sensitive Material is not to be shipped to the Purchaser with less than 50% of the original 
shelf life remaining, per the controlling Specification(s). The Supplier is also responsible for 
compliance with any additional storage-life requirements per the controlling Specification(s). 

To request authorization to ship product with reduced shelf life remaining, contact the 
Purchaser. If acceptable to Purchaser, a waiver will be provided (SCQA-QCI-008-02). 

Clause #43 Shelf Life (70%) 

The shelf life is length of time a material can be stored in a specified environment and continue 
to meet Specification requirements and properties, remaining suitable for its intended use. 

Time Sensitive Material is not to be shipped to the Purchaser with less than 70% of the original 
shelf life remaining, per the controlling Specification(s). The Supplier is also responsible for 
compliance with any additional storage-life requirements per the controlling Specification(s). 

To request authorization to ship product with reduced shelf life remaining, contact the 
Purchaser. If acceptable to Purchaser, a waiver will be provided (SCQA-QCI-008-02). 

Clause #44 Supply Chain Traceability 

The Supplier shall maintain a method of traceability that ensures tracking of the supply chain 
back to the manufacturer of the Item being delivered. This traceability method shall clearly 
identify the name and location of all of the sub-tiers and intermediaries from the manufacturer to 
the direct source of the material for the Supplier and shall include the manufacturer’s 
identification for the Item(s) such as date codes, lot codes, heat codes, serializations, unique 
Item identifiers, or batch identifications. Proof of this traceability shall be provided with the Item. 
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4 Customer/Program Quality Codes 
The following table defines the applicable Quality Requirements based on Customer/Program 
Codes: 

 
Customer/Program Code # Applicable Documentation and Appendix/Attachments 
00149 Honeywell Appendix A; Attachment 1: SPOC; Attachment 2: SPOC 

Unincorporated Changes 
20035 Sikorsky Appendix B; Attachment 3: Procure-2-011 
98211 Leonardo Appendix C; Attachment 4: QRS-130 

 

The referenced documentation has been included as attachments to this document. 
Appendices are located below, and detail additional clauses or information required to be used 
in conjunction with the associated attachments. 

 
Appendix A 00149 (Honeywell program) 
This Item is used to manufacture products for Honeywell. SPOC 002 Group has been invoked 
by Honeywell related to these products. 

In addition, The Supplier is required to flow down these clauses for any work subcontracted in 
relation to this Item. 

Refer to the following attachments for additional details: 
 

• Attachment 1: SPOC 
• Attachment 2: SPOC Unincorporated Changes 

 
 

Appendix B 20035 (Sikorsky program) 
This Item is used to manufacture products for Sikorsky. Procure-2-011 has been invoked by 
Sikorsky related to these products. 

In addition, The Supplier is required to flow down these clauses for any work subcontracted in 
relation to this Item. 

Refer to the following for additional details: 
 

• Terms and conditions applicable to PO are specified on: 
o https://www.lockheedmartin.com/en-us/Suppliers/business-area- 

procurement/rms.html 
o https://www.lockheedmartin.com/en-us/The Suppliers/documentation.html 

• Attachment 3: Procure-2-011 
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Appendix C 98211 (Leonardo program) 
This Item is used to manufacture products for Leonardo. QRS-130 has been invoked by 
Leonardo related to these products. 

In addition, The Supplier is required to flow down these clauses for any work subcontracted in 
relation to this Item. 

Refer to the following attachment for additional details: 
 

• Attachment 4: QRS-130 
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Section 1.0 General Requirements * 


 
1.1 Preface 


 


This manual contains requirements that are applicable when invoked by Honeywell Aerospace Purchase Orders. 
Requirements include the mandatory use of this manual for Contract Review and Quality Planning activities. 
Contents of Sections 1–3 shall be reviewed and complied with in conjunction with the purchase order flow down. 
The SPOC Manual is controlled in Electronic format as presented on the Supplier Portal. Paper copies, and 
electronic copies downloaded and saved to a local hard drive are Uncontrolled. Suppliers shall visit the manual 
online to check for changes that may be identified in the electronic Unincorporated change page at 
https://scc.honeywell.com/irj/portal > HASP >Docs > Quality > SPOC > Current SPOC Manual & Unincorporated 
Changes. 


 
 


1.2 Applicability* 
 


The Honeywell Purchase Order is the official binding contract in the order of precedence described in the Terms 
& Conditions of Purchase.  Requirements are specified on the Purchase Order by group or specific SPOC 
number(s) and/or text. If conflicts between flow down documents and the Purchase Order are detected, the 
Supplier shall immediately notify the Honeywell Buyer. 


 


Unauthorized modification to purchase orders, drawing requirements, specifications or technical data are not 
permitted. Changes may be authorized only by site quality leader or designee. 
 
Verbal and/or email authorizations are not permitted. 
 
SPOC Group 001, 002 and 009 Suppliers shall maintain documented information on the review of applicable 
SPOCs identifying how each is accounted for within the supplier’s Quality Management System. This may be in 
the form of a compliance matrix of requirements or it may be any supplier-generated document sufficient to 
identify processes supporting each SPOC requirement. 
 


1.2.1 Subcontracting Policy* 
Honeywell suppliers shall ensure flow down to, and compliance with, all applicable Purchase Order and 
Engineering requirements to their sub-tier suppliers, including approved Special Process providers. 
Justification for requirements deemed not applicable for flowdown shall be made available. 
For Honeywell designed hardware, Supplier/subcontractor Purchase Orders to special processing 
providers must contain the following as a minimum: 


• Reference to the applicable Honeywell CAGE Code, or request for material. 
• Applicable SPOC requirements. 
• Honeywell part number and nomenclature of subject part. 
• Special Processes to be performed and the applicable specification(s), revision letter(s) 


including the type, class, or methods and testing that are required by drawing or 
specification. 


• Any special drawing instructions/notes, as applicable; such as approved Materials 
Engineering Supplier Agreement, inspection class, inspection grade and inspection 
acceptance requirements, MOT’s, MBP’s, or special handling requirements not otherwise 
stated, etc. 


• Fixed / Frozen process requirements.  
 


  



https://scc.honeywell.com/irj/portal
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1.3 Quality Requirements* 
The core quality requirement is for all features to comply to specifications 100% for all parts produced and 
shipped.  If the process is not capable of meeting 100% yield it is Honeywell’s expectation that all suppliers 
pursue measurable continuous quality and delivery improvements. 
On an annual basis, Honeywell defines the minimum performance expectation measured in conventional ways 
like Parts Per Million (PPM) for quality and Percent On Time To Requirements (OTTR) on a supplier level as well 
as on a part number level. 
When a supplier does not meet these minimum performance levels, Honeywell reserves the right to require the 
supplier to engage in an aggressive improvement project (i.e. Zero Defect Plan) acceptable to Honeywell 
and led by the supplier’s leadership as well as Honeywell Stakeholders. These projects will be focused on 
improving the supplier’s Business Operating Systems that will result in the sustainable achievement of 
Honeywell’s minimum performance expectation. 


 


Honeywell’s minimum performance expectation is: 
Quality  100 PPM or lower based on a three Month Moving Average (3 MMA) 
Delivery 98% On-Time to Requirements (OTTR) 
 


1.4 Quality Alerts 
Quality Alerts are issued as a means of notifying suppliers of potential problems, or clarifying policies, procedures, 
work instructions, or drawings.  Alerts are issued for an interim period only. Open/active Supplier applicable 
Quality Alerts are located on the Honeywell Aerospace Supplier Portal at https://scc.honeywell.com/irj/portal, 
HASP > DOCS > Documents > Quality > Quality Alerts. 


 


1.5 Audit Rights Reserved / Right of Entry 
Honeywell, Honeywell Partnerships, Aircraft Manufacturers, customers and Regulatory Authorities reserve the 
right to perform audits and/or inspections at the Supplier’s and/or supplier’s subcontractor’s facility on the 
manufactured and/or repaired parts. Supplier material, records, process and routing sheets, manufacturing, and 
test and inspection facilities are subject to review by Honeywell and/or Honeywell customers (Commercial, 
designated Government representatives, Regulatory authorities). When on-site verification of Contract / Purchase 
order conformance is required, the supplier shall provide the equipment, facilities, and personnel necessary for 
the Honeywell representatives to verify compliance. 


 
1.6 Changes in Process, Design, Quality System, Facilities, Management or Ownership * 


1.6.1* Suppliers shall comply with all contractual requirements, (including but not necessarily limited 
to Long Term Contract and general purchase order provisions agreed between the parties), for 
notification and approval of changes in design, material, manufacturing location, manufacturing 
equipment, production processes, and any other process related to the Goods in place as of 
the purchase order issuance date. 


 Additionally, suppliers moving their manufacturing location shall complete and submit the 
notification form located on the Honeywell Aerospace Supplier Portal at 
https://scc.honeywell.com/irj/portal, HASP > DOCS > Transitions > Supplier Reposition 
Notification Request. 


 
1.6.2 In addition to the requirements imposed by Sec 1.6.1, Suppliers shall immediately notify the 


Honeywell Buyer, the Honeywell Quality Assurance Manager from procuring sites, and the 
assigned FQE of changes in quality leadership, scope, name, or address of Quality 
Management System registrations, or controlled processes certification status, including 
suspensions or disapprovals. Suppliers shall also notify the above parties in the event of 
complete company closure with no transition plan managed by its corporate office. 
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1.6.3 Supplier notifications shall contain the following supplier information as a minimum: 
•   Supplier ID/DUNS number, (if changing, provide old DUNs and new DUNs.) 
•   Old data and new data (e.g. if address change, list the prior address and the new 


address) 
•   Name of supplier quality contact 
•   Phone number of supplier quality contact 
•    email address of supplier quality contact. 


 


1.7 Language Requirements 
All quality records, data or correspondence to Honeywell Aerospace are required to be in the language of the 
Honeywell facility placing the purchase order, or in the English language, as agreed on between the supplier and 
the Honeywell facility. The Supplier shall maintain an English Language translation of its Quality Manual.  Upon 
request, all supplier data related to furnished product must be translated to English and made available. If the 
supplier does not perform this service, translation fees will be debited to the Supplier. 
 
1.8 Configuration Management* 
The Supplier shall ensure that the current configuration of all drawings, specifications, and instructions 
required by the Contract / Purchase Order, as well as authorized changes, are used for manufacturing, 
inspecting, and testing. Current revision levels of Honeywell drawings may be located using the TeamCenter 
Portal Quick Search link from the applications menu at the Honeywell Aero Supplier Portal. For sites and 
orders not using the TeamCenter system, contact the Honeywell buyer to obtain the latest revisions. For 
specification revisions, refer to SPOC Sec 2.0. To obtain copies of current Honeywell specifications and 
drawings the supplier should contact their Honeywell buyer. 


 


1.9 Notification of Design and Manufacturing Changes 
Suppliers with design authority are required to notify Honeywell promptly, in writing, of any changes of fit, form or 
function, or safety of product and obtain approval prior to manufacture and delivery. Supplier shall submit 
proposed changes to the Buyer including but not limited to:  process – material – design – software. 


 


1.10 Source of Supply 
 


When the source of supply is specified on a Honeywell drawing or specification invoked by purchase order in any 
manner (approved, may, suggested, recommended, trademarked, QPI, etc.), only those sources of supply shall 
be used. The use of any alternate sources not specifically listed on the drawing or its associated specs/databases 
is prohibited unless otherwise specified by site-specific requirements flowed on the Purchase Order.* 


 


1.10.1 Authorized Use of the Honeywell Approved Manufacturer’s Parts List (AMPL) for 
Procurement * 


 


This section (1.10.1) is only applicable for designs controlled by the following sites or vaults.* 
• Olathe/Redmond Commercial (CAGE Codes 22373, 27914, 97896 & 99866) 
• Deer Valley (CAGE Codes 55939, 58960) 
• Tucson (CAGE Code 64547) 
• Torrance (CAGE Code 70210) 
• Morristown (CAGE Codes 017N4 & 56776) 
• Urbana (CAGE Code 72914) 
• Ottawa (CAGE Code 38473) 
• Norcross (CAGE Codes 5VWN5, 31395) 
•  Coon Rapids (CAGE Code 65507) 
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For designs controlled by the above specific sites or vaults, Honeywell Engineering approved 
manufacturers and manufacturer part numbers are available in the Honeywell webAMPL database. 
Access to the Honeywell webAMPL system is granted to contract manufacturers and distributors as 
needed. Buyers may also provide the Honeywell approved manufacturer information in webAMPL to all  
 
suppliers at the time of placement of purchase orders. If this information is missing or if further 
clarifications and access to webAMPL are required, suppliers shall contact their buyers for written 
authorization before using these components in Honeywell-designed hardware. The webAMPL database 
can be accessed through https://webampl.honeywell.com. 
When approved sources of supply are listed on both Honeywell part drawings and webAMPL, sources of 
supply that are listed in webAMPL shall also be considered approved. 
The supplier shall access the webAMPL through the supplier portal to determine the approved 
manufacturer name and approved manufacturer part number (if provided) associated with the Honeywell 
part number to be procured. The webAMPL is dynamic and updates are made frequently, so the 
webAMPL must be consulted prior to each procurement. As this tool contains data in many different 
Aerospace design vaults, the supplier must exercise care to use data from only the correct Aerospace 
vault. If the approved manufacturer part number is not available in AMPL, and sources of supply are not 
listed on the drawing, contact the Honeywell buyer for instructions. 


 


               1.10.2 Material Code Index (MCI)* 
The MCI provides detailed material and sundry descriptions, specification information, qualified 
materials, approved manufacturers, and part number/material code numbers assigned to specific items 
which are used in Honeywell products. 


 
The MCI is applicable for designs controlled by the following Honeywell sites and CAGE codes. 


• Albuquerque (07187) 
• Clearwater Space and Defense (09128 & 0BFA5) 
• Deer Valley ((55939, 58960) 
• Glendale (61962) 
• Minneapolis & Coon Rapids (94580 & 65507) 
• Olathe (22373, 99866) 
• Phoenix Engines (99193) 
• Redmond Commercial (97896) 
• Redmond Defense (0YFP0) 
• Tempe (59364) 
• Toronto (07217) 
• Torrance (70210) 
• Urbana (72914) 


 
Please observe any location-specific restrictions as to applicability of the database information. 
The MCI database can be accessed on the Honeywell Aero Supplier Portal:  
https://scc.honeywell.com/irj/portal HASP > Applications > MCI (Material Code Index). 


 
When approved products are required but not identified in the material specification, drawing or parts list, 
Honeywell manufacturing sites, suppliers and distributors shall access the Honeywell MCI to determine 
the approved material manufacturer and product associated with the Honeywell part number/material 
code number. 


 
When approved sources are listed on both specifications/drawings and the Honeywell MCI, sources listed in 
either specifications/drawings or MCI are acceptable. 
Honeywell Materials Engineering (MatEng) maintains information in the MCI. 
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1.10.3 Urbana Code Book 
The Urbana Code Book system has been superseded and shall no longer be used. The electrical 
components have been moved from the Code Books to the AMPL (see 1.10.1). All remaining materials 
have been moved from the Code Books to the Material Code Index (see 1.10.3). 


 


1.11 Quality Records 
1.11.1 Access to Records 
Honeywell reserves the right to access records at the PO holder, or its sub-tiers involved in the 
manufacture of Honeywell product. The Supplier shall make the records available within 48 hours, or 2 
business days, of the request for access. 
1.11.2 Records Storage 
Records must be stored in an area which meets all local Fire and Life Safety Codes that prevents loss, 
damage or deterioration.  All data stored by electronic means shall be secure with back- up procedures, 
and audited to verify the integrity of the data. 


 


1.11.3 Disposition of Records 
The supplier shall contact the Honeywell Buyer for disposition of records upon termination of business 
activity. 
1.11.4 Corrections 
Changes or corrections to records, regardless of the media, shall be made as follows: draw a single line 
through the old data, enter the correct data, date, and apply stamp or initials or signature of individual 
making the correction. No erasures, covering, or "white-out" allowed. 


 


1.11.5 Record Retention* 
Records of product/material manufacture, test, inspection (including radiographic film), calibration and 
acceptance/certification, are considered quality records and shall be retained as follows: 
 


Records in Support of Minimum Retention Period1,3 


Radiographic Film, Digitized Film or Digital Radiographs 11 years 
Non-traceable, non-serialized parts 11 years 
Traceable parts as identified on the Honeywell drawing or 
purchase order 


 


Indefinitely 2 


Serialized parts as identified on the Honeywell drawing or 
purchase order 


 


Indefinitely 2 


Records required as authorizing evidence per counterfeit 
prevention requirements (see SPOC 419) 


Indefinitely 2
 


Critical parts as identified on the Honeywell drawing Indefinitely 2 


Distributor standard off the shelf product 7 years 
1.   MINIMUM retention periods, beginning with the date the order was completed.  In the case 


where a specification, contract or purchase order requires a greater retention period, the more 
stringent requirement will apply. 


2.   A lengthy period of time specified in the law that cannot be determined in advance. 
Indefinitely does not mean that the records must be retained permanently.  Records having a 
retention period of “Indefinitely” should be reviewed periodically to determine if they have surpassed 
their useful legal and business life. Destruction of records with Indefinite retention period must be 
authorized by Honeywell. 


3. Requirements for retaining documented information other than that specified above shall be per 
applicable Quality Management System standard. (Ref: AS9100) 
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1.11.6 Application and Control of Acceptance Authority Media (AAM)** 


               Seller shall establish controls for the use of acceptance authority media (e.g., stamps, electronic 
               signatures, passwords) and comply with associated requirements in AS/EN/JISQ 9100 and 14CFR Part 21.2. 


 
1.12 Prohibited Practices 


 


The following acts or practices are prohibited: 
1. Unauthorized Repair - Repairs (by welding, brazing, soldering, or the use of adhesives) of parts damaged 


or found faulty in the fabrication process; repairing holes in castings, forgings or other materials by 
plugging or bushing without authorization from Buyer. 


2.   Unauthorized Processing - Addition, revision, or deletion of thermal, chemical, or electrochemical 
processes in manufacturing when processes are subject to specification control by Buyer. 


3.   Improper Material Submittal - Submission of material having known defects/problems to Buyer without 
notification. 


4.   Improper Material Re-submittal - Resubmission of material to Buyer without material being clearly 
identified as resubmitted material. 


5.   Unauthorized Material and Information Transfer – No supplier shall buy, sell, trade, or transfer Honeywell 
owned/supplied drawings, data, material, parts, devices, assemblies or end equipment for purposes other 
than the performance of Honeywell business, without prior written approval. 


6.   Reclaimed Material – No supplier shall use reclaimed material without prior written approval from the 
Buyer. 


 


1.13 General Quality System Requirements 
Suppliers and supplier sub-tiers providing product, are responsible for maintaining Quality Systems that are 
compliant to applicable Honeywell Quality System Requirements.  Suppliers shall be third-party registered and 
receive periodic system audits, or be subject to periodic compliance audits by Honeywell.  Suppliers assume the 
cost of systems audits. Honeywell’s preferred Quality Systems levels are as follows: 


• Manufacturing with Design Authority:  AS/EN/JISQ 9100; design must be included in scope of 
registration, and suppliers may not exclude design portions of the Standard. 


• Manufacturing without Design Authority / Special Processes:  AS/EN/JISQ 9100 
• Repair and Overhaul: National Aviation Authority (NAA) Certification (local and/or international 


regulatory agency) and/or AS9100 or AS9110 
• Special Processors (non-manufacturing):  AS9003 or satisfactory audit to Nadcap (AC7004) 
• Materials Laboratories and NDT Laboratories:  ISO 17025, or AS9003, or satisfactory audit to Nadcap 


(AC7004) 
• Distribution and Brokers:  AS/EN/JISQ 9120 
• Calibration Laboratories: ISO 17025 
• Software Suppliers:  AS/EN/JISQ 9100 and AS9115 


 


Alternate Quality System standards which do not meet the above requirements must be approved by the Supplie r 
Quality Manager (or designee) of the Honeywell site issuing the PO. 
The supplier shall provide evidence of a certificate of registration from an organization accredited by a member of 
international accreditation forum (IAF) to the industry standard listed above, or successfully pass a compliance 
audit conducted by Honeywell or Honeywell’s approved designee. 


 


1.13.1 Evaluation* 
Honeywell conducts periodic evaluations on external suppliers. Failure to maintain and provide 
proof of compliance to general quality system requirements may result in a Quality System 
compliance audit being launched at the Supplier’s expense. 
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1.14 Obsolescence 
For component parts (COTS) or Honeywell designed parts or assemblies, the Supplier shall notify the Honeywell 
Buyer regarding part or material obsolescence as soon as the information becomes available, with an expectation 
to provide notification at least six months prior to the last date an order will be accepted. Honeywell requires sub- 
tier/subcontract suppliers to manage obsolescence on the assemblies where they own the design. 


For products where the Supplier has design responsibility, the Supplier shall develop and implement a 
Part Obsolescence Management Process.  This Process shall include the following elements at a 
minimum: 


- Annual assessment of Product Bill of Material(s) (BOMs) to identify any obsolescence that will 
potentially impact delivery of product to Honeywell. 


- Proactive identification and detection of part, material or manufacturing/test equipment 
obsolescence issues 


- Action Plan to resolve each obsolescence issue, including forecast analysis and product support 
decision(s) (i.e. Life Time Buy, redesign or product sunset) 


- Life Time Buy inventory management plan to ensure long term ability to produce product 
- Advanced notification to the Honeywell buyer of any potential interruption in the ability to meet 


Honeywell forecasted demand due to an obsolescence issue. 
 


1.15 Honeywell-Consigned Material 
 


The Supplier shall not return unused consigned material without authorization from the Honeywell Buyer. 
1.15.1 Nonconforming Consigned Material 
If authorized for return, the material shall be labeled “Return of Consigned Materials, Do Not Route to Stores” 
on the outside of the shipping container (BARCODE LABELS ARE NOT TO BE USED). 
The Supplier shall identify part number and dash number, and the reason for return on the packing slip. 


1.16 Non-Contact 3D Inspection Systems* 
1.16.1 Any Non-Contact 3D inspection method used to accept Honeywell product must be 


proven capable and accurate for the intended purpose. 
The supplier shall obtain approval of such measurement methods in accordance with supplier procedure SI-
1.18-01. Requirements available on the Honeywell Aerospace Supplier Portal at 
https://scc.honeywell.com/irj/portal HASP>DOCS>Documents>Quality>SPOC>Supporting Documents* 
 


     Revisions: Major Revision 
 


 
Section 2.0   Specifications and General Information* 


 
2.1 General Requirements- Specifications* 


 


Suppliers are required to identify and work to Government, Industry, and Honeywell specification revisions as follows. 
 


When a specification revision is listed on an engineering drawing, only that specification and revision shall be 
used. 
When no specification revision is listed on an engineering drawing, suppliers are required to identify the 
current    specification and revision using Aerospace Specification Index (ASI) and to work to that 
specification and revision. ASI is available to authorized Honeywell suppliers located on the Honeywell Aero 
Supplier Portal: https://scc.honeywell.com/irj/portal, HASP > Applications > ASI 


- The applicable revision shall be the revision in effect on the date of the Purchase Order except that 
new specification changes shall be implemented within 60 days of specification revision date. 


- Parts on existing long term contracts that are processed before the specification change are 
acceptable unless otherwise specified in the specification revision document. 
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2.2 General Requirements- Alternate Materials 


Material substitutions are not allowed without written Engineering approval, with exceptions provided in some 
site-specific alternate material substitution documents. Refer to the Aero Spec Index Must Read Instructions for further 
information. 


 
 Revisions:  Paragraph 2.1 Clarification 
 
 


 
Section 3.0 -  SPOC Groups – SPOC 001 through SPOC 009 Details* 


 
3.1 Group Requirements* 
SPOC Sections and individual SPOC’s invoked as shown below shall be reviewed and complied with 
in conjunction with the purchase order flow down of specific Group SPOC’s.* 


 
 


SPOC Group Number 
 


Individual SPOCs Invoked by SPOC Group 


SPOC 001 
Manufacturer with Design Authority 


Sections 1.0 and 2.0, 100, 106, 124, 127, 128, 129, 130, 140, 142, 149, 
154, 162**, 165, 200, 239, 267, 354, 418, 419, 420, 519** 


SPOC 002 
Manufacturer without Design Authority (may include 
Specification Control drawings that call out specific 
dimensions, processing methods, etc.) 


Sections 1.0 and 2.0, 100, 106, 124, 127, 128, 129, 130, 140, 142, 149, 
154, 162**, 165, 200, 239, 267, 354, 418, 419, 420, 519** 


SPOC 003 
Standard and/or Catalog Hardware 


Sections 1.0 and 2.0, 100, 106, 140, 142, 200, 239, 267, 354, 418, 419, 
519** 


SPOC 004 
Industrial Programs 


Sections 1.0 and 2.0, 100, 140, 267, 354, 418, 419, 519** 


SPOC 005 
Shop Overload or Spot Operations 


Sections 1.0 and 2.0, 100, 106, 127, 128, 140, 154, 159.1.1, 165, 200, 
239, 267, 354, 418, 419, 519** 


SPOC 006 
Repair & Overhaul 


Sections 1.0 and 2.0, 100, 110, 127, 140, 142, 159, 239, 267, 354, 418, 
419, 519** 


SPOC 007 
Ground Support Equipment 


Sections 1.0 and 2.0, 100, 127, 130, 140, 142, 179, 267, 354, 418, 419, 
519** 


SPOC 008* 
Honeywell Aerospace Intra-Site Transactions: 


Process product/material in accordance with AP-1064 – section 3.6 
“Authorizing Traceability Documentation” and AP-1517, Requirements 
for Transactions between Honeywell Aerospace Sites. 


SPOC 009 
Printed Board Assemblies 


Sections 1.0 and 2.0, 100, 106, 124, 127, 128.4, 140, 142, 149, 162, 
165, 200, 
239, 354, 418, 419, 420, 519**, 548, 549, 560 


Note:  Individual SPOC’s may have multiple sections, the supplier is responsible to understand applicability 
or request clarification. 
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SPOC 100 – Notification, Containment, and Corrective Action of Material Found 
Nonconforming to Honeywell Purchase Order Requirements * 


 
100.1 Scope* 
Material that departs from drawing, specification or maintenance requirements shall be identified and controlled to 
prevent unauthorized use or delivery to Honeywell or other designated destinations. The disposition, handling 
and mutilation of scrap shall be compliant with AS9100 and CFR21.137. The Supplier shall provide prompt, 
(ordinarily within 24 hours), written notification on supplier letterhead to both the Honeywell Buyer, Field Quality 
Engineer, and site Supplier Quality Manager if nonconforming product or process escapes are identified after 
shipment to Honeywell has taken place. 


 


100.2 Material Review Authority 
The Supplier shall not exercise Material Review authority without written approval by Honeywell's Quality 
Organization.  This applies to material that is Honeywell designed and/or designs controlled to Honeywell 
specifications or other OEM designed hardware.  Honeywell reserves the right to reject the decision of the 
Supplier Material Review Board (MRB). 
Action shall not be taken on any nonconformance which could affect safety of personnel; adversely affect 
performance, durability, interchangeability or reliability; materially affect weight; or otherwise result in failure of the 
end article to perform its intended function.  All doubtful cases shall be submitted to Honeywell Material Review 
Engineering on the appropriate form. 


 


Honeywell reserves the right to reject the decision of the Supplier Material Review Board (MRB). 
 


100.3 Request for Material Review Action 
The Supplier may request consideration for nonconforming material that cannot be reworked to fully conform to 
drawing specifications, aftermarket maintenance technical data, or purchase order requirements. Requests for 
Material Review Action shall be submitted using the online electronic eCATS system. 
https://www.ecats.honeywell.com 


The supplier must comply with the requirements outlined in SPOC 100.3.1 prior to submitting the RMRA to the 
site. 


 


Requests for Material Review Action shall be submitted on the appropriate nonconforming material document 
(e.g., Request for Material Review Action [RMRA], Quality Notifications [QN], eCATS RMRA or equivalent as 
applicable to the Honeywell site). 


 


The forms and instructions are located in the eCATS application located at https://www.ecats.honeywell.com, or 
by contacting the Honeywell buyer. 


 


Nonconforming articles shall be retained by the Supplier until disposition of ACCEPT in eCATS by Honeywell site 
MRB. 
Note:  Honeywell reserves the right to subtract monies from the purchase order or debit the supplier, for 
Honeywell incurred costs related to supplier responsible RMRAs. 
Suppliers shall not request RMRAs unless hardware is manufactured with open Purchase Order(s) in place. 
RMRAs shall not be requested to start fabrication of known or potential non-conforming product and are only 
applicable to the product on purchase orders(s) identified on the specific approved RMRA.* 
100.3.1  Process Action Steps and Follow-up Process 


 


Suppliers must perform these Process Action Steps prior to submittal of all RMRA’s to Honeywell: 
• Evaluate submitted (RMRA) dimensional discrepancies against the current DIP / QATP IAW SPOC 128. 
• Revise the DIP / QATP to 100% inspection in conjunction with the dimensional discrepancies noted in 


the submitted (RMRA). 
• Supply evidence of Root Cause and Corrective Action to prevent reoccurrence.  
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Supplier On-Going Follow-up process: 


• Continue to monitor manufacturing and inspection process on those dimensional discrepancies noted in 
any or all RMRA submittals. 


 
• 100% inspection until the IRR has been re-established IAW SPOC 128 to applicable Honeywell site 


requirements. 
 


100.4 Material Discovered Nonconforming after Shipment 
The Supplier shall promptly notify Honeywell when nonconforming product has been shipped.  The notification 
shall include part numbers, design activity, CAGE code or Current Design Activity (CDA) code, traceability (lot, 
serial, and manufacturer numbers), ship dates, quantities, and a description of the nonconformance.  This applies 
to any nonconformance that departs from drawing, specifications, aftermarket maintenance technical data or 
purchase order requirements. 


 


The Supplier shall send written notification, referencing the site-assigned supplier code, to the attention of 
 


 The Honeywell Buyer and 
 


 Site Quality Assurance management at the issuing PO Honeywell site and 
 


 Supplier's assigned Field Quality Engineer. 
 


The supplier shall promptly perform internal RCCA to assure full containment is in effect, and document all 
nonconformance causes and actions to prevent recurrence. Records of these actions shall be retained in 
accordance with Section 1.11 in this Manual and be available to Honeywell on demand. 
For confirmed supplier disclosure escapes, a formal corrective action request will be made to the supplier using 
the Honeywell E-CATs system. All suppliers are required to have an active eCATS account. 
Product found to be nonconforming, and shipped in partial shipments, requires that the Supplier repeat the sou rce 
inspection on the unshipped product per SPOC 149 requirements.  A new Partial Shipment Release Sheet shall 
be generated per SPOC 140 if the remaining product is then found acceptable. 


 


100.5 Containment of Nonconforming Material 
When a nonconformance is discovered, or the Supplier is notified of a discrepancy, the Supplier must take 
immediate action to determine if the condition exists on any other work-in-process, in all inventory locations at the 
Supplier’s facility, or in prior shipments. Containment action must be taken and documented prior to the next 
shipment of the part number involved. 
Containment activities taken and/or planned shall be communicated to the Honeywell Aerospace site within 48 
hours when formally requested through Quality Notification, RMRA (in eCATS), HASP or other documented 
notification/discovery of nonconforming shipment. The supplier shall perform internal RCCA when any 
nonconformance has been positively identified as a result of one or more of these actions. Records of these 
actions shall be retained in accordance with Section 1.11 in this Manual and be available to Honeywell on 
demand.  Honeywell may not decide to issue a corrective action request through our eCATS system, this does 
not preclude the supplier from documenting their corrective actions.  It is highly recommended that for all 
Honeywell issues the suppliers’ corrective actions include all the elements present in the eCATS format. 


 


Product identified on a Partial Shipment Release Sheet as source inspection accepted shall be re-inspected prior 
to shipment. 


 


The Supplier shall not wait for the discrepant hardware to be returned to begin an investigation. 
100.6 Corrective Action* 
The Supplier is responsible for prompt replies to Honeywell requests for containment and corrective action per 
AS13000 using eCATS, an electronic corrective action tracking system. All suppliers are responsible for 
registering for eCATS access located at https://www.ecats.honeywell.com. 


 


100.7 Request for Reversals 
Rejects identified as supplier’s responsibility are documented on the supplier scorecard available on the Supplier  
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Portal. If the supplier’s investigation of the reject concludes that the nonconformance should not be charged to 
the supplier’s responsibility, then a request to reverse the responsibility must be submitted by the supplier in  
eCATS.  Reversal requests should be submitted within 30 days of notification of nonconformance.  Any reject  
listing on a supplier’s scorecard constitutes notification whether or not the part is returned. All eCATS reversal 
requests submitted shall provide detailed justification information. Instructions on how to submit a reversal  
request is located on the Honeywell Aero Supplier Portal in the SPOC-Supporting Documents area. 
Requests for reversal submitted later than 90 days after nonconformance notification may not receive 
consideration from the Honeywell site. 


 


100.8 Return Purchase Orders for Replacement, Reworked or Repaired Parts 
Any part being supplied to Honeywell on a return purchase order must conform to drawing, specifications, 
aftermarket maintenance technical data or purchase order or have Honeywell MRB disposition for any repairs. 
Under no circumstances are parts known to be used or overhauled to be sent as a replacement for an OEM part. 
For parts that cannot be reworked to full drawing compliance economically or where repair authorization will not 
be granted, parts are to be scrapped at the suppliers’ facility. Supplier shall contact the Honeywell Purchasing 
agent prior to scrapping these parts, and Honeywell reserved the right to witness the scrapping activity. 


 


100.9 Failure Reporting 
 


Honeywell reserves the right to request failure analysis on nonconforming hardware submitted from the Supplier. 
Failure analysis reports may contain: 


• A process map identifying key inputs and outputs of each affected manufacturing step. 
• A product/process Failure Mode Effects Analysis (FMEA) tied to the process map identifying the 


failures or risks associated to the known nonconformance. 
• A control plan developed from process map and FMEA identifying how the Supplier shall monitor 


those known nonconforming characteristics on future lots to prevent re-submittal of nonconforming 
product. 


 


Note: Refer to SPOC 128 for information and benefits on implementing Control Plans. 
100.9.1 Failure Reporting Applicability 
 


Upon request, the Supplier shall submit failure analysis, a short-term customer escape prevention plan, 
and a permanent corrective action plan, focusing on the root cause of the discrepancy.  Reports shall be 
submitted within 30 calendar days of request unless otherwise specified. 
Honeywell reserves the right to issue a Supplier Corrective Action Request (SCAR) requiring completion 
of a part number specific Honeywell PCPX project with the on-site assistance of Supplier Development 
Engineering. Reference SI-100.9 located on the Honeywell Aero Supplier Portal:  
https://scc.honeywell.com/irj/portal  HASP > Docs > Documents > Quality > PCPX). 
 


Revisions:   Added reference to AS13000 previously embedded in eCATS 
 


 
 
SPOC 106 – Eye Examinations* 


 
106.1 General Vision Requirements 


 


Individuals who inspect material for final acceptance must have: 
 


Color Vision Eye Examination every 12 months 
Near-Vision Eye Examination every 12 months 



https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal
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The Individual(s) must meet the minimum standards in one eye, corrected with glasses or not corrected: 


Color Vision Eye Examination 
 
Examples of acceptable testing methods include: Pseudochromatic plates, Dvorine, Ishihara, Richmond, Farnsworth 
lantern, Keystone Orthoscope, Titmus vision tester, Titmus II Vision Tester, Titmus 2 Vision Tester. There are standard 
definitions of what is a pass/fail on these tests that should be followed. 


 


Near-Vision Eye Examination 
Examples of acceptable testing methods include: 'E' eye examination chart or international equivalent, Snellen 14/18 
or better, 20/25 or better, Jaeger type 1, Ortho-Rated 8 or equivalent method. 


 


A medical professional must perform the eye examinations (eye clinic, occupational health clinic, onsite health 
clinic or medical department). 


Note: For any the personnel who fail the eye exam, the following criteria applies: 
1)  Any individual failing any of the passing criteria of the color vision or near vision testing defined 
herein may not approve final acceptance of Honeywell products. 
2)  Any individual failing any portion of the eye exam may take action to correct the vision problem, 
and may repeat the eye examination. 
3)  Individuals who, after taking action to correct a vision problem, and subsequently failing the exam 2 
additional times (failed 3 times sequentially) may not repeat the test, and may not approve Honeywell 
products. 


 


106.2 NDT Requirements 
Refer to the requirements of Supplier Instructions 165.7 as referenced in SPOC 165 


 


106.3 Chemical Processing Requirements 
Must be in accordance with paragraph 106.1 except for etch inspection personnel (Nital, Blue Etch, White Spot 
etc…) near vision shall be Jaeger type 2 minimum or Ortho-Rated 8 at 12 inches (305 mm) or 20/30 Snellen, in 
one eye minimum. The use of the Tumbling E near vision acuity test in accordance with ISO 18490 is considered 
acceptable as well. 


 


106.4 Welding Requirements* 
Vision test of Welding personnel and Visual Weld Inspectors must be in accordance with applicable welding 
specification. 


 


106.5 Record Requirements 
The records of the eye examinations shall be maintained by the Supplier. 


 
Revisions: Revised 106.4 Welding eye test requirements 
 


 
SPOC 110 – Fixed Process Requirements * 


 
110.1* Scope 
Parts under Fixed Process Control require written manufacturing process procedure approval prior to the 
production of parts. Any subsequent changes to the Fixed Process also require Honeywell approval (prior to 
implementation). Fixed Processes shall be performed only by approved supplier. Pre-production parts, shipped 
on development purchase orders, shall be uniquely identified and traceable. Specific fixed process 
requirements may be specified directly in a drawing note, within a specification on the drawing, in the 
Engineering Source Approval (ESA) tool, or in a drawing related document (e.g., Source Control Sheet).  If 
clarification is needed, contact esa_support@honeywell.com. 


 
  



mailto:esa_support@honeywell.com
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110.2* How to Obtain Approval for a Fixed Process or a Change to a Fixed Process (Applicable to all sites 
unless otherwise specified by the drawing or specification) 
Step 1.  Obtain the current Fixed Process Forms located on the Honeywell Aero Supplier Portal: 
https://scc.honeywell.com/irj/portal, from the HASP menu, select > Docs > Documents > Technical > Engineering  
 
Specifications & Documents > Aero Forms (AF) or contact the site Honeywell Buyer.  Electronic signatures are 
preferred.  Site specific forms will no longer be accepted, they need to be Aerospace Forms (AF). 
Step 2.  Verify all Fixed Processes and sub-tiered Fixed Processes are performed by Suppliers with a Honeywell 
Aerospace vendor code and acceptable quality system. 


 
Step 3.  Send the completed Forms, with applicable substantiation documentation and articles, through the Engineering 
Source Approval (ESA) tool: https://esa.honeywell.com.  Instructions can be found on the ESA tool login page. 
 
110.3 Site Specific Documents 
For site specific fixed process requirements, refer to Site Specific documents in HASP by selecting > Docs > Documents 
> Site Specific 
 
Revisions: Refer suppliers to the ESA tool. Update link to fixed process forms, update email address for support.  
SPOC 110.4 renumbered as SPOC 110.3. Old SPOC 110.3 moved to site specific instructions to HASP. 
 
 
 
SPOC 118 – Quality Requirements for Honeywell Partners with Federal Aviation 
Administration (FAA) Approved Production Certificates 


 
118.1 Scope 
Articles supplied under this order are furnished by a partner of Honeywell holding a FAA Production Certificate, as 
specified by Federal Aviation Regulations (FAR) Sub-Part G, paragraph 21.132.  Inspection and acceptance is 
delegated to the partnering Supplier in accordance with Federal Aviation Regulation (FAR) 21.146. 


 


118.2 Documentation Requirements 
Certification is required with each shipment stating that the articles supplied were produced in accordance with a 
quality system approved by the FAA. 


 
SPOC 124 – First Article Inspection (FAI) Requirements * 
 
124.1 Scope* 


 


The Supplier holding the Honeywell Purchase Order is responsible for assuring completion of the First Article 
Inspection Report (FAIR) per AS9102 and this SPOC for all Honeywell design characteristics generated by the 
supplier or their sub-tiers. In the event of any conflict between this SPOC, AS9102, and the current revision of the 
Supplier NI Instruction, the order of precedence shall be 1) the text of this SPOC, 2) instructions in the current 
revision of the Supplier NI Instruction (ref 124.2/124.6), 3) ,AS9102. The FAI requirement applies to each bill of 
material or parts list item with a Honeywell part number that is invoke d in the product design, including lower level 
Honeywell detailed drawings identified on top level assembly drawing(s) and each cavity or tool serial number for 
products whose dimensions are controlled by the tool. FAIRs may be required on Customer or Supplier Drawings 
that are non-Honeywell designs or CAGE codes if specified on the Purchase Order. Suppliers may offer an 
alternate FAI plan to meet the requirements of this SPOC. Use of form AF-0685 is required for proposing any 
alternate to this SPOC. Approval to operate under this alternate FAIR plan shall only be authorized in writing by 
Honeywell Site Quality management.  If the supplier has an alternate plan that was approved by an authorized 
site quality representative in writing prior to implementation of Form AF-0685 that plan is still acceptable unless it 
has been revoked by the issuing site.  



https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal
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Form AF-0685 is located on the Honeywell Aero Supplier Portal: https://scc.honeywell.com/irj/portal, from the 
HASP menu, select > Docs > Documents > Quality > SPOC > SPOC Forms. 


 


Honeywell or Customer FAIR approval does not relieve the supplier of the responsibility and/or liability for full 
compliance with all contract requirements. 


 


 
The following items are exempt from the requirements of this SPOC or Identify Honeywell Site Specific 
Requirements: 


 


• Bar and sheet stock. 
 


• Unaltered material consigned by or purchased from Honeywell Aerospace or its authorized 
distributors. 


 


• Honeywell cage code parts that define a vendor item with no alterations/modifications to the vendor 
item. Honeywell specification controlled and 10 or 11 digit drawings should be evaluated to 
determine if they fall under this definition. While parts that meet this definition do not require a 
detailed FAIR, they shall be documented on form 1 of the AS9102 for all assemblies and/or lower 
level FAIRs where they form part of the top level assembly part number.* 


 


• Commercial off the Shelf (COTS) parts. A COTS part is any item purchased from a catalogue 
available to the public and to which there is no further modification performed.* 


 


• Discrepant hardware either returned to the manufacturing supplier or sent to an alternate supplier and 
dispositioned rework or repair. 


 


• Nonfunctional hardware (protective covers, shipping hardware, etc.), unless otherwise specified. 
 


• Off the shelf sheet stock, unless post-milled processed. 
 


 


124.2 Net Inspect© First Article System Usage 
The supplier shall input and maintain FAIR status in the Net-Inspect© First Article system. FAIR 
status shall be updated by the Supplier regardless of type (Full, Partial, or Conditionally approved 
FAIR).  
If you are new to Net-Inspect©, you may apply for an account at www.net-inspect.com. 
See Net-Inspect© Supplier Instruction for important information and guidance on how to populate the 
forms. The Supplier Instruction is available on the Net-Inspect© Dashboard Implementation Guide 
under Honeywell Aerospace. 
 


 


124.3 Periodic/Repeat FAIs 
Honeywell reserves the right to exercise the requirement of additional and/or periodic/repeat FAI requirement on a 
part number basis to assure continued product conformity. Also, HON reserves the right to validate multiple 
production lots if needed to determine overall process capability. FAI requirements are governed by SPOC 124 
(Event Tables). 
 


 


124.4 Additional Requirements 
Parts defined as data sets shall use Electronic Part Definition (Solid Model) to substantiate the dimensional 
requirements in accordance with SPOC 267.  
For United States-initiated Purchase Orders, when a first time FAIR is being conducted by a Supplier located 
outside of the United States, the Supplier shall notify the Honeywell Buyer to assure that proper notification is 
made to the FAA prior to FAIR completion. 


  



https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal
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Table 1 – FAIR Event Table 


 


NOTES (Table 1): 
 


1. The 1st tier supplier holding the Honeywell Purchase Order shall have the responsibility of assuring 
hardware manufactured internally and/or procured from their suppliers are maintained and are in 
compliance with the Two Year (2) lapse in production requirement in accordance with AS9102.  
Evidence of continued manufacturing may be requested by Honeywell either at the 1st tier Purchase 
Order Holders facility or at their sub-tier suppliers as applicable. 


 
 


 
Event Description 


 
FAIR type 


due 


On-line First 
Article 
System 


Honeywell / 
Customer FAIR 


Review 
Required 


  
 
Note 


New base part number or first time 
supplied by source 


 
FULL 


 
All 


 
YES   


New dash number(s) issued and 
manufactured. See note 


 
 


FULL 


 
 


All 


 
 


YES 


Consult FQE to request 
partial FAIR per AS9102 
If Honeywell approved Full 
/ Baseline FAIR on other 
dash number(s) 


The engineering drawing for the part 
receives a revision letter change and part 
has a Honeywell approved FAIR 


PARTIAL All YES 
  


Current FAIR conditionally accepted 
based on Deviation, RMRA, Case 
Record, MRB or Manufacturing Revision 
authorizing rework or requirement 
modification 


PARTIAL 
FAIR due on 
next lot 
manufactured 
or expiration 
of deviation / 
waiver 


 
 
 


All 


 
 
 


YES 


  


A change in process, material, tooling, 
or inspection method that can potentially 
affect form, fit, or function. This includes 
changes in Approved Sources For 
Controlled Processes since last 
approved Honeywell FAI, Reference 
SPOC 165. 


 
 
 


PARTIAL 


 
 
 


All 


 
 
 


YES 


SPOCs 110, 180 and/or 
Spec. may contain 
additional requirements 


Change in SPOC 165 Special Process 
source since last Honeywell approved 
First Article. 


 
PARTIAL 


 
All 


 


 
YES 


SPOCs 110, 180 and/or 
Spec. may contain 
additional requirements 


A change in manufacturing source or 
location of manufacturing equipment, 
including tooling transferred from 
another Supplier or division of the same 
supplier 
 
 
 
 
 


 
 


FULL 


 
 


All 


 
 


YES 


Consult FQE to request 
partial FAIR per AS9102 


 
Two year (2) lapse in production 


 
FULL 


 
All 


 
YES 


Reference Table 1 Notes 
1, 2, 3 


Casting tool reaches Table 2 usage 
levels 


 
FULL 


 
All 


 
YES 


 
See 124.3 
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2. For Stock / Inventory hardware that was manufactured and placed in inventory/stock at a supplier 
BEFORE the two year lapse in production (and which was covered by a Honeywell‐approved FAIR at time of 
manufacture), a full FAIR with FQE approval will be required for the next lot manufactured. 


 


3. Unless otherwise specified by the Honeywell procuring site Quality Department or by specific purchase 
order text, a 2-year lapse in casting production will require the casting supplier to create a casting level 
partial FAIR. AS9102 forms 1 and 2 shall be fully completed forms with all supporting certifications 
attached—the same as if the supplier were executing a new FAIR. Form 3 needs to report only design 
characteristics that are not a direct product of the casting tool/pattern. Some examples are: dimensions 
which are straightened, added part marking, machining or targeting, gating removal, welding, or other 
features which were altered in the casting manufacturer’s process. The partial casting FAIR Package 
shall be subject to approval by Honeywell FQE or authorized agent as defined elsewhere in SPOC 124. 


 
Table 2 – Casting Tool Life Management 


 
 


Part Type / Process / Pattern 
Frequency of FAIR based on number of 


pieces produced by tool since date of last 
full FAIR 


Solid Blades / Vanes / Investment 50,000 


Cored Blades / Investment 25,000 


Die Casting 25,000 


Nozzle Segment / Investment 10,000 


Small Structure / Investment (NO dim/dia. OVER 19.999 inches) 10,000 


Wheels / Investment 5,000 


360 Nozzles / Investment 5,000 


Large Structure / Investment (ANY dim/dia. 20.000 inches or over) 2,000 


Metal / Sand 1,000 


P-Mold 1,000 


Plastic / Sand 
Note: Tooling made from combined materials default to plastic frequency. 


800 


Wood / Sand 350 
 


Additional Casting Requirements Frequency of FAIR is based on the number of production pieces since the 
last approved FAIR. The Supplier shall assure that all Event Table 1 conditions have been satisfied prior to 
usage of the Casting Tool Life Management Table below.  Frequencies are, at a minimum, tracked by the 
Supplier/Manufacturer and do not relieve the Supplier of the responsibility/liability to meet the drawing and/or 
authorized deviation.  The Supplier is required to establish and maintain written procedures to assure 
compliance with these frequencies. 
 
124.5 Approvals 
When a FAIR is required per Tables 1 or 2, a Honeywell Field Quality Engineer (or a Honeywell -delegated 
authorized agent) is required to review FAIRs prior to hardware release. First Article Planning is critical. 
The Supplier shall notify a Honeywell Field Quality Engineer (FQE) at least two (2) weeks prior to the 
anticipated completion of the FAIR for effective FAI scheduling. Casting or forging part numbers that require 
controlled sources due to fixed process requirements shall be reviewed at the casting or forging source. 
Casting and Forging purchasers shall flow down this requirement in Purchase Order text. Except as 
stated above, Field Quality Engineers normally will not be dispatched to perform FAIR validations of sub-
tier-supplied product, however, Honeywell reserves the right to perform on-site sub-tier FAI audits to 
confirm conformance with part requirements. Contact buyer as needed to determine assigned FQE. 
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Note: All Yeovil & Bournemouth FAIRs to be provided and maintained using the Net Inspect UK site - 
https://uk.net-inspect.com 


 
124.6 Documentation and Records 


 


Unless otherwise specified by the procuring site, a Honeywell-stamped FAIR approval form (AF 0113 or 
equivalent) shall be retained by the Supplier with the FAI documentation. FAIR’s submitted using the Net 
Inspect system meet this requirement. For FAIRs that do not require customer review the supplier-approved 
AS9102 forms shall be retained. All documents used to support the review and approval of a FAIR are 
considered part of the FAIR package and shall be retained by the supplier per Quality Records defined in 
Section 1. 


 


Retention of FAIR Records Exception: FAIR records may not be discarded as long as active shipments of the 
respective product are being made with ties/accountability back to that specific FAIR record. Retention of records 
using the Net Inspect system is considered to be an acceptable alternative. 


 


Honeywell reserves the right to request the FAI package at any time. When requested, the Supplier shall ensure 
that FAI documentation is provided within the time frame listed below. 


 


USA, Canada, Mexico or UK – 2 business days 
 


Outside of USA, Canada, Mexico or UK – 5 business days 
 


FAIRs shall be compliant with AS9102 and On-line First Article (Net Inspect) Instructions. 
 


 
124.7 Last Article Inspection Report 


 


In cases where a process or product is to be discontinued at a supplier, Honeywell may require a Last Article 
Inspection Report (LAIR) from the current supplier. This report is identical to a First Article Inspection Report 
(FAIR), and is provided by the supplier for one of their last production runs, or processing runs.  Honeywell’s 
designated electronic FAIR system is used for reporting, and the LAIR must be approved on site by a FQE or 
designee just as would a typical AS9102 First Article. Full or partial LAIR depends upon whether part of a 
production process, part of a set of processing operations, or a complete product is being moved. LAIR 
requirement will be communicated to the supplier via Honeywell PO. The LAIR will be reported in the Honeywell 
electronic FAIR system as a normal full FAIR (there is no LAIR designation). 


 
Revisions: 124.1 Scope updated 


 
 
 
SPOC 127 – Management of Government / Customer or Honeywell Owned Property at 
Suppliers* 


 
127.1 Scope and Title 


 


The U.S. Government (referred to herein as “Customer”) and other Customers shall retain title to all 
Government/Customer furnished property, as applicable.   


 
Title vests in the Customer for property acquired or fabricated by the Seller in accordance with the financing provisions 
or other specific requirements for passage of title in this Order.  In the absence of financing provisions or other specific 
requirements for passage of title in the Order, title to all property purchased by Seller, for which Seller is entitled to be 
reimbursed as a direct item in a deliverable line item in this Order, shall pass to and vest in the Customer upon Seller’s 
delivery of such property.   


 
 
Title to all other property, the cost of which is reimbursable to Seller, shall pass to and vest in the Customer upon:     



https://uk.net-inspect.com/

https://uk.net-inspect.com/
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• Issuance of property for use in performance of this Order; or 
• Commencement of, processing of, or the use of property in performance of this Order; or  
• Reimbursement of the cost of the property by Buyer, whichever occurs first 


 
Title to Customer furnished property shall not be affected by its incorporation into or attachment to any property not 
owned by Customer. 
Government/Customer or Honeywell owned acquired/furnished property is property furnished to a supplier for 
performance of a subcontract and may be provided to the supplier as follows 


• Tooling, test equipment, equipment, or material supplied by Honeywell for use in the 
performance of this purchase order. 


• Tooling, test equipment or equipment, fabricated and retained by the Supplier and paid for by 
Honeywell in the performance of this purchase order. Supplier is responsible for such property 
in accordance with the General Terms and Conditions clause of this Order and the 
Government/Customer property clause. 


 The Supplier’s Property Management System to manage, use, preserve, protect, repair and maintain such 
consigned property is subject to review and approval by Honeywell Government Property Compliance COE. 


 


127.2 U.S. Government owned Contracts 
U.S. Government owned property, acquired or furnished is subject to the provisions of the Federal Acquisition 
Regulation (FAR) Government Property clause 52.245-1 or 52.245-1 Alt1. 


 


127.3 Lead or Kirksite Tooling 
 


For Lead or Kirksite tooling or dies procured with government funds, the supplier shall: 


• Charge only for the exclusive use of the tooling or dies unless modified by customer contract or 
Purchase Order. 


• Obtain written approval from the Honeywell Buyer before the destruction or re-use of the Lead or 
Kirksite metal. 
 


127.4 Management of Government / Customer or Honeywell Owned Property 
 


The Supplier shall: 
 


Have a system, which includes written procedures for management of all Government and Customer owned 
property (tooling, test equipment, equipment and material). Procedures shall be in accordance with the 
clauses specified within the Purchase Order terms and conditions and this SPOC. 


 


127.4.1 Receiving and Identification 
 


Each individual piece of tooling, test equipment and equipment acquired under this order shall be marked in a 
permanent manner with the appropriate identification number and ownership as provided by Honeywell Supplier 
COE Administrator.  See marking instructions on the GP7-06 Supplier Asset Identification Tag(s) Validation or 
equivalent provided by the Honeywell Supplier COE Administrator.  Unless otherwise directed by Honeywell, 
Supplier will make use of Honeywell’s numbering system for all items of tooling, test equipment and equipment 
acquired hereunder.  


 


Upon receipt or fabrication, of tooling, test equipment and equipment, complete and return the GP7-06 
Supplier Asset Identification Tag(s) validation and photos of the tooling, test equipment or equipment that 
clearly displays the part number and the permanent mark or tag, to the Buyer. 


 


127.4.2 Records 
 


The supplier shall maintain a record of all Government/Customer and Honeywell owned property. The list 
shall include: 


• Honeywell identification number (applies to tooling/gages, test equipment and equipment 
 
• Description of tooling/gages, test equipment, equipment, and material 
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• Part Number 
• Honeywell Purchase Order number, contract or equivalent code 
• Part numbers used to manufacture 
• Location 
• Unit of measure (material) 
• Quantity (if other than 1) 
• Unit price 
• Date of inventory certification 


127.4.3 Physical Inventory 


Supplier is required to perform a physical inventory of Government/Customer or Honeywell owned property 
acquired/furnished against this Purchase Order upon request from Honeywell Supplier COE Administrator.  Supplier 
will be notified to commence the inventory and provided with a GP7-01 Survey, inventory list, and SPOC 127 training.  


Supplier shall return the completed GP7-01 Survey, inventory list reconciliation, and acknowledgement of SPOC 127 
training to the Honeywell Supplier COE Administrator by the assigned due date, unless otherwise specified.  


127.4.4 Maintenance 


Calibration of tooling/gages, test equipment, and equipment will be coordinated with the providing Honeywell site to 
ensure calibration requirements are maintained as shown in ANSI Z540.1.  


If not otherwise specified, all tooling, test equipment, and equipment used to determine acceptance of product will be 
subject to, as a minimum, an initial inspection and calibration, and re-calibration per the Honeywell recall schedule 
based on the manufacturers recommended interval.   


Preventive Maintenance of tooling, test equipment, and equipment will be coordinated with the providing Honeywell 
site to ensure that it is maintained, protected, and preserved.  


127.4.5 Disposition 


Retain all Government/Customer or Honeywell owned property at Supplier’s expense until disposition directions are 
received from either the Honeywell Supplier COE Administrator or the Government Plant Clearance Officer. 


Upon disposal, notify the Honeywell Supplier COE and Buyer that disposal has been completed in accordance with 
directions. 


Supplier is required to report immediately to the Honeywell Supplier COE Administrator and Buyer any loss (includes 
theft, damage, or destruction) of Government/Customer or Honeywell owned property while in its possession.  


• Loss of Government property includes, but is not limited to— (1) Items that cannot be found after a reasonable 
search; (2) Theft; (3) Damage resulting in unexpected harm to property requiring repair to restore the item to 
usable condition; or (4) Destruction resulting from incidents that render the item useless for its intended purpose 
or beyond economical repair.  


• Honeywell Form GP9-01 Loss Report w/Instructions will be completed by the supplier when provided by 
Honeywell.  


 


127.4.6 Utilization 


Use of Government acquired/furnished tooling, test equipment, or equipment, provided under this order on other 
orders is prohibited. Through the Buyer, the Supplier must request authorization from the owning program. 
Authorization to use will only be granted if use of the property can be accomplished on a non-interference basis with 
orders received from the Buyer.  


In those instances, where the Customer authorizes use on a non-Government order, rental charges will apply. 


Authorization to use will never apply to material. 
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Segregate Government/Customer or Honeywell owned tooling, test equipment, and equipment when not in use from 
Supplier owned property. 


No modifications or changes to any of the tooling, test equipment or equipment are permitted without prior Honeywell 
written approval.  


Report to the Honeywell Supplier COE Administrator any acquired or furnished property that becomes excess to the 
needs of the owning purchase order. 


127.4.7 Movement 


Contact the Honeywell Supplier COE Administrator before transferring tooling, test equipment, or equipment between 
supplier facilities (address location) or to another 3rd tier supplier. Permission is required from the Honeywell Buyer 
prior to any such move.  When the property is transferred to another supplier or returned to Honeywell, Supplier is 
required to maintain the records of the move for 5 years. 


 


127.5 Furnished Property Provided on an “As Is” Basis 


Government/Customer Furnished property that is furnished on an ‘as is” basis and authorized for use on this Purchase 
Order is subject to the following:  


Honeywell Buyer and the Government/Customer make no warranty as to the serviceability or suitability whatsoever 
with respect to the property authorized for use “as is”.  


The Supplier may repair any Government/Customer or Honeywell property made available on an “as is” basis. Such 
repair will be at the Supplier’s expense except as otherwise provided in this clause. Such property may be modified at 
the Supplier’s expense, but only with the written permission of Honeywell Buyer. Any repair or modification of such 
property furnished “as is” shall not affect the title of the Government/Customer or Honeywell property.  


 


127.6 Payment for Special Tooling, Special Test Equipment or Equipment 


To obtain payment for fabricated tooling, test equipment, or equipment, the Supplier shall send the completed and 
signed GP7-06 Supplier Asset Identification Tag(s) Validation and photos to the Honeywell Buyer. Buyer will clear line 
item from Purchase Order which allows Supplier to be paid.  


Upon payment, if the item is to be retained at the Supplier, a Consignment Purchase Order must be generated. 
 


127.7 Shipment to Honeywell 


Supplier should contact the Honeywell Supplier COE Administrator through the Supplier Portal to determine proper 
address to return Honeywell or Customer owned gages. The shipment shall conform to SPOC 239.  


 
 


127.8 Phoenix Engines Orders Only 
 


Honeywell shall perform required recalibration of the following gages. Curvic Masters, Bevel Gear Masters, Thread 
Ring Gages, Spline Ring Gages, Serration Ring Gages and Special Air Gages. 


 
 


Revisions:  Complete Revision 
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SPOC 128 – Characteristic Accountability * 


 
128.1 Scope 
Suppliers shall have a verifiable methodology for controlling and recording inspection of all design characteristics, 
as well as a method of validating received components from sub-tiers. 


 


 
128.2 Detailed Inspection Plans 
A Detail Inspection Plan (DIP) documents the inspection plan for a part to ensure that all engineering drawing 
characteristics and notes are inspected and/or controlled by appropriate methods.  DIPs shall be documented in a 
manner that meets the intent of the sample Honeywell DIP/FAIR form (located on the Honeywell Aero Supplier 
Portal: https://scc.honeywell.com/irj/portal, from the HASP menu, select > Docs > Documents > Quality > SPOC > 
SPOC Forms) and include recording of variable results when required by engineering specification or Purchase 
Order flowdown. 
A DIP may be used as a record, or may reference supporting records such as routings, receiving or in-process 
inspection sheets, final test/inspection reports, or statistical data as long as the DIP and/or supporting records are 
complete, accurate and reproducible. The DIP shall define the manufacturing operation at which the characteristic 
is inspected and the inspection method used, including the type of tooling/gauging instrumentation used. 
Characteristics that are subject to change after in-process acceptance (e.g., growth, shrinkage, and/or distortion) 
must be re-inspected prior to final acceptance. 
DIPs which contain characteristics which are “tool controlled” (castings, molded parts, etc.) may contain less than 
100% of the Honeywell drawing characteristics provided the following conditions are met: 
A number of characteristics shall be selected as “control” dimensions. Control dimensions shall be of quantity and 
type such that inspection of these characteristics will give the supplier enough information (based on tool 
construction, assembly, process variation, and drawing tolerance) to assure that all other drawing characteristics 
are in conformance. 


 


The supplier shall maintain a plan which clearly documents the control dimensions for all design characteristics. 
DIPs are not applicable to Standard, Commercial and Catalog hardware identified as Honeywell Vendor Items, 


 
 


128.3 Sampling of Characteristics 
The supplier shall inspect all design characteristics per the Aerospace Common Sampling Plan located on the 
Honeywell Aero Supplier Portal: https://scc.honeywell.com/irj/portal, from the HASP menu, select > Docs > 
Documents > Quality > SPOC > SPOC Supporting Documents > SPOC 128-Aerospace Common Sampling 
Plan.  Suppliers shall not implement any other alternate sampling plans unless provided by specification, MESA 
(Material Engineering Supplier Agreement), or with written approval obtained from the Quality Management or 
QA/PE Engineering of the Site issuing the PO. 
Suppliers are required to submit Form AF-0685 and a data packet as outlined in SAE industry specification 
AS13002 - Requirements for the Determination and Control of Inspection Frequency. 
If the supplier has an alternate plan that was approved by an authorized site quality representative in writing prior 
to implementation of Form AF-0685 that plan is still acceptable unless it has been revoked by the issuing site. 
Form AF-0685 is located on the Honeywell Aero Supplier Portal: https://scc.honeywell.com/irj/portal, from the 
HASP menu, select > Docs > Documents > Quality > SPOC > SPOC Forms. 


 


The SAE specification can be obtained here http://standards.sae.org/as13002/ 
 


 


128.4 Circuit Card Assemblies (CCA’s), Printed Wiring Board Assemblies* 
 
This DIP plan requirement will be in effect with any new delta or first time FAI’s as they are accomplished. 
The supplier shall conduct a complete review of the requirements of each CCA/PBA and make provisions for the 
special controls, processes, inspection and test equipment, fixtures, tooling and skills required for assuring all  



https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

http://standards.sae.org/as13002/
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parts conform to the Purchase Order Flow Down, Drawings, and specifications.  The supplier shall formulate a  
Quality Assurance / Inspection / and Test Plan (QATP) for each Honeywell part number. This plan shall be made 
available for review, and is subject to verification of conformance. 
 
The QATP shall include: all planned inspection points, characteristics to be inspected, accept/reject criteria, 
inspection documentation requirements and location of inspection records. Any procedures used in 
inspection/test may be subject to approval of buyer/FQE. 


 
Detailed Inspection Plans for CCA’s (Circuit Card Assemblies) / PBA’s (Printed Wiring Board Assemblies) 
shall include the following: 


1. A Receiving Inspection Component/Material Validation Plan (All received material must be 
validated to the Honeywell BOM definition) 


2. A Master Traveler Manufacturing Plan must be created for each individual Part Number 
including all process steps. This traveler must be revision controlled to the Honeywell part 
drawing revision. 


3. Each Process Step must have a process control plan – including equipment control, operator 
control, and a fully documented work instruction. 


4. Each piece of processing equipment must have a calibration plan, maintenance plan, and a 
part processing control plan by CCA/PBA part number. 


5. Special process steps such as conformal coat, bonding, and engineering change order 
incorporation (i.e., dead bugs, cuts and jumps, magnet wiring) must have process control plans 
unique to the requirements flowed down. 


6. The Hand adds or the Final Assembly process must be fully defined with a work instruction. 
7. Each CCA/PBA Master Traveler Manufacturing Plan must incorporate an AOI, AXI, and ICT / 


Flying Probe test plan that validates component placement, solder joint integrity, and basic 
component functionality limited by ICT approach capability and CCA/PBA design layout. This 
test plan should be aligned to the complexity of the CCA/PBA. 


8. There should be a final inspection process that validates all drawing characteristics (i.e. but not 
limited to, max height requirement, lead length, or keep out area) are meet that are deemed to 
impact form, fit, or function. 


 
128.5 Engines Product Orders Only (Phoenix, Greer, HCMO) * 


 


Detailed Inspection Plans (DIP) for all airfoil castings and all wheel castings must be approved by Engines 
Engineering before use – including DIPs containing sampling based on tool-controlled features. 
Suppliers should submit their proposed DIPs using form AF-0164 to Engines Engineering. DIPs must be 
submitted minimum 30 days prior to FAI date, as their approval is a pre-requisite for FAIR submittal and approval. 
Any changes to an approved DIP must be re-submitted to Engines Engineering for review and approval of the 
updated DIP prior to incorporation. 
Engineering approval of existing DIPs in production is required at the next partial or full FAIR. 


 
 


Revisions: Paragraph 128.2 Clarified; Paragraph 128.4 and 128.5 Revised. 
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SPOC 129 – Acceptance Test Procedure (ATP) Approval Requirements 


 
129.1 Scope 
Where required by Honeywell Engineering Drawing, Procurement Specification Control (PSC), ATP, or Test 
Requirements Document (TRD), the Supplier shall submit for approval the test Procedure, test characteristics and 
test set-up to comply with the test requirements. 


 
Honeywell Engineering may, at their discretion, approve test documents and plans containing less information 
than required by this SPOC. In such cases, those documents shall take precedence over the requirements of this 
SPOC. 


 


129.2 Test Procedure 
 


The Supplier provided Test Procedure shall cover: 
• Supplier Acceptance Test Procedures (SATP) 
• Qualification Test Procedures (QTP) 
• Lot Acceptance Test Procedures (LATP) 
• Functional Test Procedures (FTP) 


The minimum information required includes: 
• Nomenclature 
• Honeywell and Supplier part number (including dash number), and the Supplier code assigned by 


Honeywell, Manufacturing Process Rev number, if applicable. 
• Procurement Specification Control (PSC) number, if any, including revision letter. 


 


Note:  An Engineering Statement of Work may be referenced for research and development articles 
• Supplier Test Number, revision letter, and date. 
• Equipment type, range, accuracy level, and frequency of calibration. 


o Special test equipment must reference the drawing number and revision letter. 
o If software is used to control an automated test stand, the software number and revision 


designator must be referenced. 
o One copy of the special test equipment drawing and software must be provided. 
o Commercial executive software for control of a computer need not be referenced or provided. 


 
• Complete description of test performed (inclusive of all parameters and schematic of test set-up) in 


sufficient detail to permit a duplication of the test. 
o Out-of-tolerance is cause for rejection. 
o If the Test Procedure does not test the article while it is exposed to the full ambient 


temperature range of the PSC, the tolerance of each tested parameter must be reduced, at 
ambient, to help ensure the PSC requirements are met over the full temperature range (this 
normalized tolerance range does not substitute for any requirement to environmentally qualify 
or substantiate the specified part). 


o The Supplier shall determine the tolerance, which is subject to approval by Honeywell. 
• Sampling Plan (if used) must include specific item or portion of test parameter sampled. 
• Supplier Acceptance stamp, if any, to accept test results. 
• When a Supplier receives a new or repeat Purchase Order for a product that does not have an 


approved Test Procedure, the Supplier must submit a copy for approval. 
 


129.3 Data Submittal 
The Supplier shall submit a copy of the proposed test procedure to the Honeywell Buyer, who will forward to the  
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appropriate Engineering or Quality group for review and approval. Test plans, data sheet format and contents are 
subject to Honeywell approval prior to manufacture and shipment of production parts. The document must be 
submitted 60 days prior to scheduled delivery of production or development articles.  Shipments shall not be 
made until this approval has been obtained. Objective evidence of Honeywell approval shall be maintained by the 
Supplier. 


 


129.4 Change Control 
Changes to a Honeywell approved Test Procedure require re-approval prior to implementation, and the changes 
may not be incorporated until receipt of written approval from Honeywell. 


 


Test procedures that have been approved with comments may be corrected at the next required revision. 
Note:  Honeywell approval of the Supplier Test Procedures does not relieve the Supplier of the responsibility for 
determining that the product complies with the requirements of the Purchase Order, engineering drawings, and 
applicable specifications. 


 
129.5     Test Data Sheet Requirements 


 


When required, Test Data Sheets shall be enclosed in a data sheet envelope and attached to each individual unit. 


Each ATP data sheet shall include the following: 


• Supplier name 
 


• Date of testing 
 


• Signature or stamp of individual performing the test 
 


• Honeywell assigned supplier code 
 


• Test procedure document number and revision letter 
 


• Honeywell part number, including the dash number 
 


• Minimum and maximum test limits 
 


• The actual numerical test results 


• Any serial number of the unit tested, such that the result for each serial number is known. 


The Supplier shall maintain documentation that demonstrates the adequacy of the testing procedure.  The 
documents shall be stored at the Supplier facility. 
 


 
SPOC 130 – Deliverable Software Quality Assurance* 


 
130.1 General Requirements* 
 
Unless otherwise required by Honeywell engineering requirements or Purchase Order requirements, the following 
applies: 


• Supplier and sub-tiers shall comply with the appropriate version of RTCA-DO-178, “Software Considerations in 
Airborne Systems and Equipment Certification”.  


• Any software, including non-deliverable software, used to create or revise Deliverable Software shall be 
categorized as Deliverable Software. 


 
 Revisions:  Complete Revision 
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SPOC 140 – Certification of Conformance / Shipping Declaration Document / Packing 
Slip Requirements * 


 
140.1 Scope 
The Supplier is responsible for maintaining and supplying accurate and legible certification documentation as 
objective evidence of meeting drawing, specification, technical data, or purchase order requirements. 


 


 
140.2 Certification of Conformance / Shipping Declaration Document / Packing Slip Requirements 
A Certificate of Conformance (C of C) shall be provided with each shipment.  The C of C can be a separate 
document, or it can be included as part of the shipping declaration/packing slip text. The following tables list the C 
of C data/information requirements for each group SPOC.  The “X” under the SPOC indicates that requirement 
applies, and shall be included on each C of C from the supplier holding a direct PO from Honeywell. 
Country of Origin (COO) information may be included on Certificate of Conformance to meet COO requirements 
defined by General Purchase Order Terms & Conditions.  Other methods of reporting COO are specified in 
General Purchase Order Terms & Conditions. 


Table I * 
 


 
Requirement SPOC 


001 
SPOC 
002 


SPOC 
003 


SPOC 
004 


SPOC 
005 


SPOC 
006 


SPOC 
007 


SPOC 
009 


1. Supplier Name and Address X X X X X X X X 


2. Statement that parts conform to requirements 1 
 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


3. P.O. and line item number  X X X X X X X X 


4. Original Manufacturer's name and part number 
(when source of supply is a requirement)  


 
X 


 
X 


 
X 


   
X 


 
X 


 
X 


5. Honeywell part number and as applicable, part 
revision and/or BOM revision level  


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


6. Quantity shipped (listed quantities to be broken out 
by lot, and also totaled)  


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


7. Date and identity (hand signature, stamp or electronic 
‘signature’) with title of seller's authorized personnel 
signing the certificate 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


8. Evidence of Source Acceptance or Self Release  X X      X 


9. Maintenance performed       X X  


10. Supplier work order      X X  


11. Technical data and revision      X X  
12. When required by drawing or technical data: 


 


Lot /Batch/Compound numbers  


        
X X X X  X X X 


Serial numbers  X X X X X X X X 


Date code 2 X X X X X X X X 


Date of manufacture and/or cure date 
(month/year or quarter/year) 


X X X X X X X X 


Shelf life expiration date (MM/YY) X X X X X X X X 
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Environmental storage conditions X X X X X X X X 


13. MRB (RMRA) number, as applicable X X X X X   X 


14. Honeywell shipper number (as applicable for 
consigned material)  


 
X 


 
X 


   
X 


   


15. Date of shipment  X X X X X X X X 


16. For returned parts, the supplier shall indicate if 
parts are reworked or replacements on the COC. 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


 
X 


   NOTES: 
1. Requirements of the statement of conformance include flowdown from the purchase order. Exact verbiage is 


supplier option. 
2. Each inspection lot must be listed as a separate line item along with evidence of functional testing to the 


applicable specification as required.  All required documentation shall be completely legible, and 
reproducible. 


140.3 Certification Package Requirements* 
The following items, when applicable to the drawing, specifications, technical data or purchase order, shall be 
maintained and made available by the supplier unless otherwise specified on the purchase order to submit 
with shipment.  Consult SPOC 419 for additional documentation requirements for SPOC 419 products. 


 
Table II 


 


 
Requirement SPOC 


001 
SPOC 
002 


SPOC 
003 


SPOC 
004 


SPOC 
005 


SPOC 
006 


SPOC 
007 


SPOC 
009 


1. Fixed process certification X X   X    


2. Device Test traveler and Assembly record cards X X      X 


3. Regulatory Airworthiness Forms      X   


4. Material certifications 1 X X X  X  X X 


5. Controlled process certification 1 X X   X X X X 


6. Test Reports and/or Functional Test Data sheets X X X  X X X X 


7. FAIR Package X X   X   X 


8. Log maintenance cards      X   


9. Discrepant material report 2      X   


10. Inspection results or report X X X X X X X X 
11. Rework route tag or equivalent      X   


12. Teardown or findings report      X   
13. Manufacturer's Certificate of Conformance X X X    X X 


14. RMRA (Request for Material Review Action, or 
similar vehicles such as 
Concession/Waiver/Production permit number, 
per the Honeywell site requirement) 


 
 


X 


 
 


X 


 
 


X 


 
 


X 


 
 


X 


 
 


X 


 
 


X 


 
 


X 


  15. When material is consigned by, or purchased from,    
Honeywell Aerospace or a licensed distributor of 
Honeywell Aerospace, the supplier shall retain a copy of 
the Procurement Shipping Order (PSO), Honeywell 
Shipper, or licensed distributor’s Certificate of 
Conformance for the material and treat such items as 
customer supplied material. 


 


 
 


X 


 
 


X 


 
 


X 


 
 


X 


 
 


X 


 
 


X 


 
 


X 


 
 


X 
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   16. Required hardness test result values 3 X X   X   X 


17. Physical and Chemical Analysis certified by an 
independent laboratory, if applicable 1 X X X X X X X  


Notes:* 
1. Certifications shall include name of process source, specifications and revision letters used. The actual 


physical and chemical process and heat numbers as applicable shall be indicated. Certifications of 
Conformance (C of C) must clearly state conformance to all specifications in their entirety, including type, 
class and grade and material hardness values exactly as described from the drawing or BOM note, 
embedded specifications that contain specific acceptance testing criteria, additional processing 
requirements, and/or any specific requirements that pertain to hardware approval or acceptance. 


2. Airworthiness certification for TSO/PMA/AMS and/or material tests to be conducted by an independent 
laboratory. 


3. Hardness shall be re-validated through a secondary test from a representative sample – one piece from 
each raw material heat lot (if no further heat treatment operations are performed) or for each subsequent 
heat treatment lot when a hardness value is specified on the engineering drawing, material specification, or  
heat treatment requirement that is contained in any Honeywell, Government, or Industry material 
specifications (AMS, ASTM, etc. The re-validation (second hardness verification) shall be performed prior 
to shipment to Honeywell and documented by the supplier by qualified personnel - impartial and 
independent of the original verification. A test coupon may be used for this testing. 
Note: This is required to substantiate that raw material and /or final product has achieved the FINAL 
hardness or temper as specified on the engineering drawing or referenced specifications, before delivery of 
the product to Honeywell.  If no further heat treat is required per the engineering drawing or material 
specification, then the raw material specification hardness requirement must be re- verified. 
Secondary Hardness verification is not applicable on Standard or Catalog Hardware; Carburized, Nitrided, 
Core or Case hardened materials. This includes non- metallic materials such as Rubber, Elastomeric, 
Plastic, and Composite materials. Honeywell Vendor Item, Honeywell Specification Control, industry or 
commercially-available hardware (AN, MS, AS, etc) and other non-Honeywell- designed lower level 
hardware or details are also exempt. 
 


 
140.4 Partial Shipment and Source Inspection for use on future purchase orders. 
In the event that the supplier has more assemblies completed than they currently have orders for, the source 
inspector and supplier shall use the “source inspection bank” located in HASP to track and assign inspected 
quantities to POs as they become available.   
 


 


140.5 Bulk Raw Materials 
Unless otherwise specified, purchased bulk raw material (sheet, strip, plate, wire, rod, bar, tubing, solder, powder, 
paint, oil, fluids, etc.) shall be supplied to the latest procurement specification issue. Material certified to a 
previous specification issue and of the proper type, grade, or class called for by the engineering drawing or 
technical data, may be used until depleted, unless restricted by the superseding specification revision. 
Certifications for material shall include specification number and revision letter applicable to each lot of material. 


 
 


140.6 Evidence of Source Approval 
A Honeywell Source Acceptance Stamp (or facsimile) shall be placed on the shipping documentation (packing slip 
and/or C of C) for Purchase orders requiring SPOC 149.  A Source Acceptance stamp is independent of the 
Certificate of Conformance signature requirements.  C of C required signature and date should not be placed in 
the Source Acceptance Stamp area. 
The individual performing the Source Inspection is responsible for providing the Stamp Impression and Date. 
This may be a Honeywell approved Source Inspector or it may be a Self Release Approved Supplier 
representative, whichever is appropriate. 
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Example of Source Acceptance Stamp: 


 
Honeywell Source Accepted: 


 


Stamp Impression     


Date    
A signature is acceptable in lieu of a stamp impression for an Approved Self Release Supplier representative in 
organizations that do not issue internal employee acceptance stamps and control electronic approval within their 
Quality Management System. 


 


Note:  If applicable, Request for Material Review Authorization number (shall be referenced under the “Honeywell 
Source Accepted” stamp. 


 


Note:  If acceptance stamp is too large, it is permissible to write in the stamp number on the stamp Impression 
line. 


 
 


140.7 Certificates of Conformance for Kits 
For materials supplied as a kit, a top level certification of conformance, subject to the documentation requirements 
above, will be accepted for the entire lot or receipt of kit(s) as long as: 


• Manufacturing and procurement traceability and configuration management for every component 
part in the kit is maintained 


• Associated data such as procurement certificates of conformance, test data, first article inspection 
reports, etc. are maintained and available upon request. 


 


140.8 FAA Tags 
In addition to the certifications required in Table 1, Suppliers holding an FAA production approval shall ship parts 
with 8130-3 tags reflecting newly manufactured certification and not returned to service or repaired status to all 
Honeywell OEM sites. This requirement applies to both new shipments and parts that may have been rejected or 
returned by Honeywell or from a Honeywell customer location.  Suppliers shall contact buyers if there are any 
questions in issuing new 8130-3 tags as Honeywell OEM sites can only return parts to suppliers requiring Part 21 
type rework and have not been used in revenue flights. 
 


 
Revisions:  Previous Paragraph 140.3 removed and incorporated into Table 1; Remaining Paragraphs renumbered. Table  
Notes clarified. 


 
 


 
SPOC 142 – Control of Items with Limited Shelf-Life* 


 
142.1 Scope 
This SPOC defines remaining life requirements and the communication of date control information on items that 
require shelf life control per their product specification. Typical commodities that require shelf life controls are: 


• Uncured compounds (for example: paint, adhesives, curing agents, primers, film adhesive, 
varnishes, elastomeric molding compounds, pressure sensitive adhesives, Prepregs, sealants, 
inks etc.) 


NOTE: Items such as tapes and labels which have pressure sensitive adhesive (PSA) back are categorized 
under uncured compounds. This includes metal nameplates with PSA backing applied. 


• Cured Elastomers (for example: O-rings, gaskets, plate seals, molded shapes etc.) 
• Electronic Components 
• Applied Bearing Lubricants, Grease 
• Applied Bearing Preservatives 
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142.2 System for Shelf Life and Storage Life Control 
The supplier shall maintain a documented system for using, storing and controlling items with limited shelf or 
storage life.  The system shall include a method of identifying and controlling such items to ensure expired 
items were not used in products shipped to Honeywell and that items shipped met remaining life 
requirements. 


 


Shelf life shall apply per manufacturer expiry date or “use-by” date but not supersede applicable specs. 
 
 
142.3. Requirement  


 
 
 
 
 
 
 


Item 


Percentage of Shelf Life required to 
be remaining upon receipt by 
Honeywell (unless otherwise 


specified by Honeywell, Military, or 
Industry product specification or PO 


line item flowdown) 


 
 
 
 
 
 


Data Requirements 


 


 
 
 
 


Identification 
Requirements 


 
 


Uncured 
Compounds 


 
 


33% Minimum but not less than 6 
months 


 
 


See SPOC 140 


Traceability of expiration 
date to unit container 
marking. (i.e. via lot, 
batch, PO, or direct 
marking of expiration 
date). 


 
 


Cured 
Elastomers- 
Uninstalled 


 
 


33% minimum of life as defined by 
ARP5316 


 
 


See SPOC 140 
Cure date and/or 
Storage Life expiration 
date on the part or 
container as defined by 
applicable specification 
or flowed by customer 


Cured 
Elastomers- 


Installed 


 
N/A 


 


Supplier to retain evidence 
of Storage Life compliance 


Assembly Date marking 
if required by assembly 
design requirements 


Applied 
Bearing/ 


Assembly 
Preservative 


Fluid 
(Installed) 


Unless otherwise required by 
specification, items lubricated with 
preservative compounds shall be 
inspected for corrosion prior to 
shipping if more than 5 years from 
the application date. 


 
See SPOC 140 


Lubricant application 
date on unit package in 
addition to marking 
required by specification 


 
 


Lubricants/ 
Grease 


(Containers) 


 
 


33% minimum of life as defined by 
material manufacturer but not less than 


18 months 


 
 


See SPOC 140 


Traceability of expiration 
date to unit container 
marking. (i.e. via lot, 
batch, PO, or direct 
marking of expiration 
date). 


 
Installed 
Greases 


 
 


N/A 
Supplier to retain 


evidence of Storage Life 
compliance 


Assembly Date marking 
if required by assembly 


design requirements 


 
Applied  
Bearing 


Operating 
Lubricant 
Installed 


 
 


Bearings that are lubricated for use shall 
be shipped to Honeywell less than 18 
months from the lube application date. 


 
Expiration date (as 


required by applicable 
specification) on 


Certification. 


Traceability of expiration 
date to unit container 
marking. (i.e. via Lot, 
batch, PO, or direct 
marking of expiration 
date) 
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Revisions:  Paragraph 142.4 through142.11 Deleted  


 


 
 
SPOC 149 – Product Release Process * 


 
149.1 Scope* 


 


Honeywell product may only be released for shipment from the supplier by either of these methods: 
 


- After Source Inspection by the supplier’s approved Self Release (SR) supplier program and delegate. 
 


- After Source Inspection by a Honeywell Approved Source Inspection Agent* 
 


- Before Source Inspection to be performed at the Honeywell Procuring Site. Site Quality Manager signed Form   
AF0384 (Site Authorized Risk Release) is required. 


Self-Release authorization is awarded to those Honeywell Aerospace Suppliers that maintain or exceed program 
requirements and have proven ability to sustain highest quality standards.  If unable to achieve Self Release 
authority, source inspection services are required at the supplier’s cost. 
Honeywell or Customer Source Inspection approval does not relieve the supplier of the responsibility and/or 
liability for full compliance with all purchase order/contract requirements. 


 


149.2 Penalties / Fees 
Failure to comply with Product Release requirements may result in a receiving inspection fee per shipment 
received (based on Honeywell incurred costs – minimum $500 U.S.), and may incur additional product rejection 
charges. 


 


149.3 Self Release Requirements 
 


The requirements for Self Release program eligibility, and the responsibilities of the supplier when releasing 
product under the Self Release program, are located on the Honeywell Aero Supplier Portal: 
https://scc.honeywell.com/irj/portal from the HASP menu, select > Docs > Documents > Quality > Self Release > 
SI 149 > SI-149-01 Supplier Instruction and change form. 
 


 


149.4 Self-Release Change of Status* 
 


Approval for Self Release is in effect once the status change reflects in HASP at 
https://scc.honeywell.com/irj/portal HASP > Quality > Self Release Audit Expiration Report. 


 


Disapproval or revocation of Self Release authority shall be in effect upon official written or electronic 
notification by Honeywell Aerospace. Once revocation occurs, all products require source inspection prior to 
shipment to Honeywell, including parts from finish stores that were accepted by the supplier SR Delegate 
prior to revocation. 


 


149.5 Source Inspection* 
 


Suppliers who are not approved to release product shall request source inspection services.  The process for 
requesting source inspection is located on the Honeywell Aero Supplier Portal: 
https://scc.honeywell.com/irj/portal from the HASP menu, select > Docs > Documents > Quality > Self Release by 
Part Number > SI-149 > SI-149-02. 


 
Revisions:  149.1, 149.4, 149.5 Minor Revision 


 
* Revised / **Added 


 
 



https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal
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SPOC 154 – Key Characteristics (KC) Management  


 
The Honeywell Purchase Order holder is responsible for review of, and compliance to, all Special Characteristic 
management requirements on all drawing levels of items sold to Honeywell including those generated by sub -tier 
suppliers. 


 


154.1   Identification of Special Characteristics 
Key characteristics (KCs) and Critical characteristics (CCs) shall be those special characteristics identified as  
 
such by symbol or note on Honeywell engineering drawings and specifications. 
NOTE: The former Honeywell KC Database is no longer required after January 1, 2017. KCs established within 
the KCDB are migrating to drawing-based characteristic classifications. Suppliers must ensure drawing rev 
changes are identified and incorporated on all levels of drawings prior to initiating new production/procurement.  


 


154.2 Requirements for Control of CCs 
Where required by specification, producer is required to develop, adhere to, and retain an inspection plan to 
assure each feature designated CC conforms to specified requirements. The inspection plan shall be submitted to 
the owning Honeywell design activity for review, and approval shall be obtained prior to any shipment of parts. 
Owning Honeywell design activity requires review and approval of any changes to the approved inspection plan.  


 


154.3   Requirements for Control of KCs 
 


154.3.1   Legacy Considerations for data collection, retention, and analysis of KC inspection 
results: 


 


Characteristic 
Assigned as Key 
via: 


 
Collect data, retain/submit data, as follows: 


Drawing w/ legacy 
control spec 


Follow legacy specification. Unless otherwise specified, use Net-Inspect for any required 
Capability studies until required Cpk is established then use SPOC 128- 100% inspection 
or Sampling Plan Section 7- Statistical Process Control method. Where conflict exists 
between SPOC 128 SPC capability requirements and the drawing-imposed capability 
requirements, the latter shall take precedence. A new capability study is required for 
process change, configuration change, or escape (Internal/Customer) 


Drawing w/ HGS1021 
callout 


Follow HGS1021, use Net-Inspect for Capability studies until acceptable Cpk is 
established then use SPOC 128 100% inspection or Sampling Plan Section 7- Statistical 
Process Control method. Where conflict exists between SPOC 128 SPC capability 
requirements and HGS1021 imposed capability requirements, the latter shall take 
precedence. A new capability study is required for process change, configuration change, 
or escape (Internal/Customer) 


 
154.3.2   Production and Process Control of KCs 
Production and process control of KCs shall be in accordance with the product tolerance. The 
engineering KC control requirements invoked by the engineering specifications (e.g. HGS1021 or Legacy 
KC Specifications) shall apply simultaneously. 
 


 


154.3.3   Supplier Alternate Methods and Approvals 
Where permitted by specification, requests for supplier alternate methods and approvals shall be 
communicated in writing to the buyer for disposition by Engineering & Technology Production Support 
Engineer. Disposition shall be via design characteristic classification change, drawing note allowance 
incorporating the exception, or denial of the request in writing to the buyer and supplier. Where requests 
for such exceptions /approvals /agreements are permitted by specification, evidence of communication to  
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the buyer shall constitute evidence of compliance until such exception is dispositioned and communicated 
back to the supplier provided that each piece is inspected, found acceptable to KC tolerance, and records 
of inspection results are maintained. 
154.3.4  Supplier Exception and Requirements 


 


Suppliers taking exception to this SPOC in its entirety shall ensure that a drawing change removing the 
requirement is received before accepting orders. Removal of this SPOC from a PO does not alleviate the 
supplier from meeting all product requirements. 
 


154.4 Disposition of Material 
 


154.4.1  Parts Exceeding Product Tolerance 
In all cases, parts exceeding product tolerance shall require approval from Honeywell Material Review 
Board prior to delivery. Refer to SPOC 100 for Material Review Board requirements. 


 


154.4.2  Process Capability Levels 
 


Process capability levels not meeting the requirements of the process control requirements specified on 
the drawing/spec shall not be cause for product rejection provided that each piece is inspected, found 
acceptable to tolerance, and records of inspection results are maintained. 


 


154.5 Process Control Documentation 
 


154.5.1  Supplier’s Document Control System 
 


Where required by specification, process planning and control documents such as MSAs, PFMEAs, 
Control plans, etc. shall be generated under the supplier’s document control system and maintained as 
quality records. These records are subject to audit and shall be made available for review. Process 
control documentation is a quality record and shall be retained by the supplier per PO requirements for 
quality records. 


 


154.6 Establishment and Reporting of Process Capability 
 


154.6.1  Capability Studies 
 


When capability studies are required by the controlling specification, the data shall be collected and 
analyzed in the order parts are produced. 


 


154.6.2   Capability Calculations 
 


Capability calculations shall be made in Net-Inspect as defined below: 
1)    Supplier measures each KC on each piece and records the actual value in Net-Inspect. 


(Data Collection and upload instructions are located on the Honeywell Aero Supplier Portal: 
https://scc.honeywell.com/irj/portal from the HASP menu, select > Quality >About Quality >Key 
Characteristics Management in Net-Inspect) 


2)    Up to the first 20 measurements, supplier reviews the data in Net-Inspect, assures compliance to the 
tolerance limits, and looks for variation from run to run.  No capability calculations will be available in 
Net-Inspect prior to the 20th measurement. 


3)    After 20 measurements supplier reviews Cpk and Real Cpk to determine if they meet the capability 
requirement defined in the applicable process control specification. 


4)    Suppliers not meeting the required capability performance level for Real Cpk after the first 20 pieces 
shall implement a documented process capability improvement milestone plan when required by 
controlling specification. Improvement plans shall be maintained by the supplier and are subject to 
audit. 


5)   Further capability study data and improvement plan changes/updates as required by controlling 
specifications shall be uploaded into Net-Inspect until specification-defined process capability 
requirements are achieved. 


 



https://scc.honeywell.com/irj/portal
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154.7 Process Monitoring 


 


154.7.1 Control Plan 
 


Once process capability requirements have been met, the supplier shall operate to a control plan meeting 
the requirements of the applicable process control spec and SPOC 128. Supplier shall maintain records 
of compliance to the control plan. 
154.7.2  Escapes of Key Characteristic 


 


Escapes of a Key Characteristic shall be cause to revise any required control plans and PFMEAs. In the 
absence of an assignable cause and corresponding error-proofing for the escape, process capability shall 
be re-established. 


 


154.7.3  Changes to Manufacturing or Inspection Processes 
 


Changes to the manufacturing or inspection processes shall be cause to review any associated control 
plans and PFMEAs. Where such changes may affect process capability or where required by 
specification, a new process capability study shall be conducted to ensure capability requirements remain 
met. 


 
SPOC 155 – Temporary Inspection Characteristic (TIC) and Process Capability Data 
Acquisition 


 


155.1 Quality System Requirements 
Temporary Inspection Characteristics (TICs) are characteristics that HW Engineering would like process 
capability data on for a certain duration.  These TICs are to be measured as specified in the TIC form.  This 
SPOC will be applied on a characteristic basis and for a fixed timeframe or quantity and not imposed on all 
orders. Characteristics and duration to be determined at time of Specific Purchase Order Flowdown on individual 
orders and will be communicated with form AF-1027. Actions required by this SPOC are in addition to and not in 
lieu of SPOC 128 requirements. 
Suppliers are required to electronically submit all data required by TIC form in Net-Inspect https://www.net- 
inspect.com for all TICs. Data Management and Transmittal instructions are located on the Honeywell Aero 
Supplier Portal: https://scc.honeywell.com/irj/portal, from the HASP menu, select > Quality >About Quality 
and see the instructions used for KC Management in Net-Inspect. 


 
SPOC 159 – Repair and Overhaul Maintenance Requirements * 


 
159.1 Quality System Requirements 


 


National Aviation Authority (NAA) Certification (local and/or international regulatory agency) and/or AS9100 or 
AS9110 compliance are required for suppliers and sub-tier suppliers performing maintenance.  AC7004 
Aerospace Quality System shall be accepted in lieu of SAE AS9100 for suppliers only conducting Special Process 
services accredited by Nadcap.  Additional regulatory approvals may be requested and reflected on the Purchase 
Order (PO). 


 


AS9100 and/or AS9110 certification shall be required for Honeywell Aftermarket suppliers that do not hold a 
National Aviation Authority (local and/or international regulatory agency) Repair Station certificate. 
 
Suppliers performing Special Processes / Services: 


• Suppliers holding a National Aviation Authority (NAA) Repair Station Certificate must have the 
appropriate ratings listed on the NAA Air Agency certificate Operations Specifications. 


• Suppliers that do not hold a National Aviation Authority (NAA) appropriate ratings shall be 
identified on the Honeywell Approved Processor Supplier Listing (APSL). 


• Suppliers that perform special process that do not hold regulatory or are not listed on the 
Honeywell APSL shall be assessed by the procuring site as defined in Honeywell Aerospace  



https://www.net-inspect.com/

https://www.net-inspect.com/

https://www.net-inspect.com/

https://scc.honeywell.com/irj/portal

https://hasp.honeywell.com/

https://hasp.honeywell.com/
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 Procedures. Suppliers performing Special Processing / Services on Military material shall be  
 assesed as defined in Honeywell Aerospace Procedures and approved by the procuring site.  


For a current Honeywell Approved Processing Source List (APSL) go to Honeywell Aero Supplier Portal: 
https://scc.honeywell.com/irj/portal, from the HASP menu, select Applications > APSL. 


 


Suppliers shall have a qualification process for inspectors (i.e. training program providing familiarity with the 
methods, techniques, practices and the use of various types of inspection equipment and visual inspection aids). 


159.1.1 Drug and Alcohol Testing Program 
All safety sensitive functions (product maintenance and/or preventive maintenance) performed on 
Honeywell purchase orders shall be accomplished by personnel covered by a FAA compliant Drug and 
Alcohol Testing Program if performed within the territory of the United States. This is pursuant to 14 CFR 
Part 120 Drug and Alcohol Testing Program and 49 CFR Part 40 Procedures for Transportation 
Workplace Drug and Alcohol Testing Programs affects maintenance (not manufacturing) carried out at 
certificated and non-certificated subcontractors at any tier. 
Proof of registration (A449 or AAM810) and D&A program compliance shall be provided to Honeywell 
upon request, including subcontractors at any tier. 


 


159.2 Purchase Orders 
 


The supplier must have written approval from the Honeywell buyer on all requested changes to the purchase 
order. This approval must be obtained prior to shipment. 


 


If the serial number changes during the maintenance process and/or if it’s not maintain (rotable) part (Repaired 
and/or Overhaul) under the exchange program (refer to SPOC 159.3.1.3, Commercial Non-Maintain Integrity Part 
(Repair and/or Overhaul) Exchanges), the supplier is not required to notify the buyer. 


 


Note: Supplier must supply the exact part number as ordered on the PO and shall not exchange a like part 
number. 


159.2.1 Use of DER Repairs or Installation of PMA Parts in Honeywell Designed Parts 
Usage of approved Designated Engineering Representative (DER) repairs on Honeywell products: 
Any approved DER repair held by the supplier that is intended to be used in the repair, overhaul, or 
installation of detail parts under a Honeywell purchase order shall be submitted for approval by Honeywell 
prior to use. 
Installation of supplier Parts Manufacturer Approval (PMA) parts in Honeywell products: 
The use of non-Honeywell approved supplier FAA-PMA parts in repair or overhaul of products shall be 
approved by Honeywell prior to installation. 
Note: All approvals for the above shall be referenced in the Honeywell purchase order. 
159.2.2 Document and Data Control 
The supplier and sub-tier suppliers shall ensure that the current aftermarket technical data, specifications, 
and instructions required by the contract / purchase order, as well as authorized changes, are used for 
maintenance, inspecting, and testing. 
Deviation from the current aftermarket technical data requires Honeywell approval. 


159.2.1.1** Vendor use of ARB (Airworthiness Review Board) repairs developed by 
Honeywell site. 


 Initial submittal; Vendor must submit DAF (Discrepancy Action Form) to Honeywell 
including complete description of discrepancy and photos (at least 2, 1 overall and 1 
close-up) of area in question. Upon return of ARB engineering disposition to vendor; 
ensure “Supplier ARB Repair Authorization Form”, is attached to the purchase order. 
Upon completion of repair; the certification (8130, EASA, CofC, etc.) must list the ARBA 
approval number in format “ARBA *XXXXXXXXX* dated *M/DD/YYYY” where 
XXXXXX= ARB authorization form number as provided, and the date listed as listed on 
the Supplier ARB Repair Authorization form. 



https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal
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159.3 Procurement Requirements 


159.3.1 Part Exchange Program 
159.3.1.1  New Part Exchange Program 


This program permits the receipt of new hardware in exchange for used hardware. 
The following rules apply: 
The supplier shall have “Direct Shipment Authorization” (DSA) granted from 
Honeywell OEM. Follow the specific requirements as identified on the DSA letter, i.e.: DSA 
certification statement on the shipping documents, etc. Copy of the DSA letter will 
accompany the hardware. 
The New Part Exchange code must be on the PO or have the Honeywell buyer 
approval by amending the PO prior to shipment. The receipt part number is 
required to be the same as the part number identified on the PO. 
Supplier FAA – PMA product requires Honeywell approval. 
The Honeywell rework tag that accompanied the original PO part will not be required 
to be shipped back with the exchange hardware. 


 
159.3.1.2  Commercial Non-Maintain Integrity Part (Repair and Overhaul) Exchanges 


The exchange hardware can only be issued from assets provided by Honeywell or 
assets approved for use for Honeywell. 
Exchanged part work/status shall match the work scope identified on the PO. 
The appropriate cards shall be updated and accompanied with the certifying 
package if the part is Life limited/time controlled. 
 
Shipper / invoice: 


 


• a statement identifying the hardware that is exchanged and/or replaced and, 
 


• the Honeywell Purchase Order (PO) and/or Repair Order (RO) number. 
Note: The Honeywell rework tag (or equivalent) that accompanied the original PO part 
will not be required to be returned on part exchanges. 
Suppliers with National Aviation Authority for part ordered, the supplier shall also 
provide: 
A FAA 8130-3 or equivalent form shall be issued from the NAA supplier identified on 
the PO. 
The FAA 8130-3 or equivalent forms shall be filled out in accordance with SPOC 
159.5.1 
DER repairs are required to be approved by Honeywell prior to shipment. 
Compliance to any open Airworthiness Directives (as applicable). 


 
Suppliers without National Aviation Authority for part ordered, the supplier shall also 
provide: 


 


Sub-tiers FAA 8130-3 or equivalent form, and  C of C from the Production Approval 
Holder (PAH) 
 


159.3.1.3  Honeywell Interdivisional Commercial Non-Maintain Integrity Part 
(Repair/Overhaul) Exchanges 
Internal - Honeywell to Honeywell: 
Exchange part number shall match the part number identified on the PO. 
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Exchanged part work/status shall match the work scope identified on the PO. 
Any DER repairs are required to be approval by procuring site prior to shipment. 
Compliance to any open Airworthiness Directives (as applicable). 
The appropriate cards need to be updated and accompanied with the FAA 8130-3 or 
equivalent form(s) if the part is Life limited/time controlled. 


 


Shipper / invoice: a statement the hardware it’s exchanged and/or replaced and, 
the Honeywell purchase order (PO) and/or repair order (RO) number. 


 
The Honeywell rework tag that accompanied the original PO part will not be required 
to be returned on any part exchanges. 


 


Non-serialized part exchanges shall have complete traceability, including identification 
of the supplier that conducted the maintenance and the maintenance record. 


159.4 Maintenance Requirements and Technical Data 
159.4.1 Spot Operation Requirements 
When completing the maintenance in accordance with spot operations per the routing/traveler do not 
stamp off the routing/traveler. 
Specify the operation performed per the routing / traveler on the Certificate of Conformance or FAA 8130- 
3 or equivalent form. 


 


159.4.2 No Maintenance Performed 
If the supplier cannot conduct the maintenance as requested on the purchase order, the supplier shall 
notify the Honeywell buyer. The buyer will provide the supplier with instruction stating to either return the 
hardware, or scrap the hardware at the supplier’s facility.  A nonconforming material reviewed document 
is not required. 
Supplier shall state the reason for return on the shipping invoice. 
If the hardware is beyond economical repair (BER), then the shipping document must state “BER”. 


 


159.4.3 Inspection Requirements 
100% inspection of each dimension which is affected by the repair / fixed processes is required. 


 


159.4.4 Rework Route Tag or Equivalent 
The Rework Route Tag or equivalent is provided to: 
Identify parts for traceability, 
Record of inspections, 


   Maintenance required. 
When completing the maintenance do not stamp off the Rework Tag or equivalent. 
Note: The Rework Route Tag or equivalent must remain with the original part for which it was issued. 


 


 
159.4.5 Teardown and Findings Report or Equivalent 
The Supplier shall furnish one (1) copy and maintain on file a completed Teardown and Findings Report 
(or equivalent) for functional components (e.g., fuel control, fuel nozzle, electronic computer, oil heater) 
and/or other products as requested by the purchase order. 


 
159.4.6 Test Data Sheet 
As required by the technical data the supplier shall furnish one (1) copy and maintain on file a completed 
test data sheet for functional components (e.g., fuel control, fuel nozzle, electronic computer, oil heater) 
and/or other products. 
Test data sheets shall reference the technical data or test instructions by report number and revision 
number. 
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If required by the technical data, then the article that has been functionally tested and acceptance shall be 
identified with the supplier’s Functional Test (FT) stamp. 
 
159.4.7 Log/Maintenance Cards 
The following are the types of Log/Maintenance Cards: 
Life Limited Part Log is used to document the accumulated hours/cycles, service and or maintenance 
actions of specified hardware that has a maximum limit on hours and or cycles. 
Ultimate Life Part Log Card (APU) is used to document the accumulated hours/cycles, service and or 
maintenance actions of specified hardware that has a maximum limit on hours and or cycles. 
Component Maintenance/Modification Record Card is used to record maintenance actions, service 
bulletin compliance, etc., on specified components. 
All Log/Maintenance cards shall be completed as defined and returned with the hardware. 
 
159.4.8 Nonconforming Material Identified During Maintenance 
The supplier shall segregate and return to the Honeywell site initiating the purchase order, all scrap 
material identified or incurred within the maintenance of the part(s). 
The supplier shall specify the reason for return on the packing list or equivalent. 


 
159.5 Shipping Certification Requirements 


159.5.1 FAA 8130-3 or Equivalent Forms (i.e. EASA Form One, TCCA Form One, etc.) 
FAA 8130-3 or equivalent forms are required when: 
Supplier is NAA approved 
If CAAC approved, then an AAC-038 is required with each shipment. 
FAA 8130-3 or equivalent forms information required: 
Block 5 and/or block 12, record the Honeywell purchase order (PO) or Honeywell Repair Order Number, 
or as required by the Honeywell site* 
Block 12 EASA statement required if approved/accepted by EASA. 
Block 14a Dual Release Certification required if the repair station is EASA accepted / approved. 
Note: Suppliers located in countries with bilateral agreements with the FAA and EASA shall release 
product with a Dual Release Certification. 
Attachments required (as applicable): 
Rework Route Tag or equivalent (Reference 159.4.4). 
Teardown and/or Findings Report or equivalent (Reference 159.4.5). 
Test data sheets (Reference 159.4.6). 
Log/maintenance cards (Reference 159.4.7). 
Nonconforming material report as applicable. 
A replacement of the original certificate must be provided for the following:  


A)  Hardware returned due to correcting a nonconformance. 
B)  Documentation returned due correcting a nonconformance. 


Note: If the technical data does not allow the supplier to issue a FAA 8130-3 or equivalent form for the 
repair, then the supplier must provide an FAA 8130-3 or equivalent form for the inspection and additional  
certifications for the repair, as required. 


 


159.5.2 Certificate of Conformance 
A Certificate of Conformance in accordance with SPOC 140 is required when: 
Supplier is not a holder of a National Aviation Authority approved Air Agency Certificate.  
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Products are used for military programs (reference the PO). Data is not regulatory 
and/or OEM approved. 


 


159.5.3 Packing Documentation Requirements 
Statement that parts/materials conform to the applicable technical data, specifications, and Purchase 
order. 
Purchase order number. 
Purchase order part number. 
Serial numbers (as applicable). 
Repair Order (RO) number identified on the purchase order. 
Shipment quantity. 
Other requirements as defined in the purchase order. 


 
Revisions: Complete Revision 


 
 


 
SPOC 162 – Electronic and Electrical Components with Lead (Pb) and Pb-free Finishes* 


 
162.1 Requirements for Honeywell designed items: 
Acceptability of pure tin terminations is determined on a product-by-product basis in accordance with 
design requirements. Refinishing and/or re-balling of components is only acceptable when allowed by the 
drawing. Refinishing and/or re-balling that deviates from drawing requirements is considered a repair and 
shall be processed through MRB (Ref: SPOC 100 RMRA).  
 
162.2 Requirements for Supplier designed items: 
Use of tin/lead (Sn/Pb) and Pb-free component termination finishes for Honeywell product shall be 
managed by Honeywell Engineering Specification HPS1006 (Component Termination Finishes and Tin 
Whisker Mitigation Requirements) unless otherwise specified by Honeywell. Note that there may be 
variation program-to-program. Note that HPS1006 is intended to assure compliance to the SAE GEIA-STD-
0005-1 requirements.  
 
Manufacturers with design authority shall have a documented Pb-free control plan in compliance with SAE 
GEIA-STD-0005-1 available for review. The default control level for tin whisker mitigation per SAE GEIA-
STD-0005-2 shall be level 2B unless otherwise specified by Honeywell.  
 
BGA re-balling shall be done per a documented procedure that has been shown to produce acceptable and 
repeatable results. Reference IEC TS 62647-4. 
 
Component re-finishing for tin whisker mitigation shall comply with SAE GEIA-STD-0006. 
 
These requirements apply when evaluating component leads finishes which are not compliant with Honeywell 
parts list/ design documentation. 
Use of tin-lead and lead free component termination finishes for Honeywell product shall be managed through the 
use of Honeywell Engineering Specification HPS1006 (Aerospace Process Specification for the Implementation of 
Lead Free Finished Electronic Parts with Tin/Lead Solder) unless otherwise specified by the program. Note that 
HPS1006 is intended to assure compliance to the GEIA-STD-0005-1 requirements. 
Other sources may be used, but shall require prior approval from Honeywell. 
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SPOC 163 – Restrictions for use of Mercury and or Mercury Containing Components 


 
Products shall contain no metallic mercury and must be free from contamination by mercury.  The Supplier shall 
not use mercury, mercury components or mercury bearing instruments or equipment that cause the contamination 
during the manufacture, service, assembly, or test of materials. 


 


163.1 Statement that Order is Free of Mercury 
 


The Supplier shall send a signed statement with the shipment that tells that the items are free of mercury and free 
from mercury contamination, the statement must include: 


 


The Contract Number 
 


The National Stock Number (NSN), as applicable 
 


The Manufacturer’s Code (CAGE) and Part Number or the Specification or Drawing Number 
The date of shipment and the quantity shipped 


 


This paragraph must be notated as below, or words that convey the same meaning: 
 


“The undersigned certifies that the items shipped conform to the requirements of the Purchase Order.  The items 
are free from mercury contamination.  Mercury-bearing instruments and equipment which can cause mercury 
contamination were not used in the manufacture, service, assembly, or testing of the items supplied.” 
The statement must contain the signature of a corporate or company officer. 


 


163.2 Inclusion of Mercury 
If the inclusion of metallic mercury is required as a functional part of the items supplied, the supplier shall get 
written approval from Honeywell prior to delivery and shall supply a “Warning Plate” to show that metallic mercury 
is a functional part of the item.  The label must identify the name and the location of the part or component. 


 
SPOC 165 – Approved Sources for Controlled Processes* 


 
165.1 Scope* 


 


Controlled processes are those materials or processes defined in the Aerospace Specification Index (ASI) 
as CONTROLLED (refer to section 2.1 - General Requirements- Specifications).  
Suppliers shall ensure that all controlled processes are performed by sources approved for the applicable 
process family and code listed on the Approved Processing Source List (APSL) available at 
https://scc.honeywell.com/irj/portal HASP/Applications except as specified herein. 


 
165.1.1      Exception for Source Control Items* 


Suppliers with design responsibility for hardware supplied to Honeywell may use their own 
approved special process sources provided the Honeywell supplier complies with the following: 


- Design and Development must be an element in their Quality Management System 
(Ref AS9100) 
- Control of Externally Provided Processes, Products, and Services must be an element 
in their Quality Management System (Ref AS9100) 


             165.1.2     Exception for Industry Standard items* 
  This SPOC does not apply to industry standard parts such as AN, NAS, MS etc.  


 



https://scc.honeywell.com/irj/portal
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             165.1.3     Exception for conversion coatings, except for magnesium alloys* 
Touch-up/rework coating applied by brush or swab application does not require use of an APSL 
approved processing source or process control testing. This kind of application also includes but 
is not limited to marking of parts, coating removed for the purpose of facilitating assembly, and 
other local applications. All other requirements of the coating specification must be met.  


 
          165.1.4.    Exception for conversion coating for magnesium alloys* 


Touch-up/rework coating applied by brush or swab application does not require use of an APSL 
approved processing source or process control testing when touch up is applied for inadvertent 
damage, only. All other requirements of the coating specification must be met. Consult Materials 
Engineering with design authority as needed. 


 
          165.1.5.    Exception for paint* 


The application of paint or primer for part marking, wet installation of fasteners, overcoat of ink 
stamps or ID plates, or touch up of damaged coatings does not require use of an APSL 
approved processing source or process control testing. All other requirements of the material 
and application specifications must be met. Consult Materials Engineering with design authority 
as needed. 


 
   165.2      APSL Approval Maintenance Requirements* 


 
          165.2.1  All APSL sources shall maintain Nadcap accreditation for Nadcap-applicable Controlled Special 


Processes.  The source is responsible for ensuring that the details of the Nadcap accreditation, 
including the appropriate audit scope/checklist, are accurate and up to date per the 
requirements shown in the APSL.  The supplier is responsible for the cost of Nadcap 
accreditation. Satellite sites shall be approved independently of a source’s primary location and 
must have a separate supplier ID/DUNS number (i.e. Honeywell OneSource ID). 


 
         165.2.2  APSL sources shall comply with the requirements of the Source Certifying Agent (SCA) 


Program defined in supplier instruction SI-165-01 available at: 
https://scc.honeywell.com/irj/portal HASP/Docs/Quality/SPOC/SPOC Supporting Docs  


 
          165.2.3.  Approval of Sources to Controlled Special Processes is location specific. In the event of change 


in location where controlled special processes are performed, notification shall be made to 
Honeywell by the APSL source prior to the relocation and with substantial time (180 days) for 
hardware, system, and process re-qualification.  Parts processed at a location that is not yet 
approved in the APSL are considered non-compliant hardware. In addition to the applicable 
contacts in Section 1.6.2, also notify by e-mail to APSLHelpline@honeywell.com the details 
provided in Section 1.6.3, plus additional details regarding moves/relocation of any special 
processes, new satellite sites, changes in company name, quality contact, etc.  


 
 
 
165.3 Electronics & Wiring Commodities* 
Suppliers of Printed Boards (PB), Printed Board Assemblies (PBA) and Cables & Harnesses (C&H) shall be 
audited and approved to the appropriate specification as outlined in the table below.  However, suppliers shall 
process and certify hardware to specification(s) contractually flowed down. 


 
 
 
 
 



https://scc.honeywell.com/irj/portal
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Commodity Specification 
Rigid Printed Boards (PB) {a.k.a. PWB} HPS1011 
Printed Board Assemblies (PBA) {a.k.a. CCA} HPS1009 
Flex / Rigid Flex PB HPS1017 
Cables & Harnesses (C&H) HPS1008 


 
Sub-tier suppliers that perform specific sub-processes used in the manufacturing of these three commodities 
(PBs, PBAs, and C&H) shall be managed and approved by the respective commodity suppliers as part of their 
overall quality management system.  Honeywell reserves the right to audit and approve these sub-tier suppliers. 
Suppliers that perform special processes on parts not contained on the Bill of Materials (BOM) for a PB, PBA or 
C&H shall fall under standard APSL control per SPOC 165 requirements. 


 


      165.3.1   Exceptions/ Clarifications 
 


165.3.1.1 Where the detail/component in question is one of the 3 Electronic & Wiring commodities listed 
above, the item it subject to the APSL requirements. Example:  For a Printed Board is procured 
as a component of a PBA/CCA, the Printed Board is still subject to the APSL requirements. 


 
165.3.1.2. A separate APSL approval for EW.CAH is not required when cables or harness assemblies are 


terminated directly to the PBA by the PBA supplier (i.e. the cables or harness assembly is not a 
separate part number on the PBA BOM, but the individual components, such as wire, cable, 
terminal, etc., are part of the PBA BOM). 


 
165.3.1.3. Sub-tier suppliers that perform conformal coating as part of PBA build must be listed in the APSL 


and approved to the appropriate controlled specification for that process (e.g. HPS1007). 
 
165.3.1.4. Suppliers of special processes used in the fabrication of commercial off-the-shelf (COTS) 


electrical components and other non-PB, PBA, and C&H mechanical and electrical 
parts/commodities contained on the PB, PBA or C&H BOM are exempt from being listed on the 
APSL. Examples include, but are not limited to, wire, connectors, resistors, capacitors, inductors, 
transformers, microchips, brackets, heat sinks, board stiffeners, thermal switches, ejectors, card 
guides or wedge clamps. 


 
165.3.1.5. EW.CC.TIER1 code approval is not required for suppliers approved to EW.PBA, EW.PBA.E 


and/or EW.PBA.LEADFREE. 
 
165.3.1.6. The following sub-processes for PB manufacturing are to be performed by an APSL approved 


supplier for PB manufacturing: 
i) Electroless and Electrolytic Copper Plating 
ii) Lamination 
This only applies when the above processes are used for PB manufacturing itself, and do not 
apply for copper plating or lamination of components such as heat sinks that are to be integrated 
later with the PB. 
 


165.3.1.7. All other sub-processes for PB manufacturing, such as final finish plating (ENIG, ENEPIG, HASL, 
etc.) and via filling, are not by themselves considered special processes, and may be outsourced 
to non-APSL suppliers. 


 
165.3.1.8. Special processes to be used as a sub-process for PB manufacturing, such as electrolytic nickel 


and gold plating, are also exempt from APSL requirements and may be performed at the PB 
manufacturer or an alternate non- APSL supplier. All sub-process suppliers shall be managed 
and approved by the PB manufacturer as part of their overall quality management system** 
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Revisions: Complete Revision 


 
    


 
SPOC 172 – Document Submittal Required 


 
172.1 Requirement 


 
The supplier shall create a data package and ship with each item. The data package shall be maintained per the 
records retention schedule and be available upon request. The data package shall include: 
Assembly record cards for each assembly and the device assembly Device test traveler. 


 


SPOC 179 – Government and Customer Directed Source Inspection 
 


179.1 Scope 
 


This SPOC applies to any purchase orders with items reflecting a U.S. Government Prime Contract Number. 
Government Source Inspection is required for these items. The inspection will be accomplished at the Supplier’s 
facility unless otherwise specified on the Purchase Order. The supplier shall make available all necessary 
specifications, documents, facilities and assistance.  U.S. Government end-use material subject to SPOC 179 
shall not ship without evidence of Government Source Inspection approval unless the prime DCMA office 
provides alternate instructions in writing. 


 


This SPOC may also be applied to Honeywell Customer Source inspection; however, Honeywell customer’s 
quality representatives do not have the authority to approve quantities reflecting a U.S. Government Prime 
Contract Number noted on the Purchase Order unless granted by the U.S. Government Contract. 


 


179.2 U.S. Government Notification Requirements 
 


Upon receipt of the order containing quantities reflecting a U.S. Government Prime Contract Number, promptly 
notify the Government Source Inspection (GSI) Representative who normally services your facility and provide a 
copy of the order so that appropriate planning for Government Source Inspection can be accomplished. The GSI 
Representative shall be notified no more than 7 workdays before completion of the order. 


 


If unsure of the DCMA Representative, contact the Honeywell Buyer immediately. 
 


GSI may request the supplier to furnish all work instructions down to the lowest level(s), including all mandatory 
government inspection points, prior to the initiation of any work. 
 
179.3 Honeywell Customer Notification Requirements 
Promptly notify the Customer Source Inspection Representative as directed on the Purchase order or by the 
buyer.   Careful attention should be given to planning source inspection to meet Purchase Order schedules.  If 
unsure of the Customer Quality Assurance Representative (QAR), notify the Honeywell Buyer immediately. 


 


179.4 U.S. Government In-Process Inspection 
 


The DCMA QAR will notify the supplier of where in the process source inspection is required, and reserves the 
right to inspect product or process at any point along the manufacturing of the product.  The supplier shall provide 
reasonable facilities and inspection equipment for in-process inspection and records where requested. 
 
179.5 Honeywell Customer In-Process Inspection 
The Purchase Order will specify where, in the process, source inspection shall occur by an authorized Customer 
QAR.  The supplier shall provide reasonable facilities and inspection equipment for in-process inspection and 
records where requested.  Supplier shall notify Honeywell a minimum of 72 hours prior to inspection. 
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179.6 Pre-Cap Source Inspection 


 


Honeywell's pre-cap source inspection is required at the supplier’s facility.  Honeywell shall be notified ten days 
prior to the close up or sealing of devices supplied against this order so that Pre-cap / Internal Visual inspection 
can be performed.  Evidence of Honeywell's Quality representative's certification shall accompany shipment per 
SPOC 140. 


 


179.7 Evidence of Source Acceptance 
 


Evidence of Source Inspection acceptance for a single shipment will be the authorized stamp or signature on the 
packing list. 


 


If Government Source Inspection / Defense Contract Management Agency: 
 


In addition to an authorized stamp, a letter of delegation (LOD) authority between DCMA offices is required, 
showing that the specific part number being shipped has been granted GSI delegation. The LOD authority must 
be linked to the part numbers and quantities that have been granted delegation. Where the total PO quantity is 
greater than the quantity pegged to the U.S. Government Prime Contract(s) Number, the LOD will be issued for 
the quantities associated with the Prime Contract(s) only. 


 


GSI acceptance of a lot of parts, which is greater than the quantity of parts being shipped, is allowed only if the 
evidence of GSI acceptance can be traced to each part in subsequent shipments. This can only be done if parts 
and GSI accepted document are marked with serial numbers or lot numbers as required by print or 
manufacturer’s assigned traceable numbers. 


 


Government and Commercial items shall be segregated prior to presenting to GSI for Inspection. The shippers 
for GSI and non-GSI quantities shall be kept separate for GSI acceptance. 


 


If NASA Source Inspection: 
 


The NASA quality representative shall be notified immediately upon receipt of this order.  NASA or its designated 
representatives shall be notified 48 hours in advance of the time articles are ready for inspection or test. 
Inspection (in-process, pre-cap and/or final) is required prior to shipment from the supplier’s facility. 


 
 
SPOC 180 – Critical Safety Items 


 
180.1 Scope 
The Supplier and product shall meet all requirements for Critical Safety Items (CSI) as detailed in the applicable 
specification invoked by the design documents (Ref; E1010, FI-1776, AW/PS and others). When the CSI / Flight 
Safety specification is designated as a controlled spec, the CSI manufacturer is required to be approved for the 
associated specification code and listed on the Honeywell Approved Processing Source List (APSL).  Honeywell  
 
Purchase Order holders are responsible for ensuring that they and their sub-tiers comply to this SPOC, including 
any Frozen Planning requirements. 
180.2 Frozen Planning Approvals 


 


Frozen planning is required for all CSI Critical Characteristics. The Supplier shall review Engineering 
documentation for critical characteristics and their control requirements.  Honeywell approval of frozen planning is 
required prior to filling this order. Any change to frozen planning after initial approval must be approved by 
Honeywell prior to delivery. 


 


The supplier shall submit planning for critical characteristics using the steps identified in SPOC 110. 
 


 
Note: AW/PS (Airworthiness Product Safety) parts for Honeywell Aerospace Electronics businesses as delineated 
by drawings, specs and purchase orders shall have their design / processes approved using form INF-3133. 
Submittals shall be made to the Honeywell Buyer. 
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180.3 Auditing of Critical Safety Item Controls 


 


The supplier shall conduct self-audits as specified in the controlling specifications invoked by the design data. 
Results of these self-audits shall be provided to Honeywell as required by the specification. 


 


180.4 Requirements 
 


 


Item 
 


Requirement 
 


Flight Safety Part Specification 
 


E1010 
 


Flight Safety Identification Symbol 
 


Framed letter “S” 
 


Frozen Item 
 


Frozen Plan 
 


Affected Engineering 
 


Applies to drawings only 
 


Execution of the order 
 


Honeywell approval required prior to execution of P.O. 
 


Honeywell Approval 
 


Materials and Process Engineering 
 


Inspection 
 


100% Initially then sampling plan 
 


MRB 
 


Not Allowed 
 
 


SPOC 182 – Marking LHTEC Program 
 


182.1 Requirements 
 


The Supplier shall comply with drawing requirements for part numbers, serialization and lot control marking. 
 


All items that have been accepted by the Supplier’s inspection system shall be identified with the supplier 
acceptance and test stamps, as outlined in the Honeywell product identification and traceability specifications 
MC9014 and LHG1013. The Supplier shall contact the Honeywell Buyer for current specification revisions. 


 


This SPOC supersedes SPOC 140 traceability requirements when applied. 
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SPOC 200 – Part Marking Requirements  


 
200.1 Scope 
Honeywell prohibits the use of part marking or numbering that is false or misleading as described in 14 CFR Part 
3. 
 


   200.2 Torrance Orders Only 
 


Marking shall be in accordance with the drawing requirements. 
If there are no marking requirements on the drawing, marking shall be in accordance with AS478 Method 30, 35, 
or 37. 
If the additional marking requirements below duplicate information already called out on the Honeywell Torrance 
drawing, the duplicate information need not be applied. 
Unless the ink color is specified on the drawing, use an ink color that will provide contrast against the background 
of the hardware. 
For any part whose surface, size, or configuration in the marking area is not suitable or is insufficient for Additional 
Marking requirements Contact Buyer stated on the purchase Order. The Honeywell Buyer shall contact Torrance 
SQA. 
Determination of an area’s lack of suitability or sufficiency for marking must be approved by Honeywell SQA and 
an authorization statement with alternate method will then be added to the purchase order. 
Additional Marking Requirements: 
In addition to the requirements listed above, the supplier shall apply a second line of marking directly below the 
part number consisting of the letters “MFR” followed by the supplier CAGE Code or SAP vendor number unless 
this information is in the Acceptance Identification Symbol. When complete, the entire marking shall be formatted 
as follows: 


70210-123456-x 
MFR-xxxxx 


Note:  Casting suppliers only - Unless otherwise stated on the drawing, a cast raised logo is acceptable on any 
non-machined surface. 


 
 


In a separate area not adjacent to the part number, the supplier shall also mark with their Acceptance 
Identification Symbol a date code and the drawing revision letter to which the part was made. When complete the 
marking shall be formatted as follows: 


 
 
 
 
 


 
XX XX X  (Last two digits of year, month or week of the year, revision letter of the drawing) 


Date code and revision letter is not required on serialized or lot control specified parts. Heat numbers on castings 
is a form of lot control. 
Acceptance Identification Symbol will be placed on the part and is considered final acceptance of the product as 
well as identification of the manufacturer. Format may resemble ‘A’ stamp. 


 
  200.3    Phoenix Engines Orders Only 


All SPOC 001 and SPOC 002 hardware,  except AGT 1500 program hardware (P/Ns with a 3-xxx-xxx-xx  
format), shall be accepted by the Supplier’s inspection system and shall be identified with inspection 
acceptance stamps applied to the product per the B/P required marking method. 
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Stamp design, content, and usage requirements are defined in MC9014 and MC9015 specifications (as specified 
by the drawing). 
While not currently required, presence of acceptance inspection stamps on AGT 1500 program hardware is 
permissible. 
Interpret AGT1500 traceability requirements per MC9015. 


 


Certain AGT1500 drawings have not yet been updated to reflect (1) the design activity change from Lycoming 
(CAGE 91547) to Honeywell (CAGE 99193), and (2) the current marking requirements.  Such drawings will (a) 
have CAGE 91547 in the title block, (b) not have a CURRENT DESIGN ACTIVITY decal identifying CAGE 
99193, and (c) not have a marking note that includes marking of “CDA-99193”. For these drawings, in addition 
to the marking content requirements stated on the drawing or in its referenced marking specification, the 
following additional requirements apply: 
(Note: do not mark the quotation marks) 


1.   Mark “CDA-99193” as a separate line following the item identification marking (i.e., following the marking 
which in general will appear as 91547 3-XXX-XXX-XX REV. X). 


2.   If the Honeywell Purchase Order (PO) identifies the part’s Army Ordnance Number (an eight-digit 
number beginning with 12) which follows the acronym AON on the PO, it shall be marked on the line 
following CDA-99193 and be preceded by the US Army CAGE Code (19207), as shown in the example 
below: 


 
As an example, a Supplier with CAGE Code 12345 should mark PN 3-160-121-04 (manufactured to drawing 
revision A and with a corresponding AON on the PO listed as 12286922), as follows: 


91547 3-160-121-04 REV. A 
CDA-99193 
19207 12286922 
MFR1234 


 
200.4 Tempe Orders Only 
 


Accepted hardware shall be identified by application of the suppliers “A” stamp in accordance with GPS 1102 -1 or 
GPS 1102-3 for part with engineering drawings, and per AS478-30 or -35 for standard / catalog parts, to indicate 
acceptance by the supplier's quality system.  For parts which have been identified with an “A” stamp containing a 
pre-SAP supplier code, the application of an additional “A” stamp reflecting the post-SAP supplier code is 
acceptable. Furthermore, products requiring functional testing, pressure testing, dielectric testing, etc. shall be 
identified with the appropriate FT, PT, etc, stamps indicating acceptance by the supplier’s testing in accordance 
with GPS 1102-1 or GPS 1102-3. 


 


Engineering Drawing Requirement Interpretations and Clarifications for Honeywell Acquisitions 
Interpretation on Tempe-controlled drawings 
Unless otherwise specified on the drawing, the following specifications shall be used as applicable: 


GPS1000-1, Standard for Drawing Interpretation, General 
GPS1001-1, Specification for Machine Feature Clarification, General 
GPS1002-1, Sheet Metal Parts, General 
GPS1003-1, Castings/Forging parts, General 
Part Marking Requirements 


If there is no part marking requirements stated on the drawing or Purchase Order, the part shall be marked in 
accordance with MIL-STD-130 and AS478-35D or –37 using 59364 CAGE CODE in front of the part number. 
(e.g., 59364-XXXXXXX-Y). 


 


For parts requiring company name identification, S3002-1 shall be used, in lieu of the Grimes Aerospace, Midland 
Ross, Janitrol, Altair, Garrett, GFSD, Allied, AlliedSignal, or any other former Honeywell name. In addition, the 
Tempe CAGE CODE (59364) shall be applied preceded with CDA, instead of MFR. CAGE CODE. 
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Example:  Grimes drawing for part number 54D32-1, mark part as follows: 
89513 - 54D32-1 
CDA – 59364 


The Tempe Document 41-20422 provides clarifications of engineering drawings where standard title block 
information has become illegible. 


Tempe Document 41-20421 clarifies engineering drawing notes describing design parameters. 
RMRA disposition may require additional part marking and part tagging instructions. When the stamp in the 
Honeywell disposition block states APPLY MRB TAGS, the Supplier shall physically attach an approximately 2.5 
X 5 inch green tag with the words “MRB Approved” printed on the tag. The Supplier shall attach one tag per part 
or package for small parts. The Supplier shall attach the tag so that it is clearly visible after the protective 
packaging has been applied.  The MRB tags need to be visible without removing the parts from the protective 
packaging. 
Note: Do not include green tags in direct shipments authorized by the Tempe site. 
 


200.5 Tempe, Tucson, Mexicali Orders Only 
 


Identification for Parts Not Traceable: 
 


This section describes mandatory part marking requirements in addition to the drawing requirements (not 
applicable to standard hardware).  “Parts not traceable” refers to parts which do not have lot control or 
serialization imposed by a drawing note. 


 


Apply a 4-digit identification date to the part at the point where part marking is indicated by the drawing, using the 
required method and location. This date must be recorded on all applicable inspection records, test reports, and 
certifications.  See below for format of the date.  The 4-digit identification date is NOT required for: 


 


parts that have a drawing imposed serial number, lot number, or heat lot number, 
standard hardware (See definition in Sub-section 1.3), 
vendor item (previously known as specification) controlled drawing parts, 
suppliers that have an internal system that has been approved by a Honeywell quality representative. 


Format:  The first digit of the identification date is the last digit of the year. The remaining three digits will be the 
progressive calendar date on which the part is marked.  For example, parts being stamped on May 7, 1990, 
would carry an identification date of “0127”—“0” representing the last digit of the year and “127” since May 7 is 
the 127th day of 1990.  Parts being stamped on August 31, 1990, would carry an identification number of “0243”, 
since August 31st is the 243rd day of 1990. 


If parts are too small to accept this identification number, tags or bags must carry this 4-digit identification date. 


In the event that the Honeywell Purchase Order specifies “less part marking”, the 4-digit date code must still be 
applied to the part by rubber stamp, using semi-permanent ink at the same location where the part would normally 
be marked. 


 
200.6 South Bend Orders Only 
 


1. Each supplier furnishing product is assigned a supplier identification number by site Material Quality 
Assurance. 


2. Exceptions to these requirements are "Standard Hardware" supply companies, forging, casting and certain 
molded rubber product suppliers where alternate identification methods, such as trademarks or specification 
driven supplier identification codes are used. 


3. When the part number is required to be marked on the part, the supplier identification number shall be 
marked using the same size and method as the part number. 
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4. Unless the drawing identifies specific location, the supplier identification number may be on the part above, 


below or after the part number. 
5. If the part number and supplier identification number is stamped on the same line, spacing equivalent to four 


digits shall be left between the part number and the identification number. No dash is permitted between the 
part number and the supplier identification i.e., 2601234B A180. 


Product Serialization 
1. Product requiring serialization of individual parts will be identified using the method per 


drawing specification. 
2. A controlled serial number prefix and a block of numbers will be selected by the supplier. This 


serial number shall appear on all certifications and data sheets provided by the supplier. The 
supplier shall not duplicate serial numbers. Ref. AI-488. 


 


SPOC 203 – Design of Special Tools and Gages 
 


203.1 Report of Loss, Damage, or Destruction, or Company Out-of-Business 
 


Gages – loss, damage, destruction 


Notify Buyer promptly of the loss, damage or destruction of gages. 


Include: 
• Ownership, Purchase Order number, contract number or equivalent code. 
• A full description of the items, units, or assemblies lost, damaged, or destroyed.  Include U.S. or 


other government property. 
• Date and cause of loss, damage, or destruction, if known. 
• Recommendations for disposition of the property.  The cost of the repairs for damage – estimates 


if accurate costs are not available. 
• The corrective action implemented to prevent more loss, damage, or destruction. 
• Other related data. 


 


Tooling / Gages – company going out of business 
 


If company is going out of business, return all Honeywell-owned Tooling / Gages in the good condition. 
 


203.2 Identification 
 


Gages 
 


Permanently identify the gage with the Honeywell prefix letter, number, suffix letter, and agency/code letters 
shown on the Purchase Order.  Use an electric pencil, or steel stamp, or permanently attach a tag, to put the data 
on the gage. 


 


Use the gage number of the parent gage on all loose details of the gage.   Permanently identify the primary (or 
base) fixture with the number of pieces (primary plus loose details). 


 


Tools 
 


Paint a yellow dot on all government-owned special tools for identification, or identify as described in the 
Purchase Order. 


 


203.3 Payment 
 


Tools 
 


No payment is made if the identification mark or tag is missing. 


Tools and gages 
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Supply a Certified Tool / Gage List, a photograph of each tool or gage, and an invoice to the Buyer. 


 


The photograph must show the entire tool and the Honeywell tool identification.  If the tool is small, include a card 
that shows the tool identification in the photograph of the tool. 


 


No payment is made until Honeywell has accepted the tooling or gaging. 
 


203.4 Certified Tool / Gage List 
 


The Certified Tool / Gage List contains all special tools or gages manufactured or acquired by the Supplier and 
Sub-Tier Suppliers. The Certified Tool / Gage List must include: 


• Tool / gage name 
• Supplier tool / gage identification number 
• Honeywell tool / gage identification number (if supplied) 
• Contract or equivalent code 


• Purchase Order number 
• Total quantity 
• Cost per unit (if applicable) 
• Part numbers used to manufacture 
• Weight 
• Material content (wood, steel, aluminum, etc.) 
• Supplier name 
• Signature of the company’s approved representative 
• Date of certification 
• Program name (if supplied) 
• Honeywell Purchase Order site supplier code. 


 


203.5 Design and Maintenance 
 


Supplier shall establish maintenance instructions, including storage and preservation, and required interval. 
 


SPOC 228 – Shipments for Cost-Reimbursable Government Contracts 
 


The Supplier shall put this statement on the Bill of Lading: 
“Transportation is for the (name of Government Agency). The transportation costs paid to the carrier by the 
Shipper or the Receiver are reimbursed by the US Government as stated in the Cost Reimbursable Contract 
Number ______________. The agency at (Agency address in the contract) can confirm this information.” 


 
SPOC 235 – Drop Shipment of a Honeywell Purchase Order to another Honeywell 
Supplier 


 
235.1 Scope 


 


The following requirements apply to Honeywell suppliers when they are instructed to ship material to another 
Honeywell supplier. 


 


235.2 Prior to the Drop Shipment 
 


The Supplier shall ensure that the hardware: 
• Meets all Purchase Order requirements (e.g., SPOC, engineering drawing, Manufacturing 


Operations & Tooling [MOT] or maintenance technical data)  
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The Supplier cannot drop ship if the hardware: 


• Is a sample 
• First Article Inspection Report (FAIR) has not been completed (SPOC 124) 
• Is a research part 
• Requires a Chemical and Metallurgical Report (CMR) 
• Product has not been released in accordance with SPOC 149 
•  Is a Special Federal Aviation Regulation (SFAR) 36 repair 
 


235.3 Immediately upon Shipment of Hardware 
 


The Supplier shall forward the following to the Honeywell Buyer: 
• A shipping receipt with reference to the Honeywell-applicable site-assigned supplier code 
• Copy of packing slip, including Honeywell Purchase Order number, release, and part number 
• All required identifications for traceability (i.e., inspection certificates, physical/chemical test 


reports) 
• A copy of the common carrier prepaid (third-party billing to Honeywell) freight bill 
• Bill of lading 


 


SPOC 236 – Drop Shipment from a Sub-Tier Supplier to Honeywell PAH Sites 
 


236.1 Scope 
 


The following requirements apply to Honeywell suppliers if shipments are made from a sub-tier supplier directly to 
a Honeywell PAH site. Honeywell PAH sites are listed on the FAA Production Certificates issued to Honeywell. 


 


236.2 Prior to the Shipment 
 


The Supplier is responsible: 
• For flowing through applicable requirements to the sub-tier supplier 
• For the hardware meeting all Purchase Order requirements (e.g., SPOC, engineering drawing, 


Manufacturing Operations & Tooling [MOT] or maintenance technical data) 
The hardware cannot drop ship if: 


• It is a sample 
• A First Article Inspection Report (FAIR) has not been completed (SPOC 124) 
• It is a research part 
• It requires a Chemical and Metallurgical Report (CMR) 
• The product has not been released in accordance with SPOC 149 
• It is a Special Federal Aviation Regulation (SFAR) 36 repair 


 
236.3 Immediately upon Shipment of Hardware 


 


The Supplier shall ensure that the sub-tier supplier forwards the following to the Honeywell Buyer: 
• A shipping receipt with reference to the Honeywell-applicable site-assigned supplier code 
• Copy of packing slip, including Honeywell Purchase Order number, release, and part number 
• All required identifications for traceability (i.e., inspection certificates, physical/chemical test 


reports) 
• A copy of the common carrier prepaid (third-party billing to Honeywell) freight bill 
• Bill of lading 
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SPOC 237 – Return of Scrap 
 


The Supplier shall segregate and return, at no cost to Honeywell, all scrap material incurred in producing parts to 
the Honeywell site initiating the Purchase Order. Note: This is only valid for Honeywell Free Issued Materials. 
The Supplier shall specify the amount and alloy, or the specification, for the scrap material on the packing list. 
Government-owned material determined to be scrap should not be disposed of without obtaining prior written 
approval from the government representative. 


 
SPOC 238 – Military-Type Specific-Application and Multi-Application Re-usable 
Containers 


 
238.1 Scope 


 
The Supplier shall either be an approved source, or procure Multi-Application Re-usable Containers units from 
approved sources established by the Container Control Point shown in the table below: 


 
 


Container Type 
 


Container Control Point 
 


Document Name (Supplier List) 
 


Container part number prefix 13414 
and 15450 


 


NAVICP – Naval Inventory Control Point, 
PHS&T Engineering Programs Branch 


 


NAVICP “Approved Sources Of Multi- 
Application Re-usable Containers” 


 


MS27684 prefixed exterior metal 
drums and related items (MIL-D-6054) 


 


DSCP – Defense Supply Center, 
Philadelphia 


 


DSCP “Sample Sources For Military 
Standard Drums” 


 


Specific part number for the 
application 


 


Service-specific 
 


Dedicated drawing 


 
 


238.2 Government Source Inspection 
 


When required by contract or other document, shipments of containers require Government Sour ce Inspection 
prior to release. 


 


Non-conformances detected by the Supplier shall be referred to the Procurement Contract Office (PCO), who will 
coordinate with the Container Control Point, or Cognizant Field Activity (CFA), for determination of fitness for use. 


 
SPOC 239 – Packaging and Package Identification* 


 
239.1 GENERAL REQUIREMENTS 


 
239.1.0 Phoenix Engines Orders Only 
In addition to the requirements of SPOC 239, the supplier shall follow the Packaging and Shipping Requirements 
located on the Honeywell Aero Supplier Portal: https://scc.honeywell.com/irj/portal from the HASP menu, select > 
Docs > Documents > Shipping.  Both “3G10 Phoenix Supplier Packaging and Shipping Requirements”, and 
“3G10-ATT1” are posted to this location. Click on and download the documents. 


 
 


239.1.1 Product Delivery 
The Supplier must ensure that all items are packaged and preserved adequately to guarantee that the 
hardware is delivered to Honeywell undamaged and free of corrosion.  Unless otherwise specified, all 
hardware shall be packaged and preserved in accordance with the drawing, applicable specifications, or 
purchase order requirements.  If there is no drawing or specification requirement, hardware shall be 
packaged and identified in accordance with Aerospace Industry Standards (ATA Spec 300, ASTM-D- 
3951-98 and MIL-STD-2073). 



https://scc.honeywell.com/irj/portal
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239.1.2 Weight Limitations 
Hand-handled containers, including bundles are not to exceed 50 pounds (22.7 KG) gross weight. 
Containers in excess of 50 pounds shall be put on skids or pallets to permit mechanical handling. Hand-  
handled containers may be skidded or palletized to consolidate a shipment, but containers must be 
properly identified, stacked, and secured to the pallet.  Shipping skids/pallets or boxes shall not exceed 
2,500 pounds (1,136 KG) gross weight, and have appropriately placed pallet jack compatible fork truck 
slots or openings to allow mechanical handling. 
239.1.3 Prohibited Packaging 


• Newspaper wadding, loose-fill dunnage, macerated (shredded) paper, peanut foam, eco- 
foam, shredded materials, discarded paper, and broken or recycled foam-in-place are not 
acceptable as packing (dunnage) materials in any container. 


• Paper wraps, envelopes or bags as exterior packages or any packaging material in the 
form of egg boxes, egg crate trays or dividers. Padded mailers (jiffy bags and similar) 
with bubble cushioning or packaging material which contains Penta DBE or Octa DBE. 


• Bags made from bubble wrap or grocery paper sacks shall not be used as unit packs. 
• Wood containers constructed from OSB wafer board, particle board, very thin plywood or 


any other manufactured wood product which is fragile and will not tolerate handling, 
stacking and re-closing throughout the entire transportation system and subsequent 
supply chain handling and forwarding. 


• Used containers unless specifically designed to be reusable and are in adequate shape. 
Polystyrene die cuts are prohibited except for small, light non-critical items. 


• Parts that have contact preservation (oil), or have residual fluids or operating oils, shall 
not be packed/wrapped in paper bags, bubble wrap, sheet foam, or Kraft paper. 


• Skin packs that have film-to-film attachments under the item, making part removal 
difficult, or subjecting the item to damage during opening.  Multi-compartment skins 
packs or blister packs unless they can be positively re-closed after opening, and provide 
continued part protection. 


• Any type of container closure, or lack of a closure, which will result in safety issues, 
damaged parts or unserviceable packaging when opened. 


• Any packaging material which may cause Foreign Object Damage (FOD) or part 
contamination, part obstruction or leave non-preservation residue. 


 


239.1.4 Inappropriate Closures 
Staples are prohibited as a means of closure for exterior shipping containers. Staples are permitted in 
non-closure portions of box type containers, such as bottom closure, side stitching, etc. The portion of the 
container meant to be opened must remain staple-free. Staples and other penetrating forms of unit 
package closure also are prohibited for use on bags (polyethylene or paper), bubble wrap, sheet foam, 
Kraft paper or other intermediate or interior containers. These types of unit packages must be heat 
sealed (if applicable) or sealed by folding, taping, Zip-Lok, or zipper sealing, etc. 
239.1.5 Fluid-Soaked Packages 
Fluid tight packaging shall be as required by hazardous material / dangerous goods regulations and as 
follows: 


• Bagged and the heat-sealed closed in accordance with MIL-DTL-117. The bags shall be 
made from MIL-PRF-22191, Type I material also known as “bearing bag” material. This 
method is required for corrodible parts which have contact preservative. 


• For non-corrodible items, residual fluids may be contained by bagging and sealing in 
heavy duty (6 mil or thicker) zip lock type polyethylene bag. 


• If the item has internal fluids which may be released during transportation, the first bag 
shall be surrounded by appropriate absorbent packing and enclosed in a second fluid 
tight bag or package. 
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Note:  The item must be cushioned & the first bag must be strong enough to avoid puncture during 
transportation, as contamination from the absorbent material may FOD the item. 
239.1.6 Package Design Characteristics 


 


239.1.6.1  Exterior Shipping Container 
The exterior shipping container shall be sufficiently strong and functional to ensure 
product delivery, packaging identification and subsequent distribution and must 
withstand superimposed stacking loads, both as presented to the carrier and as may be 
expected during shipment. 


239.1.7 Hazardous Materials and Dangerous Goods 
The Supplier shall define, mark, label and prepare for hazardous goods, dangerous material and/or 
dangerous equipment for shipment in accordance with Department of Transportation HM181, CFR Title 
49, “Dangerous Goods”, as classified by IATA, IMDG or ICAO. 
Due to regulation requirements and potential liability issues, Honeywell may report violations of 
hazardous materials & dangerous goods regulations to the appropriate governmental agencies. 
Note:  Jet fuel is a hazardous substance.  If an item is purged with 1010 oil, label the exterior shipping 
container “Purged with MIL-PRF-6081, Grade 1010 Oil”. If fuel-wetted items have significant cavities that 
cannot be flushed, even if purged, HAZ MAT shipment may be required. 
239.1.8 International Bug Ban on Containers with Solid Wood 
Containers, dunnage, pallets & skids other than those containing non-manufactured coniferous lumber 
shall be used when possible.  If containers with solid wood components must be used, they shall be 
certified and marked bug free in accordance with ISPM 15 and/or as indicated by 
http://www.aphis.usda.gov 


 


239.2 PACKAGE IDENTIFICATION REQUIREMENTS 
239.2.1 Application 
Bar code identification (labeling) is required on all exterior containers. Labels must be located to allow 
the markings to be easily read when stored on shelves or stacked, and to ensure marking will not be 
destroyed when the container is opened for inspection. When stencils are used, ink must be black 
waterproof. 
Instead of using labels, it is permissible to print identification information directly on the container or 
packing slip as long as all other requirements are met. 


 


239.2.2 Bar Coding General 
Bar code labels shall be printed directly on or be permanently affixed to the exterior shipping container. 
Additional internal packaging requirements may be specified by the Purchase Order, specification and/or 
drawing. 
Bar codes shall be Code 39 symbology, also referred to as 3 of 9, and printed in medium density or code 
128 symbology printed in high density. 
Bar code height shall be 0.375 inches. The human readable text shall be in English. The characters 
shall be 0.110 to 0.125 in high, & shall be left justified over the bar code information. 


 


The margin, or quiet zone, is an area surrounding each bar code and shall be a minimum of 0.25 inches 
at the left and right end of each bar code to decrease bar code reading errors. 
Label material/paper shall be white with black printing for maximum contrast.  The label may be self- 
adhesive, either pressure-sensitive or dry gummed, or held in place on the package with a self-adhesive 
over-laminate. 



http://www.aphis.usda.gov/

http://www.aphis.usda.gov/
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Figure 1 (Critical Label Spacing) 
 
 
 


Readability: 


Critical spacing dimensions for all fields on exterior container label. 
 
 
• Bar Codes shall conform to AIM BC1. 
• Check digits and confirmation characters ($, /, + %) shall not be used. 
• X dimension (width of narrow segment) shall be from .010 to .015 inches.  Ratio of 


average width of wide sections to average width of narrow sections shall be from 2.8:1 to 
3.2:1. The inter-character gap should be the same as the X dimension. 


• Reflectivity and contrast shall be measured at 660 nanometers.  Bar codes shall meet 
one of the following contrast requirements: 
♦ Print contrast signal >= 75%, or 
♦ Minimum reflectance difference >= 37.5% 


Distinguish numeric zeros from the letter “O” by using “Ø”, “” or similar character for human-
readable data. 
 
239.2.3 Exterior Container Labels 
A representative sample of an acceptable label is shown in Figure 2. 
         •     Minimum label size shall be 3.937 inches (100 mm) high by 6.0 inches (152 mm) wide. 
         •     Maximum label size shall be 5.0 inches (127 mm) high by 6.5 inches (165 mm) wide. 


 
Figure 2: Sample Exterior Container (Label not to scale)  
“To” address to be as indicated on the purchase order. 
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Note:  Some purchase orders show a combination of purchase order number and line item number 
(example:G00002164-0052). In this example, the 0052 is not part of the purchase order number, but is the line 
item number, which shall go on the second line of the label (Figure 2). 


Note:  Hand annotation of Box _ of _ numbers is acceptable and is required on boxes only. This field required for 
all boxes including Box 1 of 1. 
The optional block is for additional supplier information, which may be human-read by Honeywell, but will not be 
read by bar code scanners.   


 
239.2.3.1 Detailed Field Requirements 


• Data Area is space containing field title, human-readable data, and bar 
coded data. 


• Data Area dimensions are shown in (Height, Width) inches; these are 
minimum values. 


 
Figure 2 Detailed Field Requirements 


 


Addresses Data Area (.80, 6.00) for both “From:” and “To:” addresses 
PO Number 15 alphanumeric characters, left-justified (flush left) & null filled.  (.60, 6.00) 
Line Item 
Number 


4 alphanumeric characters, right-justified with leading zeroes (.60, 6.00). For example, print “0023R” and 
not “23R”, and bar code “0023R”, not “23R”. 
Note:  Exceptions to the 4-character length requirement:  1) For SAP POs, 5 alphanumeric characters 
are required, 2) Rework “W” P.O. item number may be followed by an ‘R’ making item number 5 
alphanumeric characters in length 


P/N 25 alphanumeric characters, left-justified null filled. (.60, 6.00) 
Quantity 7 numeric characters, left-justified null filled.  (.60, 2.70) 
Shipment 
Number 


8 alphanumeric characters, left-justified null filled (.60, 3.30).  If truncation of shipment number is 
required, only the last 5 right hand numbers shall be used 


  Optional 12 alphanumeric characters, left-justified null filled (.80, 2.70) 
Boxes No bar code.  Readable text should be .20 to .25 inches high and may be hand-written (.80, 3.30). 


Legible written characters are acceptable. 


Country of Origin No bar code. 
 
Note:  “Null filled” refers to null, meaning “nothing”.  If a field is null filled, it’s filled with nothing. 
 
 
 
 


 
Figure 3:  Shipment of 14 Parts with Same P.O. Number, Item, Part Number, Split Across Three Boxes 
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Note the quantity shown on the Exterior Container for any order shall reflect the quantities that are in 
the entire order. 
239.2.4 Intermediate Package Marking 
Intermediate packages, when used, shall be marked with the Part number, as specified on the PO, PO 
Number, Quantity and Unit of Measure (each, feet, etc.) and Supplier’s Name (bar coding is optional).  
If product is shelf life sensitive, packaging is to be marked by the supplier with the expiration date. 
239.2.5 Hand Tags 
When the packaging material prohibits the use of containers that allow the application of self-adhesive 
labels, a tag shall be securely fastened to the material. The Supplier shall ensure that the location and 
attachment of the tag, under normal conditions, will not cause damage or premature removal of the tag 
prior to reaching Honeywell. 
239.2.6 Additional Container Identification 
When there are identical part numbers with multiple lot numbers, serial numbers, life tracking 
numbers and/or multiple orders within the same exterior shipping container, it shall be indicated on 
the exterior container, such as: multiple lot numbers in this container, multiple serial numbers in this 
container, multiple life tracking numbers and/or, multiple orders enclosed. 


 


239.2.7 Shipping Documents / Packing Slip 
Shipping documents; including the C of C, and/or the packing list required by SPOC 140, shall be 
attached to the exterior of container #1 in a weather-proof envelope marked “Packing List Enclosed. 
Specific additive customer requirements will be specified via PO and linked to receiving inspection line 
items.  The envelope may be placed in a Tyvec envelope and securely attached to the exterior of the #1 
container to prevent damage. 
Identification and traceability (I&T) sheets, if provided, shall be placed inside the container or inside Box 1 
of a multiple container shipment, at the top of the container (on top of the item shipped). ATP sheets 
shall be attached to each item or to the first wrap or bag of each item if direct item attachment is not 
practical. 
239.2.8 Separation of Multiple Part Numbers, Purchase Orders, Item Numbers and Addresses 
Shipping containers that contain multiple part number or purchase order items shall be clearly identified 
on the outside of the container as containing such.  Place a label for each internal container on the 
exterior of the consolidation container.  Orders to separate addresses shall be packaged separately and 
routed accordingly. 
239.2.9 Airworthiness Certification, Labeling and Consolidation Box Marking 
When the PO requires a FAA 8130-3 airworthiness certification or equivalent form (Form 1), the 
certification form(s) and container identification shall have a bright yellow airworthiness label with bold 
black printing, similar to that shown in Figure 4, permanently attached to the shipping container. 


 
 


 
 
 


Figure 4 Airworthiness Label for Exterior Container 
 


239.2.10  Country of Origin and Marking (includes U.S.A.) 
Country of origin marking is mandatory to comply with Customs Regulations or Honeywell requirements 
Packaging of articles must be legibly, conspicuously and permanently marked with the parts’ country of 
origin.  For a product to be called Made in USA, or claimed to be of US origin without qualifications or 
limits on the claim, the product must be “all or virtually all” made in the U.S.  The term “United States,” as 
referred to in the Enforcement Policy Statement includes the 50 states, the District of Columbia, the U.S. 
territories and possessions. “All or virtually all” means that all significant parts and processing that go into 
the product must be of U.S. origin. That is, the product should contain no - or negligible – foreign content. 


Airworthiness 
Certification 


Enclosed 
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U.S. suppliers should contact the Federal Trade Commission, Division of enforcement, since the phrase 
“made in U.S.A.” is under their jurisdiction. Guidance can be found at the following link, 
http://www.business.ftc.gov/documents/bus03-complying-made-usa-standard.  For the purpose of this 
SPOC, the designation “U.S.A.” is not adequate country of origin marking. 
It is the supplier’s responsibility to ensure that marking on the product reflects the true country of origin of 
the product and that no illegal transshipment through a third country has occurred. The supplier must also 
ascertain that foreign suppliers are familiar with the country of origin rules. 


 


239.3 Electro-Static Discharge (ESD) Labeling and Packaging 
 


Packaging and labeling shall comply with one of the following unless specified in Honeywell approved design 
document: (reference SPOC 354): 


 


1)   ANSI/ESD S20.20 and ANSI/ESD S541 or equivalent. Or 
 


2)   MIL-STD-1686 and MIL-STD-2073-1. Or 
 


  3)   JESD625 and ANSI/ESD S541 


239.4 Refrigerated, Frozen or Cryogenically-Stored Items 
 


For refrigerated, frozen or cryogenically-stored product, the supplier shall display the type of storage necessary 
on the outside of the package. Packages must be adequately thermally insulated to ensure temperature 
requirements are maintained through reasonably anticipated transportation, in-transit delays, transfers and 
destination. 


 


The supplier’s container shall be marked with: 
• Net contents 
• Manufacturer’s production lot number 
• Date of manufacture and expiration date 
• Date and time shipped 
• Warning notes and safety precautions in accordance with federal and state safety and health 


regulations. 
 


239.4.1 Specific Frozen Packaging Requirements 
Supplier shall package material in dry ice to maintain -40 degrees Fahrenheit during shipment, and must 
use a 24 hour delivery service for this shipment. 
 


 
 
239.5 Handling, Packaging, and Shipping of Moisture/Reflow Sensitive Surface Mount Devices 
(Electrical/Electronic Parts) 
For protection of moisture sensitive parts, handle, process, and package per the requirements of IPC/JEDEC J - 
STD-033 unless specified in design document. 


 
SPOC 241 – Identification of Substantiation Test Items 


 


The Supplier must clearly mark the packing list and each package with "SUBSTANTIATION TEST ITEM". 
 


SPOC 246 – Exemption of Sales and Use Taxes 
 


This order is exempt from Arizona and Phoenix Sales and Use taxes because the purchased items are 
equipment, machinery, or rentals to be used directly in manufacturing, processing, fabricating, or metallurgical 
operations. 


 
SPOC 259 – Freight to be Paid by Honeywell 


 



http://www.business.ftc.gov/documents/bus03-complying-made-usa-standard

http://www.business.ftc.gov/documents/bus03-complying-made-usa-standard





Aerospace 


Supplemental Purchase Order Conditions (SPOC) Manual 


UNCONTROLLED IN HARDCOPY 
 
 


Revision P 60 


 


  


The Supplier shall assess all freight charges for which Honeywell is responsible when the freight is tendered to 
the carrier. 
Honeywell participates in discount programs with national carriers; but discounts accrue only when Honeywell is 
the payer of the original bill.  The Supplier that holds the Honeywell Purchase Order will be charged with any lost 
discounts. 


 
SPOC 260 – Priority Rating 


 
The Supplier shall follow all the provisions of the Defense Priorities and Allocations Systems (DPAS) regulation 
(15 CFR 700) for this rated order that is certified for national defense use. 


 


See the Purchase Order for the appropriate priority rating (e.g., DO-A1, DX-A1, DO-A4). 
 


SPOC 267 – Electronic Part Definition (Solid Model)* 
 


267.1 Scope* 
 


Applicable when using Honeywell-supplied Electronic Part Definition (EPD) databases to manufacture and inspect 
hardware procured directly by Honeywell or indirectly through a sub-tier supplier. Refer to the applicable 
drawing/model interpretation specification(s) for instances when Honeywell shall supply an EPD database and 
whether the drawing or the EPD is the design authority dataset. 


 


267.2 Requirements* 
267.2.1 Software Quality Assurance Plan (SQAP)* 
The supplier utilizing the Honeywell-supplied EPD databases for the manufacture and inspection of 
product shall maintain a comprehensive SQAP. Such Plan shall describe the tools and processes 
used by the supplier to open, store, secure, translate, validate, inspect and manage the Honeywell-
supplied EPD databases. The Supplier shall furnish a copy of the SQAP to Honeywell when 
requested. 
267.2.2 Part Inspection Document (PID)* 
A PID shall be used that describes the methods for inspection and verification of compliance to the 
Honeywell-supplied EPD database. The Supplier shall maintain a copy of the PID and furnish a copy 
of the PID to Honeywell upon request.  
Verification of product compliance to the Honeywell-supplied EPD database may be accomplished 
using any suitable method. Refer to supplier instruction SI-267 available at 
HASP/Documents/Quality/SPOC/SPOC Supporting Documents for more details.  
 
Where EPD data constitutes the approved design data (per applicable drawing interpretation 
specification) and is replicated for reference on drawings, positive verification of dimensions between 
the Honeywell drawing and the Honeywell-supplied EPD database is required prior to utilizing 
drawing specifications for product acceptance.  
Supplier-generated EPD or drawings are not valid for inspection unless they have been positively 
verified dimensionally against the approved design data. 
In conjunction with standard layout / inspection practices, the following minimum requirements for part 
inspection should be utilized as a reference guideline.  The PID must contain enough data points to 
adequately describe the inspected feature: 
 


 


Feature Minimum Point Density or Equivalent 


Continuous Surface > 10” 1 point per square inch 


Continuous Surface < 10” 2 points per square inch 


Non Standard Radii 3 points 
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Diameter 6 points 


Aero shapes (Blades, Vanes, Nozzles) Conventional inspection methods may be used 


Core Wrap & Wall Thickness Conventional inspection methods may be used 


Standard Radii (i.e. fillets, corners, etc.) standard gauging may be used 
 


 
267.2.3 Reduced Content Datasets** 
When a datum structure is defined, it shall be used for inspection. Best fit of all features simultaneously shall be 
employed if no datum structure is provided. 


 
 
267.3 Translation Process Requirements* 


 


Suppliers shall have a documented procedure that outlines their translation process. 
The procedure shall include validation that data translation processes result in datasets which match and are 
traceable to the original dataset. See SAE ARP9005 for guidance. Acceptable validation methods of the data 
translation process are listed below. Refer to supplier instruction SI-267 for more details. 


•By positively verifying dimensions against its original definition. 
•By comparing basic geometric parameters, at a minimum volume and surface area, between the 
Honeywell-supplied EPD database and the Supplier-translated model. 
•By generating a side-by-side geometric validation report that compares the Honeywell-supplied EPD 
database with the Supplier-translated model, showing no deviations. 
•Other methods approved in writing by Honeywell Engineering 


 
267.4 Product and Manufacturing Information (PMI)** 
Some Honeywell-supplied EPD databases may contain PMI saved as attributes within the file, specifically 
dimensions, tolerances, GD&T, notes and other annotations such as weld callouts and surface finishes, where 
the intention is to store the entire product definition within the EPD database. In such cases, if a 3D PDF drawing 
exists, it is a human-readable derivative (exact duplicate) of the solid model and may be used for inspection. 


 
Revisions:  Complete Revision 
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SPOC 270 – FAA Conformity (or Civil Aviation Authority of the Country) 


 
270.1 Conformity Process for Non-Certified Parts 


 


FAA conformity inspection is required for parts under this Purchase Order. 
270.2 Conformity Inspection Guidelines 


 


The Suppler shall include all inspections necessary to show that the article conforms to the proposed type design 
data, and shall document the inspections and make the documentation available as objective evidence. The 
documentation includes but is not limited to: 


• Accomplishment of physical inspections 
• Witnessing of installation of critical assemblies 
• Witnessing of functional tests 
• Verification of company conformity through documented evidence (i.e., Material certifications, 


special process certifications, shop travelers, work orders). 
 


270.3 Conformity Plan Requirements 
 


The Supplier shall provide a Conformity Plan that: 
• Defines how the company conformity will be completed. 
• Provides a schedule of when parts will be available. 
• Identifies where the parts will be FAA conformed. 
• Identifies who will perform the conformities. (FAA, FCAA, DAR) 


 


The Conformity Plan shall be approved by the appropriate Honeywell FAA designee working or assigned to the 
specific conformity project. 


 
 


SPOC 273 – NASA Required Notification 
 


273.1 Scope 
 


NASA required notification in procurement documentation. 
 


273.2 Requirements 
 


Purchase requests, Purchase Orders, contracts, and subcontracts covering the procurement of flight hardware 
items for use in manned spacecraft shall contain the two blocks of text shown below either printed, stamped, or 
added in boldface type.  All Honeywell subcontractors and all of their subcontractors, including their lowest tier 
subcontractors shall include these blocks in all of their procurement documentation: 


 


• “NOTE: For use in manned space flight.  Materials, manufacturing, and workmanship of highest 
quality standards are essential to astronaut safety.  If the supplier is able to supply the desired 
item with a quality which is higher than that of the items specified or proposed, the Supplier is 
requested to bring this fact to the immediate attention of the purchaser." 


• "For all International Space Station hardware, random and systematic errors in any article or 
material measurement shall not exceed 10 percent of the tolerance of the article or material being 
measured.  Authorization for exceptions shall be requested from Honeywell Aerospace Equipment 
Systems.  Random and systematic errors in any calibration measurement shall not exceed 25 
percent of the tolerance of the parameter being measured.  Authorization for exceptions shall be 
requested from Honeywell Aerospace Equipment Systems.  Certification of conformance to these 
requirements shall be provided with each shipment of product.  These requirements shall be 
flowed down to all Sub-Tier Suppliers.”  
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SPOC 276 – NASA Product Requirements 


 
276.1 Scope 


 


NASA product requirements for Manned Space Flight. 
 


276.2 Purchase Order Requirements 
 


For Purchase Orders involving product for Manned Space Flight:  materials, manufacturing, processes and 
workmanship of the highest quality standards are essential to Manned Space Flight safety. If the Supplier or its  
 
Sub-Tier Suppliers can provide a higher standard of quality than requested in this purchase order and associated 
SPOCs, the Supplier must bring this information to the attention of the buyer. 


 


The Supplier and its Sub-Tier Suppliers must be approved by Honeywell. 
 


Supplier’s certifications (i.e., material, controlled process, etc.) including those of Supplier’s Sub-Tier Suppliers, in 
support of this order shall provide an auditable trail back to the Honeywell Purchase Order. 


 


Soldering operations for manned space flight applications must conform to NASA's soldering requirements 
specified in NHB 5300.4(3A-1) or replacement, unless otherwise noted in the specification control or source 
control drawing.  Evidence of solder operation performance must appear on the packing slip and certificate of 
conformance for products shipped. 


 


There will be no change in the design of the part, in the material and processes, in its construction or in the 
manufacturer's part number after the first acceptable unit has been received by Honeywell unless requested 
and/or approved by Honeywell in writing.3Parts and materials which have been permanently installed in an 
assembly using soldering, alloying, or other fusing techniques, and are then removed from the assembly for any 
reason shall not be used again in any flight hardware without specific written approval from Honeywell. 


 
 


SPOC 277 – Verification of Hardware 
 


277.1 Scope 
 


Source Inspection of product by Honeywell or its customer at Supplier's facility is required. 
 


277.2 Requirement 
 


The Supplier shall contact KBR Wyle (reference SI 149-02) or other designee as directed by the purchase 
order, 72 hours in advance of any inspection need.  Self-Released suppliers do not carry authority to perform 
product release for this order.  Source Waiver shall not be requested for this order. Suppliers who are Self 
Release approved or Certified Supplier Quality Representatives per SPOC 149 are NOT authorized to conduct 
verifications per this SPOC.  


 


The supplier shall make available to the buyer's Quality representative any necessary specifications, documents, 
facilities and assistance.  Evidence of buyer's Quality representative's acceptance / certification shall accompany 
shipment. 


 
 
SPOC 325 – Electronics Solder Requirements 


 
Product covered under this Purchase Order is to be assembled and soldered per ANSI/J-STD-001 Revision 
(latest), Class 3, (Standard Requirements for Soldered Electrical & Electronic Assemblies), and acceptance 
criteria based on IPC-A-610 Revision (latest) and applicable Honeywell “M”  specification, to the class as 
specified on the PO. Workmanship and testing also shall conform to the class of IPC-A-610 specified on the 
purchase order.  Any exceptions or deviations must be delineated on the Honeywell drawing and / or Honeywell 
specification. 
If solder testing is required per the drawing/specification then the parts must meet the applicable soldering 
requirements of the specification listed below:  
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PRODUCT TYPE SPECIFICATION METHOD 


SEMICONDUCTORS MIL-STD-750 2026 


MICROELECTRONICS MIL-STD-883 2003 


RIGID PRINTED WIRING BOARDS MIL-P-55110 PARA 3.7.4.5 


RIGID FLEX PRINTED WIRING BOARDS MIL-P-50884 PARA 3.4.6 
PARA 3.7.14 


FLEXIBLE PRINTED MIL-P-50884 PARA 3.4.6 
PARA 3.7.14 


ALL OTHER PARTS MIL-STD-202 208 


WHEN REQUIRED BY PURCHASE ORDER MIL-STD-2000 PARA 5.4.4 
Components shall have been tested to the requirements listed in the above table within 18 months of the date 
Honeywell receives the components.  The soldering test date (month and year) shall be noted on the Certificate of 
Conformance supplied with each shipment. 


 
 


SPOC 326 – Electronics Marking Requirements 
 


If marking permanency is required per the drawing/specification then the parts must meet the applicable marking 
permanency (resistance to solvents) requirements of the respective specifications: 


 


PRODUCT TYPE SPECIFICATION METHOD 


Semi-Conductors MIL-STD-750 1022 


Micro-Electronics MIL-STD-883 2015 


Rigid Printed Wiring Boards MIL-P-55110 PARA 3.5.4 


Rigid Flex Printed Wiring Boards MIL-P-50884 PARA 3.4.4 


Flexible Printed MIL-P-50884 PARA 3.4.4 


All Other Parts MIL-STD-202 215 
 
 


SPOC 329 – Hardness Critical Item 
 


The parts contain Critical Characteristics shown as Hardness Critical Item / Hardness Critical Process (HCI/HCP). 
No substitutions or deviations are permitted. 


 
 


SPOC 335 – Tape and Reeled Components 
 


Surface mount or axial lead components shall be tape and reeled in accordance with table below. 
For order quantities less than 1000; bulk, ammo or rail packaging is acceptable. 


 


Number Carrier Type Standard Requirement 
1 Embossed Carrier 


Taping 
EIA 481 Surface mount components shall be supplied on tape and 


reel in accordance with EIA 481. 
2 Axial Lead Taping EIA 296 Axial lead through hole components shall be supplied on 


tape and reel in accordance with EIA 296. 
3 Radial Lead Taping EIA 468 Radial lead through hole components shall be supplied on 


tape and reel in accordance with EIA 468. 
4 JEDEC Trays JEDEC CO-029, etc Integrated Circuits shall be supplied on JEDEC antistatic 


trays 
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SPOC 349 – Material Samples Required 


 
349.1 Sample Requirements 


 


The Supplier shall supply material samples for the items listed on this Purchase Order.  The samples must b e: 
• Two (2) fully processed test bars  and 
• One (1) chemistry tab. 


 
 
 
 


SPOC 354 – Electro-Static Discharge Requirement 
 


For ESDS (Electrostatic Discharge Sensitive) items, the Supplier shall establish and maintain a written 
electrostatic discharge control program for the control of Electro-Static Discharge (ESD) during fabrication, 
handling, and packaging of electrical and electronic parts, assemblies, and equipment.  The program shall be 
based on and meet the intent of ANSI/ESD S20.20 (or equivalent), or JESD625, or MIL-STD-1686. 


SPOC 385 – Printed Circuit Board (PCB) Testing 
 


The Supplier shall perform continuity and circuit short testing on all double-sided and multi-layer Printed Circuit 
Boards (PCBs) before shipping to Honeywell. 


 


SPOC 406 – Commercial Items Used in Government Contracts 
 


This part has been identified as dual usage having both Government and Commercial end use requirements.* 
Unless otherwise noted in the header text of the purchase award, the terms contained in Honeywell’s 
“Supplemental Provisions – U.S. Govt Contracts (SPFFP), apply and are hereby incorporated by reference as if 
written in full.  Honeywell’s Terms and Conditions of Purchase, including SPGCI, are located on the Honeywell 
Aero Supplier Portal: https://scc.honeywell.com/irj/portal from the HASP menu, select > Docs > Documents > 
Terms & Conditions.* 


 


SPOC 407 – Military Customer First Article Inspection 
 


Verification of First Article by the Military customer (military quality assurance and/or Defense Contract 
Management Agency) is required.  The Honeywell Quality Assurance Point of Contact will coordinate First Article 
inspection by the Military customer at the supplier. 
If FAR 52.209-03 is required, coordinate with your Honeywell Quality Assurance point of contact or your 
Honeywell Buyer for the required First Article Testing (FAT) and Inspections. Requirements are documented in 
the Customer Purchase Order and DD1484 form. 


 
SPOC 410 – Process Control 


 
410.1 Scope 


 


Process Control Planning & Execution (PCPX) is a disciplined approach to identify and eliminate sources of 
systemic process variation.  Minimum program requirements for PCPX compliance are available in SI-100.9 
located on the Honeywell Aero Supplier Portal: https://scc.honeywell.com/irj/portal from the HASP menu, select > 
Docs > Documents > PCPX and MPC > PCPX Implementation Information. 


 


PCPX shall be the primary way to meet SPOC 410. 
 


Note: A Supplier that has an active MPC program that began and was in compliance prior to January 1, 2011 may 
continue to receive credit for process control implementation and must provide objective evidence of ongoing 
compliance to MPC requirements.  MPC compliance requirements are posted on the Honeywell Aero Supplier 
Portal. Eligible MPC Suppliers shall continue to be subject to Honeywell MPC compliance audit(s). Compliant 
MPC Suppliers may also be called upon to implement PCPX on specific part numbers at the sole discretion of  



https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal
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Honeywell. Non-compliant MPC Suppliers and/or MPC Suppliers with less than 50% Proactive Quality 
penetration as of April 15, 2012 will be required to re-align their process control implementation with Honeywell 
PCPX requirements.  Effective April 15, 2012 increases in Proactive Quality Percent Penetration will only be 
realized through implementation of Honeywell’s PCPX and/or APQP programs. 


 


 
410.2 Project Approval 
The Supplier shall make available PCPX process analysis and control plan package(s) to their Honeywell Quality 
representative upon request. The supplier shall continuously monitor PCPX effectiveness, updating controls plan 
and process control documentation, as applicable. All changes to the approved control plan package shall be 
clearly identified. 


 


410.3 Equivalency 
 


MPC Equivalency approval will continue to be honored for only those Suppliers that were approved prior to 
January 1, 2011 and subject to ongoing periodic conformance audits for continued effectiveness.  Honeywell 
reserves the right to remove MPC Equivalency at its discretion. 


 


410.4 Records 
 


PCPX and/or applicable MPC documentation shall be considered quality documents.  Supplier shall consider the 
Honeywell PCPX and/or applicable MPC program documents living documents and shall maintain and update 
documents with any changes that may affect product or process control plans. 


 
SPOC 418 – Foreign Object Damage (FOD) Control* 


 
The supplier shall ensure that Foreign Objects and subsequent Foreign Object Damage (FOD) is eliminated 
from all parts prior to shipment.  In addition to maintaining compliance with Honeywell site’s cleanliness 
specifications, all suppliers must maintain a FOD free environment during machining, manufacturing, assembly, 
maintenance, inspection, storage, packaging and shipping. 


 


• Potential FOD includes but is not limited to burrs, chips, dirt, corrosion, residual abrasive material from 
grind, hone, deburr, polish, and/or surface improvement, and/or contamination resulting from the 
manufacturing, assembly, maintenance, processing, cleaning, storage and subsequent packaging of 
parts. 


 


• Suppliers must ensure all passageways- cast and/or machined are clear of chips, core material, dirt, 
breakout of cast walls, etc. 


 


• Prior to closing inaccessible or obscured areas and compartments during assembly, supplier shall ensure 
the areas are free of FOD. 


 


• Suppliers must ensure all parts are clean and FOD free prior to shipment. 
 


• Suppliers are required to maintain a FOD prevention program, which includes prevention and elimination 
of FOD from the manufacturing processes and work area. 


 


Specific attention should be given, where applicable, to items such as: 
 


• Housekeeping and cleanliness 
• Food and beverage control 
• Tool and small part accountability 
• Loose objects 
• Material handling and parts protection 
• External cleaning following evidence of external contamination 


Supplier shall ensure that the responsibility for the FOD prevention program is clearly defined and appropriate 
personnel have received FOD awareness training. 
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Suppliers are responsible for flow down of these requirements to their sub-tier suppliers to ensure FOD free 
products. 
Suppliers FOD prevention program and controls shall comply with SAE AS9146 and are subject to periodic 
audits by Honeywell as deemed necessary to ensure program effectiveness and compliance. This includes, but 
not limited to, Failure Analysis Reports, Containment and Preventive Corrective Action Plans taken to preclude 
recurrence. These reports shall be made available and submitted upon request. 


 
 


Revisions:  Added potential FOD statement and SAE AS9146. (Superceding NAS412)  
 


 
 


SPOC 419 – Supplier Counterfeit Parts Prevention Requirements * 
 


419.1. Introduction 


419.1.1.0. Purpose 


This SPOC 419 is intended to prevent counterfeit Electrical, Electronic and Electromechanical (EEE) 
parts and Materiel (raw materials, hardware, fasteners, bearings, castings, epoxies, paints, etc.) 
(herein collectively referred to as Items) from entering Honeywell's supply chain and to: 


• Specify the flow-down of counterfeit prevention requirements to suppliers at all levels who are 
providing Items to Honeywell 


• Maximize the procurement and use of authentic Items from documented authorized sources; 
• Mitigate risks when Items are not available from documented authorized sources 
• Control Items identified as suspect or confirmed counterfeit anywhere within the Honeywell 


supply chain 
• Report suspect and confirmed counterfeit Items, to other potential users and to Government 


investigative authorities as required by contract or by law 


Note: This SPOC is specific to counterfeit prevention and detection, and not fraudulence beyond 
counterfeiting. 


419.1.1.1. Applicability 


The General Requirements of this SPOC as well as the requirements of Supplier Instruction SI419-01 
(and SI419-02 for HAADE Sources), available in the Honeywell HASP Supplier Portal under HASP > 
Documents > Quality > SPOC > Supporting Documents > SPOC 419 Supporting Documents are applicable to 
all Items used in fulfillment of Honeywell orders. These requirements are applicable to all levels of the 
supply chain. Additional custom counterfeit prevention requirements, when outlined in the purchase 
order, shall be fulfilled in accordance with SPOC 519. 


419.1.1.2. Terms and Definitions 


Terms and definitions are located in the Honeywell HASP Supplier Portal under HASP > Documents 
> Quality > SPOC > Supporting Documents > SPOC 419 Supporting Documents> SPOC 419 Terms 
and Definitions Document 
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419.2. General Requirements 


419.2.1. Counterfeit Parts Control Plan 


Suppliers shall implement a Counterfeit Items Prevention Control Plan. The plan shall comply with the  


General Requirements listed in this SPOC and the Supplier/Part Category Specific requirements 
contained within SI419-01 (and SI419-02 for HAADE Sources). 


Suppliers shall perform periodic audits to verify compliance to the requirements of their Counterfeit Parts 
Control Plan. Plans and records of their audits and results shall be maintained and provided to Honeywell 
or regulatory agencies (DCMA, FAA, etc.) upon request. 


419.2.2. Authorizing Evidence 


The Supplier shall verify Items are purchased from authorized sources via the methods contained in 
SI419-01 and retain documented evidence of authorization.  


419.2.3. Mitigation Approaches 


The Supplier shall assure procurement of Items, whenever possible, directly from Authorized Sources. 
Counterfeit Items Prevention Control Plans shall include processes for mitigating risks associated with 
procurement of Items from other than authorized sources. The Supplier shall use the process outlined in 
the Honeywell CAWS process defined herein for risk mitigation unless the Supplier has design authority 
over products delivered to Honeywell and has appropriate risk mitigation processes in alignment with 
SAE AS6171 included in their plan. 


419.2.4. Control of Notification of Items from an “At Risk” source  


For deliveries to Honeywell, or other Suppliers of Honeywell, of products that are or contain “At Risk” 
Items, the Supplier shall notify the recipient, including details of the specific Item and risk mitigation 
results. This notice shall be provided prior to delivery. “At Risk” Items are those obtained from other than 
authorized sources or sources that refuse any requirement in this SPOC or comingle “at risk” Items with 
authorized source Items. This includes instances where the Supplier understands that they are not an 
authorized source themselves.  


419.2.5. Notification of Suspect Counterfeit or Counterfeit Items 


Suppliers, upon identification or notification by sub-tier suppliers of suspect counterfeit or confirmed 
counterfeit Items purchased for or on behalf of Honeywell or that were delivered to Honeywell, shall: 


1. Quarantine the suspect or confirmed counterfeit parts so that they shall not re-enter the supply 
chain or be used in production. 


2. Provide notification to: Their customer within FIVE (5) days in accordance with SPOC 100. 
Additionally, as required notify the Government Industry Data Exchange Program (GIDEP), 
industry supported reporting programs (e.g., ERAI), and/or to applicable Government investigative 
authorities and law enforcement agencies as appropriate and required by law. 


419.2.6. Indemnification 


Supplier shall indemnify, defend, and hold Honeywell harmless from and against all loss or expense 
incurred by Honeywell because of the delivery by Supplier to or on behalf of Honeywell of suspect 
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counterfeit or counterfeit Material, with the exception of parts or assemblies acquired from Honeywell. 


419.3. Counterfeit Avoidance Workflow System (CAWS) 


The Supplier shall use the process outlined here, and in the CAWS (https://cpp.honeywell.com/) for mitigation 
of ‘at risk’ Items unless the Supplier has design authority over products delivered to Honeywell and has 
appropriate risk mitigation processes in alignment with SAE AS6171 included in their plan. 


Honeywell Approved Test Laboratories - Suppliers shall use a Honeywell Approved Test Laboratory for 
CAWS lab work in association with risk mitigation. (The list of Honeywell Approved Test Laboratories is 
contained in the Counterfeit Avoidance Workflow System [CAWS]. When logged into CAWS, select 
“Approved Test Labs” from the main menu.) 


Risk Analysis & Testing – Risk analysis shall be done in accordance with the CAWS documented workflow 
and the current version of Honeywell’s Counterfeit Avoidance – (EEE or Materiel) Inspection and Testing 
Statement of Work. (Counterfeit Avoidance – [EEE or Materiel] Inspection and Testing Statement of Work is  
available in the Honeywell HASP Supplier Portal under HASP > Documents > Quality > SPOC > Supporting 
Documents > SPOC 419 Supporting Documents  


Delivery - Suppliers shall assure that Items accepted per CAWS in accordance with the Counterfeit 
Avoidance – (EEE or Materiel) Inspection and Testing Statement of Work be shipped directly to a Honeywell 
production facility from the Honeywell Approved Test Laboratory unless otherwise directed by Honeywell and 
not be shipped back to the Independent Distributor. (Note: A Honeywell production facility may be a 
Honeywell Supplier or sub-tier supplier when the Supplier is producing Items on behalf of Honeywell.) If Item 
is shipped back to the Independent Distributor after it is successfully tested, then the Item shall be retested to 
the latest revision of Counterfeit Avoidance – (EEE or Materiel) Inspection and Testing Statement of Work as 
of the date of the scheduled shipment of goods. 


419.4. Supporting Document Reference 


SI-419-01 available in the Honeywell HASP Supplier Portal under HASP > Documents > Quality > SPOC > 
Supporting Documents > SPOC 419 Supporting Documents as invoked by this SPOC contains: 


• Requirements by Supplier and Part Type (Includes industry standards and exceptions/additions 
thereto) 


• Authorizing Document Criteria (includes identification of authorized sources) 
• EEE and Materiel Statements of Work 


SI-419-02 available in the Honeywell HASP Supplier Portal under HASP > Documents > Quality > SPOC > 
Supporting Documents > SPOC 419 Supporting Documents as invoked by this SPOC contains: 


• Requirements for HAADE Sources  


 
Revisions:  Complete Revision 
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SPOC 420 – Advanced Product Quality Planning (APQP)* 
 


420.1 Applicability* 
APQP is required to the extent specified below for any Honeywell part number (including dash number) being sold 
for the first time by a supplier (as determined by their SAP Vendor Code).  


- Where a purchase order calls for an APQP level, the requirements of the APQP level listed on the PO shall 
apply  
- Where no APQP level appears on the PO, APQP Level 1 is applicable to all purchase orders made to 
requests for quotation issued after May 3, 2017  
- Where an APQP requirement is added to PO flowdown via SPOC revision or PO note after the approval of 
a supplier’s initial First Article Inspection, the added requirement shall not apply to that supplier. 
 


  Once APQP is required, the APQP requirement shall continue to apply during ongoing production.  
Legacy APQP in place prior to May 3, 2017 shall continue to be required. 
Where a purchase order holder subcontracts some or all of the manufacture of an item, the PO holder’s APQP 
Control Plan shall include controls sufficient to ensure product conformance of procured items. 


 


420.2 Requirements* 
Purchase order holder (supplier) shall comply with AS9145 -REQUIREMENTS FOR ADVANCED PRODUCT QUALITY 
PLANNING AND PRODUCTION PART APPROVAL PROCESS and the requirements of this SPOC. 
APQP/PPAP activity shall begin immediately upon receipt of a purchase order for a part number being made for the 
first time by the supplier. APQP requirements shall be completed in accordance with the schedules provided in 
applicable APQP program documents. Unless otherwise specified on the Purchase Order, all PPAP submissions shall 
require level 1 compliance. 
 
420.3 Process* 


Supplier shall comply with SQG-5525 which defines the generation, submittal, approval, and maintenance 
processes for each level of APQP/PPAP. SQG-5525 is located at; https://scc.honeywell.com/irj/portal From 
the HASP menu select > Docs > Documents > Quality > APQP. Supplier shall maintain records of 
compliance to APQP/PPAP requirements 


 
Revisions: Rewritten for clarification. 


 
 
SPOC 500 – Failure Analysis and Reporting Process 


 
This SPOC is intended for applications that require specific Honeywell approved test failure or anomaly analysis 
and reporting procedures. 


 


500.1 Failure Reporting and Corrective Action 
 


The supplier shall establish a formal, controlled failure reporting, analysis and corrective action process which is 
subject to Honeywell approval.   The supplier process shall include: 


• Reporting of all failures which occur from any initial application of power at the lowest level of 
assembly through qualification/acceptance testing of deliverable hardware. 


• Positive control of failed items, retrieval of failed/overstressed parts, failed item and part failure 
analysis, and documentation of all pertinent information relating to each failure. 


 


Procedures and forms used in support of the supplier's failure reporting system are subject to approval by 
Honeywell. 


 


The supplier failure review board shall include at least one member each from the supplier's engineering, 
reliability and quality assurance organizations. 


 


 



https://scc.honeywell.com/irj/portal
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500.2 Failure Reporting and Corrective Action Notification 
 


The supplier’s failure reporting system shall include the following elements: 
 


• An agreed method for notification to the designated Honeywell representative of all failure 
incidents, regardless of magnitude. 


• Notification of the Honeywell Buyer in writing within 24 hours of each failure occurrence.  The text 
shall indicate the failed item part number and serial number, date of failure, test being performed, 
test specification and paragraph, description of the failure including failed parameters with 
actual/should be data, and preliminary analysis and disposition. 


• Submission of the failure report to the Buyer within five (5) working days of the occurrence of each 
failure.  A copy of the initial failure report may be used for notification purposes. 


• Adequate support of failure report status and formal closure actions. 
• Submission of the completed (closure) failure report within 21 days of each failure, or prior to 


shipment of the affected assembly, whichever occurs first. 
• Notification of the Buyer of all failure occurrences and shall, along with other Honeywell 


representatives, have the right to participate in all failure investigation activities. 
• Failure Analysis Reports 


 Reports shall include all supporting data and analyses, and shall be described in the 
supplier’s detailed procedures. 


• Supplier failure review board members shall review (sign and date) all failure reports when all 
actions are complete and reports are ready for submittal to Honeywell for approval and formal 
closure. 


 
SPOC 501 – Single Lot Requirement 


 
501.1 Scope 


 


The entire quantity ordered shall be delivered from one lot date code, batch number, or heat number.  The 
supplier shall contact Honeywell if this cannot be accomplished to obtain written authorization prior to shipping 
multiple lot date codes. 


 
SPOC 502 – Single Raw Material Lot 


 
All parts for this purchase order item should be from the same raw material lot number.  If a singl e lot cannot be 
used, the parts shall be produced from as few raw material lots as possible. The parts shall be segregated, 
packaged and identified by raw material lot to maintain raw material lot identification & traceability. 


 
SPOC 503 – Delegation of Inspection Authority 


 
Honeywell hereby delegates to the supplier the authority to perform in-process inspections and final acceptance 
inspection for the product described by part number in the purchase order or letter of delegation.  The supplier 
shall maintain inspection records and make them available upon request.  Supplier shall not delegate inspection 
authority to sub-tier suppliers.  Suppliers with this delegation authority are subject to FAA/Honeywell-customer 
surveillance. This is a special application SPOC and is not intended to be utilized in place of Self Release / 
Source Inspection requirements as imposed in SPOC 149. 


 


SPOC 505 – Lot Traveler Requirement 
 


505.1 A copy of the Supplier’s manufacturing process flow lot traveler showing sequential processing 
of parts shall be provided. 
Travelers shall include operation description, including all inspection and test approval points, quality control 
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approval, and sign off with date is required, and shall reflect the quantity of parts processed through each 
operation. 


 


SPOC 506 – Parts List Controlled Item 
 


The revision listed on this purchase order is the Parts List (PL) document revision and is the controlling document 
for the item.  The associated item drawing revision is the minimum drawing revision (MIN DWG REV) as listed on 
the Parts List document. 
 


 


SPOC 507 – Manufacturing Plan Required 
 


The Supplier shall develop a Manufacturing Plan that defines the manufacturing processes to be employed in the 
manufacture of the part/assembly.  The Supplier is encouraged to maximize the use of current documentation 
techniques (e.g. Part Tracking Systems, Travelers, etc.).  The Manufacturing Plan shall be provided to the 
Honeywell Buyer a minimum of 10 working days prior to the initial start of manufacturing. The Honeywell Buyer 
will process to the appropriate group for review / approval.  Manufacturing shall not start until the Manufacturing 
 Plan has been approved, in writing, prior to the start of manufacturing. 
The Manufacturing Plan shall include the following as a minimum: 


 


 1) Processing Sequence including a brief description of each main processing step. 
 


 2) Equipment to be used at each step (e.g. Mill). 
 


 3) Any subcontracted procurements including the identification of sub-tier suppliers (e.g. parts, 
processes, etc.). 


Note: This SPOC is not in place of, or inclusive of, a Detailed Inspection Plan, which is covered in SPOC 128. 
 


SPOC 519 – Supplemental Supplier Counterfeit Parts Prevention Requirements ** 
 
 
519.1 Scope 
 


519.1.1 Purpose 
 
This SPOC 519 is intended to identify and define supplemental Counterfeit Part Prevention (CPP) requirements 
found in Honeywell purchase orders and provide additional information in how to respond to and comply with 
these CPP requirements.  


 
519.1.2 Applicability 
 
This SPOC is applicable to all commodity (EEE and Materiel) and assembly purchase orders issued to 
Honeywell suppliers when one or more of the exact CPP clause(s) appearing in quotes (“) below in the title line 
of paragraphs 519.3.1 through 519.3.10 are included in the purchase order text.  When applicable, the 
requirements defined herein apply to all commodity and assembly (EEE and Materiel) purchase orders issued to 
Honeywell suppliers. 


 
This SPOC applies in addition to SPOC 419. 


 
519.2  Definitions 
 
Terms and definitions are located on the Honeywell Aero Supplier Portal: https://scc.honeywell.com/irj/portal, from the 
HASP menu, select > Docs > Quality > SPOC > Supporting Documents > SPOC 419 Terms and Definitions. 
 
519.3 Supplemental Requirements 
 
The following are supplemental counterfeit part requirements found in Honeywell purchase orders and acceptable 
methods for meeting those requirements. 
 
For each clause noted below that requires formal notification, testing, approval and/or waiver the Supplier shall provide  
 



https://scc.honeywell.com/irj/portal
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notification via email to the designated Honeywell Authorized Representative outlined in the General Purchase Order 
Provisions listed on the PO. 
 
In the event of any conflict between these supplemental CCP clause requirements or questions, please contact the 
responsible Honeywell buyer for resolution by Honeywell Contracts. 
 
Reference Documents: 
 


• Defense Federal Acquisition Regulation Supplement - DFARS 252.246-7007 (2014 Version)  
• Defense Federal Acquisition Regulation Supplement - DFARS 252.246-7007 (2016 Version)  
• Defense Federal Acquisition Regulation Supplement - DFARS 252.246-70081 
 


519.3.1 “DFARS 252.246-7007 (2014 Version)” 
Requirement: The 12 system criteria apply as defined in 252.246-7007 (2014 version) for a Counterfeit 
Electronic Part Detection and Avoidance System program. 


 
Action Required:  
Meet the systems criteria requirements of 252.246-7007 (2014 version), including required notification to 
Honeywell of: 


a. Inability to meet any of the 12 system criteria requirements of 252.246-7007 (2014 version) – waiver 
approval and performance of any applicable testing is required. 


 
       519.3.2 “DFARS 252.246-7007 (2016 Version)” 


Requirement: 519.1 through 519.3 apply plus the 12 system criteria as defined in 252.246-7007 (2016 version) 
for a Counterfeit Electronic Part Detection and Avoidance System program, which also includes requirements 
from 252.246-7008. 


 
Actions Required: 
Meet the updated requirements of 252.246-7007 (2016 version), including specified requirements of 252.246-
7008 and required notification to Honeywell of: 


a. Inability/refusal to meet requirements of 252.246-7007 (2016 version) – notification required per 519.3 
and SPOC 419 and perform any applicable required testing. 


b. Co-mingled inventory (used, refurbished and/or returned) - notification required per 519.3 and SPOC 
419 and perform any applicable required testing. 


c. Use of parts provided by non-authorized sources or sources that do not meet previous a & b above – 
notification required per 519.3 and SPOC 419 and perform any applicable required testing. 


 
519.3.3 “DFARS 252.246-7008” 
Requirement: 519.1 through 519.3 apply plus the 252.246-7008 sources of Electronic Parts, which includes 
requirements related to selection of suppliers, notification and traceability. 


 
Actions Required: 
Meet the requirements of 252.246-7008, including required notification to Honeywell of: 


a. Inability/refusal to meet requirements of 252.246-7008 – notification required per 519.3 and SPOC 419 
and perform any applicable required testing. 


b. Co-mingled inventory (used, refurbished and/or returned) – notification required per 519.3 and SPOC 
419 and perform any applicable required testing. 


c. Use of parts provided by non-authorized sources or sources that do not meet previous a & b above – 
notification required per 519.3 and SPOC 419 and perform any applicable required testing. 


 
519.3.4 “Broker Prohibited” 
Requirement: 519.1 through 519.3 apply plus no broker provided parts are allowed under this purchase 
order/contract. 


 
Action Required: 
If this requirement cannot be met, notify responsible Honeywell Purchasing or Contract Administrator prior to 
order acceptance to determine if waiver can be obtained.  


 


                                                             
 
1 DFARS 252.246-7008 “Sources of Electronic Parts” published in 2016, with revision in 2018. The 2018 revision provided 
clarification regarding the Government’s authority in review, audit, and approval of contractor-approved suppliers; but no 
substantive changes to the requirements. 
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519.3.5 “Cust Approval Required” 
Requirement: 519.1 through 519.3 apply plus notify Honeywell Purchasing or Contract Administrator of tested 
broker provided parts to be provided for the purchase order/contract and obtain Honeywell consent. 


 
Action Required: 
Notify Honeywell Purchasing prior to order acceptance of requested approval. Do not proceed with delivery to 
Honeywell until Honeywell Purchasing or Contract Administrator confirms customer consent and Honeywell 
provides written/email consent to deliver. 
 


 
519.3.6 “Notify Only” 
Requirement: 519.1 through 519.3 apply plus notify Honeywell Purchasing or Contract Administrator of tested 
broker provided parts to be provided for the purchase order/contract. 


 
Action Required: 
Proceed with order after notifying Honeywell Purchasing or Contract Administrator.  


 
519.3.7: “Notify on End Item” 
Requirement: 519.1 through 519.3 apply plus notify Honeywell Purchasing or Contract Administrator of tested 
broker provided parts to be provided for the purchase order/contract and specific serialized assemblies (or 
unique identifier) that have the tested broker-provided parts.  


 
Action Required:  
Provide written/email notification to Honeywell of assemblies that include tested broker provided parts by 
SN/unique identifier.  


 
519.3.8 “Test Requirements” 
Requirement: 519.1 through 519.3 apply plus special customer-required test requirements for broker-provided 
parts must be completed and approved by Honeywell prior to shipping product to Honeywell. 


 
Actions Required: 
1) Contact Honeywell to receive special test requirements. 
2) Receive Honeywell approval of completed testing prior to delivering product to Honeywell.  
3) Archive test results and Honeywell approval of test results. 


 
519.3.9 “Materiel CPP Applies” 
Requirement: 519.1 through 519.3 apply plus the counterfeit parts avoidance and detection requirements apply 
to Materiel in addition to EEE parts. 


 
Actions Required: 
1. The special instructions of SPOC 519.3.4 through 5193.8 that are referenced on the body of the PO apply 


to Material in addition to EEE parts.  
2. Special mention that CPP requirements apply to Materiel (non-electronic/electrical parts) is invoked through 


this clause. 
 
 


Revisions:  SPOC Added 
 


 
SPOC 527 – Airworthiness / Safety Critical 


 
Procurement of Airworthiness / Product Safety Critical, or Flight Safety Critical items or materials:  A copy of the 
quantitative data or AWPS certification/Data sheet shall be supplied with the material for each shipment. 
AWPS is identified within the print notes as to being Design Critical or Production Critical. 
A BLACK square symbol within the note identifies an AW/PS critical parameter. The number within the square refers to 
the corresponding drawing note and the note within the body of the drawing and/or Bill of Material 
(BOM) that defines/identifies the critical requirements. 
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EXAMPLE 
 
 
 
 
 
 
 
 
 
 
 
 
 
 


Design Critical: 
This is to prevent design changes after initial release, which might invalidate the inherent safety provisions. 


• No action is necessary by a sub-tier supplier. 
 


Production Critical: 
If the analysis shows that the physical failure (as a result of a manufacturing defect) of any assembly or detail part 
(including batch considerations) could create a catastrophic condition, the item is classified as “PRODUCTION 
CRITICAL”. Associated with this classification are the specific safeguards that must be taken to preclude the 
possibility of catastrophic failure (by defect) of the part/assembly. 
The supplier is responsible to: 


• Have an internal procedure/process outlining AWPS steps to follow. 
 


• Build Sheets which include operator instructions for assembly of product such as Method Sheets, 
Operation Sheets, etc. shall: 


1.   Be Clearly marked as AWPS 
2.   Describe the specific AW/PS processing requirements for operator to accomplish. 


• AW/PS requirements shall be flowdown to sub-tier suppliers where applicable. 
3.   Document a 100% inspection, validating/recording every S/N, that the AWPS parameters are 


met. 
• Every shipment is to be accompanied with: 


1.   A standard C of C 
2.   An AWPS certification 
3.   An AWPS INSPECTION CERTIFICATION Data form.  It shall note AWPS requirements, the 


S/N’s inspected, the inspection results (if quantitative) and stamp/signature of responsible party 
performing the validation. 


• Any acceptance documentation for AW/PS Production Critical products shall be retained indefinitely as 
Quality Records. This includes but is not limited to Test Data sheets, AW/PS tags, X-rays, and 
certifications. 


 


AWPS Certification Form example: 
Blank Form example is located on the Honeywell Aerospace Supplier Portal at 
https://scc.honeywell.com/irj/portal, from the HASP menu select DOCS > Documents > Quality > SPOC > 
Supporting Documents (SPOC 527 AWPS sample Cert) 


 
 
 


SPOC 528 – Homogeneous Material Requirement 
 


All material supplied under this specification number shall be homogeneous.  Homogeneous supplies are defined 



https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal

https://scc.honeywell.com/irj/portal
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as material that is produced: 
• To the same design as defined by the buyer and seller’s documentation; 
• From the same material as defined by the applicable material specification. 


When alternate materials are allowed by the purchase order and associated documents, the supplier must certify 
to a specific alternate. 
After material has been submitted to Honeywell, the supplier may not change alternates without prior written 
approval from Honeywell. 
The supplier is not restricted to any source of supply of raw material as long as the material meets the applicable 
specifications; by the same manufacturing process as defined by the seller’s manufacturing plan.  Changes in 
manufacturing location or production discontinuities of one month or more violate this requirement. 
All manufacturing process sheets shall have a revision date not later than the date of the initial shipment of 
supplies to Honeywell, and the process used to manufacture the initial product shipment and all shipments 
thereafter. 
Departure from these requirements, including changes suggested by Honeywell, must be approved in writing by 
Honeywell’s Quality Engineering department prior to such departure. 


 
 


SPOC 529 – Delegation of MRB Authority 
 


The supplier is hereby granted authority to perform Material Review Board (MRB) actions on material not in 
conformance.  Results of the MRB action shall be submitted to the Buyer with each shipment of the affected 
material. 


• Revised / AddedSupplier shall furnish one copy of all Material Review reports to Buyer’s Supplier 
Quality Engineering Department via Buyer’s Purchasing Department.  One copy of each Material 
Review action shall be included with the shipment of affected material.  These reports shall list in 
detail the salvage methods utilized, if applicable. 


• Final review authority over Supplier’s Material Review decisions is retained by Honeywell. 
• The Supplier shall not make substitution of Material Review members or delegate Material Review 


authority to subcontractors performing work on Buyer parts without advance written authorization 
from Buyer. 


• Supplier Material Review action is not allowed when interchangeability, external configuration, 
function, service life, safety, reliability, or point of attachment to Buyer assemblies are affected. 


 
SPOC 530 – Standard Repairs of Printed Board Assemblies (PBA) 


 


Standard Repairs shall be performed in accordance with IPC-7711 and IPC-7721.  The supplier shall provide a 
document with each PBA/CCA that has had a standard repair. This document will provide: 


• Serial number or UCN 
• Location of the repair (zone on pictorial view of drawing or termination points), and 
• Type of repair performed (stating the paragraph number in the HPS1009). 


 
SPOC 531 – Outsourcing Approval Required 


 


The Supplier shall notify Honeywell, and request written approval prior to outsourcing a process, part, assembly 
or end item. 


 
 
SPOC 532 – Cosmetic Part – Visual Inspection Requirement 
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Obvious blemishes (e.g., digs, pits, scratches, etc.) are not permitted.  Parts should be packaged individually or in 
containers using dividers.  Suppliers shall ensure that inspection practices include a thorough visual examinati on 
of product and shall refer to site specific workmanship specifications where available. 


 
SPOC 534 – Paint / Plating Thickness Test Required 


 


Painting or plating thickness tests shall be conducted on the item(s) on this order by the painting or plating 
supplier.  Painting or plating thickness test data shall be provided with the shipment. 


• If material code 94-G10-78 is used, resistance check per M-spec, M8258799, shall also be performed. 
• If material code 94-G14-78 is used, resistance check per M-spec, M8251332, shall also be performed. 


 


SPOC 535 – TSO / PMA Tags 
 


If the supplier holds certification (TSO/PMA/TC), the supplier is responsible for assigning and maintaining serial 
number control. If Honeywell holds the certification (TSO/PMA/TC), the supplier shall assign serial numbers 
sequentially beginning with serial number 1001, or as otherwise directed in the Purchase Order. 
For product with supplier held TSO/PMA, the supplier shall provide an FAA Form 8130-3 or equivalent 
Airworthiness Approval Tag with each product, or for large shipments a single FAA Form 8130-3 or equivalent 
covering the range of serial numbers shipped. If the Honeywell part number differs from the TSO/PMA/TC 
approved part number, the Honeywell part number shall be referenced on the 8130-3 or equivalent form (it is 
acceptable to use Remarks Section 13). For individual products, the original certification shall be attached to the 
exterior of each product container in a protective envelope or inside the box provided that a stamp/label on the 
box exterior indicates the enclosure. For products covered under a range certification, a copy of the certificate 
shall be attached to the exterior of each product container in a protective envelope or inside the box provided that 
a stamp/label on the box exterior indicates the enclosure. 
Honeywell will specifically request suppliers to provide 8130-3 tags to each country to which the products are 
shipped if they are not shipped to domestic customers. In case of products that are to be shipped to any of EU 
customers and if those products require TSO certification and/or supplier holding TSO approvals for the 
products, such suppliers shall provide a FAA Form 8130-3 containing a reference to the FAA TSO. 
Authorization number in remarks block. This is per EASA regulation 5.1.6b(2) which states that  each new 
appliance exported to the EU with FAA Authorized Release Certificate shall have an FAA Form 8130-3 containing 
a reference to the FAA TSO Authorization number in the remark block. 


 
SPOC 536 – Airbus Requirements – Equipment Suppliers 


 


Products or services provided under this purchase order must comply with the requirements stated in Airbus’ 
GRES E-0009 document (General Requirements for Equipment Suppliers).  Buyer (or Buyer’s representative) 
may assess Supplier’s processes and/or product using the IPCA Industrial Process Control Assessment (or other) 
to validate compliance. 


 
SPOC 537 – Airbus Requirement – Equipment and Systems Suppliers 


 


Products or services provided under this purchase order must comply with the requirements stated in Airbus’ 
GRESS AP1013 document (General Requirements for Equipment and System Suppliers). Buyer (or Buyer’s 
representative) may assess Supplier’s processes and/or product using the IPCA Industrial Process Control 
Assessment (or other) to validate compliance. 


 
 
 


 
SPOC 538 – Boeing Approved Source 


 







Aerospace 


Supplemental Purchase Order Conditions (SPOC) Manual 


UNCONTROLLED IN HARDCOPY 
 
 


Revision P 78 


 


  


Supplier must comply with the latest revision of the D1-4426 Boeing Approved Process Sources requirement 
specification and be a Boeing approved source. 


 


SPOC 539 – Required Sources for Jewel, Miniature and Instrument Bearings 
 


539.1 Requirements for Jewel Bearings 
 


The supplier shall supply jewel bearings in accordance with FAR 52.208-1, “Required Source for Jewel Bearings” 
 


539.2 Requirements for Miniature and Instrument Ball Bearings 
 


The supplier shall supply ball bearings in accordance with FAR 52.208-7000 “Required Sources for Miniature and 
Instrument Ball Bearings”. 


 


SPOC 540 – Teardown Analysis Inspection 
 


All lots supplied on this order are subject to part teardown analysis to an LTPD of ten (10), with a maximum 
accept number of one.   Internal workmanship and bond strength will be examined to the criteria of MIL-STD-883, 
Method 2010, where the detail specification requires MIL-STD-883 processing or to the criteria of MIL-STD-750 
for discrete transistors or diodes. 


 
 


SPOC 541 – Insulation, Isolation, Dielectric Testing 
 


Insulation, Isolation, Dielectric isolation (DITMCO) testing is required.  Records of DITMCO testing shall be sent 
with the parts. 


 


SPOC 542 – Diodes – Metallurgical Bond 
 


MIL-S-19500 diodes with dash 1 part numbers shall be constructed using only a metallurgical bond between th e 
die and the header. 
 
SPOC 544 – CCA Requirements 


 
For Purchased Circuit Card Assemblies, supplier shall comply with 001-06010-0000, Honeywell Standards and 
Processes for Circuit Card Assemblies and Bare Boards and 001-00072-0000, Honeywell Procurement 
Specification for Printed Circuits Boards. 


 
SPOC 547 – Summary Report Requirement 


 
Manufacturer shall supply summary reports listing all screening and Quality Conformance Inspection (QCI) tests 
performed on or covering the components supplied to this order, as specified in the applicable military 
specification and/or Source Control Drawing (SCD). For periodic tests covering but not performed on the lot 
shipped, the date of test and lot date code tested shall be shown. Tests involving Percent Defective Allowable 
(PDA) must show the number of components tested and the number passing, or the calculated PDA for that test. 
This data may be incorporated into the manufacturer's certificate of conformance. 


 
SPOC 548 – Automated Optical Inspection (AOI) 


 
548.1      AOI Requirements 


• AOI is required on all PBAs with SMT. AOI is optional for PTH.  
• The supplier shall establish AOI accept/reject criteria whenever AOI is used.  


 
• The AOI process shall verify correct part presence, proper orientations, correct polarity placement, and 


solder presence. If solder presence will be verified at AXI it is not required to be verified at AOI.  
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• The supplier shall perform AXI to validate the solder attributes not verified by AOI. AXI is the preferred 
method for validating solder joint acceptability such as hidden solder joints (PTH, gull wing, J lead, BGAs 
and other difficult to observe soldered connections).  


• Records of AOI operation by UCN and Part number shall be retained by the Seller and made available 
upon request by the Buyer.  


 
SPOC 549 – AXI (Automated X-Ray Inspection) of Printed Board Assemblies (PBAs) 


 
The supplier shall perform AXI or x-ray inspection on all PBAs when any of the following conditions exist: 


• The PBA contains blind solder joints, including but not limited to, ball grid arrays (BGA), column grid arrays 
(CGA), bottom termination components (BTC), or connectors where both sides of solder joint cannot be 
inspected. 


• The PBA has open action items for AOI. 
• The PBA has criteria not definable by AOI. 
• Press-fit connections (pin presence in barrel). 


AXI and x-ray solder inspection shall include solder ball formation in inspection site area, and registration, voids, 
solder shape/size, insufficient/excessive solder, solder balls/splashes, and solder bridges. Records of the AXI or 
x-ray by UCN and Part number shall be retained by the Seller and made available upon request by the Buyer. 


 
 


SPOC 550 – Particle Impact Noise Detection (PIND) Screening 
 


The supplier shall provide signed and dated PIND test results which shall include: 
• Part number, lot number &/or date code 
• Test specification, method and condition 
• Quantity tested 
• Number of failures at each pass 
• Number of test passes completed 
• PDA calculation, if applicable 


 


PIND testing shall be performed by a Honeywell approved source. 
 
 


SPOC 551 – Purchase and Finish PBA Requirement 
 


This order requires that some components will not be placed on the PBA. Refer to drawing notes and parts list 
(referenced as select) for locations and quantities on the PBA ordered on this purchase order. These locations 
must be masked during the soldering and conformal coat operations in order to facilitate assembly and final 
functional testing. Please refer to individual PBA assembly drawings and associated parts list for identification. 
Components shall be loaded at buyer’s facilities. 


 


SPOC 552 – Automatic Insertion Tubes 
 


Parts shall be supplied in tubes suitable for automatic insertion and with consistent component orientation. 
Multiple lot numbers/date codes shall not be mixed in the same tube. 


 


SPOC 553 – Destructive Physical Analysis (DPA) Samples Required 
 


The supplier shall perform In-house Destructive Physical Analysis (DPA) testing and shall furnish the Honeywell 
buyer with a list of all serial numbers. 


The supplier shall: 
• Ship to Honeywell the random sample (selected by Honeywell) 
• Continue with the production lot in accordance with normal manufacturing procedures 
 
• Submit a signed certification with the shipment of the DPA test units stating that the submitted units are 
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those that were randomly selected by Honeywell for DPA testing. 
The certificate shall also identify the Honeywell part number, manufacturer, manufacturer part number, production 
lot, date code and serial numbers. 
Upon successful completion of the DPA, the Honeywell buyer shall give formal written authorization to ship the 
production lot.  In no event shall the supplier ship the production units prior to authorization from the buyer. 


 


 
SPOC 557 – X-Ray Film Required 


 
Radiographic film, (uncut sheets), digitized film or digital radiograph, with penetrameters intact, is required. The 
media and marking shall include: 


• device manufacturer 
• device type 
• production lot code or date code 
• radiographic film / digitized film / digital radiograph view number and date 
• device serial number or cross reference list, and 
• x-ray/digitizer laboratory identification (if other than manufacturer). 


SPOC 558 – Workmanship Standard 
 


Specification 001-06001-0000 is a requirement of this order. 
 
 


 


SPOC 560 – In Circuit Testing (ICT) and Flying Probe (FP) Requirements* 
 


The supplier shall perform circuit testing by either ICT or FP prior to shipment to Honeywell, and shall provide 
certified test coverage report that: 


• lists each reference designator tested by each method 
• submitted as part of the FAI report (and subsequent delta FAI reports) 
• maintained on file at the supplier facility. 


The supplier shall maintain proper revision controls for all test procedures. 
 


560.1 In Circuit Testing* 
 


Method 1 ICT testing is the preferred electrical testing method. 
 


560. 2 Flying Probe Testing 
 


Flying probe testing shall be performed when ICT is not available. 
 


Revisions:  Corrected ICT 
 


 
 


 


SPOC 561 – Workmanship Standard 
 


Specification 3608102 is a requirement of this order. 
 


 


SPOC 562 – Component Traceability 
 


The Supplier of any component assembly shall be able to, upon request, provide a list of all material utilized in the 
creation of said assembly.  Material requiring this work order to lot/date code level traceability includes electrical 
components, the active and passive parts and items in the schematic.  It does not include non-critical parts such 
as hardware and other mechanical parts. 
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The list shall contain as applicable: 
• Work order number 
• CCA serial number range in the work order 


For each electrical component used in the work order: 
• The component name 
• Honeywell part number 
• Reference designators where this Honeywell part number is used 
• Quantity used per assembly 
• Component OEM manufacturers used in the work order 
• Manufacturer part numbers used in the work order 
• Lot numbers and / or manufacturing dates used in the work order 
• Also, required to be provided upon request, is the component distributor and procurement date of 


each component listed 
The system must account for any/all components that require replacement past initial installation. The traceability 
must be maintained throughout the manufacturing process from work order launch to shipping to Honeywell. 
In addition to the component traceability, the supplier shall, upon request, provide all necessary processin g 
history for the assembly in question.  This shall include process name, date and time, location, and operator ID of 
the personnel performing the function. 


 
SPOC 563 – Airbus Concession Process for Notification of Nonconforming Material to 
Honeywell Purchase Order Requirements 


 
563.1 Scope 


 


This program is for Subcontractors  with Design Authority. 
 


Material that departs from drawings and/or specifications during manufacturing shall be identified and controlled 
to prevent unauthorized use or delivery to Airbus and/or Honeywell. 
563.2 Request for Material Review and Acceptance 


 


The subcontractor may request consideration for nonconforming material that cannot be reworked to fully conform 
to drawing or purchase order requirements. The concession is required to be submitted in accordance with Airbus 
concession procedure AP 2006 - Accepting Nonconforming Items by Concession. This applies to Class one 
discrepancies – fit, form, or function of a feature outside the limits of the Subcontractor’s own design and MRB 
authority. 
563.3 Failure Reporting 


 


Honeywell reserves the right to request failure analysis on nonconforming hardware from the subcontractor . 
 


Any concession submitted to and dispositioned by Airbus will be reported to the Honeywell Buyer and cognizant 
site A350 program Quality representative. 


563.3.1 Applicability 
 


Upon request from Honeywell, the Subcontractor shall submit failure analysis and corrective action plans, 
focusing on the root cause of the discrepancy. Report shall be submitted within 30 calendar days of the request 
unless otherwise specified. The Honeywell eCATS system is to be used by the Subcontractor unless otherwise 
directed. 
563.4 Containment and Corrective Action 
When a nonconformance is discovered the Subcontractor must take immediate action to determine if the 
condition exists on any other inventory, either work-in-process, in Stores at the subcontractors facility, or in prior 
shipments. Containment action must be taken and documented prior to the next shipment and/or process. For 
product which has escaped the Subcontractor’s quality system the customer must be promptly notified. 
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The Subcontractor will be responsible for issuing corrective action as applicable and/or as requested by 
Honeywell. 


 
SPOC 564 – Functional Test 


 
The supplier shall perform functional test prior to shipment to Honeywell, and shall provide certified test coverage 
report and results in accordance with the Functional Test SOW in place for the purchased product. 
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The SPOC Manual is controlled in Electronic format as presented on the Supplier Portal and Honeywell Intranet. Paper 
copies and electronic copies downloaded and saved to a local hard drive are Uncontrolled. 


 
Users must routinely visit the manual online, checking this change page for updates which have been made that are 
not currently reflected in the manual. 


 
The following changes are effective on the date indicated: 
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Change 
No. SPOC Before Change After Change Effective 


Date 
 
 
 
 
 
 
 
 


1 


 
 
 
 
 
 
Sec 1.10 


 
This section (1.10.1) is only applicable for designs 
controlled by the following sites or vaults. * 
• Olathe/Redmond Commercial (CAGE Codes 
22373, 27914, 97896 & 99866) 
• Deer Valley (CAGE Codes 55939, 58960) 
• Tucson (CAGE Code 64547) 
• Torrance (CAGE Code 70210) 
• Morristown (CAGE Codes 017N4 & 56776) 
• Urbana (CAGE Code 72914) 
• Ottawa (CAGE Code 38473) 
• Norcross (CAGE Codes 5VWN5, 31395) 
• Coon Rapids (CAGE Code 65507) 


This section (1.10.1) is only applicable for designs controlled by the following 
sites or vaults. * 
• Olathe/Redmond Commercial (CAGE Codes 22373, 27914, 97896 & 99866) 
• Deer Valley (CAGE Codes 55939, 58960) 
• Tucson (CAGE Code 64547) 
• Torrance (CAGE Code 70210) 
• Morristown (CAGE Codes 017N4 & 56776) 
• Urbana (CAGE Code 72914) 
• Ottawa (CAGE Code 38473) 
• Norcross (CAGE Codes 5VWN5, 31395) 
• Coon Rapids (CAGE Code 65507) 
• Minneapolis (CAGE Code 94580) Note: applies to part manufacturer 
acquisitions only. Manufacturer’s part number must be listed in the webAMPL. 
For parts where the manufacturer’s part number is not listed in webAMPL, the 
drawing shall determine the approved sources of supply. 


 
 
 
 
 
 
May 4, 
2020 


 
 
 
 
 
 
 


1a 


 
 
 
 
 
 
 


Sec 1.10 


This section (1.10.1) is only applicable for designs 
controlled by the following sites or vaults. * 
• Olathe/Redmond Commercial (CAGE Codes 
22373, 27914, 97896 & 99866) 
• Deer Valley (CAGE Codes 55939, 58960) 
• Tucson (CAGE Code 64547) 
• Torrance (CAGE Code 70210) 
• Morristown (CAGE Codes 017N4 & 56776) 
• Urbana (CAGE Code 72914) 
• Ottawa (CAGE Code 38473) 
• Norcross (CAGE Codes 5VWN5, 31395) 
• Coon Rapids (CAGE Code 65507) 
• Minneapolis (CAGE Code 94580) Note: applies to 
part manufacturer acquisitions only. Manufacturer’s 
part number must be listed in the webAMPL. For 
parts where the manufacturer’s part number is not 
listed in webAMPL, the drawing shall determine the 
approved sources of supply. 


 
This section (1.10.1) is only applicable for designs controlled by the following 
sites or vaults. * 
• Olathe/Redmond Commercial (CAGE Codes 22373, 27914, 97896 & 99866) 
• Deer Valley (CAGE Codes 55939, 58960) 
• Deer Valley Defense (CAGE Code 07187) 
• Tucson (CAGE Code 64547) 
• Torrance (CAGE Code 70210) 
• Morristown (CAGE Codes 017N4 & 56776) 
• Urbana (CAGE Code 72914) 
• Ottawa (CAGE Code 38473) 
• Norcross (CAGE Codes 5VWN5, 31395) 
• Coon Rapids | Clearwater Comm (CAGE Code 65507) 
• Minneapolis (CAGE Code 94580). 


 
 
 
 
 
 
 
Feb 10, 
2021 


2 519.1.2 This SPOC is applicable to all commodity (EEE and 
Materiel) and assembly purchase orders issued to 


This SPOC is applicable to all commodity (EEE and Materiel) and assembly 
purchase orders issued to Honeywell suppliers when one or more of the exact 


May 4, 
2020 
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  Honeywell suppliers when one or more of the exact 
CPP clause(s) appearing in quotes (“) below in the 
title line of paragraphs 519.3.1 through 519.3.10 are 
included in the purchase order text. 


CPP clause(s) appearing in quotes (“) below in the title line of paragraphs 
519.3.1 through 519.3.9 are included in the purchase order text. 


 


3 106.2 Refer to the requirements of Supplier Instructions 
165.7 as referenced in SPOC 165. 


Refer to the requirements of SPOC 165. May 4, 
2020 


4 165.1 Suppliers shall ensure that all controlled processes 
are performed by sources approved for the 
applicable process family and code listed on the 
Approved Processing Source List (APSL) 


Suppliers shall ensure that all controlled processes are performed by sources 
approved for the applicable process category and family listed on the Approved 
Processing Source List (APSL) 


May 4, 
2020 


5 165.2 APSL sources shall comply with the requirements of 
the Source Certifying Agent (SCA) Program defined 
in supplier instruction SI-165-01 available at: 
https://scc.honeywell.com/irj/portal 
HASP/Docs/Quality/SPOC/SPOC Supporting Docs 


APSL sources shall comply with the requirements of the Source Certifying Agent 
(SCA) Program defined in supplier instruction SI-165-01 available at: 
https://scc.honeywell.com/irj/portal HASP/Docs/Quality/SPOC/Supporting Docs 


May 4, 
2020 


6 165.3.1.2 A separate APSL approval for EW.CAH is not 
required when cables or harness assemblies are 
terminated directly to the PBA by the PBA supplier 


A separate APSL approval for ELECTRONICS CABLE AND HARNESS category 
is not required when cables or harness assemblies are terminated directly to the 
PBA by the PBA supplier. 


May 4, 
2020 


7 165.3.1.5 EW.CC.TIER1 code approval is not required for 
suppliers approved to EW.PBA, EW.PBA.E and/or 
EW.PBA.LEADFREE. 


ELECTRONICS CONFORMAL COATING category APSL approval is not 
required for suppliers who are APSL approved to ELECTRONICS PRINTED 
BOARD ASSEMBLY category. 


May 4, 
2020 


8 418 • Suppliers must ensure all passageways- cast 
and/or machined are clear of chips, core material, 
dirt, breakout of cast walls, etc. 


• Suppliers must ensure all threads, blind holes, passageways- cast and/or 
machined are clear of chips, core material, dirt, breakout of cast walls, and other 
FOD via inspection by competent individuals using a borescope, endoscope, 
flexible fiber scope, or similar equipment capable of detecting any FOD. It is 
highly recommended to use an appropriate power flush method to remove FOD. 


May 4, 
2020 


9 418 • Suppliers must ensure all parts are clean and FOD 
free prior to shipment. 


• Suppliers must visually inspect all external surfaces of each part to ensure all 
parts are clean and FOD free prior to shipment. 


May 4, 
2020 


10 100.7 …. a request to reverse the responsibility must be 
submitted by the supplier in 
eCATS. 


… a request to reverse the responsibility must be submitted by the supplier in 
eCATS. Where Honeywell has issued a SCAR to the supplier, the request 
should be made part of the SCAR response and a separate Reversal CAR is not 
required. 


May 4, 
2020 


11 419.1.1.1 The General Requirements of this SPOC as well as 
the requirements of Supplier Instruction SI419-01 
(and SI419-02 for HAADE Sources), available in the 
Honeywell HASP Supplier Portal under HASP > 


The General Requirements of this SPOC as well as the requirements of Supplier 
Instruction SI-419-01 (and SI-419-02 for HAADE, (Honeywell Aerospace 
Authorized Distributor Exception) Sources), available in the Honeywell HASP 
Supplier Portal under HASP > Documents > Quality > SPOC > Supporting 


May 4, 
2020 
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  Documents > Quality > SPOC > Supporting 
Documents > SPOC 419 Supporting Documents are 
applicable to all Items used in fulfillment of 
Honeywell orders. 


Documents > SPOC 419 Supporting Documents are applicable to all Items used 
in fulfillment of Honeywell orders. 


 


12 419 - ALL …SI419-01 (and ….SI419-02…) … SI-419-01 (and ….SI-419-02…). * changed in multiple locations May 4, 
2020 


13 419.3 Suppliers shall use a Honeywell Approved Test 
Laboratory for CAWS lab work in association with 
risk mitigation 


Suppliers providing assembled products under Honeywell design authority shall 
use a Honeywell Approved Test Laboratory for CAWS lab work in association 
with risk mitigation 


May 4, 
2020 


14 106.1 Color Vision Eye Examination every 12 months 
Near-Vision Eye Examination every 12 months 


Color Vision Eye Examination every 12 months* 
Near-Vision Eye Examination every 12 months* 
*May be extended to every 18 months when and where Government restrictions 
on elective medical exams exist. 


May 4, 
2020 


15 124.5 … Casting and Forging purchasers shall 
flow down this requirement in Purchase 
Order text. Except as stated above…. 


… Casting and Forging purchasers shall flow down this requirement in Purchase 
Order text. 
Casting stock on casting dimensions required to be machined per drawing are 
permitted to be dispositioned by documented agreement between procuring 
organization and producing organization when: 
a. Not prohibited by site casting deviation disposition requirements AND 
b. Positive (plus) stock exceeds the amount permitted by casting stock note on a 
combination casting/machining drawing. OR 
c. The amount and location of machining stock on combination 
casting/machining drawings is not specified. 


 
Agreement shall be included in casting FAIR. 
Except as stated above…. 


May 4, 
2020 


16 140.4 In the event that the supplier has more 
assemblies completed than they currently 
have orders for, the source inspector and 
supplier shall use the “source inspection 
bank” located in HASP to track and assign 
inspected quantities to POs as they 
become available. 


In the event that the supplier has more assemblies completed than 
are currently due, the source inspector and supplier shall use the 
“source inspection bank” located in HASP. Prior to delivering 
‘banked’ parts, Suppliers shall ensure that all PO requirements are 
identical to those used for source inspection of the ‘banked’ lot. 


May 4, 
2020 


17 100.9.1 Honeywell reserves the right to issue a Supplier 
Corrective Action Request (SCAR) requiring 


Honeywell reserves the right to issue a Supplier Corrective Action Request 
(SCAR) requiring completion of a part number specific Honeywell APQP project 


May 4, 
2020 
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  completion of a part number specific Honeywell 
PCPX project with the on-site assistance of Supplier 
Development Engineering. Reference SI-100.9 
located on the 
Honeywell Aero Supplier Portal: 
https://scc.honeywell.com/irj/portal HASP > Docs > 
Documents > Quality > PCPX). 


with the on-site assistance of Supplier Development Engineering. Reference 
SQG-5525 located on the Honeywell Aero Supplier Portal: 
https://scc.honeywell.com/irj/portal 


 


18 Sec 1.10 1.10.2 Material Code Index (MCI)* 
The MCI provides detailed material and sundry 
descriptions, specification information, qualified 
materials, approved manufacturers, and part 
number/material code numbers assigned to specific 
items which are used in Honeywell products. 
The MCI is applicable for designs controlled by the 
following Honeywell sites and CAGE codes. 
• Albuquerque (07187) 
• Clearwater Space and Defense (09128 & 0BFA5) 
• Deer Valley ((55939, 58960) 
• Glendale (61962) 
• Minneapolis & Coon Rapids (94580 & 65507) 
• Olathe (22373, 99866) 
• Phoenix Engines (99193) 
• Redmond Commercial (97896) 
• Redmond Defense (0YFP0) 
• Tempe (59364) 
• Toronto (07217) 
• Torrance (70210) 
• Urbana (72914) 
Please observe any location-specific restrictions as 
to applicability of the database information. The MCI 
database can be accessed on the Honeywell Aero 
Supplier Portal: https://scc.honeywell.com/irj/portal 
HASP > Applications > MCI (Material Code Index). 


1.10.2 Material Code Index (MCI)* 
The MCI provides detailed material and sundry descriptions, specification 
information, qualified materials, approved manufacturers, and part 
number/material code numbers assigned to specific items which are used in 
Honeywell products. 
The MCI is applicable for designs controlled by the following Honeywell sites and 
CAGE codes. 
• Albuquerque / Deer Valley Defense (07187) 
• Clearwater Space and Defense (09128 & 0BFA5) 
• Deer Valley ((55939, 58960) 
• Glendale (61962) 
• Minneapolis & Coon Rapids (94580 & 65507) 
• Olathe (22373, 99866) 
• Phoenix Engines (99193) 
• Redmond Commercial (97896) 
• Redmond Defense (0YFP0) 
• Tempe (59364) 
• Toronto (07217) 
• Torrance (70210) 
• Urbana (72914) 
Please observe any location-specific restrictions as to applicability of the 
database information. The MCI database is contained within the Aero Spec 
Index (ASI) application located on the Honeywell Aero Supplier Portal: 
https://scc.honeywell.com/irj/portal under HASP > Applications > ASI. 


Feb 10, 
2021 


19 165 165.3 Electronics & Wiring Commodities* 
Suppliers of Printed Boards (PB), Printed Board 
Assemblies (PBA) and Cables & Harnesses (C&H) 


165.3 Electronics & Wiring Commodities* Feb 10, 
2021 
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  shall be audited and approved to the appropriate 
specification as outlined in the table below. 


APSL Suppliers of Printed Boards (PB), Printed Board Assemblies (PBA) and 
Cables & Harnesses (C&H) shall be audited and approved to the appropriate 
specification as outlined in the table below. 


 


20 106.1 106.1 General Vision Requirements 
Individuals who inspect material for final acceptance 
must have: Color Vision Eye Examination every 12 
months 
Near-Vision Eye Examination every 12 months 
The Individual(s) must meet the minimum standards 
in one eye, corrected with glasses or not corrected: 
Color Vision Eye Examination 
Examples of acceptable testing methods include: 
Pseudochromatic plates, Dvorine, Ishihara, 
Richmond, Farnsworth lantern, Keystone 
Orthoscope, Titmus vision tester, Titmus II Vision 
Tester, Titmus 2 Vision Tester. There are standard 
definitions of what is a pass/fail on these tests that 
should be followed. 
Near-Vision Eye Examination 
Examples of acceptable testing methods include: 'E' 
eye examination chart or international equivalent, 
Snellen 14/18 or better, 20/25 or better, Jaeger type 
1, Ortho-Rated 8 or equivalent method. 
A medical professional must perform the eye 
examinations (eye clinic, occupational health clinic, 
onsite health clinic or medical department). 
Note: For any the personnel who fail the eye exam, 
the following criteria applies: 
• • Any individual failing any of the passing 
criteria of the color vision or near vision testing 
defined herein may not approve final acceptance of 
Honeywell products. 
• • Any individual failing any portion of the eye 
exam may take action to correct the vision problem, 
and may repeat the eye examination. 
• • Individuals who, after taking action to 
correct a vision problem, and subsequently failing 


106.1 General Vision Requirements 
 
Suppliers shall establish processes to control human factors such that visual 
inspections performed by the organization are effective. The use of online vision 
screening is recommended where in-person examination is not practical. 


 
Individuals who inspect material for final acceptance must have: Color Vision 
Eye Examination every 12 months 
Near-Vision Eye Examination every 12 months 
The Individual(s) must meet the minimum standards in one eye, corrected with 
glasses or not corrected: 
Color Vision Eye Examination 
Examples of acceptable testing methods include: Pseudochromatic plates, 
Dvorine, Ishihara, Richmond, Farnsworth lantern, Keystone Orthoscope, Titmus 
vision tester, Titmus II Vision Tester, Titmus 2 Vision Tester. There are standard 
definitions of what is a pass/fail on these tests that should be followed. 
Near-Vision Eye Examination 
Examples of acceptable testing methods include: 'E' eye examination chart or 
international equivalent, Snellen 14/18 or better, 20/25 or better, Jaeger type 1, 
Ortho-Rated 8 or equivalent method. 
A medical professional must perform the eye examinations (eye clinic, 
occupational health clinic, onsite health clinic or medical department). 
Note: For any the personnel who fail the eye exam, the following criteria applies: 
• Any individual failing any of the passing criteria of the color vision or 
near vision testing defined herein may not approve final acceptance of 
Honeywell products. 
• Any individual failing any portion of the eye exam may take action to 
correct the vision problem, and may repeat the eye examination. 
• Individuals who, after taking action to correct a vision problem, and 
subsequently failing the exam 2 additional times (failed 3 times sequentially) may 
not repeat 


May 7, 
2021 
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  the exam 2 additional times (failed 3 times 
sequentially) may not repeat the test, and may not 
approve Honeywell products. 


  


21 1.12 ADD 1.12 Prohibited Practices 
7. No supplier shall use a 3D model for inspection or the creation of inspection 
tooling unless it is either : 


 Controlled by Honeywell and named explicitly on the part drawing 
 Verified by the Engineering and Quality functions of the supplier to 


match the drawing requirements. The supplier will present a document 
properly identifying the file name of the model and certifying that the 
model corresponds to the drawing requirements. 


February 
22, 2022 


22 165.1 Suppliers shall ensure that all controlled processes 
are performed by sources approved for the 
applicable process family and code listed on the 
Approved Processing Source List (APSL) 


Suppliers shall ensure that all controlled processes are performed by sources 
approved for the applicable Process listed on the Approved Processing Source 
List (APSL) 


April 18, 
2022 


23 165.1.1 Suppliers with design responsibility for hardware 
supplied to Honeywell may use their own approved 
special process sources provided the Honeywell 
supplier complies with the following: 
- Design and Development must be an element in 
their Quality Management System (Ref AS9100) 
- Control of Externally Provided Processes, 
Products, and Services must be an element in their 
Quality Management System (Ref AS9100) 


Suppliers with design responsibility for hardware supplied to Honeywell may use 
their own approved special process sources provided the Honeywell supplier 
complies with the following: 
- Design and Development shall be an element in their Quality Management 
System (Ref AS9100) 
- Control of Externally Provided Processes, Products, and Services shall be an 
element in their Quality Management System (Ref AS9100) 


April 18, 
2022 


24 165.1.3 Touch-up/rework coating applied by brush or swab 
application does not require use of an APSL 
approved processing source or process control 
testing. This kind of application also includes but is 
not limited to marking of parts, coating removed for 
the purpose of facilitating assembly, and other local 
applications. All other requirements of the coating 
specification must be met. 


Touch-up/rework coating applied by brush or swab application does not require 
use of an APSL approved processing source or process control testing. This kind 
of application also includes but is not limited to marking of parts, coating 
removed for the purpose of facilitating assembly, and other local applications. All 
other requirements of the coating specification shall be met. 


April 18, 
2022 


25 165.1.4 Touch-up/rework coating applied by brush or swab 
application does not require use of an APSL 
approved processing source or process control 


Touch-up/rework coating applied by brush or swab application does not require 
use of an APSL approved processing source or process control testing when 
touch up is applied for inadvertent damage, only. All other requirements of the 


April 18, 
2022 
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  testing when touch up is applied for inadvertent 
damage, only. All other requirements of the coating 
specification must be met. Consult Materials 
Engineering with design authority as needed. 


coating specification shall be met. Consult Materials Engineering with design 
authority as needed. 


 


26 165.1.5 The application of paint or primer for part marking, 
wet installation of fasteners, overcoat of ink stamps 
or ID plates, or touch up of damaged coatings does 
not require use of an APSL approved processing 
source or process control testing. All other 
requirements of the material and application 
specifications must be met. Consult Materials 
Engineering with design authority as needed. 


The application of paint or primer for part marking, wet installation of fasteners, 
overcoat of ink stamps or ID plates, or touch up of damaged coatings does not 
require use of an APSL approved processing source or process control testing. 
All other requirements of the material and application specifications shall be met. 
Consult Materials Engineering with design authority as needed. 


April 18, 
2022 


27 165.2.1 All APSL sources shall maintain Nadcap 
accreditation for Nadcap-applicable Controlled 
Special Processes. The source is responsible for 
ensuring that the details of the Nadcap 
accreditation, including the appropriate audit 
scope/checklist, are accurate and up to date per the 
requirements shown in the APSL. The supplier is 
responsible for the cost of Nadcap accreditation. 
Satellite sites shall be approved independently of a 
source’s primary location and must have a separate 
supplier ID/DUNS number (i.e. Honeywell 
OneSource ID). 


All APSL sources shall maintain Nadcap accreditation for Nadcap-applicable 
Controlled Special Processes. The source is responsible for ensuring that the 
details of the Nadcap accreditation, including the appropriate audit 
scope/checklist, are accurate and up to date per the requirements shown in the 
APSL. The supplier is responsible for the cost of Nadcap accreditation. Satellite 
sites shall be approved independently of a source’s primary location and shall 
have a separate supplier ID/DUNS number (i.e. Honeywell OneSource ID). 


April 18, 
2022 


28 165.2.2 APSL sources shall comply with the requirements of 
the Source Certifying Agent (SCA) Program defined 
in supplier instruction SI-165-01 available at: 
https://scc.honeywell.com/irj/portal 
HASP/Docs/Quality/SPOC/SPOC Supporting Docs 


APSL sources shall comply with the requirements of the Source Certifying Agent 
(SCA) Program defined in supplier instruction SI-165-01 available at: 
https://scc.honeywell.com/irj/portal HASP/Documents/Quality/SPOC/SPOC 
Supporting Documents 


April 18, 
2022 


29 165.3 Suppliers of Printed Boards (PB), Printed Board 
Assemblies (PBA) and Cables & Harnesses (C&H) 
shall be audited and approved to the appropriate 
specification as outlines in the table below. 
However, suppliers shall process and certify 
hardware to specification(s) contractually flowed 
down. 


Printed Boards (PB), Printed Board Assemblies (PBA) and Cable & Harness 
Assemblies (C&H) are controlled special process commodities. 


April 18, 
2022 
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  *Commodity and Specification Table* 
 
Sub-tier suppliers that perform specific sub- 
processes used in the manufacturing of these three 
commodities (PBs, PBAs, and C&H) shall be 
managed and approved by the respective 
commodity suppliers as part of their overall quality 
management system. Honeywell reserves the right 
to audit and approve these sub-tier suppliers. 
Suppliers that perform special processes on parts 
not contained on the Bill of Materials (BOM) for a 
PB, PBA or C&H shall fall under standard APSL 
control per SPOC 165 requirements. 


  


30 165.3.1.1 Where the detail/component in question is one of 
the 3 Electronic & Wiring commodities listed above, 
the item it subject to the APSL requirements. 
Example: For a Printed Board is procured as a 
component of a PBA/CCA, the Printed Board is still 
subject to the APSL requirements. 


Sub-tier suppliers that perform specific sub-processes used in the manufacturing 
of these three commodities (PBs, PBAs, and C&H) shall be managed and 
approved by the respective commodity suppliers as part of their overall quality 
management system. Honeywell reserves the right to audit and approve these 
sub-tier suppliers. Suppliers that perform special processes on parts not 
contained on the Bill of Materials (BOM) for a PB, PBA or C&H shall fall under 
standard APSL control per SPOC 165 requirements. 


April 18, 
2022 


31 165.3.1.2 A separate APSL approval for EW.CAH is not 
required when cables or harness assemblies are 
terminated directly to the PBA by the PBA supplier 
(i.e. the cables or harness assembly is not a 
separate part number on the PBA BOM, but the 
individual components, such as wire, cable, 
terminal, etc., are part of the PBA BOM). 


Where the part in question is one of the Electronics & Wiring commodities listed 
above, the item is subject to APSL requirements. Example: For a Printed Board 
procured as a component of a PBA/CCA, the Printed Board is still subject to 
APSL requirements. 


April 18, 
2022 


32 165.3.1.3 Sub-tier suppliers that perform conformal coating as 
part of PBA build must be listed in the APSL and 
approved to the appropriate controlled specification 
for that process (e.g. HPS1007). 


Suppliers of special processes used in the fabrication of electrical components 
and other non-PBA, and non-C&H mechanical and electrical parts/commodities 
contained on the PB, PBA or C&H BOM are exempt from being listed on the 
APSL. Examples include, but are not limited to, wire, connectors, resistors, 
capacitors, inductors, transformers, microchips, brackets, heat sinks, board 
stiffeners, thermal switches, ejectors, card guides, wedge clamps. 


April 18, 
2022 


33 165.3.1.4 Suppliers of special processes used in the 
fabrication of commercial off-the-shelf (COTS) 
electrical components and other non-PB, PBA, and 
C&H mechanical and electrical parts/commodities 


A separate APSL approval for ELECTRONICS CABLE AND HARNESS category 
is not required when cable or harness assemblies are terminated directly to the 
PBA by the PBA supplier (i.e. the cable or harness assembly is not a separate 


April 18, 
2022 
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  contained on the PB, PBA or C&H BOM are exempt 
from being listed on the APSL. Examples include, 
but are not limited to, wire, connectors, resistors, 
capacitors, inductors, transformers, microchips, 
brackets, heat sinks, board stiffeners, thermal 
switches, ejectors, card guides or wedge clamps. 


part number on the PBA BOM, but the individual components, such as wire, 
cable, terminal, etc., are part of the PBA BOM). 


 


34 165.3.1.5 EW.CC.TIER1 code approval is not required for 
suppliers approved to EW.PBA, EW.PBA.E and/or 
EW.PBA.LEADFREE. 


Suppliers performing radiographic (X-ray, AXI, etc.) inspections on Electronics & 
Wiring commodities are not required to maintain APSL approvals for 
RADIOGRAPHIC INSPECTION Process. 


April 18, 
2022 


35 165.3.1.6 The following sub-processes for PB manufacturing 
are to be performed by an APSL approved supplier 
for PB manufacturing: 
i) Electroless and Electrolytic Copper Plating 
ii) Lamination 
This only applies when the above processes are 
used for PB manufacturing itself, and do not apply 
for copper plating or lamination of components such 
as heat sinks that are to be integrated later with the 
PB. 


ELECTRONICS CONFORMAL COATING Category APSL approval is not 
required for suppliers who are APSL approved to PRINTED BOARD 
ASSEMBLY, CONFORMAL COATING Process. 


April 18, 
2022 


36 165.3.1.7 All other sub-processes for PB manufacturing, such 
as final finish plating (ENIG, ENEPIG, HASL, etc.) 
and via filling, are not by themselves considered 
special processes, and may be outsourced to non- 
APSL suppliers. 


Sub-tier suppliers that perform conformal coating as part of PBA build shall be 
listed in the APSL and approved to the appropriate controlled specification for 
that process (e.g. HPS1007). 


April 18, 
2022 


37 165.3.1.8 Special processes to be used as a sub-process for 
PB manufacturing, such as electrolytic nickel and 
gold plating, are also exempt from APSL 
requirements and may be performed at the PB 
manufacturer or an alternate non- APSL supplier. All 
sub-process suppliers shall be managed and 
approved by the PB manufacturer as part of their 
overall quality management system** 


165.3.1.8 All PB sub-process suppliers, with the exception in 165.3.1.9, 
shall be managed and approved by the PB manufacturer as part of their overall 
quality management system. 
165.3.1.8.1 Sub-processes for PB manufacturing, such as final finish plating 
(ENIG, ENEPIG, HASL, electrolytic nickel plating, gold plating, etc.), via filling, 
and marking, are not by themselves considered special processes, and may be 
outsourced to non-APSL suppliers. 


April 18, 
2022 


38 165.3.1.9 ADD 165.3.1.9 Lamination, Electroless and Electrolytic Copper Plating sub- 
processes for PB manufacturing shall be performed by an APSL approved 
supplier for PB manufacturing. 


April 18, 
2022 
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   165.3.1.9.1 This only applies when the above processes are used for PB 
manufacturing itself, and do not apply for copper plating or lamination of 
components such as heat sinks that are to be integrated later with the PB. 


 


39 165.3.2 ADD 165.3.2 Electronic, Electromagnetic, and Electromechanical Part 
Destructive Physical Analysis (DPA) 
The purpose of DPA is to identify non-conforming or potentially non-reliable 
parts, delivered by a vendor, prior to usage, that may not show up during normal 
screening tests. 
Suppliers that perform a complete DPA or portion of a DPA, e.g. hermeticity or 
internal vapor analysis/residual gas analysis (IVA/RGA), shall be listed in the 
APSL and approved to the appropriate controlled specification for that process. 
Standard lot, screening, and qualification testing performed by the vendor does 
not require APSL approval. 


April 18, 
2022 


40 563 Airbus Concession Process for Notification of 
Nonconforming Material to Honeywell Purchase 
Order Requirements 
563.1 Scope This program is for Subcontractors 
with Design Authority. Material that departs from 
drawings and/or specifications during manufacturing 
shall be identified and controlled to prevent 
unauthorized use or delivery to Airbus and/or 
Honeywell. 
563.2 Request for Material Review and Acceptance 
The subcontractor may request consideration for 
nonconforming material that cannot be reworked to 
fully conform to drawing or purchase order 
requirements. The concession is required to be 
submitted in accordance with Airbus concession 
procedure AP 2006 - Accepting Nonconforming 
Items by Concession. This applies to Class one 
discrepancies – fit, form, or function of a feature 
outside the limits of the Subcontractor’s own design 
and MRB authority. 


 
563.3 Failure Reporting Honeywell reserves the 
right to request failure analysis on nonconforming 
hardware from the subcontractor. Any concession 


Airbus Concession Process for Notification of Nonconforming Material to 
Honeywell Purchase Order Requirements 
563.1 Scope This program is for Subcontractors with Design Authority. Material 
that departs from drawings and/or specifications during manufacturing shall be 
identified and controlled to prevent unauthorized use or delivery to Airbus and/or 
Honeywell. 


 
563.2 Request for Material Review and Acceptance The subcontractor may 
request consideration for nonconforming material that cannot be reworked to 
fully conform to drawing or purchase order requirements. The concession is 
required to be submitted in accordance with Airbus concession procedure AP 
2006 - Accepting Nonconforming Items by Concession. This applies to Class 
one discrepancies – fit, form, or function of a feature outside the limits of the 
Subcontractor’s own design and MRB authority. 


 
563.3 Honeywell Failure Reporting Honeywell reserves the right to request 
failure analysis on nonconforming hardware from the subcontractor. Any 
concession submitted to and dispositioned by Airbus will be reported to the 
Honeywell Buyer and cognizant site A350 program Quality representative. 


 
563.3.1 Applicability Upon request from Honeywell, the Subcontractor shall 
submit failure analysis and corrective action plans, focusing on the root cause of 
the discrepancy. Report shall be submitted within 30 calendar days of the 


April 18, 
2022 
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  submitted to and dispositioned by Airbus will be 
reported to the Honeywell Buyer and cognizant site 
A350 program Quality representative. 
563.3.1 Applicability Upon request from Honeywell, 
the Subcontractor shall submit failure analysis and 
corrective action plans, focusing on the root cause 
of the discrepancy. Report shall be submitted within 
30 calendar days of the request unless otherwise 
specified. The Honeywell eCATS system is to be 
used by the Subcontractor unless otherwise 
directed. 


request unless otherwise specified. The Honeywell eCATS system is to be used 
by the Subcontractor unless otherwise directed. 


 
563.4 Containment and Corrective Action When a nonconformance is 
discovered the Subcontractor must take immediate action to determine if the 
condition exists on any other inventory, either work-in-process, in Stores at the 
subcontractors facility, or in prior shipments. Containment action must be taken 
and documented prior to the next shipment and/or process. For product which 
has escaped the Subcontractor’s quality system the customer must be promptly 
notified. 


 


40 563 563.4 Containment and Corrective Action When a 
nonconformance is discovered the Subcontractor 
must take immediate action to determine if the 
condition exists on any other inventory, either work- 
in-process, in Stores at the subcontractors facility, 
or in prior shipments. Containment action must be 
taken and documented prior to the next shipment 
and/or process. For product which has escaped the 
Subcontractor’s quality system the customer must 
be promptly notified. 


 April 18, 
2022 


41 536 Airbus Requirements – Equipment Suppliers 
Products or services provided under this purchase 
order must comply with the requirements stated in 
Airbus’ GRES E-0009 document (General 
Requirements for Equipment Suppliers). Buyer (or 
Buyer’s representative) may assess Supplier’s 
processes and/or product using the IPCA Industrial 
Process Control Assessment (or other) to validate 
compliance. 


Airbus Requirements – Legacy Equipment Suppliers 
Products or services provided under this purchase order must comply with the 
requirements stated in Airbus’ GRESS E-0009 document (General 
Requirements for Equipment Suppliers. Buyer (or Buyer’s representative) may 
assess Supplier’s processes and/or product using the IPCA Industrial Process 
Control Assessment (or other) to validate compliance. 


April 18, 
2022 


42 537 Airbus Requirement – Equipment and Systems 
Suppliers Products or services provided under this 
purchase order must comply with the requirements 
stated in Airbus’ GRESS AP1013 document 


Airbus Requirement – Legacy Equipment and Systems 
Suppliers Products or services provided under this purchase order must comply 
with the requirements stated in Airbus’ GRESS AP1013 document (General 
Requirements for Equipment and System Suppliers). Buyer (or Buyer’s 


April 18, 
2022 
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  (General Requirements for Equipment and System 
Suppliers). Buyer (or Buyer’s representative) may 
assess Supplier’s processes and/or product using 
the IPCA Industrial Process Control Assessment (or 
other) to validate compliance 


representative) may assess Supplier’s processes and/or product using the IPCA 
Industrial Process Control Assessment (or other) to validate compliance 


 


43 565 Add Airbus Requirement – Products, Equipment and Systems 
Products and services provided under this purchase order must comply with the 
general flow down requirements as stated in chapters 1501, 1503, 1504 and 
1505 of the Airbus Supplier Requirements (ASR) Iss D or latest. The Buyer 
(Honeywell) may assess the Supplier’s processes and/or product(s) to validate 
compliance. 
Equipment, Systems and services provided under this purchase must comply 
with the general flow down requirements as stated in chapters 1501, 1502, 1503, 
1504 and 1505 of the Airbus Supplier Requirements (ASR) Iss D or latest. If 
aftermarket is under the control of the supplier per contract, then chapter 1506 is 
applicable as well. 
The Buyer (Honeywell) will assess the supplier’s processes to validate 
compliance on a periodic basis. 
Add ASR to HASP 


April 18, 
2022 


44 566 Add Airbus Requirement – Products, Equipment and Systems 
Products, equipment and systems under SPOC 001 must comply with the 
notification of change as defined in Airbus directives ABD0100.2.9 or 
ABD0100.g2.2.7 with all notification of changes to be submitted to Honeywell for 
assessment and approval using AF-1334. 
The Buyer (Honeywell) will assess the supplier’s processes to validate 
compliance on a periodic basis. 
Add Form to HASP and process central 


April 18, 
2022 


45 13100.1 ADD Compliance with AS13100 AESQ Quality Management System Requirements for 
Aero Engine Design and Production Organizations is required. This is in addition 
to the SPOCs or SPOC Group(s) flowdown, as AS13100 is not a stand‐alone 
SPOC. 


August 
18, 2022 


46 13100.2 ADD Honeywell recognizes that there is no third party for certification / 
registration.  Suppliers accepting Purchase orders that include AS13100 shall 


August 
18, 2022 
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   complete 
AF‐1324 to certify compliance to AS13100. 


 


47 13100.3 ADD Suppliers are required to Cascade all applicable SPOC requirements along with 
the requirements of AS13100 as provided for in SPOC 1.2.1 Subcontracting 
Policy.  As13100 Section 8.5.1.4.1 handheld Spectrometry is excluded.  Section 
4.3 in Table 2 shall read Registration or Honeywell Approval. All other SPOC 
groups and flow downs of cascading requirements apply. 


August 
18, 2022 


48 560 560.1 
Method 1 ICT testing is the preferred electrical 
testing method. 


 
560. 2 Flying Probe Testing 
Flying probe testing shall be performed when ICT is 
not available. 


560.1 In Circuit Testing 
ICT testing shall be performed when required by the Engineering 
documentation, specification, or invoked by Purchase Order. 


 
 
560.2 Flying Probe Testing 
If ICT testing is not required, Flying Probe Testing shall be 
performed. 


October 
11, 2022 


49 1.10.1 This section (1.10.1) is only applicable for designs 
controlled by the following sites or vaults. * 
• Olathe/Redmond Commercial (CAGE Codes 22373, 


27914, 97896 & 99866) 
• Deer Valley (CAGE Codes 55939, 58960) 
• Deer Valley Defense (CAGE Code 07187) 
• Tucson (CAGE Code 64547) 
• Torrance (CAGE Code 70210) 
• Morristown (CAGE Codes 017N4 & 56776) 
• Urbana (CAGE Code 72914) 
• Ottawa (CAGE Code 38473) 
• Norcross (CAGE Codes 5VWN5, 31395) 
• Coon Rapids (CAGE Code 65507) 
Minneapolis (CAGE Code 94580) Note: applies to 
part manufacturer acquisitions only. Manufacturer’s 
part number must be listed in the webAMPL. For 
parts where the manufacturer’s part number is not 


This section (1.10.1) is only applicable for designs controlled by the following 
sites or vaults. * 
• Olathe/Redmond Commercial (CAGE Codes 22373, 27914, 97896 & 99866) 
• Deer Valley (CAGE Codes 55939, 58960) 
• Deer Valley Defense (CAGE Code 07187) 
• Tucson (CAGE Code 64547) 
• Torrance (CAGE Code 70210) 
• Morristown (CAGE Codes 017N4 & 56776) 
• Urbana (CAGE Code 72914) 
• Ottawa (CAGE Code 38473) 
• Norcross (CAGE Codes 5VWN5, 31395) 
• Coon Rapids (CAGE Code 65507) 
• BRNO (663DG) 
• Minneapolis (CAGE Code 94580) 


May 23, 
2023 
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listed in webAMPL, the drawing shall determine the 
approved sources of supply. 


50 3.1  
SPOC 008 


Process product/material in accordance with AP-1064 – 
section 3.6 “Authorizing Traceability Documentation” and 
AP-1517, Requirements for Transactions between 
Honeywell Aerospace Sites.  
 
(Reference: Renumbering of AP-1064)  
 


Process product/material in accordance with AP-1064 –and AP-1517, Requirements for 
Transactions between Honeywell Aerospace Sites.  
 


May 
23,2023 


51 127 Rewrite tooling compliance team SPOC 127 – Management of Government / Customer or 
Honeywell Owned Property at Suppliers* 


127.1 Scope and Title 


The U.S. Government (referred to herein as “Customer”) and 
other Customers shall retain title to all 
government/Customer furnished property, as applicable. 
 
Title vests in the Customer for property acquired or fabricated by the Seller in 
accordance with the financing provisions or other specific requirements for 
passage of title in this Order. In the absence of financing provisions or other 
specific requirements for passage of title in the Order, title to all property 
purchased by Seller, for which Seller is entitled to be reimbursed as a direct item 
in a deliverable line item in this Order, shall pass to and vest in the Customer 
upon Seller’s delivery of such property. 
 


May 
23,2023 
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Title to all other property, the cost of which is reimbursable to Seller, shall pass to 
and vest in the Customer upon: 


 Issuance of property for use in performance of this Order; or
 Commencement of, processing of, or the use of property in performance 


of this Order; or
 Reimbursement of the cost of the property by Buyer, whichever occurs 


first
 
Title to Customer furnished property shall not be affected by its 
incorporation into or attachment to any property not owned by Customer. 
Government/Customer acquired/furnished property is property 
furnished to a supplier for performance of a subcontract and may be 
provided to the supplier as follows 


 Tooling, test equipment, equipment, or 
material supplied by Honeywell for use in 
the performance of this purchase order. 


 Tooling, test equipment or equipment, fabricated 
and retained by the Supplier and paid for by 
Honeywell in the performance of this purchase 
order. Supplier is responsible for such property in 
accordance with the General Terms and Conditions 
clause of this Order and the Government/Customer 
property clause. 


The Supplier’s Property Management System to manage, use, preserve, 
protect, repair and maintain such consigned property is subject to review 
and approval by Honeywell Government Property Compliance COE. 


127.2 U.S. Government owned Contracts 
U.S. Government owned property, acquired or furnished is subject to the 
provisions of the Federal Acquisition Regulation (FAR) Government Property 
clause 52.245‐1 or 52.245‐1 Alt1. 


127.3 Lead or Kirksite Tooling 
For Lead or Kirksite tooling or dies procured with government funds, the 
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supplier shall: 


 Charge only for the exclusive use of the tooling or dies 
unless modified by customer contract or Purchase 
Order.


 Obtain written approval from the Honeywell Buyer 
before the destruction or re-use of the Lead or Kirksite 
metal.


 
127.4 Management of Government / Customer Property 


The Supplier shall: 


Have a system, which includes written procedures for management of 
all Government and Customer owned property (tooling, test 
equipment, equipment and material). Procedures shall be in 
accordance with the clauses specified within the Purchase Order 
terms and conditions and this SPOC. 


127.4.1 Receiving and Identification 
Each individual piece of tooling, test equipment and equipment acquired 
under this order shall be marked in a permanent manner with the 
appropriate identification number and ownership as provided by Honeywell 
Supplier COE Administrator. See marking instructions on the GP7‐06 Supplier 
Asset Identification Tag(s) Validation or equivalent provided by the 
Honeywell Supplier COE Administrator. Unless otherwise directed by 
Honeywell, Supplier will make use of Honeywell’s numbering system for all 
items of tooling, test equipment and equipment acquired hereunder. 
Upon receipt or fabrication, of tooling, test equipment and equipment, 
complete and return the GP7‐06 Supplier Asset Identification Tag(s) 
validation and photos of the tooling, test equipment or equipment that 
clearly displays the part number and the permanent mark or tag, to the 
Buyer. 


127.4.2 Records 
The supplier shall maintain a record of all Government/Customer property. 
The list shall include: 
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 Honeywell identification number (applies to tooling/gages, 
test equipment and equipment


 Description of tooling/gages, test equipment, equipment, and 
material


 Part Number
 Honeywell Purchase Order number, contract or equivalent 


code
 Part numbers used to manufacture
 Location
 Unit of measure (material)
 Quantity (if other than 1)
 Unit price
 Date of inventory certification


127.4.3 Physical Inventory 
Supplier is required to perform a physical inventory of 
Government/Customer property acquired/furnished against this Purchase 
Order upon request from Honeywell Supplier COE Administrator. Supplier 
will be notified to commence the inventory and provided with a GP7‐01 
Survey, inventory list, and SPOC 127 training. 
Supplier shall return the completed GP7‐01 Survey, inventory list 
reconciliation, and acknowledgement of SPOC 127 training to the Honeywell 
Supplier COE Administrator by the assigned due date, unless otherwise 
specified. 


127.4.4 Maintenance 
Calibration of tooling/gages, test equipment, and equipment will be 
coordinated with the providing Honeywell site to ensure calibration 
requirements are maintained as shown in ANSI Z540.1. 
If not otherwise specified, all tooling, test equipment, and equipment used 
to determine acceptance of product will be subject to, as a minimum, an 
initial inspection and calibration, and re‐calibration per the Honeywell recall 
schedule based on the manufacturers recommended interval. 


Preventive Maintenance of tooling, test equipment, and equipment will be 
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coordinated with the providing Honeywell site to ensure that it is 
maintained, protected, and preserved. 


127.4.5 Disposition 
Retain all Government/Customer property at Supplier’s expense until 
disposition directions are received from either the Honeywell Supplier COE 
Administrator or the Government Plant Clearance Officer. 
 
Upon disposal, notify the Honeywell Supplier COE and Buyer that disposal 
has been completed in accordance with directions. 
 
Supplier is required to report immediately to the Honeywell Supplier COE 
Administrator and Buyer any loss (includes theft, damage, or destruction) of 
Government/Customer property while in its possession. 


 Loss of Government property includes, but is not limited to— (1) Items 
that cannot be found after a reasonable search; (2) Theft; (3) Damage 
resulting in unexpected harm to property requiring repair to restore the 
item to usable condition; or (4) Destruction resulting from incidents that 
render the item useless for its intended purpose or beyond economical 
repair.


 Honeywell Form GP9-01 Loss Report w/Instructions will be 
completed by the supplier when provided by Honeywell.


127.4.6 Utilization 
Use of Government acquired/furnished tooling, test equipment, or 
equipment, provided under this order on other orders is prohibited. Through 
the Buyer, the Supplier must request authorization from the owning 
program. 
Authorization to use will only be granted if use of the property can be 
accomplished on a non‐interference basis with orders received from the 
Buyer. 
In those instances, where the Customer authorizes use on a non‐
Government order, rental charges will apply. Authorization to use will never 
apply to material. 
Segregate Government/Customer tooling, test equipment, and equipment 







Aerospace 


Unincorporated changes to Revision P of the SPOC Manual Issue 8 UPDATED Jul 4, 2023 


Page 20 of 25 
Honeywell Internal 


 


 


when not in use from Supplier owned property. 
No modifications or changes to any of the tooling, test equipment or 
equipment are permitted without prior Honeywell written approval. 
Report to the Honeywell Supplier COE Administrator any acquired or 
furnished property that becomes excess to the needs of the owning 
purchase order. 


127.4.7 Movement 
Contact the Honeywell Supplier COE Administrator before transferring 
tooling, test equipment, or equipment between supplier facilities (address 
location) or to another 3rd tier supplier. Permission is required from the 
Honeywell Buyer prior to any such move. When the property is transferred 
to another supplier or returned to Honeywell, Supplier is required to 
maintain the records of the move for 5 years. 
 


127.5 Furnished Property Provided on an “As Is” Basis 
Government/Customer Furnished property that is furnished on an ‘as is” 
basis and authorized for use on this Purchase Order is subject to the 
following: 
Honeywell Buyer and the Government/Customer make no warranty as to 
the serviceability or suitability whatsoever with respect to the property 
authorized for use “as is”. 
The Supplier may repair any Government/Customer or Honeywell property 
made available on an “as is” basis. Such repair will be at the Supplier’s 
expense except as otherwise provided in this clause. Such property may be 
modified at the Supplier’s expense, but only with the written permission of 
Honeywell Buyer. Any repair or modification of such property furnished “as 
is” shall not affect the title of the Government/Customer or Honeywell 
property. 
 


127.6 Payment for Special Tooling, Special Test Equipment or Equipment 
To obtain payment for fabricated tooling, test equipment, or equipment, the 
Supplier shall send the completed and signed GP7‐06 Supplier Asset 
Identification Tag(s) Validation and photos to the Honeywell Buyer. Buyer 
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Honeywell shall perform required recalibration of the following gages. Curvic Maste
Ring Gages, Spline Ring Gages, Serration Ring Gages and Special Air Gages. 


127.8 Phoenix Engines Orders Only 


will clear line item from Purchase Order which allows Supplier to be paid. 
Upon payment, if the item is to be retained at the Supplier, a Consignment 
Purchase Order must be generated. 
 


127.7 Shipment to Honeywell 


Supplier should contact the Honeywell Supplier COE Administrator through the 
Supplier Portal to determine proper address to return Honeywell or Customer 
owned gages. The shipment shall conform to SPOC 239. 
 
Honeywell Owned Property at Suppliers 
 
Honeywell owned acquired/furnished property is property furnished to 
a supplier for performance of a subcontract and may be provided to 
the supplier as follows 


 Tooling, test equipment, equipment, or material 
supplied by Honeywell for use in the performance of 
this purchase order. 


 Tooling, test equipment or equipment, fabricated and retained 
by the Supplier and paid for by Honeywell in the performance of 
this purchase order. Supplier is responsible for such property in 
accordance with the General Terms and Conditions clause of 
this Order and the Government/Customer property clause. 


The Supplier’s Property Management System to manage, use, preserve, 
protect, repair and maintain such consigned property is subject to review 
and approval by Honeywell Capital Sourcing & Procurement. 
 


The Supplier shall: 


Have a system, which includes written procedures for management of 
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all Honeywell owned property (tooling, test equipment, equipment 
and material). Procedures shall be in accordance with the clauses 
specified within the Purchase Order terms and conditions and this 
SPOC. 


Honeywell owned tooling is to be marked as property of Honeywell 
with the Honeywell assigned tool number as indicated in the 
applicable purchase order. When tools and FAIR are complete and 
approved the Cert Package (with items 1 – 4 below) must be sent 
to the Capital Buyer: 


1. Photographs of Tool Clearly Showing Honeywell Tool 
Number and Serial Number 


2. A copy of the Net‐Inspect approved FAIR for the part 
number made by the tool 


3. Copy of invoice referencing Honeywell tool numbers 
 
Records 
 
The supplier shall maintain a record of all Government/Customer 
and Honeywell owned property. The list shall include: 


 Honeywell identification number (applies to tooling/gages, test equipment 
and equipment


 Description of tooling/gages, test equipment, equipment, and material 
 Part Number
 Honeywell Purchase Order number, contract, or equivalent code
 Part numbers used to manufacture
 Location
 Unit of measure (material)
 Quantity (if other than 1)
 Unit price
 Date of inventory certification
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Physical Inventory 
 
Supplier is required to perform a physical inventory of Honeywell owned property 
on an annual basis. The inventory record list and the condition of each item shall 
be submitted to Honeywell Capital Sourcing & Procurement at 
AERO_Cap_ToolRequests@Honeywell.com 
 
 
Maintenance 
 
Suppliers in possession of Honeywell owned tooling must perform Frequency FAI 
as indicated in SPOC 124 
 
Disposition 
 
Retain all Honeywell owned tooling until disposition directions are received from 
assigned Honeywell Commodity Manager or Honeywell Capital Sourcing & 
Procurement. 
 
Once the disposition is complete, notify Honeywell Commodity Manager and 
Honeywell Capital Sourcing and Procurement 
 
Supplier is required to report immediately to the Honeywell Commodity Manager 
and Capital Sourcing and Procurement any loss (includes theft, damage, or 
destruction) of Honeywell owned property. 
 
Supplier may request Honeywell owned tooling be reviewed for disposition by 
contacting Honeywell Capital Sourcing and Procurement at 
AERO_Cap_ToolRequests@Honeywell.com 
 
Honeywell Owned Tooling Movement: 
Contact the Commodity Manager and Honeywell Capital Sourcing & Procurement 
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before transferring tooling, test equipment, or equipment between supplier 
facilities (address location) or to another supplier. Authorization is required from 
Honeywell prior to any such move. When the property is transferred to another 
supplier or returned to Honeywell, Supplier is required to maintain the records of 
the move for 5 years. 
 
Honeywell Owned Tooling Payment and Receipt: 
Honeywell owned tooling is to be marked as property of Honeywell with the 
Honeywell assigned tool number as indicated in the applicable purchase order. 
When tools and FAIR are complete and approved the Cert Package (with items 1 – 
4 below) must be sent to the Capital Buyer: 


1. Photographs of Tool Clearly Showing Honeywell Tool 
Number and Serial Number 


2. A copy of the Net‐Inspect approved FAIR for the part 
number made by the tool 


3. Copy of invoice referencing Honeywell tool numbers 
 
Shipment to Honeywell 
 
Supplier should contact the Commodity Manager or Honeywell Capital Sourcing & 
Procurement at AERO_Cap_ToolRequests.com to determine proper address to 
return Honeywell owned tooling. Shipment shall confirm to SPOC 239. 
 


52 1.10.1 This section (1.10.1) is only applicable for designs 
controlled by the following sites or vaults. * 
• Olathe/Redmond Commercial (CAGE Codes 22373, 


27914, 97896 & 99866) 
• Deer Valley (CAGE Codes 55939, 58960) 
• Deer Valley Defense (CAGE Code 07187) 
• Tucson (CAGE Code 64547) 
• Torrance (CAGE Code 70210) 
• Morristown (CAGE Codes 017N4 & 56776) 
• Urbana (CAGE Code 72914) 


This section (1.10.1) is only applicable for designs controlled by the following 
sites or vaults. * 
• Olathe/Redmond Commercial (CAGE Codes 22373, 27914, 97896 & 99866) 
• Deer Valley (CAGE Codes 55939, 58960) 
• Deer Valley Defense (CAGE Code 07187) 
• Tucson (CAGE Code 64547) 
• Torrance (CAGE Code 70210) 
• Morristown (CAGE Codes 017N4 & 56776) 
• Urbana (CAGE Code 72914) 
• Ottawa (CAGE Code 38473) 


Jul 4, 
2023 
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• Ottawa (CAGE Code 38473) 
• Norcross (CAGE Codes 5VWN5, 31395) 
• Coon Rapids (CAGE Code 65507) 
• BRNO (663DG) 
• Minneapolis (CAGE Code 94580) 


 


• Norcross (CAGE Codes 5VWN5, 31395) 
• Coon Rapids (CAGE Code 65507) 
• BRNO (663DG) 
• Minneapolis (CAGE Code 94580) 
• Deer Valley xPoway (1M8L7) 
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 SCOPE 
 
This document defines Lockheed Martin (LM) Rotary Mission Systems (RMS) supplier quality requirements.  
 
Definitions: 
Buyer - Identified on and administrates the Purchase Order (PO) 
Seller - Supplier identified on the face of the PO 
Sub-tier - Suppliers contracted by the Seller to provide parts, materials, perform manufacturing operations, or 
perform special processes 
 
Unless specifically defined in this document capitalized terms shall have the same meaning as in the applicable 
CorpDoc. 
 
The terms “Item”, “PO”, and “Buyer” as used herein, have the same meaning as the terms “Work”, “Contract”  
and “Lockheed Martin”, respectively. 
 
The document applies to Sellers and their Sub-tiers who furnish product, material, processes, or services 
(manufacturer or maintenance provider) as a contract requirement regardless of supplier’s industry, regulatory 
accreditation, or certification status. Sellers shall flow down applicable requirements to Sub-tiers. 
 
The PO line item may identify additional requirements. Requirements identified in the PO take precedence 
over this document in the event of a conflict.  
 
Any exceptions or changes to this document must be approved in writing by LM Supplier Quality and 
incorporated in the PO. 
 
These requirements do not apply to Purchase Orders placed between LM businesses. 
 
Seller shall ensure employees involved with fulfillment of LM service or product deliverables understand how 
their work contributes to meeting the needs and safety requirements of the customer.  Additionally, it is 
expected that all Sellers and their employees perform ethically in the course of conducting LM business and Do 
What’s Right, Respect Others and Perform With Excellence. 
 
Additional information can be found in the LM Supplier Code of Conduct linked below. 
https://www.lockheedmartin.com/content/dam/lockheed-martin/eo/documents/ethics/supplier-code.pdf 


SUPPLIER PORTALS 


1.1 Sikorsky Purchase Orders: 


The Sikorsky Supplier Quality System (SSQS) is accessible through the Sikorsky Supplier Portal. Suppliers must 
use SSQS for: 


 Review Quality Requirements: 
o Unique part requirements, including Key Characteristics 
o Inspection requirements 
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o Flight Safety requirements 
o Specifications and revision levels 


 Creating an Authorization to Ship (ATS) number prior to shipment 
 Submitting Discrepancy Reports as needed to initiate Sikorsky MRB review 


 
Link to SSQS:  Sikorsky Supplier Portal https://suppliers.sikorsky.com/ 
 
1.2 All Other RMS Purchase Orders: 
The RMS Procure-2-Pay (P2P) system is accessible through Exostar. Suppliers must use P2P to: 


 Review Purchase Order Quality Requirements: 
o Inspection: First Article, In-Process, RMS Source Inspection, Government Source Inspection 
o Special Processes 
o Data Submissions: test, inspection, certifications, etc. 
o Part and Specification revision levels 


 Request required inspections and PO Reviews 
 Upload required documentation 
 Create a Barcode prior to shipment 
 Respond to a Supplier Corrective Action Request (SCAR) 
 Review a Supplier Corrective Action Notification (SCAN) 


 
Link to Exostar: https://www.myexostar.com/ 
 


 STANDARD PROCESS FLOW 
This section intentionally blank. 


 IMPLEMENTATION REQUIREMENTS 
 
REQUIREMENTS APPLICABILITY 
 
Supplier Type Identification 
For reference, Supplier shall use the following figure to identify which of the Procure-2-011 requirement 
sections apply to each Supplier Type.  Supplier Types are identified per the descriptions below, delineated by 
Deliverable Material and Service providers.    
 
The same figure shall be applied to Seller’s supplier .  
 
Note: The Purchase Order line item may identify additional requirements.  
 
Deliverable Material Providers:   
Supplier Types may change depending on the nature of each Purchase Order Line Item.  


at least one Flight Safety part (see Section 3.25). Yes  Type 1 


No    


at least one finished part defined by a Buyer provided drawing. 
For Sikorsky Includes Bolts and Bearings (see Section 3.10) Yes  Type 1 
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Service Providers:  
 


Special processes only (see Section 3.2) Yes  Type 6 


No    


Calibration or Laboratory services Yes  Type 7 


No    


Other services not listed above  Yes  
Contact 
Buyer 


 
REQUIREMENTS APPLICABILITY MATRIX 


 
 Procurement Type 1 2 3 4 5 6 7 


3.1 QUALITY MANAGEMENT SYSTEM (QMS) x x x x x x x 
3.2 SPECIAL PROCESSES x x    x x 
3.3 SUB-TIER SUPPLIERS x x x x   x 
3.4 COUNTERFEIT AVOIDANCE x x x x x   
3.5 PARTS SUBSTITUTION x x x x x   
3.6 PROCESS CHANGES x x      
3.7 FOREIGN OBJECT DAMAGE (FOD) PREVENTION x x x x x x x 
3.8 MERCURY EXCLUSION      x x x x    
3.9 ADDITIVE MANUFACTURING x x x x    
3.10 FIRST ARTICLE INSPECTION (FAI) x x      
3.11 NONCONFORMING MATERIALS x x x x x x x 
3.12 CORRECTIVE AND PREVENTIVE ACTION x x x x x   
3.13 RIGHT OF ACCESS   x x x x x x x 


No    


only parts defined by the Seller's drawings. Yes  Type 2 


No    


only parts defined by an established industry or military specification (ex. AN, 
AMS, MS, NAS etc.). Yes  Type 3 


No    


raw material. Yes  Type 4 
No    


Commerical Off the Shelf (COTS) parts not transformed, assembled, or 
otherwise modified by the Seller. Authorized Distributor) Yes  Type 4 


No    


Maintenance Repair Operations (MRO) or rework. Yes  Type 5 
No    


other hardware not listed above. 
Yes  


Contact 
Buyer 
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 Procurement Type 1 2 3 4 5 6 7 
3.14 MATERIAL ACCEPTANCE x x x x x   
3.15 ELECTRONIC DATA SUBMISSION x x x x x x x 
3.16 MANUFACTURER IDENTIFICATION x x x x    
3.17 PACKAGING x x x x x   
3.18 AUTHORIZATION TO SHIP (ATS) BARCODING x x x x x   
3.19 QUALITY RECORDS x x x x x x x 
3.20 LANGUAGE  x x x x x x x 
3.21 CALIBRATION x x x x x x x 
3.22 GENERAL REVISION CONTROL x x x x X   


SIKORSKY PROCUREMENTS ONLY 
3.23 DRAWING INTERPRETATION x x x     
3.24 SUPPLIER TECHNICAL HELP x x x x x   
3.25 FLIGHT SAFETY PARTS x       
3.26 VISION EXAMS x x x x x x x 
3.27 REDUCED DIMENSION AND MODEL BASED DEFINITION x       
3.28 INSPECTION CHECKLIST x x      
3.29 ACCEPTANCE & QUALIFICATION TESTING x x x     
3.30 AUDIT x x x x x   
3.31 CONTROL OF SUB-TIER SUPPLIERS x x x x    
APPENDIX A: DQR x x x x    
APPENDIX B: RDD & MBD x x x     
APPENDIX C: FOD x x x x x x x 


 
 QUALITY MANAGEMENT SYSTEM (QMS) 


Seller shall have QMS certifications in accordance with the below table unless otherwise indicated on the face 
of the purchase order or granted by exception in writing.  
 


Minimum QMS & 
Certification 
Requirements 


Provider type 


SAE AS9100 Manufacturers of: Flight Safety, Buyer provided drawing, or Seller designed parts 
excluding COTS 


ISO9001 Only when indicated on the Purchase Order Line Item 
SAE AS9120 Distributors  
SAE AS9110 Repair Stations 
SAE AS9003 or 
NADCAP AC7004 


Special Processors 


NADCAP or 
International 
Laboratory 
Certification 


Providers of Calibration or Laboratory services 
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Seller AS/EN9100 third-party certification from an accredited registrar shall be listed in the “Online Aerospace 
Supplier Information System” (OASIS). 
 
Only certifications completed by the Buyer or an IAF (International Accreditation Forum) accredited company 
will be accepted. 
 
Seller shall permit Buyer access to data in OASIS and Nadcap databases including registration documentation, 
certification, audit reports, findings, corrective actions, etc 
 


 SPECIAL PROCESSES 


Special Process Definition - A documented method used to manufacture products where a product undergoes 
a physical, chemical or metallurgical transformation or inspection, conformance to the specification cannot be 
readily verified by normal inspection methods, and the quality of the product depends on use of specific 
equipment operated in a specific manner, under controlled conditions, by trained personnel with instructions, 
procedures and standards. 
 
Processor (Seller and/or Sub-tier if used) shall have current required LM approval(s) in place at the time of 
hardware processing. Seller shall verify such approval prior to performing processing or selecting sub-tier 
processors. Refer to respective supplier portal for Special Process requirements and approved list of suppliers. 
 
Seller is responsible for contacting the Buyer to request a LM survey 90 days prior to a LM survey expiration 
date at the Seller’s facility or their Sub-tier’s facility.  
 
Special Processors shall have a QMS that meets AS9003 as a minimum. NADCAP's AC7004 certification is 
acceptable in lieu of AS9003. 
 
Materials Testing Laboratories shall be certified by either NADCAP or the International Laboratory 
Accreditation Cooperation (ILAC). 
 
Cancelled Specifications: Cancellation notices may indicate a superseding, or suggested replacement 
specification. Seller does not have authority to implement the superseding or suggested replacement. Seller 
shall contact the Buyer for approval prior to working with the superseding or replacement specification. 
 
Items shall be supplied in accordance with the latest revision of the specification(s), unless a revision is 
required by the Buyer-provided drawing.  
 
3.2.1 Sikorsky Special Processes: 
Sub-tier suppliers performing special processes shall be approved by Sikorsky when the process is identified 
with a “Q” code in SS7777 Sikorsky Aircraft Material and Process Specifications Index (“the M&P Index”). 
 
NADCAP Accreditation is required for 


- Bonding 
- Chemical Processing 
- Coating 
- Heat Treating 
- Material Testing 
- Nondestructive Testing 
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- Welding 
 
The Sikorsky Approved Source List (ASL) lists sources approved to perform these special processes, and may be 
found at the “Documents” link on the Quality tab of the Supplier Portal, located at  
https://suppliers.sikorsky.com/. 
 
 
3.2.2 All Other RMS Purchase Orders: 
The face of the Purchase Order will identify required special processes. These special processes shall be 
performed by sources approved by LM. 
 
For all processes except welding, CARC finish, and brazing, NADCAP certification is accepted in lieu of approval 
via LM survey.  Approved NADCAP certifications are listed in LM’s P2P system.  
 
The approved special processor shall be identified during barcode creation. 
 
Sellers may view the list of LM approved special processors through the Exostar Portal. NADCAP 
certifications are stored on the NADCAP website eaudit.net. 
 


 SUB-TIER SUPPLIERS 


Seller's Quality Management System shall include processes for: 
 Reviewing the Buyer's Purchase Order and flowing applicable requirements to Sub-tier suppliers 


including the applicable revision or amendment level of referenced Buyer specifications and other 
required documents. 


 Determining the capabilities of the Sub-tier prior to issuing a purchase order to the Sub-tier, and 
periodically reevaluating the Sub-tier to ensure compliance to Buyer's requirements 


 Verifying material, process, and/or service from Sub-tiers meets the requirements of the Purchase 
Order, and material is traceable to the Purchase Order.  


 
 COUNTERFEIT AVOIDANCE 


Reference the Purchase Order Terms and Conditions for Counterfeit Avoidance requirements. 
https://www.lockheedmartin.com/en-us/suppliers/documentation.html 
 


 PARTS SUBSTITUTION 


All parts shall be an exact match to the part ordered including commercially available parts (i.e. COTS).  
 
Parts procured to specifications such as MIL, MS, SAE, etc. may be substituted as allowed by the subject 
specification. 
 
If a QPL/QML exists for the product, the Seller shall procure from an approved source.  If no QPL exists, the 
Seller shall verify that the material meets the standard in full. 
 
Parts identified within Buyer provided drawings shall be supplied exactly as ordered. Parts identified on Buyer 
assembly drawings shall be those specified on the Buyer parts list or associated Buyer configuration databases 
for approved parts and materials.   
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Upgraded, alternate, or equivalent parts are prohibited unless approved by Purchase Order amendment prior 
to shipment. 
 


 PROCESS CHANGES 


3.6.1 CHANGE NOTIFICATION 


Supplier shall notify the Buyer in writing before implementing changes that affect safety, quality, fit, form, 
function, or reliability. Examples of changes: design, process steps, process sequence, sources of supply, 
materials, special processors, or tooling. 
 
Suppliers shall notify the Buyer in writing within 10 days after the following occur: 
 Change in Seller’s quality system status; special process accreditations or loss of third-party registrar’s 


certification status 
 Change in Seller’s ownership, company name, or quality organization 
 Adverse action taken by a US Government entity (e.g. FAA, CAA, OSHA, DoD, EPA, NASA, etc.), 


International Government Agencies 
 
3.6.2 CHANGES REQUIRING BUYER APPROVAL 


Buyer designed products with drawings that define Qualification requirements, Test requirements and/or 
approved sources require Buyer approval prior to implementation of process changes. 
 
Seller designed product, identified on Buyer drawings that define Qualification requirements, Test 
requirements and/or approved sources require Buyer approval prior to implementation of process changes. 
 
3.6.3 WORK TRANSFERS  


Seller shall notify Buyer, in writing, at least 90 days in advance of any sale, relocation, or closure of Seller’s 
facility or transfer of manufacturing operations (subject to any legal or regulatory restrictions). 


 
Seller shall include the following, as a minimum, in the written notification 


I. Purpose of the applicable change, 
II. Address of the new location(s), when applicable, 


III. Assessment of actual or potential impact to current POs, 
IV. Risk mitigation plan to ensure compliance to existing requirements, 
V. Plan defining the identification, storage, protection, retrieval and retention of records, if 


applicable, 
VI. Master schedule and timeline of applicable change activity, and Relocation Coordinator/Point of 


Contact, if applicable 
VII. Updated DUNS information, when applicable 


 


3.6.4 Sikorsky Purchase Orders 


Seller shall submit an SA1266 form to the Buyer when making changes related to Parts requiring qualification. 
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 FOREIGN OBJECT DAMAGE (FOD) PREVENTION 


Seller shall maintain a FOD Prevention Program in accordance with Seller’s QMS which establishes a baseline 
FOD prevention policy/procedure.  
 
Whenever or wherever Foreign Object Debris (FOD) can be entrapped or Foreign Objects (FO) can migrate, 
Seller shall ensure that applicable FOD prevention requirements are flowed down to Seller’s    suppliers at 
every tier. 
 
3.7.1 Sikorsky Purchase Orders: 
Sikorsky FOD Prevention reference Appendix C. 
 


 MERCURY EXCLUSION 


Material supplied shall contain no functional mercury and shall not be contaminated by mercury or mercury 
compounds.  Seller shall obtain approval from the Buyer before shipment if: (a) functional mercury is present; 
(b) mercury contamination is suspected, or (c) mercury is knowingly introduced in the manufacturing process.  
RoHS compliant parts are considered compliant to this requirement. 
 


 ADDITIVE MANUFACTURING 


Seller is responsible to notify the Buyer when additive manufacturing as defined in ISO/ASTM 52900 will be 
used to manufacture the product or any part of the product being supplied.  Notification is not required when 
the LM design drawing specifies additive manufacturing as the production method. This requirement does not 
apply to COTS material (COTS - as defined in FAR 2.101). 
 


 FIRST ARTICLE INSPECTION (FAI) 


Seller shall perform a First Article Inspection and submit a First Article Inspection Report (FAIR) as defined in 
the RMS Supplier FAI Requirements Document located in the Quality Assurance Section of the RMS Business 
Area Procurement Website.  
https://www.lockheedmartin.com/en-us/suppliers/business-area-procurement/rms.html 
 
The Seller shall perform a first article inspection (Full or Partial) when required by the Purchase Order, or if any 
of the following conditions occur: 


a.) First time product is manufactured for production and/or supplied to Lockheed Martin 
b.) A change in the design affecting fit, form, function and/or interchangeability of the part 
c.) A change in manufacturing source(s), process(es), inspection method(s), acceptance criteria, 
location of manufacture, tooling or materials 
d.) A change in numerical control program or translation to another media that is utilized to produce 
end item parts 
e.) A natural or man-made event, which may adversely affect the manufacturing process 
f.) A lapse in production for two years, or as specified by the customer 
g.) For MOTS (Modified Off-the-Shelf) or AID (Altered Item Drawing) items, FAI of the modified portion 
at a minimum is required. 


 
Except for bolts and bearings delivered to Sikorsky, the Supplier is not required to submit a First Article 
Inspection Report if delivering:  


- Rework or repair Purchase Orders not associated with a revision change 
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- Parts or materials conforming to industry or national authority specifications, where all characteristics 
are identified by text description (for example, MIL-Spec parts governed by an active QPL). 


- COTS parts or raw materials 
 
Seller shall verify that operations performed at Sub-tier(s) meet requirements and shall document them as part 
of the FAIR. 
 
Seller may utilize the most current version of AS9102 forms 1-3 for their First Article Inspection Report. Seller's 
own forms are permissible, provided they are equivalent to AS9102 forms. Preferred forms can be downloaded 
in Excel format from the Quality Assurance Section of the RMS Business Area Procurement Website 
(https://www.lockheedmartin.com/en-us/suppliers/business-area-procurement/rms.html)  
 
Seller shall retain the First Article Inspection Report and supporting documentation in accordance with the 
terms and conditions of the purchase order. Supporting documentation includes certificates of conformance 
for raw materials and special processes (as defined in the AS9100 specification and identified on the 
engineering drawing), drawings, and test/inspection reports. 
 
Seller shall upload the First Article Inspection Report during the "Ship-to LMC" process per section 3.14, unless 
otherwise directed by PO. 
 
For further instructions on Inspection Lot Attachments and Requesting FAIs please refer to Pages 69 and 80 
respectively within the below link: 
https://www.myexostar.com/wp-content/uploads/2022/06/LMP2P-Quality-Ship-To.pdf 
 
3.10.1 Sikorsky Purchase Orders: 
For Sikorsky procurements of bolts and bearings an FAI is required including COTS 
 
FAI documentation to be uploaded to SSQS portal.  https://suppliers.sikorsky.com/ 
 
3.10.2 All Other RMS Purchase Orders: 
Refer to the following link for P2P Exostar How-To videos for guidance: 
https://www.myexostar.com/?ht_kb=lmp2p-training-resources#videos  
 
 


 NONCONFORMING MATERIALS 


 
3.11.1 Cost Recovery 
Notwithstanding and in addition to any other provisions, and without limiting any of Buyer's rights and 
remedies, Seller shall be liable for Buyer's actual costs, expenses and damages related to or arising from 
nonconforming goods. 
 
If Buyer identifies a product nonconformity, the parties acknowledge that the administrative costs and 
expenses of processing the nonconformity are not subject to exact calculation and that a charge of $1000 may 
be assessed by Buyer as damages solely for processing each nonconformity. The damages shall be in addition 
to, and shall neither be a waiver of, nor otherwise limit, Buyer's ability to pursue claims for other actual 
damages against seller resulting from its failure to perform its duties herein. 
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3.11.2 Disposition of Nonconforming Products 
Seller shall receive Buyer authorization in writing prior to delivering products with nonconformances to PO 
requirements or Seller's specifications, and shall not proceed to complete work without written authorization  
from the Buyer.  
 
Seller is not permitted to disposition nonconforming products as "repair" or "use as is" unless authorized 
directly by LM.   
 
Seller shall notify the Buyer when internal or independent process audit findings impact Buyer deliverables. 
 
Definitions for Rework, Repair, Use-As-Is, Deviation, and Waiver are as follows: 


a. Rework- Work performed in reprocessing material to make it conform to the contract requirements. A 
rework item complies with drawing or other specified requirements following the application of the 
rework process. 


b. Repair- A process designed to make material acceptable for its intended function, but not in 
conformance with documentation or other specified requirements. Repair is distinguished from rework 
in that the item to be repaired shall not comply with applicable drawings after the repair, but shall be 
acceptable for the intended use. 


c. Use-As-Is (UAI)- A disposition of material indicating that the material is satisfactory for use without any 
additional rework or repair.  


d. Deviation- A written authorization from the Buyer, granted prior to the manufacture of an item, to 
depart from a specification or drawing for a specific unit(s) or a specific period. 


e. Waiver- A written authorization from the Buyer to accept an item, which during production or 
inspection, is found to depart from specified requirements. 


3.11.2.1 Sikorsky Purchase Orders 
Nonconforming Material Delivered to Sikorsky - Escapes Management 


The Supplier shall notify Buyer of delivered nonconformances via the Supplier Portal Notification of Potential 
Escape (NOPE) form. 


Inform Sikorsky within 24 hours of suspect nonconforming product shipped regardless of destination. Failure to 
inform Sikorksy within 24 hours may result in SCAR issuance. 


Sikorsky DR Reversal 


Suppliers may submit a DR Reversal Request no later than 90 days after return receipt of the defective part(s). 
Reversal requests must include objective evidence of investigation and results. Suppliers who do not receive 
the return of defective material may submit DR Reversal Requests up to 90 days from receipt of defect 
notification. 


 
 CORRECTIVE AND PREVENTIVE ACTION  


Seller shall provide a formal response to a Supplier Corrective Action Request (SCAR) within the timeframe 
indicated in P2P. 


Documentation of root cause, containment, corrective action, preventive action and effectivity to be submitted 
in P2P for Buyer approval. 
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Failure to provide a formal SCAR response within the established time frame shall adversely affect your 
supplier quality rating and may impact future procurements.  


3.12.1 Sikorsky Purchase Orders: 
When formal Root Cause and Corrective Action are requested by Sikorsky, the supplier will respond, 
within the following periods: 
 Three (3) days of issue date for DRs marked MRB in the Preliminary Review Disposition Block 
 Thirty (30) days of issue date for DRs marked D/S (Direct Scrap), S/R (Standard Repair), RTV (Return 


to Vendor), or RWK (Rework) in the Preliminary Review Disposition Block 


 Thirty (30) days of issue date for any SCAR unless otherwise specified by Sikorsky 
 
3.12.2 All Other RMS Purchase Orders:  Supplier Corrective Action Notification (SCAN) 
A SCAN will be automatically issued when a Quality Notification closes in LMP2P as supplier responsible. 
 
A SCAN is a notification only and does not require a response from the supplier.   
 


 RIGHT OF ACCESS  


Seller shall provide or obtain for Buyer, Buyer’s customers and\or regulatory agency personnel, access to any 
and all facilities where work is being performed or is scheduled to be performed, including those facilities of 
Seller's Sub-tier suppliers, in order to perform item inspections, surveys or system/process surveillance as part 
of verification of conformance to the requirements of this contract. 
 
Seller shall flow this quality requirement for facility access to its Seller’s suppliers at every tier and\or agents 
with instructions that it is to be flowed down to Seller’s suppliers at every tier.   
 


 MATERIAL ACCEPTANCE 


The point of acceptance is indicated on the Purchase Order.  
 
3.14.1 Acceptance At Source (Buyer Source Inspection) 
When the PO requires Buyer Accept at Source, Buyer acceptance can involve periodic surveillance by Buyer of 
Seller’s quality system, manufacturing processes, or physical item, including work at Seller’s sub-tiers.  
 
Buyer acceptance, prior to shipment, shall be performed at the Seller’s facility address referenced on Buyer’s 
PO. If Seller’s Item manufacture, acceptance or shipment will occur at location other than the contracted PO 
address, Seller shall notify Buyer’s Supplier Quality at least 30 days prior to manufacturing activities and 
provide the name and location where Item manufacture, acceptance or shipment will occur. 
 
Seller shall not ship product until Buyer authorization is granted. 
 
Authorization to ship without Lockheed Martin source inspection does not waive Government Source 
Inspection (GSI) requirements when identified on the PO. 
 
Instructions for requesting inspection: 
 
3.14.1.1 Sikorsky Purchase Orders: 
Purchase Orders issued by Sikorsky visible in the Sikorsky Supplier Portal: 
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For assistance with requesting source inspection, access the Verify supplier portal via the link in the Sikorsky 
supplier portal.  https://suppliers.sikorsky.com/ 
 
3.14.1.2  All Other RMS Purchase Orders: 
Lockheed Martin Source Inspection is required when indicated on the face of the Purchase Order.  Select the 
PO line in the "Ship to LMC" tab of the LM P2P portal and click inspection scheduling. Enter the quantity to be 
inspected and the date desired for the visit of the source representative. Seller shall notify Buyer 5 days in 
advance when materials are ready for acceptance inspection. Upon submission, Seller will receive an 
inspection lot number. In some cases, an authorization to ship without source inspection will be granted due to 
dock to stock programs (AIM or QVP).  
 
For assistance with requesting source inspection, contact Supplier Quality Services at supplier-qa-services.fc-
mst@lmco.com 
 
Link to Exostar: https://www.myexostar.com/ 
 
3.14.2 Delegated Acceptance at Source (Delegated Quality Representative) 
When Buyer delegates acceptance to a Seller representative, the delegate shall complete product acceptance 
actions in the applicable Seller procurement system, LM P2P or SSQS. 
 
The Delegated Quality Representative (DQR), authorizes a supplier representative to act as an agent of 
RMS. DQRs perform product inspection & acceptance and release product directly to RMS or to the 
supplier’s next level assembly. 


3.14.2.1 Sikorsky Purchase Orders: 


RMS suppliers are eligible to participate in this program when they meet the requirements outlined in, 
Appendix A, Designated Quality Representative (DQR). 


Note: Final acceptance of a Flight Safety Part can not be completed by a DQR.    


 
3.14.2.2 All Other RMS Purchase Orders: 
DQR will be set up by LM with the supplier on selective basis. 
 
3.14.3 Government Acceptance at Source (Government Source Inspection) 
Government Source Inspection (GSI) is required when indicated on the face of the Purchase Order or 
when indicated in the Sikorsky supplier portal GSI report. Refer to the instructions on the face of the 
Purchase Order for P2P procurement or in SSQS for Sikorsky purchase orders.  
 
3.14.4 Acceptance at Destination 
When the PO requires inspection at Buyer's facility, the supplier will upload supporting documentation prior to 
shipment. 
 
3.14.4.1 Sikorsky procurements, upload on the Sikorsky supplier portal.   
Link to SSQS:  Sikorsky Supplier Portal https://suppliers.sikorsky.com/ 
 
3.14.4.2 All Other RMS Purchase Orders: 
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Link to Exostar: https://www.myexostar.com/ 
 
 


 ELECTRONIC DATA SUBMISSION 


3.15.1 Sikorsky Purchase Orders: 
For Sikorsky procurements, required data collections are detailed in the SQS inspection order.  These data 
requirements shall be uploaded on the Sikorsky supplier portal.   
 
Link to SSQS:  Sikorsky Supplier Portal https://suppliers.sikorsky.com/ 


 
3.15.2 All Other RMS Purchase Orders 
 
The Seller shall submit all data electronically using the P2P ship to module via Exostar 
(https://portal.exostar.com) prior to shipment when documentation requirements are specified in the PO. The 
Seller shall create a Inbound Delivery barcode (IBD) shipping document and include the manufacturer’s cage 
code, any applicable traceability data (Heat Lot, Date Code, Lot Number, etc.) and upload any applicable 
documentation. 
 
The Seller is responsible for assuring objective evidence is retained for all information provided electronically. 
Material received at the Buyer without electronic data/documentation may be subject to rejection and return 
at the Seller's expense. 
 
Additional requirements may exist on the PO to provide data prior to shipment or with shipment for 
acceptance. Seller is responsible to review and comply with all requirements for shipment of data. 
 
LM Procure To Pay (P2P) ship to module training is available at:  
https://myexostar.com/wp-content/uploads/2022/06/LMP2P-Quality-Ship-To.pdf 
 
If you require further assistance regarding electronic data submittals contact LM P2P helpdesk at 863-647-
0558.  Questions specific to PO information should be directed to the Buyer. 
 
Refer to the following link for P2P Exostar How-To videos for guidance 
https://myexostar.com/?ht_kb=lmp2p-training-resources#videos 
 
 


 MANUFACTURER IDENTIFICATION 


3.16.1 Sikorsky Purchase Orders: 
 
Sikorsky Designated Product 
Products identified with Sikorsky markings (part number, acceptance symbols, etc.) may only be shipped to 
Sikorsky or a Sikorsky approved destination. 
 
3.16.2 All Other RMS Purchase Orders 
Seller shall record the CAGE code of the original product manufacturer on the packing list and/or on the 
smallest unit container and/or the outer shipping container. The CAGE code of the headquarters or main plant 
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for the original equipment manufacturer/original component manufacturer is acceptable for commercial 
product.  
 
If the cage code is not available, the name and address of the manufacturer shall be provided.   
 
The Commercial And Government Entity (CAGE) code of manufacturers are assigned and maintained by the 
defense logistics agency and can be found at: https://cage.dla.mil 
 
 


 PACKAGING 


3.17.1 Sikorsky Purchase Orders: 
Sikorsky packaging requirements covered in FOD Prevention reference Appendix C. 
 
3.17.2 All Other RMS Purchase Orders: 
Seller shall comply with packaging requirements identified in LM drawings, Statement of Work, or on the 
Purchase Order. Unless otherwise specified, Seller shall determine the packaging methods and materials used 
to ensure products are protected against corrosion, contamination, deterioration, ESD damage, and physical 
damage during transit to the delivery address specified in the PO. Products shall be individually wrapped, 
bagged, or otherwise protected to prevent twisted and entangled leads and part-to-part contact within the 
shipping container. 
 
 


 AUTHORIZATION TO SHIP (ATS) BARCODING 


3.18.1 Sikorsky Purchase Orders: 
Seller is required to print ATS label and attach to the outer package with all shipments.  ATS labels generated 
via the Sikorsky supply portal  
 
Link to SSQS:  Sikorsky Supplier Portal https://suppliers.sikorsky.com/ 
 
3.18.2 All Other RMS Purchase Orders: 
Seller is required to print and supply at least (2) barcode labels with the shipment. Attach one label to the 
outside of each shipping container and attach the other to the packaging slip. 
 
The Barcode and In-Bound Delivery Document are created as the same time and are critical to Buyer 
processing the receipt. 
 
Instructions for creating a Barcode label via the P2P "Ship-To LMC" tab: 
 


1. Highlight the PO, click on the "Ship To" tab at the bottom of the screen 
2. If inspection lots are required, a screen will appear to select the lot. Highlight the inspection lot for 


shipment and click 'Submit' 
3. At the next screen fill in the required information (identified with *).  
4. When a special process text key is listed on the PO, identify the approved special processor by entering 


the vendor’s LM ID number where required. 
5. After all the required information is populated click on "Create Delivery/Barcode" button. The Inbound 


delivery number (e.g., # 180123123"), will display and will print out on the barcode label 
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6. A PDF document will pop up – save or print as needed 
 
If multiple shipments for a PO Line Item are made on the same day, use the cartons feature on the ship-to 
module to create a single IBD barcode number for all the boxes, unless directed otherwise on the PO. The 
cartons feature shows the total number of boxes being shipped on the IBD and creates the same number of 
printable barcodes. 
 
A support guide on how to implement this process is available via the Exostar website at: 
http://css.lmco.com/lmp2p/QRG/Supplier/Ship_to_LMC.pdf 
 


 
  QUALITY RECORDS 


Quality and inspection records shall be established and maintained by the Seller to provide evidence of 
conformity to requirements and the effective operation of the QMS.  
 
As a minimum, Quality and inspection records (such as first article inspection, test reports, certification of 
conformance, and material certifications, including chemical/or physical reports) shall be established and 
maintained per duration dictated in the corp doc flown on the PO. This requirement shall be flowed to Sub-tier 
suppliers. 


 
Reference the Purchase Order Terms and Conditions for Quality Record requirements. 
https://www.lockheedmartin.com/en-us/suppliers/documentation.html 
 
Records may be archived to an offsite location but shall remain legible and readily retrievable. Buyer reserves 
the right to periodically audit the Seller's historical records, retention policies and practices. 
 
3.19.1 Sikorsky Purchase Orders:  
Records Retention 
For each Key Characteristics (KC) identified, the following records shall be retained and provided upon request: 
 Capability results and associated performance data 
 Gage Repeatability and Reproducibility (GR&R) results. Results exceeding 30% of the tolerance 


shall require a customer approved recovery plan 
 Control Plan in accordance with AS9103 
 Process map 


 


Quality Records shall be maintained by the Seller in a controlled condition. This requirement shall be flowed to 
sub-tier suppliers. Examples of Quality Records include, but are not limited to: 


 Certificate of Compliance Form 
 Material Certifications including chemical, physical, and raw material properties 
 Special Process Certifications 
 Certificates of Conformance/Authenticity/Traceability documentation that establish the pedigree of 


materials as authentic 
 Deliverable and non-deliverable software verification & validation documentation 
 First article inspection reports 
 Receiving, In-process, and final inspection & test records 
 Training and certification records 
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 Manufacturing records (e.g. planning sheets, routers, acceptance criteria, etc.) 
 Nonconforming material disposition 
 Procurement documents 
 Radiographs, technique sheets, and related acceptance reports 


Functional performance / test data minimum requirements: 
 Test specification number, revision status, amendment number and addendum 
 Part number / serial number and revision letter of material / component tested 
 Test paragraph, required reading, actual reading (use positive statement, e.g. “No Leakage” if 
 actual reading is not quantifiable) 
 Date test was performed 
 Operator identification 
 Inspection approval electronic signature/stamp/signature 
 Blank entries that are not applicable shall be noted “N/A” 


 
The Supplier shall maintain the following quality records for the minimum retention periods specified 
below: 
 


Time Period from 
manufacture 


Description 
 


40 years 
 


-Flight safety, critical/major rotors, blades, transmission, flight control and 
airframe components (i.e. hubs, spindles, main rotor shafts) identified as Flight 
Safety Parts. 
-Radiographs for Flight Safety Parts in accordance with SS9211 


10 years -All other parts except off–the–shelf industry standard parts. 
-Radiographs for all non-flight safety parts requiring radiographs 


5 years Off-the-shelf / industry standard parts (e.g. AN, AS, MS, JAN, etc.) 


 


 LANGUAGE 


Seller documents and records submitted to Buyer shall be in English unless otherwise specified on PO. 
 


The seller shall have the capability to communicate verbally and in writing in the English language. All 
documents requiring submission or approval to the customer (reports, correspondence, drawings, notices, 
marking, and other communications) shall be in the English language.  


i. Minimum documents that shall be in English include, but are not limited to:  
I. QMS Manual 


II. First level QMS procedures  
III. Process documentation (including FAI documentation)  


 
Seller shall communicate the language requirements (English) to external providers for their interactions with 
the organization. 
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 CALIBRATION 


Seller shall maintain a system for calibration and maintenance of tools, jigs, inspection, and test equipment 
that is compliant in accordance with the Seller’s QMS unless otherwise specific on the PO and Sikorsky tooling 
bulletin. 


 


 GENERAL REVISION CONTROL 


When providing products per Buyer’s drawings, Seller shall submit documentation (i.e.:  Packing List, 
Certificate of Conformance, etc.), electronically (per section 3.15 above) with each shipment, indicating the 
Buyer’s drawing number and the revision level as referenced on the PO, to which the part is manufactured. 


 
For referenced military, industrial, and commercial standard part numbers, Seller shall use the latest revision at 
time of the PO placement unless otherwise stated in the PO. 


 
Cancelled Specifications: Cancellation notices may indicate a superseding, or suggested replacement 
document. Seller does not have authority to implement the superseding or suggested replacement. Seller shall 
contact the Buyer for approval prior to working with the superseding or replacement document. 


The following sections (3.23 – 3.31) and Appendices apply only to Sikorsky procurements. 


 
 DRAWING INTERPRETATION 


Sikorsky Purchase Orders: 
Suppliers shall use the following documents when interpreting the requirements of drawings: 


ANSI Y14.5 Dimensioning and Tolerancing 
QATI 3091 Inspect Sequence for External and Internal Screw Threads 
QATI 3206 Linear Expansion of Metals 
SS 9209  Drawing Interpretation Manual 


 
 SUPPLIER TECHNICAL HELP 


Sikorsky Purchase Orders: 
Suppliers may communicate changes and technical questions to Sikorsky via the “Sikorsky Supplier Technical Help” 
online form available at https://supplierportaltechnicalhelprequest.sikorsky.com  or on the Sikorsky 
Supplier Portal Quality tab under “Engineering Tech Help.” 


Use the Tech Help form for: 
 An anomaly noted in a drawing, specification, process plan, tooling definition, or other technical 


documentation that could result in a nonconformance 
 Lack of clarity or definition in a drawing, specification, process plan or tooling definition 
 A request for an alternate method to a quality system requirement that requires Sikorsky approval 
 A request to use a previous, obsolete revision of a drawing, specification, or process plan, due to issues 


preventing timely incorporation of the current revision 


Note: Do NOT use the Tech Help form for processing nonconformances or in place of a drawing change. 
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Sikorsky will review Tech Helps and notify the supplier of required actions. Supplier CANNOT SHIP parts until 
Sikorsky provides a formal answer, except when the Tech Help request is a producibility improvement, an item 
covered under SS9208 Product Definition Design Criteria, a correction to a reference view, or a typographical error 
when the correct definition is elsewhere on the drawing. 


 
 FLIGHT SAFETY PARTS 


Sikorsky Purchase Orders: 
Supplier shall comply with the requirements of SS9211 for Flight Safety Parts unless otherwise specified by 
Sikorsky specific part definition. 


3.25.1 FLIGHT SAFETY PARTS DOCUMENTATION 
The Supplier shall submit all records and documentation related to Critical Characteristics or Processes 
identified in the Purchase Order. This includes documentation including but not limited to manufacturing 
processes, test plans, test results, storage & handling plans, training records, routing guides, parts 
traceability procedures, planning and processing documentation, and quality assurance and inspection 
processes and procedures. Upon RMS approval of Flight Safety Parts Documentation, including those 
operations identified as Critical Characteristics or Processes, they shall be “frozen”. 


3.25.2 FLIGHT SAFETY PARTS PROCESS CHANGES 
Buyer authorization is required prior to incorporation of changes to Flight Safety Parts Documentation, Critical 
Characteristics or Processes, other aspects of the processes or characteristics, or use of alternate materials. 


The Supplier shall only make changes to Flight Safety Parts Documentation and/or Critical Characteristics 
or Processes as required to maintain Buyer approval. 


3.25.3 FLIGHT SAFETY VERIFICATION AND CERTIFICATION 
The supplier shall develop and maintain a process for verification and certification of compliance with all the 
requirements of the Flight Safety Parts Documentation, including a system to certify and verify that each Critical 
Characteristic or Process is complied with, and that the parts are manufactured/processed in compliance with 
the Flight Safety Parts Documentation. 
 
3.25.4 FLIGHT SAFETY ALERT ACTION 
In the event that RMS identifies a product safety concern relating to or arising from a Flight Safety Part, and in 
advance of commencing negotiations for requests for equitable adjustment or cost recovery, the Supplier shall 
immediately comply with RMS direction to provide technical support, process design changes, and supply 
materials necessary to mitigate or alleviate the product safety concern. 


3.25.5 FLIGHT SAFETY SUB-TIER CONTROL 
Suppliers who procure Flight Safety Parts from Sub-tiers supplier for integration into RMS products shall: 


 Procure Flight Safety parts from sources approved by RMS for the manufacture of Flight Safety Parts 
 Ensure inspection of Flight Safety Parts is performed by RMS-approved inspectors 
 Flow-down the requirements of SS9211 in Purchase Orders to Sub-tier suppliers. 


3.25.6 FLIGHT SAFETY PARTS NONCONFORMANCES 
Per SS9211, critical characteristics cannot be dispositioned as “repair” or “use-as-is”. The Supplier shall not seek 
approval for the use of material with Critical Characteristic or Critical Process nonconformances. 
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 VISION EXAMS 


Sikorsky Purchase Orders: 
Supplier shall ensure all individuals performing visual inspection and/or other product acceptance activities 
that require visual acuity be examined by a medically qualified person for visual acuity and color vision per 
the table below. 


- Intervals shall not exceed one (1) year 
- Individuals shall be tested in at least one (1) eye, either corrected or uncorrected 
- Color Perception testing is required one (1) time only. Individuals shall be capable of adequately 


distinguishing and differentiating colors used in the method for which certification is required, the 
process being performed or inspection activity 


 
Individual performing ... Shall be compliant with ... 
Visual inspection 
(i.e. calibration, non-weld, in-process, layout, 
dimensional) 


Near vision requirements of 
 Snellen 14/18, (20/30), or 
 Jaeger 2 


Visual Inspections on Welds American Welding Society Standard (AWS) D17.1 


Nondestructive Testing (NDT) Aerospace Industries Association National Aerospace 
Standard (AIA/NAS) 410 


Note: Vision tests may be substituted for the options listed above providing the equivalence is verified 
and documented by a licensed optometrist or ophthalmologist. 


 
 


 REDUCED DIMENSION INSPECTION AND MODEL BASED DEFINITION  


Sikorsky Purchase Orders:  


Suppliers inspecting parts to Sikorsky 3D model-based engineering definition must comply to all 
requirements outlined in Appendix B. 
 


 INSPECTION CHECKLIST 


Sikorsky Purchase Orders:  
The supplier will prepare inspection checklists that list all dimensions/characteristics shown on the drawing 
and indicate by an acceptance stamp or signature that the dimensions/characteristics are acceptable. The 
tool/measuring instrument used to check each dimension/characteristic will be listed next to each 
characteristic. Inspection Certification for hardness characteristics must be provided for final part 
configuration as well as raw materials. Inspection documentation must contain foreign object damage (FOD) 
check. 
 


 ACCEPTANCE & QUALIFICATION TESTING 


Sikorsky Purchase Orders:  


Seller must receive Buyer approval for Acceptance Test Plans (ATPs) and Qualification Test Plan/Procedures 
(QTPs) when ATP/QTP is required by Buyer-provided drawings/specifications. ATP/QTP documents must be 
compliant with the Data Item Development Specification (DIDS) and/or drawing requirements. Deviation from 
the approved Qualification Test Plan/Procedure requires written authorization from the Buyer. 


The supplier shall allow Buyer access to witness/audit any qualification test activities. 
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When third-party laboratories perform qualification, the laboratory shall have appropriate certification for 
the type of test, calibration, and quality standards (such as NADCAP and ISO/IEC 17025). 
 


 AUDIT 


Sikorsky Purchase Orders:  
The supplier shall conduct annual internal audits for compliance to applicable sections to Procure-2-011 and 
provide documentation to Sikorsky upon request. 
 


 CONTROL OF SUB-TIER SUPPLIERS 


Sikorsky Purchase Orders:  
Where Sikorsky owns the design of an article purchased from a supplier: The supplier shall include the 
following statement on sub-tier purchase orders: “This article is for Sikorsky end use and shall be controlled 
per applicable PO requirements.” 
 
Source Inspection: The Supplier shall clearly define procedures and instructions for source inspection activities 
performed by their representative and/or their designated representative. 


 SUPPLEMENTAL INFORMATION 
Exostar Portal is used to access Buyer systems.  You can reach the Exostar Customer Support team by visiting 
https://www.myexostar.com/ or by calling 703-793-7800.  In Exostar, the Seller manages their profile including 
user roles and point of contact information. 
 


 RELATED RESOURCES 
 


REFERENCED DOCUMENTS  


The supplier can request copies of RMS specifications from the Buyer. The Supplier shall ensure compliance with 
the version of product definition specifications referenced in PO requirements. 


It is the responsibility of the Seller to obtain copies of non-RMS documents referenced herein.  
 
RMS DOCUMENTS: 


Document Title 
QATI 3091 Inspect Sequence for External and Internal Screw Threads 
QATI 3206 Linear Expansion of Metals 
SS3995 Shipping and Protective Closures 
SS7777 Sikorsky Aircraft Material and Process Specification Index 
SS8813 Nondestructive Inspection 


SS9070 Serial Numbering and Trademark Identification of Details, Assemblies, and Equipment 


SS9208 Product Definition Design Criteria 
SS9209 Drawing Interpretation Manual 
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RMS FORMS REFERENCED IN THIS DOCUMENT: 


Form Title 
SA1919 Notification of Potential Escape (NOPE) 
SA6099 Supplier ICL Review Submittal Checklist 
SA6264 Reduced Dimension Definition/Model-Based Definition Questionnaire 
SA6411 Designated Quality Representative (DQR) Candidate Form 
SA8259 Source Inspection (Red Decal) 
SA1266 Qualification/Source Approval Request Form 


 
 
 
 
 


 REVISION HISTORY 
 


Date Page Summary of Changes 
12/3/2020 ALL Initial Release 
3/23/2022 ALL 2022 Release includes clarification throughout document 


10/12/2022 ALL Updated hyperlinks 
5/1/2023 ALL Major revision combining with SSQR-01 


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 


SS9211 Flight Safety Parts Source Approval, Quality and Test Requirements 
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 Appendix A - SIKORSKY Designated Quality Representative (DQR) Operating Procedure 


Policy It Is the Policy of Sikorsky Aircraft to utilize the Authorization to Release 
Process (ATR) for Sikorsky suppliers to inspect, accept and deliver product 
on behalf of Sikorsky Aircraft 


Documents Sikorsky Aircraft Approved Source List for Special Processes and Laboratories 
SS 7777, Material and Process Specifications Index 
SAE AS9102 Aerospace First Article Inspection Requirement 


 
Forms SA8259, Source Inspection (Red Decal) 
 SA6411, Delegated Quality Representative (DQR) Candidate Form 


SA1919, Notification of Potential Escape 
SA6412, Letter of Agreement - Authorized to Release Program 
SA5193, Receiving/Source Inspection Critical Characteristics Checklist 
SA0342, Nonconforming Material Rejection Report (NMRR) 
 


Figures Figure A1: DQR Responsibility Matrix 
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Definitions 
 


Term Definition 
Authorization to Release 
(ATR) 


A program that authorizes a supplier’s representative 
(Delegated Quality Representative – DQR) to act as an agent of Sikorsky and 
perform product inspection, acceptance, and release. 


Classification of 
Characteristics List (CCL) 


Classification of Characteristics List. Listing of Sikorsky required inspection 
requirements by part number, commodity or family. May include graphics if available 


Contract Quality 
Assurance 


Representative (CQR) 


Sub-Contract Employee trained, certified, and managed by the prime contractor. This 
representative has final release authority and can be delegated additional oversight 
responsibility. 


Designated  
Independent  
Verification  
Representative  
(DIVR) 


A third-party quality assurance individual authorized to perform inspections or other 
verification duties under the direction of an SQAR and paid for by the supplier. DIVRs 
do not have product acceptance or release authority. Suppliers utilize DIVRs when 
authorized or necessary to perform specific over–inspection activities. The DIVR must 
be independent of the supplier’s organization. 


Designated Quality 
Representative (DQR) 


Supplier Employee trained and certified by the prime contractor. This 
representative has specified release authority and can be delegated 
additional oversight responsibility. 


First Article  
Inspection (FAI)  
Validation 


A planned, complete, independent, and documented inspection and 
verification process to ensure that prescribed production processes have 
produced an item conforming to engineering requirements. (Ref. AS9102) 


Inspection Check List (ICL) Supplier control documents that include, as a minimum, all drawing characteristics to be 
inspected (including those notes that affect these characteristics), inspection equipment 
to be utilized, and an area for recording the inspection results. 


 Lot The quantity of parts presented to Sikorsky for acceptance at any one time 
by a Supplier. 


 Supplier Quality Assurance 
Representative (SQAR) 


A Sikorsky Supplier Quality Assurance representative who visits a Supplier to 
perform source inspection on an infrequent basis. Has final acceptance authority 
for deliverable product and primary cognizance over suppliers and Designated 
Supplier Representatives (DQR) assigned to them. 


Supplier Quality Manager 
(SQM) 


Management or designee assigned the responsibility for administering the 
Source Inspection processes. 


Sikorsky Supplier  
Quality System  
(SSQS) 


Sikorsky Web Based Quality System. 


1. QUALIFYING SUPPLIERS 


1.1.Supplier DQR Program Entry Requirements 


 Potential new suppliers and reactivated suppliers must be compliant to Procure-2-011 per 
Sikorsky requirements 
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(a) Approved – No recommendations noted on survey or a corrective action plan has been 
approved by the auditing Division. Supplier is granted DQR authority and is added to the “DQR 
Approved Supplier List” maintained by Sikorsky 


(b) Approval Withheld – Recommendation(s) noted are significant. A major system element is missing, 
and product quality cannot be assured. Supplier will not be granted DQR authority or added to the 
“DQR Approved Supplier List” maintained by Sikorsky 


 Select qualified employees from the quality department considered competent to perform the 
required duties of a DQR. Sufficient DQR’s will be determined based on business needs 


 Complete, sign, and submit a Letter of Agreement (LOA) (SA6412) to SQA-Supplier Quality 
Management (SQM) for approval. 


 Submit a completed SA6411 DQR Candidate Application Form to SQA-Supplier Quality Management 
(SQM) for approval. 


 Maintain, at a minimum, two DQRs at all times. One DQR will serve as the Primary, taking overall 
responsibility for the program, with all others serving as alternates 


 Note: Additional DQR candidates should be considered for reasons such as plant location and shift 
coverage. Upon the loss of one DQR, the supplier shall qualify a second DQR within a six–month 
period. Unique Situations Exceptions must be approved by Sikorsky management. 


1.2. DQR Candidate requirements 
 Minimum of (1) one year as an inspector in a related industry and at least (6) six months experience 


in the applicable Sikorsky product and specification requirements (Ref. SA6411) 
 Part of the Supplier's Quality Organization 
 Completed Eye Test per Procure-2-011 Requirements 
 Knowledge of all relevant technical and quality requirements, demonstrate proficiency with inspection 


tools and techniques, and have effective writing, communication, and documentation skills 
 Complete Sikorsky DQR training 
 Approved by Sikorsky SQM prior to assuming their duties 
 Attend refresher training every 4 years 


1.3. Maintaining DQR Approval 


 Sikorsky shall periodically audit the supplier to ensure continued compliance to Procure-2-011 
and DQR requirements 


 DQRs must attend refresher training every 4 years (minimum) 


 Sikorsky may revoke acceptance delegation authorization, requiring the supplier to contact Sikorsky 
SQM for acceptance actions. 


 Increase surveillance or inspections at supplier’s facility 


 Report capability limitations or risks that may affect quality to the applicable Sikorsky Supplier Quality 
Manager(s) 


 Notify the Sikorsky DQR Help Desk at dqrhelp.gr-sac@lmco.com within three (3) business days when an 
approved individual is either transferred from quality department activities or has left the supplier’s 
employ. 
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1.3 Suspension from the Program shall be automatic if: 


 No current P.O. requirements. 
 There are no approved DQR’s available to operate the program 


Actions taken by the supplier or DQR are detrimental to the best interest of Sikorsky 


1.4. DQR General Responsibilities 
 DQR's shall notify Sikorsky in writing of significant quality system changes or degradation of quality 


within twenty–four business hours 
 DQR's perform product inspection at the supplier's facility (source inspection) as a delegate 


of Sikorsky's quality organization 
 Initiate inspection order per section 2.0 
 Documentation Inspection per section 3.0 
 First Article Inspection per section 4.0 
 Material Inspection per section 5.0 


 DQR’s do not have final release authority on Flight Safety Characteristics  
 


2. Initiate Inspection Order 


Using the Sikorsky Supplier Quality System (SSQS) generate an Inspection Order (IO) for an available Source 
Inspection P.O. These available line items will be displayed in the SSQS Dispatch list. Create IO for a quantity 
up to but not in excess of the PO/PO Line Quantity. 
 


3. Document Inspection 
3.1.The DQR shall verify the following: (Note: Electronic media as authorized by Sikorsky SQM may be utilized.) 
 Supplements 
 Engineering drawings with all changes (E.O.'s, RTE's) 
 Sikorsky Aircraft Operation Sheets 
 Specifications and Standards 
 Approved Source List for Special Processes and Laboratories 
 Standard Parts List 
 Objective evidence of Sikorsky approval of supplier’s Acceptance Test Procedure (ATP) 
 SS 7777, Material and Processing Index 
 Original certifications for all processes conducted by Sikorsky approved sources 
 SA 5193 Form - Receiving/Source Inspection Critical Characteristics Checklist {Note: Sikorsky 


approved Critical Characteristic inspector requirement} DQR cannot accept Flight safety parts 
program Critical Characteristics unless he /she is a FSPP certified category inspector 


 First Article Checklist per AS 9102 Form 1-3 (When required by P.O./ SSQS) 
 Coordinate Measuring Machine Programs/ Readouts 
 Sikorsky Reduced Dimension Drawing approval letters 
 Review ALL documentation to assure revision levels meet PO requirements 
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 Quantity of product shipped is per the purchase order, SSQS and shipping documents 
 Authorized MRB parts are properly processed and annotated on shipping documents when required 
 Packing Slip/SSQS Shipping Authorization is accurate and complete 
 When Government Contract Quality Assurance/Government Source Inspection is invoked on the 


Purchase Order: 


o Ensure Government Representative final acceptance is properly documented and applied to the 
appropriate shipping documentation as required 


3.2. Utilize the other documentation listed below to assure all requirements are addressed: 


 Supplier Inspection Check List for both detail parts and assemblies 
 Material certification identifying chemical, mechanical and physical properties for raw material 
 Sikorsky test plans for raw material 
 Form SA 342/ SSQS Non-Conforming Material/Rejection Report/Discrepancy Report 
 Acceptance and Test Procedures 
 Kit List 
 Correct Quantity of Part (As required by purchase order) 
 Review Alerts/Bulletins received from SQM’s office via SSQS system and Sikorsky Portal to determine if any 


additional instructions are required prior to performing inspection 
 Review the inspection documentation and process certifications to assure specifications and revision levels 


are in accordance with PO requirements 
 Prior to conducting any material inspections, verify that all inspection instruments to be used during the 


inspection are calibrated and have a calibration due date sticker attached 


3.3. When the documentation is non-compliant, then complete the following: 
 Document discrepancies on a SSQS DR 
 Use the SSQS DR to document and dialogue the non-conformance to the Supplier’s Quality 


Manager. Initiate required Root Cause/Corrective Action Plan 


3.3.1. When all documentation is compliant and prior to continuing the part inspection, then review 
the PO/SSQS to determine if First Article Inspection (FAI) is required. FAI requirements are 
indicated on the PO/SSQS by a general note stating, “First Article Inspection Required” or a 
notation associated with a specific line item on the PO/SSQS. 


4. First Article Inspection (FAI) 
FAI requirements are indicated on the PO by a note stating, “First Article Inspection Required” or as 
indicated within SSQS at the PO Line Item. 


Note: It is the responsibility of the supplier’s inspection department to complete 100% of the first article 
inspection prior to submitting the FAIR to a DQR. All characteristics as defined by SSQS must be recorded 
on the FAI SAE AS9102 and actual inspection results must be recorded with an inspection stamp or 
signature/initial next to each feature on form 3 to show acceptance. Upon completion and acceptance of 
the FAI the inspector / QE performing the FAI will sign on block 19 of the SAE AS9102. 


Note: The supplier’s inspector / QE performing the FAI may not be the same person as the DQR reviewing the 
FAI. The intent is for the suppliers internal QMS to perform the actual FAI and then submit an accepted FAI to 
the suppliers DQR for review and acceptance as a no impact FAI or submittal to a SQAR / CQR through the 
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DQR if the FAI impacts form, fit, function, or is the initial FAI for the detail / assembly / installation. When the 
suppliers DQR is acting as a DQR that DQR is acting on behalf of Sikorsky Aircraft. 


 When a requirement for FAI is noted on the PO or within SSQS, then the DQR will: 


 Select the Supplier’s First Article specimen from the first lot of parts produced 


 Validate the FAI has been completed and accepted by the supplier’s internal quality system 


 Perform a desktop review of all documentation 


a. Review the inspection checklist or the SSQS FAI Report to validate 100% of the drawing characteristics,  
notes and dimensions have been recorded and inspected with actual values noted on the FAI Report. 


b. Review all certifications to ensure the specifications are in accordance with the engineering drawing 
and are the correct revisions per the M&P index identified on the PO 


c. Ensure Review special process sources to ensure they are on the Sikorsky Approved Source List 


d. Sign and date each certificate to indicate acceptance 


e. Sign and date the AS9102 Form 1 “Reviewed By” block to show acceptance. 


NOTE: DQR’S Cannot perform final acceptance on FAI inspections unless they are No - Impact FAI's 


Note: No - Impact FAI's are defined as a delta FAI (DFAI) or FAI for changes that do not impact form, fit, 
or function. The DQR will fill out the header of form 1 of SAE AS9102. In blocks 15 ~ 18 the DQR will 
indicate that the FAI part(s) are No - Impact FAI Parts, list the reason for change and the associate 
engineering change (EC) number and sign block 21. If more than one part is involved from the same 
drawing and EC all dash numbers affected may be included on the same SAE AS9102 form 1. 


Note: Electronic media as authorized by Sikorsky may be utilized. 


 Perform inspection of all CCL characteristics and sign/initial adjacent to each characteristic that 
was validated 


 Where a hidden characteristic exists on a non-flight safety part, verify that it was inspected and 
documented on the inspection checklist only unless otherwise specified by PO/SSQS 


 Verify by process certification (when supplier does not have capability) that process requirements and NDI 
techniques are properly performed in accordance with PO/SSQS requirements 


 In the case of similar parts (such as -105 same as -103 except as shown), only the differing 
characteristics and dimensions are inspected, provided that the Supplier/part number first article 
for the similar part has been accepted 


 Verify all Engineering Drawing/Blueprint and Purchase Order requirements are addressed 


 Verify FAI data per the requirements of SAE AS9102 
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 Ensure the Certificate of Compliance (C of C) and/ or Verification Checklist contains a 
statement indicating the FAIR was performed, verified, and on file 


 When FAI is acceptable, upload the FAI to the SSQS Database, then continue subsequent inspection(s) by 
selecting the appropriate sample in accordance with dictated Sikorsky/SSQS requirements for the 
remainder of the first lot of parts as described in Section 5 


 When FAI is found to be non-compliant, then complete the existing/initiate a DR within SSQS 


 Document the results of these inspections in accordance with AS9102 


 For Source Control Manufactured parts, only drawing notes associated with envelope dimensions 
and finishes are required to be verified by DQR inspection. All other notes (i.e.; SES qualification 
requirements) are not required to be DQR inspected 


 For expanded definition source control product, all certifications must be validated to the ASL 
and M&P index 


After validation of the FAI, the DQR must request a CQR, SQAR to visit your facility to perform “Final FAI 
inspection” if the FAI or DFAI impacts form, fit, function, or is the initial FAI for the detail / assembly / 
installation. 


4.1 Reduced Dimension Drawings 
When inspecting to a reduced dimension drawing, the following applies: 


 Verify supplier has approval letter from Sikorsky Supplier Quality. Reference: SSQR -01 Appendix B 
 Verify Sikorsky Engineering Drawing revision letter on Purchase Order and ICL matches approval 
letter 
 Verify CMM Program revision, time and date match what is on letter 
 Ensure that CMM Printout does not show “out of tolerance” conditions 
 Validate actual part characteristics not inspected by the CMM or by MOI tooling are in accordance 
with the approved ICL 


  If approval letter references a supplier dimensioned drawing, supplier must supply drawing to the 
DQR. The DQR shall follow standard FAI dimensional inspection and verify five (5) random drawing 
features 


 


5. Material Inspection 
5.1. Select the required samples to be inspected in accordance with Sikorsky/SSQS dictated requirements 


Note: When inspecting to a reduced dimension drawing, then verify supplier is inspecting to all Sikorsky drive 
to points at a minimum, including all hard callout dimensions on the field of drawing. If the drawing does not 
contain drive to points; FAI requirements for reduced dimension drawings are dictated by Paragraph 4.1 


5.2. Visual Inspection 







 Lockheed Martin Rotary and Mission Systems  
Document Number:  Procure-2-011 
Effective:  5/1/2023 


Copyright 2023 Lockheed Martin Corporation (PIRA# SIK2023040131)                                                        Page 30 of 53 
The current version is on the Lockheed Martin Internet.  A hard copy of this document may not be current. 


 


 Perform 100% visual inspection on the shipment to the applicable Sikorsky drawing requirements 
 Ensure part marking is in accordance with the applicable Sikorsky drawing requirements 
 Verify parts are free from nicks, dents or scratches exceeding Sikorsky drawing requirements 


5.3. When all of the above requirements are satisfied, then record the material acceptance in the SSQS 
Database: 


5.4. Sign and date the Supplier’s inspection checklist and the original process certifications and 
material certifications. 


5.5. For Flight Safety Parts Contact your SQAR or CQR for Final Buyoff 


6. Rejected Material 


When material is found non-compliant, the supplier shall follow their internal processes for identification, 
control, and documentation of nonconforming material. 
 For all defects found by the DQR: Document the discrepancy on a SSQS DR form 


o Rework: when the defect can be restored to drawing compliance via rework, the supplier's internal 
process for control and documentation shall be followed. Identify the rework disposition on the DR 
form. 


o Repair/Use as is: Follow Sikorsky MRB process to obtain approval for repair or use-as-is disposition 


 Complete part re-inspection at completion of all necessary rework/repair 
 Clear all inspections requirements in SSQS 


7. Material Release 


7.1. When inspection requirements are complete, inspected quantity is exact quantity to be shipped (if 
quantity does not equal shipping quantity, see step 7.2) and parts do not require over-inspection, then 
authorize material for shipment as follows: 


 Ensure all IO requirements including FAI, Sikorsky Inspection, - Audit or Over inspect if applicable are 
complete. SSQS will auto-generate an authorization to ship (ATS) number for the total Quantity 
inspected 


 Ensure packaging and preservation is in accordance with Procure-2-011 and additional 
Sikorsky requirements, if applicable 


7.2. Complete Inspection (ATS) 
When the material is accepted at the Supplier’s facility then ATS (Authorization to Ship) number must be 
included on bar code/packing slip by SDS (Supplier Delivery System) or supplier 


7.3. Incomplete Inspection (Red Decal) 
1. When parts are to be released from the Supplier incomplete of the PO requirements and 


operations are to be completed at Sikorsky, you are required to contact the DQR Help Desk for 
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approval before creating a Red Decal IO in SSQS. Upon authorization from SQM, create IO in 
SSQS. 


2. DQR Help Desk will review request and approve Red Decal. 
3. Email approval will be sent to Supplier with IO number, RDA number, and ATS number.  
4. Place an (SA 8259) red decal on the Supplier’s packing slip 
5. Place signature on the line after “By” 
6. Record date on the label.  
7. Record the (RDA) authorization number  
8. Indicate the name of the person to be contacted at Sikorsky 
9. List actions to be completed at Sikorsky  
10. Release Parts as authorized by SSQS Authorization to ship process 


7.4. Splitting work order lots: 
If the shipping quantity is less than the entire inspected quantity, place all remaining parts from the IO in a 
“bonded stock room” identified and segregated by part number 


7.4.1. Storage of SSQS/IO generated parts that are not authorized to ship. 
 The Supplier shall maintain a log which accounts for all original PO Contact Requirements 


including: 
o Current PO Contract Requirement which is being shipped against 
o Drawing Revision 
o Part List Revision 
o Operation Sheet Revisions 
o E.O., RTE, etc. 
o Special age sensitive requirements – Shelf Life, Cure Dates 
o Special Part Specific Requirement per the Sikorsky B/P – Packaging, Preservation 
o ESD Controls on Avionics Parts 


7.4.2. Upon removal of the parts from the “bonded stock room” the Designated Supplier Representative 
(DQR) Contract Quality Representative (CQR) or Supplier Quality Representative (SQR) must validate the 
following: 


 Part Meets Current PO Contract Requirement, which is being shipped against 
o Drawing Revision 
o Part List Revision 
o Operation Sheet Revisions 
o EO, RTE 
o 


7.4.3. Additionally, the Designated Supplier Representative (DQR) Contract Quality Representative (CQR) or 
Supplier Quality Assurance Representative (SQAR) must perform a visual inspection for the following: 
o Absence of Corrosion /Damage 
o Part Number 
o Serial number-SS9070 
o Quantity Shipped 
o FOD check {Product and Documentation} 


7.4.4. When all P.O./SSQS Requirements have been validated and visual inspection is performed, return to 
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release process defined in step 7.1. Repeat this entire process until all Sikorsky parts requirements are 
satisfied. 


8. Audit Inspect (Over-Inspection) 
SSQS will indicate requirements for Sikorsky Over Inspection Audits on some shipments. SSQS will select 
appropriate audit criteria based on supplier performance. 


The CQR or SQAR perform these audits prior to release of the shipment. Contact designated CQR via 
Launch process or SQAR as required. 


9. Special Requirements 
Unique supplier requirements such as distributors, chemicals, warehousing, etc. are tailored as required. 


The Sikorsky SQPM must approve these special plans which will flow down to the supplier via Purchase 
order. 


10. Defective Parts Per Million (DPPM) Management 
10.1. When supplier’s three (3)-month moving average exceeds 3,000 DPPM, the supplier will, based on 


SQAR request, provide root cause and corrective action plan(s), addressing quality system failures to 
the SQAR within ten (10) working days. 


Note: Root cause analysis should include actions such as targeted or focused audits, Process Integrity Reviews 
and the use of tools such as Fishbone Diagrams, the 5 Whys, QCPC, and/or other RCCA Tools or equivalent. 


10.2. Results of Root Cause and corrective action plans will be reviewed by the SQAR for demonstrated 
improvements over a three (3)-month probationary period. 


Demonstrated improvements are: 
1. DPPM is below the required minimum 
2. DPPM in the third month is lower than the three (3)–month rolling average 
 


Note: If no improvement is demonstrated within the probationary period, third party over inspection 
(Designated Independent Verification Representative –DIVR) shall be imposed by Sikorsky on the supplier. The 
supplier absorbs all costs and makes all necessary arrangements to employ a LMCO – Sikorsky approved third 
party inspector (DIVR). 


10.3. The supplier shall be allowed to release product after DIVR inspection has been completed per the 
plan, and SQAR authorizes such release. 


11. Supplier Performance 
11.1. Supplier Evaluation 
 LMCO-Sikorsky Report Card is an established method for determining supplier performance and consists of 


the following elements: 
(a) Defective Parts Per Million 


(b) Escapes 
(c) On-Time Delivery  
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11.2. DQR Evaluation 
 DQR performance will be evaluated by designated SQAR 


11.3. Periodic Audits 
 Audits of the DQR to review the implementation, compliance, and effectiveness of the Authorized to 


Release (ATR) Program will be conducted at the discretion of the SQM/SQAR based on supplier 
performance. 


11.4 To be approved for the ATR Program:  
The supplier shall: 
 Complete, sign, and submit a Letter of Agreement (LOA) (SA6412) to SQA-Supplier Quality Management 


(SQM) for approval. 
 Select qualified employees from the quality department considered competent to perform the required 


duties of a DQR. Sufficient DQR’s will be determined based on business needs 
 Submit a completed SA6411 DQR Candidate Application Form to SQA-Supplier Quality Management (SQM) 


for approval.
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Figure A1: Supplier/DQR RESPONSIBILITY MATRIX 


Action/Process 


VERIFICATION AND SOURCE INSPECTIONS 
Documentation Review 
FAIR Review 
Process Review 
Annual Product Release 
New or Changed Product Review 
Escape Product Review 
Visual Review 
Product Release 
Packaging and Preservation Review 
Potential Escape Found at Supplier 
NOPQE Creation 
Forward Copy of NOPQE to SQAR 
Ensure Product Containment 
Issuance of NOPQE to Supplier 
Perform Escape Product Verification 
Document Escape Product Verification 
Potential Escape Found at Sikorsky 
Ensure Product Containment 
Perform Escape Product Verification 
Document Escape Product Verification 


CONTINUOUS IMPROVEMENT – Promote / Participate  
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 Appendix B - SIKORSKY Reduced Dimension Drawing and Model Based Definition First Article 
Inspection 


Applicability: The following process applies when Sikorsky drawings contain a note referencing CATIA 
that requires suppliers to query a model for dimensions to manufacture and/or inspect the part. 
Sikorsky Source Inspection Message 27 will be on the purchase order line item in these cases. 


Overview 


A Reduced Dimension Drawing Package includes an Engineering Drawing, 3D Part Model, and Parts List.  


A Model Based Definition Package includes a 3D Part Model, Parts List, and Data Sheet.  


RDD & MBD parts require querying a CATIA model for part dimensions and features. Other dimensions, 
notes, raw materials, and special processes are on the part drawing, parts list, data sheets, etc. 


Suppliers must have Sikorsky Supplier Quality approval to manufacture RDD or MBD parts. Suppliers must 
complete a capability questionnaire (SA6264) and must meet Sikorsky minimum requirements. 


All RDD and MBD parts require Sikorsky-approved Inspection Plans prior to the part inspection for FAI. Approval 
is indicated by a part number/revision-specific approval letter from Sikorsky Supplier Quality. Approval letters 
are required for each part presented to Sikorsky Source Inspection for FAI. Suppliers approved by 
Sikorsky Supplier Quality for “Self-Release” of Inspection Plans will create their own part number 
specific approval letters. 


Suppliers must submit Inspection Plan documents for approval on each RDD/MBD part. Sikorsky 
Supplier Quality requires the Inspection Plan submission in advance of the First Article Inspection, and 
within thirty (30) days prior to scheduled delivery. 


The approved Inspection Plan is used to perform and document the results of the First Article 
Inspection and recurring inspections on subsequently manufactured parts. Inspection Plan documents become 
part of the supplier’s approved and controlled manufacturing/inspection plan for the part. 


Suppliers holding a SAC purchase order (Primary Supplier) who wish to utilize a sub-tier supplier for complete 
manufacture of parts must ensure that the sub-tier supplier is capable to meet the requirements of RDD/MBD 
parts. It is the primary supplier’s responsibility to flow the requirements of this document to the sub-tier and to 
ensure the content and accuracy of the Inspection Plan documentation. A primary supplier may utilize the sub-
tier supplier’s approved inspection plan documents and must include an additional AS9102 Form 1 filled out by 
the primary supplier. Fields 11 & 12 on the additional AS9102 Form 1 must list the primary supplier’s assigned 
supplier code and the SAC purchase order number. A sub-tier supplier must not submit their Inspection Plans 
directly to Sikorsky Supplier Quality. 


1. Required Inspection Plan Documentation 
Suppliers must submit the following documentation to Sikorsky Aircraft Supplier Quality for review 
and approval. 


a. Inspection Check List (ICL) in AS9102 format covering 100% of applicable drawing/model features. 
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b. Validation Points in XYZ format, in a vertical list in an Excel spreadsheet or equivalent importable electronic 
format. This is required for all parts using a digital inspection method; CMM, Inspection arm, scanner, laser 
tracker, etc. This file consists of the actual programmed points that will be used to inspect the part or points 
that represent the intended inspection points per the Digital Inspection Plan. These points must be on the 
surface of the model or define the center point of a hole. 


c. Bubbled Drawing and/or Model. These sheets are to show each part feature, dimension and tolerance 
bubbled with unique characteristic numbers that match those on AS9102 form 3. 


d. Digital Inspection Setup Sheet for each setup required for part inspection. See Figure 5. 
e. Digital Inspection Program (or Digital Inspection Plan) that will be used to inspect the part. 
f. SAC Approved NDT Technique Sheet or Other Special Process Schedule/Procedure when applicable. 
g. Supplier Tech Help with response when applicable. 
h. Supplier ICL Review Checklist (SA6099). 


Documentation Requirements: 
- All documentation must reference the Sikorsky part number and revision level. 
- All images must be clear and legible. 
- All documentation must be submitted electronically. Handwritten documentation not acceptable. 


2. Document Header 
All documents, except for the AS9102 forms, the NDT Technique Sheets/Process Schedules, Supplier Tech Help, 
and SA6099, are to have the following “Standard Document Header” on the first page in the format shown: 
 
 Document Type: Examples of appropriate entries for “Document Type” are: CMM Program, CMM Setup Sheet, 


Validation Points, and Bubbled Drawing 
 Supplier: 
 Prepared by: 
 **Date prepared: 
 **Time prepared: 
 Sikorsky part no.: 
 Sikorsky dwg rev level: 
 Sikorsky model part geometry. Include the model number and revision level 
 Digital Inspection file size: (as applicable)  


 
**The “Date prepared” and “Time prepared” must be updated with any changes to the document (They 
will be used for document approval). They are a revision control to ensure the program reviewed and 
approved is the program used for the production inspection  


3. Document Requirements  
3.1 Inspection Check List (ICL) 


Must be in AS9102 format and include the following: 
a. 100% of drawing characteristics including materials, processing, notes, dimensions, identification, 


edge breaks, etc. List the complete feature requirements, tolerance, and/or acceptance criteria. 
b. AS9102 Form 1 input instructions: 


a. RDD parts: Fields 5 & 7 - revision letter of the drawing. Field 6 - drawing number.  
b. MBD parts: Field 5 - part revision letter from the model. Field 6 - “N/A”. Field 7 - both the Data 


Sheet revision and the Model revision, which are not always the same.  
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c. RDD and MBD parts: Field 11 - supplier code. Field 12 - purchase order number. Fields 15 and 
16 - detail parts with SAC assigned part numbers (including castings and forgings used for a 
machined part) and industry standard (COTS) parts. 


c. AS9102 Form 2 input instructions: Column 5 - raw materials & special processes; Column 6 - specification(s) 
that apply per the drawing/model with type, class, method, etc.; Column 7 - special process code found 
in the ASL section 1, appendix A for the process category and specifications listed. 


d. AS9102 Form 3 input instructions: Column 10 - MOI tool number for characteristics accepted using MOI 
tooling.  


a. Column 14 - divide into three columns (14a, 14b, & 14c) for: FAI Inspection measuring equipment, 
Recurring Inspection measuring equipment, Inspector Stamp/Signature. Columns 14a & 14b - list 
the inspection equipment used. 


3.2 Validation Points 
The Validation Point File is a listing of nominal points on the model used for digital inspection methods 
(CMM, Inspection arm, scanner, laser tracker, etc.) This file consists of the actual programmed points used 
to inspect the part. Points must be on the surface of the model or define the center point of a hole. RMS 
SQA reviews validation points for deviations from the model (See Figure 1). The following is required for 
the Validation Point File: 


a. Standard Document Header” defined in paragraph 2.0. 
b. Electronic format spreadsheet (Excel or similar) with X, Y, and Z coordinates for each point. The X 


coordinates will be in the first column, the Y in the second, and the Z in the third (See Figures 2 & 3). 
c. Drive-to points on the drawing or model. The drive-to points are the minimum requirements for 


recurring inspection of parts. Points must be accurate to four decimal places. 
 


Validation points (including Drive-to points) on locating surfaces of parts where tooling would prevent their 
inspection need not be included. Example: Parts resting on the primary datum on a surface plate/CMM 
table with the secondary and tertiary datums against tooling to establish the datum planes. Surfaces 
covered by part holding/locating tooling need not have validation points. Datum surfaces must be flat 
within the profile tolerance for this exception to apply.  


Figure 1 Example Validation Point Data 
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Figure 2 Sample of Validation Points in X, Y, Z Format 
Note: Any revisions to these points after approval must be resubmitted 







 Lockheed Martin Rotary and Mission Systems  
Document Number:  Procure-2-011 
Effective:  5/1/2023 


Copyright 2023 Lockheed Martin Corporation (PIRA# SIK2023040131)                                                        Page 39 of 53 
The current version is on the Lockheed Martin Internet.  A hard copy of this document may not be current. 


 


 


Figure 3 Sample of Validation Points Including Hole Diameters 


Note: Any revisions to these points after approval must be resubmitted 


 


3.3 Bubbled/Ballooned Drawing and/or Model. 


A bubbled/ballooned drawing and/or part model consists of bubbled numbers for all part characteristics 
which correspond with Form 3 of AS9102 (See Figure 4). For part models, there should be a sheet for each 
of the CATIATM captures in the model. For MBD parts, a bubbled data sheet is required in the same manner as 
the notes section of an RDD part. A Parts List (when applicable) should also be bubbled with specific requirements. 
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Figure 4 Bubbled Drawing 


3.4 Digital Inspection Setup Sheet 


The digital inspection setup sheet(s) (Figure 5) for Coordinate Measuring Machines (CMM’s) or Portable Coordinate 
Measuring Machines (PCMM’s - Inspection Arms, Laser Trackers/Scanners) is used by SAC SQA when merging 
Validation Points into CATIATM. It is also used by the Supplier’s inspector when setting up the part for digital 
inspection. At a minimum each digital inspection setup sheet must contain the following information: 


a. File will include the “Standard Document Header” defined in paragraph 2. 
b. Sikorsky part datums (when defined) which must be used for inspection alignment. 
c. A top and side view of the part depicting each setup on the CMM or PCMM showing the inspection axis and 


datums used. When a symmetrically opposite part exists, the correct part (not the opposite) must be shown on 
the setup sheet. Note: When a part requires multiple setups to inspect all features and surfaces, each setup 
must be shown. It is acceptable to show inspection fixtures or tooling and clamping locations as desired. 


d. The inspection axis should be aligned with the Sikorsky datums from the drawing or model, the axis origin 
being at the intersection of the datum planes. The setup graphics must clearly show the part/model, 
datums, and axis system showing the positive X, Y, and Z axis directions. 
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Figure 5 Digital Inspection Setup Sheet 


3.5 Digital Inspection Program (or Digital Inspection Plan) 


For CMM inspection or other automated inspection methods, include the program. For non-automated 
digital methods (Inspection arms, trackers, etc.), include the Digital Inspection Plan. 


a. Inspection Program or Plan will include the “Standard Document Header” defined in paragraph 2. 
b. A digital inspection program must include all points included in the Validation Point File. The program must 


include clear listings of part features being inspected and the tolerances used to determine acceptance. 
Where programming language or convention makes this difficult, comment lines in the program may be 
substituted. Example: A program comment line might read as follows: “Points 25 through 50 will inspect part 
profile of .030 to datums A, B, & C in accordance with drawing note 2.” (See Figure 6) 
Note: The executed program must output the following: 
 “Standard FAI Document Header” 
 Program execution date and time 
 CMM Program Number and Revision level 
 Serial Number or “N/A” if none exists 


 Tolerances used for inspection 
 CMM data must be referenced to part datums described in the Sikorsky Engineering data (drawing or 


model) 


c. A Digital Inspection Plan will include the method and sequence required to inspect the part. The plan will 
refer to the Set-up Sheet or may be included as part of the set-up sheet if desired. The plan will outline 
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the inspection instrument to be used, the sequence of part inspection, the number of points taken on 
each part surface, and the tolerance of the features being inspected with reference to the part datums. 
The plan must include the same number of points (minimum) as the Validation Point file. 
Note: The digital inspection report must output the following: 
 “Standard FAI Document Header” 
 Inspection date and time 
 Inspection instrument: Model/Type & Serial Number 
 Serial Number of “N/A” if none exists 
 Tolerances used for inspection 
 Digital output data must be referenced to part datums described in the Sikorsky Engineering data 


(drawing or model) 


3.6 Sikorsky (SAC) Approved NDT Technique Sheet or Other Special Process Schedule/Procedure (Only 
when required). Example: Class 1A and 1B parts as designated on the drawing or data sheet require SAC 
approved NDT Technique Sheets per SS8813. These Approved Technique sheets are to be included in the 
inspection plan submittal. Other Special Processes may also require SAC approval of the process 
schedule/procedure. When required these SAC approved process schedules/procedures shall also be 
submitted with the inspection plan. 


3.7 Supplier Tech Help with response (Only when one affecting the Inspection Plan has been submitted). 
A Tech Help may be used to clarify the drawing/model intent or to request a change to released 
engineering. When one exists that affects the Inspection Plan it shall be included in the Inspection Plan 
documents. A Tech Help response shall not be considered a drawing change and shall not be used to 
accept non-conforming product. 


3.8 Supplier ICL Review Checklist (SA6099). Form SA6099 is provided by SAC to their suppliers to assist them 
in ensuring all requirements for RDD/MBD parts have been acceptably completed. This form shall be used 
and submitted with each Inspection Plan created to ensure all requirements have been acceptably 
completed. 
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Figure 6 Sample of CMM Program including Hole Diameters 


 


4. Approval Letter 
An approval letter (Figure 7) will be issued to the Suppliers from SAC Supplier Quality to 
indicate acceptance of data submittal. This letter will reference the following: 
 Sikorsky part number 
 Engineering drawing revision 
 All relevant supplier inspection documentation 
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Figure 7 Supplier Part Approval Letter 


 


5. Recurring Inspection 
This section applies only to Sikorsky Engineering Drawings that include “Drive To Points (DTP)”. If the drawing 
does not contain Sikorsky defined "Drive to Points" then continuation of existing approved inspection method 
is required, unless the supplier has an approved sampling plan per SSQR 20.1 guidelines. 


Any dimensioned features, notes, and the "Drive to Points" contained within the Sikorsky Engineering 
Drawings, must be used for recurring inspection at a minimum. These points contained in the recurring 
inspection program must be contained in the approved first article inspection program and be on the 
surface of the model. 
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6. Reduced Dimension Requirements for MOI Tooling 
MOI tooling can only qualify a feature of size (like profile, length, width, etc.) at first article and for 
recurring inspection. The use of MOI tooling does not excuse submittal of AS9102 forms 1, 2, and 3 to 
Sikorsky Supplier Quality for Reduced Dimension review and approval prior to source inspection. 


On AS9102 form 3 note the characteristic inspected by the MOI tool in column 8 (requirement) then in 
column 10 (Designed Tooling) record the MOI tooling number. MOI Tooling numbers will either be Z type, T 
type). In column 14 note both FAI and Recurring inspection method – which would be “MOI tooling.” 


Refer to SA 7303 Tooling Bulletin for specific requirements as they pertain to usage, storage, accuracy and 
proper marking. 


7. Flat Pattern Use 
Parts that are manufactured using flat patterns will need to be verified with either a Sikorsky approved 
flat pattern or digital data that inspects the three-dimensional model. Do not submit a flat pattern to 
Supplier Quality unless there is an approved flat pattern defined by Sikorsky. 


As technology advances new methods may be employed for inspection. If a supplier desires to employ a 
method that isn’t covered in this document, the supplier must contact Sikorsky Supplier Quality. At a 
minimum, the supplier must provide objective evidence to demonstrate process capability and proof that 
100% of the parts features have been inspected. 


8. Requirements for Portable Coordinate Measuring Machine (PCMM) Use (Inspection Arm, Laser 
Tracker, Laser Scanner) 
a. The stated accuracy of the measuring instrument used will not exceed 25% of the feature tolerance 


inspected unless authorized by Sikorsky Supplier Quality in writing. 


For example, a PCMM with an accuracy of ±-.001” will not be used to inspect a hole with a ± .001” 
tolerance as it consumes 100% of the part tolerance. If the tolerance is ± .001”, then an inspection 
arm with a minimum accuracy of .0005” would be required. 


b. If a supplier is to use a Portable Digital Inspection Instrument for validation of parts, they 
must submit a company procedure indicating the following: 


 People qualified to use digital measuring instruments. 
 Calibration procedure with time intervals 


9. Composite Detail Parts and Assemblies 
Manufacture of composite detail parts and assemblies shall be controlled by the contracted suppliers’ internal 
procedures and guidelines. Composite detail parts and assemblies are defined as: Bonded Assemblies – co-
cured core and composite plies; Monolithic Laminate – composite plies (no core). At a minimum, those 
procedures and guidelines shall define ply orientation, ply size, ply sequencing, and ply material. The 
procedures and guidelines shall be submitted to the SAC Supplier Quality Assurance department for approval. 
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Additionally, if the control of the manufacture of composite detail parts and assemblies consists of a Ply Layup 
Book, the Ply Layup Book shall be available and validated at the time the first part is manufactured. 


10. Supplier Self Release Authorization 


Suppliers may be authorized for conditional self-release and approval of their Reduced Dimension/MBD 
Inspection checklists and FAI plans. Supplier Quality Assurance may revoke the approval of this process and 
require the contracted supplier to submit each detail for approval as stated in this document. The intent of 
the following is to ensure that the supplier is aware that they are responsible for the accuracy and 
completeness of the data that is used to inspect their parts and those of sub-tier suppliers. The following 
requirements must be adhered to. 


Self-Release Authority is only granted to suppliers who have demonstrated full understanding and 
compliance of Sikorsky Supplier Quality requirements. Suppliers with self-release authority are subject to 
periodic audit by Sikorsky Supplier Quality or their designated third-party agent. Conditional self-release 
requires that all FAI plans are in accord with the requirements expressed within this document. An initial 
audit of the supplier’s process as well as ongoing audits will be performed by Supplier Quality to ensure 
compliance. The frequency of these audits will be in direct correlation to the quality of product delivered. 
Suppliers who are not compliant to these requirements will invalidate their self-release authority. 


Self-Release requirements: 


a. Employ a process that flows down all contractual Sikorsky requirements to their sub-tiers. 


b. Ensures compliance to Sikorsky contractual requirements by their facilities and any sub-tiers in 
their supply chain engaged in Reduced Dimension/MBD work. Supplier is to ensure sub-tier is 
inspecting parts properly in accord with this document. 


c. Document who is authoring FAI / ICL plans and training records that include objective evidence 
of proficiency. 


d. Notify Sikorsky Supplier Quality in writing when changes in Management occur that may affect Self 
Release status. Notification must be done prior to or as soon as the changes become effective. 


 For example, if the Supplier is on self-release and has one DQR/QE/Quality manager who is solely 
responsible for writing all of the FAI/ICL’s, and they are removed from their position; the Supplier 
will notify Sikorsky of the change in personnel and their current FAI/ICL status


e. Employ a process that ensures that their facility and sub-tiers can accurately read, manufacture, and 
inspect to the native Sikorsky engineering data. Validation will include an initial survey and data 
exchange. Suppliers will keep objective evidence on file to document their review of their capability 
and that of their sub-tiers. 


f. If the supplier is utilizing sub-tiers for Reduced Dimension/MBD work, they will perform periodic 
audits of their sub-tiers to confirm sub-tier capability. Maximum of three (3)-year interval between 
audits. Any findings discovered will require root cause investigation and must implement robust 
corrective action to prevent reoccurrence. 
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g. Review, approve, and document their work and that of their sub-tiers for compliance to the 
requirements described in this document. Suppliers will keep objective evidence on file to 
document their review of their sub-tier capability. 


c. Suppliers with self-release authority will issue a part number and revision specific approval letter. Suppliers 
with self-release authority will create an approval letter to verify acceptance of the sub-tiers data. The 
approval letter will be of similar format and content like the example shown in figure 7 with the exception 
of the company letterhead, which should be that of the supplier with self-release authority. 


h. Supplier self-release authority is specific to the supplier code listed on the self-release 
authorization letter at that location only. 


Self-release Process: 


a. The supplier will document that they can meet the requirements for self-release as previously 
described. They are to create a Reduced Dimension/MBD (Model Based Definition) control plan. 


b. The Reduced Dimension/MBD control plan will be inclusive of the following: 


1. Process for flow down of Sikorsky contractual requirements. 


2. Method and frequency of audit for their facility and that of their sub-tiers engaged in 
Reduced Dimension/MBD work to ensure compliance to Sikorsky contractual requirements. 


3. The supplier’s plan shall describe the method of flow-down of requirements to sub-tier suppliers. 


4. Describe the process which will be utilized to assess sub-tier suppliers’ digital data capability 
prior to sending a supplier a dataset. 


5. Personnel, training records, and proficiency with respect to Reduced Dimension/MBD FAI/ICL 
planning. The procedure must identify the quality manager and at least one designee to approve 
sub-tiers data. These individuals are the only ones authorized to perform such approvals. 


6. The supplier is responsible to manage training of personnel such that they are proficient in creating 
and approving ICL packages as described in this document . These personnel shall be from the 
supplier’s Quality department. Proficiency shall be documented in a training matrix that is to 
include: 
 Approved Personnel listing. 
 Six months CATIA use or demonstrated applicable 3D graphics proficiency 
 Documented training of this document requirements 
 Objective evidence that the individual has demonstrated proficiency in creation of ICL packages. A 


minimum of three packages, for different commodity types, reviewed and approved by the Quality 
Manager or designee, is recommended. 


Additional training requirements: 
Suspension of an individual from the process - If an escape occurs on a part due to an incorrect AS9102 
form or incorrect inspection data, the individual who created the ICL package will receive remedial 
training and management oversight until proficiency is reassured. It is the responsibility of the Quality 
manager to ensure personnel are creating robust, error-free ICL packages that include all 
requirements. 
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Individuals that are inconsistent with performance and accuracy shall not be permitted to create 
inspection plans. 


The roster of approved individuals and training records must be kept up-to-date and may be 
audited by Sikorsky at any time. 


7. Process to notify Sikorsky Supplier Quality in writing when changes occur to their Reduced 
Dimension/MBD Control Plan. Process to ensure that their facility and that of their sub-tiers 
can accurately read, manufacture, and inspect to the native Sikorsky engineering data. 


8. Documented procedures for configuration control and data security throughout the manufacturing 
and inspection processes. 


9. Comprehensive procedure to document the exact method of inspection and verification back to 
the CATIA model that ensures 100% inspection of all features or sampling plan per SSQR20.1 for 
First Article and recurring inspection. 


10. Supplier shall maintain metrics such as First pass yield, non-conforming parts due to non-compliance 
to this document; Inspection package turn backs by supplier/sub-tier/individual & Inspection package 
turn backs by reason for rejection. These records are subject to audit by Supplier Quality Assurance. 
Metric collection will aid with the management of the process and help to avoid costly escapes. 


11. A current, electronic copy of the Reduced Dimension/MBD control plan will be provided to Sikorsky 
and shall be available upon request by Sikorsky or their designated third-party representatives. 


c. The supplier will submit a written request for self-release to Sikorsky Supplier Quality that includes their 
Reduced Dimension/MBD control plan. 


d. Supplier Quality will review the request submittal including the Reduced Dimension/MBD control plan, 
historical accept/reject data from past Reduced Dimension/MBD submittals, and Supplier DPPM rating. 
Based on the available data, a determination will be made by Sikorsky Supplier Quality to grant self-release 
status. In instances where a supplier is not granted self-release, they will be given the opportunity to submit 
a corrective action plan. Pending successful completion of the corrective action plan, 
conditional self-release will be granted to the supplier. 


e. Sikorsky Supplier Quality will issue a letter to the supplier that describes approval status and any conditions 
that apply. A sample letter is shown below per figure 8. 
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Figure 8 Sample Supplier Self Release letter 


 


11. Validation Point requirements 
The following minimum requirements apply to all digital methods of inspection including, but not limited 
to: Coordinate Measuring Machine (CMM) and Portable Coordinate Measuring Machine (PCMM – like 
inspection arm, scanner, laser tracker, etc.) unless otherwise authorized by contract. 


a. The stated accuracy of the measuring instrument used will not exceed 25% of the feature 
tolerance inspected unless authorized by Sikorsky Supplier Quality in writing. 
For example, an inspection arm with an accuracy of ±-.001” will not be used to inspect a hole 
with a ± .001” tolerance as it consumes 100% of the part tolerance. If the tolerance is ± .001”, 
then an inspection arm with a minimum accuracy of .0005” would be required. 


b. The validation points represent the nominal points on the CATIATM model that are the 
inspection points used for inspecting the manufactured part. 


12. Inspection Plan documentation required for SAC FAI Review of RDD or MBD parts 
The following documents will be required to be presented to the SAC Inspector along with the completed First 
Article Part for FAI review. (This is in addition to P.O., drawing/parts list/data sheet, manufacturing planning, 
material and process certifications, part mark photo, etc. that are required for any FAI review) 


a. An Inspection Plan approval letter for the correct part/revision that is signed by SAC SQA or by 
an authorized 


b. individual of a supplier with self-release authority. 
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c. The Inspection Checklist (ICL) previously approved in compliance with AS9102 and this 
document completely filled out with all inspection data required for the part. 


d. Bubbled drawing or model. This will assist the inspector to efficiently review and interpret the 
inspection results and determine any redundant inspections to be performed. 


e. A CMM report or other digital inspection report for the part when usage is listed on the 
approval letter. The report must be tied to the part by W.O.#, Lot#, S/N, or equivalent. 


 


 Appendix C – SIKORSKY Foreign Object Damage (FOD) Prevention 
 
The Sikorsky requirements for FOD prevention are based on the National Aerospace Standard (NAS) 412, 
Foreign Object Damage/Foreign Object Debris Prevention, which establishes a baseline FOD prevention 
policy/procedure and supports the quality management system standard AS/EN/JISQ 9100/9110/9120 
requirement for a supplier to carry out a program for the prevention, detection, and removal of foreign 
objects from its products. 


Note: The IAQG – Supply Chain Management Handbook (SCMH) provides assessment 
tools, descriptions, and training material for FOD Program control attributes. 


Definitions 
 


Term Definition 
Foreign Object 
Damage (FOD) 


Any damage attributed to Foreign Object Debris (FOd) that can be expressed 
in physical or economic terms, which could potentially degrade the product 
or system’s required safety and/or performance characteristics. 


Foreign Object  
Debris (FOd) 


Any foreign object (FO) that has entered and/or migrated into/on the product 
or system, and could potentially cause FOD, if not removed or controlled. 


Foreign Object (FO) An alien substance or article (examples include, but are not limited to: 
tools, consumables, hardware, product protective devices, personal items, 
product process debris, operations debris, environmental debris) that 
could potentially enter and/or migrate into/on the product or system, 
becoming FOd and potentially cause FOD, if not removed and controlled. 


Unrestricted 
Hardware 


Low value, high usage material, issued in bulk quantities and excluded 
from processing in a Materials Requirements Planning (MRP) system. 


5S A method for improving workplace organization using visual controls (i.e. 
Sort, Straighten, Shine, Standardize, Sustain) resulting in a positive impact on 
FOD prevention, productivity and Environmental Safety and Health (ESH). 


 
 
1. FOD Prevention Program 


Suppliers shall implement a FOD Prevention Program with a suitable level of FOD prevention for the complexity 
and risk of their products/services. The minimum requirements of a FOD Prevention Program for all 
product/service suppliers shall include: 
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a. A FOD training program to increase employee awareness, active involvement, and good work habits. 
FOD training is required for all supplier employees and contractors as applicable and shall be recurring to 
maintain employee awareness. Training shall include the following topics at a minimum: 


 Causes and effects of FOD 
 Protection of product 
 General housekeeping program and formal 5-S practices 
 Clean as you go principles 
 Tool control/accountability 
 Unrestricted hardware control/accountability 
 Consumable control/accountability 
 Caps and plugs control 
 Cleaning and inspection 


b. A documented procedure for material handling and part protection to eliminate potential 
FO/FOD and handling hazards that includes: 


 Risk identification for sensitive parts, assemblies, surfaces, areas, etc. 
 Risk identification related to packaging, handling, shipping and storage processes 
 Evaluation and controls for risk mitigation specific to cleaning, protection, and care processes 
 Defined process sequencing that allows for proper contamination prevention, cleaning, and detection 
on parts and containers at appropriate process points, including the requirement for a FOD inspection to 
be performed just prior to closure of any closed assembly with the potential for FO entrapment. 
Optionally, the use of special FOD stamps to indicate that the inspection is complete, and the assembly 
was determined to be free of FOd/FOD is a recommended best practice 
 Defined methods to protect parts where contact with other elements may be detrimental to the part 
(e.g., columbium, titanium, magnesium, etc.) 


c. A general housekeeping program and formal 5-S practices that includes: 
 Area cleaning in accordance with 5-S principals (i.e., assembly, test, manufacturing, warehouse, and 
operational support areas) 
 Periodic cleaning/sweeping floors, work-surfaces and any other pertinent surfaces 
 Maintaining critical process areas free of open food and beverages 
 Areas having clear signage indicating requirements 


d. A FOD reporting and investigation process to: 
 Report and investigate FOD occurrences and root cause analysis 
 Instruct personnel on how to respond in the event of a FOD incident, (e.g. do not disturb evidence, 
cease operation, immediately notify supervision, begin investigation, etc.) 
 Ensure effectiveness of corrective/preventive actions taken to preclude recurrence 
 Track FO/FOD non-conformances for analysis of FOD Prevention Program effectiveness and trends 


e. Additional FOD Program requirements may be mandated by Sikorsky via the Purchase Order, 
depending on the FOD risk criticality of product, (i.e. product / commodity type, manufacturing, assembly, 
and repair processes involved, etc.). 


2. Design Control and Repair 


Suppliers with design control or repair development capability shall ensure the design applies 
considerations for FOD prevention, resistance to damage, and that designs are not conducive to debris 
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entrapment to any extent possible. Methods are to include documentation and emphasize risk reduction 
and elimination of FOD hazards as basic design criteria. 


Product designs or repair instructions shall reflect adequate consideration to: 
 Identify and eliminate FO entrapment areas 
 Identify and seal areas through which FO can migrate 
 Utilize adequate connectors, filtering devices, and protective covers over critical mechanical, 
electrical, hydraulic, and pneumatic components to prevent FO entry 
 Install special access panels, ports, etc., for inspection and removal of FO 
 Install devices to divert migrating FO from critical mechanisms/components to special access areas 
for removal 
 Utilize fasteners with positive locking mechanisms in areas where high vibration levels are 
expected, or where separation of the fastened item could result in potential damage 
 Utilize blind fasteners in critical areas (e.g., fuel cells) that are not prone to leaving debris upon 
extraction 
 Utilize fasteners with self-retaining features capable of withstanding flight loads to secure high 
usage access panels 
 Eliminate nonessential components built into equipment (e.g., nameplates that can separate 
under dynamic loads, etc.) 


3. Storage Controls 


Storage controls shall include: 
a. Facilities that provide isolation/protection as necessary to material pending use or shipment 
b. Periodic assessment of the condition of material in stock 
c. “First in – first out” issuance of materials subject to degradation. 
d. Shelf life control applied to processing material, as required. 


4. Preservation and Packaging 


Suppliers shall implement methods to preserve material during processing, fabricating, assembly and 
testing, through shipment of end items including as applicable: 
a. Regular preservation fluid checks for contamination and maintained free from FO via filtering or 
replacement of preservatives. 
b. Visual inspections prior to final preservation to ensure parts are free from contaminants, debris, foreign 
material, finger marks and stains. When required, a bore scope examination shall be carried out to ensure 
freedom from machining chips and debris for internal passages that cannot be inspected 
visually. 
c. Prevention of oil system contamination from silicone-based lubricants. 
d. External cleaning when there is evidence of external contamination. 
e. Packing material does not induce contamination to parts and assemblies. 
f. Prohibited packing material is not used. This includes, but is not limited to: 


 Newsprint 
 Loose packing material small enough to block internal passages, holes, crevices or parts 
 Glue bearing material 


g. Packing methods consider weight, physical configuration, and method of shipment to preclude 
damage to parts. 
h. For Sikorsky drawings that do not include special preservation instructions: 
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 Castings made of low alloy steel, plain carbon steel, ductile iron or martensitic stainless steel shall 
be preserved prior to shipping using oil per MIL-PRF-2104 or equivalent 
 Magnesium alloy castings shall be preserved prior to shipping using Sikorsky approved preservation 
oil (SS8412) 
 Overhaul and repair material shall be preserved in accordance with the applicable approved 
technical data 


i. Optical systems, electrical components or assemblies containing cadmium, lead, zinc or magnesium 
are not protected with Vapor Corrosion Inhibitor (VCI) treated materials. 


j. Protection against corrosion and damage during transit or storage and state the duration of effectiveness 
of such preservation and packaging, as required by applicable regulatory agency. 


k. Proper use of protective closures (caps and plugs) where required. Digital photographs of installed 
caps and plugs must be submitted to Sikorsky for approval prior to product delivery via the Supplier 
Portal, using form SA1957. 


l. Raw materials shall be protected against corrosion during manufacturing, storage and shipment. 
Magnesium alloys, carbon steels, low alloy steels and bare 400 series stainless steels shall be protected in 
accordance with SS8535- Corrosion Prevention During Manufacturing, Storage and Shipment. 


m. Anti-friction bearings with Sikorsky part numbers, except those with seals or shields, will be preserved 
per SS8741- Open and Closed Bearings-Engineering Requirements for De-preservation, Cleaning and 
Handling of. 


5. Shipping 


Complete packing slip/shipping label per instructions shall be provided on the Purchase Order (P.O.). 
Information shall include: 


 Packing slip number 
 Supplier name 
 P.O. number 
 Line item number (if applicable) 
 “Ship to” address 
 P/N nomenclature 
 S/N where applicable 
 First lot shipped when applicable 
 First Article Inspection applies when applicable 
 Reference to any non-conformance documents 
 Country of Origin 


6. Electrostatic Discharge (ESD) Control: 
Where applicable, the supplier shall institute adequate procedures and controls to prevent damage to 
electronic equipment and components which are sensitive to ESD, per MIL-STD-1686 or applicable approved 
technical data. ESD control requirements apply where equipment containing ESD sensitive parts are used 
during fabrication, calibration, testing, or packaging of the end item, whether or not the end item is ESD 
sensitive. 
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1 Purpose 


The purpose of this document is to collect the LH requirements that Suppliers 


directly contracted by LH shall transmit to their own Suppliers (Sub-Tiers) 


involved with Design or Manufacturing of LH Articles.  


This document is oriented both to LH Suppliers and to their Sub-Tiers, to be 


also a guideline for an easier and lean understanding of the applicable 


requirements they both shall comply with.  


To this purpose, especially for Sub-Tiers Suppliers, some definitions and 


sections from other QRS-01 Modules are duplicated in this document for 


convenience, and a general introduction to the QRS-01 document system is 


also provided. 


2 Applicability 


This Quality instruction is applicable to all LH Suppliers who subcontract to Sub-


Tiers any activity for the realization of LH Articles and, as consequence, it is 


applicable for Sub-Tiers who receive Purchase Orders where this document is 


invoked. 


Reference to the following LH approved Supplier types is recurrent in this 


volume: Subcontractor (an LH Production/Manufacturing supplier, essentially); 


Manufacturer (an LH Supplier also involved with Design & Development, 


essentially). This volume is primarily oriented to these LH Suppliers and to their 


Sub-Tier Suppliers - Please read the definitions prior to proceed. 


LH Suppliers involved with Maintenance activities shall flow down as well the 


LH applicable requirements to any Sub-Tiers from Purchase Orders/contracts 


and applicable Civil/Military LH Manuals/Expositions. 


The following table gives indication to Suppliers (S) and Sub-Tiers (ST) on 


which chapters are applicable for them based on type of activity they perform: 


 


Section 


Design & 
Development 


Production / 
Manufacturing 


5 S & ST S & ST 


5.1  S & ST S & ST 


5.1.1 S & ST S & ST 


5.1.2 S & ST S & ST 


5.1.3 S & ST S & ST 


5.1.4 S S 


5.1.5 S S 
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5.1.6 S & ST S & ST 


5.2 S S 


5.2.1 S S 


5.2.2 S S 


5.2.3 N/A ST 


5.3 N/A 
S  


(N/A for Manufacturer) 


5.3.1 N/A 
S & ST 


(only for Subcontractor) 


5.3.2 N/A 
S & ST 


(only for Subcontractor) 


5.3.3 N/A S 


5.3.4 
N/A 


S & ST 
(only Stockists of Raw 


Material) 


5.3.5 
N/A 


S & ST 
(only Stockists of 


Standard Parts) 


5.3.6 N/A 
S 


(only GSE Suppliers) 


5.4 N/A ST 


5.5 S S 


5.6 N/A S & ST 


5.6.1 N/A ST 


5.7 S & ST S & ST 


5.8 
S 


(only Manufacturer) 
N/A 


5.8.1 
S 


(only Manufacturer) 
N/A 


5.8.2 
S & ST 


(only Manufacturer) 
N/A 


5.8.3 
S & ST 


(only Manufacturer) 
N/A 


5.8.4 
S & ST 


(only Manufacturer) 
N/A 


5.8.5 
S 


(only Manufacturer) 
N/A 


5.8.6 
S 


(only Manufacturer) 
N/A 


3 Effective date 


Issue date 
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4 Acronyms, definitions and abbreviations 


4.1 Acronyms and abbreviations 


ATP Acceptance Test Procedure 


CoC Certificate of Conformity 


COTS Commercial Off The Shelf 


DDP Declaration of Design and Performance 


DQP Declaration for Qualification of the Process 


(E)TSO (European) Technical Standard Order 


FAI First Article Inspection 


FAIR First Article Inspection Report 


GSE Ground Support Equipment   


LH Leonardo Helicopters 


LHEO Leonardo Helicopters Engineering Organization 


MOAH Maintenance Organization Approval Holder (EASA Part 
145) 


PMA Part Manufacturer Approval 


PO Purchase Order 


POAH Production Organization Approval Holder (EASA Part 21) 


QP Quality Plan 


QRS Quality Requirements for Suppliers 


SCD Source Control Drawing 


SCDM Source Control Drawing for Manufacturing 


(S)TC (Supplemental) Type Certificate 


TAC Test Article Conformity 


4.2 Definitions 


Counterfeit Article: is an unauthorized copy, imitation, substitute or modified 
Article which is knowingly misrepresented as a specified genuine Article of a 
non-original or authorized manufacturer/provider. 


Critical Part: those Articles (e.g. functions, parts, software, characteristics, 
processes) having significant effect on the provision and use of the products 
and services; including safety, performance, form, fit, function, producibility, 
service of life, etc.; that require specific actions to ensure they are adequately 
managed. 


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


Manufacturer: LH Supplier that: 


 Designs and manufactures Article for which they provide a specialist 
design, development, validation, manufacturing capability against LH 
requirement specifications or Source Control Drawings for Design. 


Remark: suppliers performing these activities are also identified by the 
Regulatory Agencies as Subcontractors of the Design Organisations 
(Subcontractors of Design and Development activities) 


 Manufactures articles for which they provide proprietary manufacturing 
technologies, against LH Source Control Drawings for Manufacturing 


 Designs and manufactures Article for which they hold the proprietary 
rights (E/TSO, COTS, STC, PMA, TC Holder) 


 Manufactures raw materials (metallic and non-metallic). 


Standard Part: part manufactured in complete compliance with a Government 
or an established industry specification. In order to be considered a “standard 
part”, all design, manufacturing, inspection data and marking requirements 
necessary to conformity of that part should be in the public domain and 
published or established as part of officially recognised Standards. 


Suppliers: For the purpose of this procedure, Suppliers are considered the LH 
Suppliers who directly receive the LH Purchase Orders. 


Sub-Tiers (or Sub-Tier Suppliers): For the purpose of this procedure, Sub-
Tiers are considered the suppliers of LH Suppliers. 


Subcontractor: LH Supplier that manufactures, tests and/or processes Article 
to drawings, 3D models, standards and/or process specifications for which they 
are not design responsible. The design requirements are provided by LH when 
LH is directly responsible for the design, or when LH have been granted 
manufacturing rights by another design responsible Organisation (e.g. Bell, 
Boeing, Airbus Helicopters, etc.). 


Stockist/Distributor: LH Supplier that stores and re-sells a manufacturers’ 
Article and manages its supply chain for the quality aspect. 


5 Requirements 


Suppliers directly contracted by LH shall flow-down the applicable requirements 


to their Sub-Tiers (contents, accuracy and level of detail), in order to ensure the 


full conformity to LH requirements. 


Sub-Tiers cannot further subcontract their activity unless differently 


specified in the applicable following paragraphs. 


The following chapters describe the significant requirements for Sub-Tiers 


according with the sequence of QRS-XXX modules.  


Any Sub-Tier Suppliers involved with LH Articles shall refer to the  table in 


section 2 to identify the applicable chapters. 
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5.1 General Requirements (Ref. QRS-01) 


The QRS-01 and associated QRS-XXX Modules (also simply indicated as QRS-


01) is a set of requirements recalled in any Purchase Orders issued by LH to 


Suppliers.  


The QRS-01 is applicable to all activities allocated by types of Suppliers (refer 


to QRS-01 Main Document, Table 1). The QRS requirements shall be flowed-


down by LH Suppliers to all their Sub-Tiers involved in fulfilment of the 


Contract/Purchase Order, as applicable according to category, type and activity 


of Supplier and its approval. 


The flow-down shall be functional for the Supplier to realize and deliver LH 


articles (including all the supporting services) fully compliant with QRS-01 and 


associated QRS-XXX Modules, contractual and Purchase Order requirements. 


All QRS documents (including Appendices, Annexes and Forms) are available 


for download in the link below: 


https://www.leonardocompany.com/it/suppliers/supplier-portal/helicopters/quality-


requirements-for-suppliers 


Reading the full set of QRS-XXX volumes is recommended for the Sub-Tiers, 


as necessary to improve their understanding of requirements and for 


effectiveness of implementation.  


Please refer to QRS-01 and Associated Modules for definitions not directly 


described in this volume. 


5.1.1 Right of Access 


LH Suppliers and Sub-Tier Suppliers involved with LH Articles shall grant the 


right of access to LH where requested by LH, as specified by AS/EN 9100 


Aerospace Quality Management System, Regulatory Agencies (FAA, TCCA, 


EASA), Military Authorities and Customers. 


5.1.2 Quality Management System and Aerospace Approval 


LH reserves the right to accept Suppliers who do not meet the minimum 


requirements defined in the QRS-01 Table 1, in this case the LH Supplier shall 


ensure the Sub-Tier Supplier’s Quality Management System is satisfactory by 


performing a risk assessment/audit. As consequence the Sub-Tier shall be 


available for any audit when requested by the LH Supplier. 


5.1.3 LH Approval Validity 


In the event that a Sub-Tier Supplier is directly approved by LH, the approval is 


considered valid unless a Sub-Tier Supplier: 


 Fails to act in accordance with their Scope of Approval 


 Fails to achieve a satisfactory performance level 



https://www.leonardocompany.com/it/suppliers/supplier-portal/helicopters/quality-requirements-for-suppliers

https://www.leonardocompany.com/it/suppliers/supplier-portal/helicopters/quality-requirements-for-suppliers
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 Has not worked with LH Articles for 4 years. 


LH Suppliers will monitor their Sub-Tiers for continuity of work on LH Articles 


and ensure appropriate verifications / reassessments are conducted in case of 


re-activation after long inactivity. 


5.1.4 Purchasing Process, flow-down to Sub-Tiers and Control 


The Supplier is responsible for all Sub-Tier Suppliers activities related to the 


Article they produce for LH.  


LH requirements shall be flown-down to, understood and implemented by Sub-


Tier Suppliers prior to commencing any work. The LH Supplier shall monitor the 


correct implementation of such requirements by the Sub-Tiers. 


LH reserves the right to witness audits performed by Suppliers at Sub-Tier 


premises. 


5.1.5 Control of Records  


The Supplier shall flow-down (where applicable) to its Sub-Tier Suppliers the 


requirements for records, in terms of:  


 type of records (see QRS-01_Appendix 1 in the LH link on section 5.1); 


 minimum retention period required for each type of record, unless differently 
stated by more restrictive contractual requirements (see QRS-01_Appendix 
1 in the LH link on section 5.1); 


 Maintenance of records; 


 Archiving of records; 


 Disposal of records. 


5.1.6 Prevention of Counterfeit Articles 


LH requires that its supply chain shall be aware about counterfeiting issue and 
implements a process to prevent the risk of receiving counterfeit parts. 


LH Suppliers and Sub-Tiers shall implement a pro-active management of 
counterfeit components/parts/services within their supply chain.  


Examples of counterfeiting or fraudulent activities include, but are not limited to, 


used components represented as new, part from unapproved manufacturers 


represented as manufactured by the approved source.  


The applicability field includes, without being exhaustive: Electrical, Electronic, 


and Electromechanical (EEE) Parts (refer to the Appendix 4 of QRS-01), Raw 


Material, COTS, Services (e.g. NDT, Surface/Heat Treatment, Calibration, 


Laboratory testing, etc.), Equipment and tools, etc. 


Counterfeit Article prevention processes shall consider different requirements, 
as described in QRS-01, within the dedicated paragraph. 
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Sub-Tier Suppliers shall quarantine and promptly report to the Supplier, and to 
LH directly where applicable, every suspected or detected counterfeit 
part/Article, test report, inspection report, material, service. 


5.2 First Article Inspection (Ref. QRS-101) 


For FAI activities the reference used is EN/AS9102 standard in order to 


standardize FAI process requirements to the possible greatest extent and to 


provide a consistent process and documentation requirements for verification of 


articles and assemblies.  


All the forms must be filled in English, unless otherwise agreed. 


The LH Supplier shall flow down the requirements of QRS-101 to its suppliers 


or processor involved in the manufacturing process. 


5.2.1 Planning of FAI Activities 


The Supplier shall have a process to plan for completion of FAI activities prior to 


the first production run. The FAI Planning shall address the activities to be 


performed throughout the FAI process and identify the responsible 


organizations for those activities. 


In the event that the LH Supplier involved into FAI activities is a Subcontractor 


(see Definitions) it shall have an internal procedure describing how FAI activities 


will be deployed, including any activities performed by Sub-Tiers. 


The LH Supplier shall agree with the Sub-Tiers involved into FAI process all the 


activities to be performed and timing for sending the relevant documentation, in 


order to allow the Supplier to send the complete FAI Plan to LH sufficiently in 


advance prior to the start of manufacturing activities for evaluation. 


5.2.2 Modification Management 


For management of modifications, the LH Supplier shall refer to QRS-101 


paragraph 6.5 (Manufacturers), 6.6 (Subcontractors) and 7.5 for the 


requirements to be flown-down to Sub-Tiers where applicable. 


5.2.3 First Article Inspection Report 


Upon request, the Sub-Tier Suppliers shall grant to LH the access to FAIR 


documentation. 


In the event that a Sub-Tier Supplier is involved in FAI activities requested in 


the PO by a LH Supplier, it shall use the forms: QRS-101_F01, QRS-101_F02, 


QRS-101_F03 (or EN/AS9102 equivalent forms) which can be downloaded in 


the LH link reported in section 5.1. 


For more details about FAIR content, the Sub-Tier Supplier shall refer to QRS-


101 paragraph 8.1. 







Flowdown of LH Requirments to Sub-Tier Suppliers 
QRS-130 Issue 00 Page 10/19 


June 2020 


 


Copyright 2020 


  
  


5.3 Quality Requirements for Subcontracted Parts and GSE, Stockists of Raw 
Material, Distributors of Parts (Ref. QRS-103) 


Note: This section is applicable to: LH Subcontractors, GSE Suppliers, 


Stockists of Raw Material, Stockist/Distributors of Standard Parts (see 


Definitions). 


LH Subcontractors shall be responsible for the effective control of any products 


and/or services that are subcontracted to their Sub-Tier Suppliers and shall 


ensure LH Quality requirements are flowed down contractually as applicable. 


LH Subcontractors shall be responsible for retaining suitable objective evidence 


that the article and/or services subcontracted fully conform to the requirements 


of the LH Contract/Purchase Order or drawing in order to provide full traceability 


of all relevant production/inspection documentation. Such objective evidence 


shall be made available to LH representatives upon request. 


5.3.1 Subcontracting of Parts to Sub-Tier Suppliers not approved by LH 


(applicable to LH Subcontractors) 


A LH Subcontractor is allowed to subcontract to a Sub-Tier not approved by LH 


only for non-critical/non vital parts for partial manufacture, provided sufficient 


planning and inspection is carried out and documented by the LH Subcontractor 


to demonstrate full compliance to the drawing, applicable specifications and any 


other additional requirements as defined in the LH Contract, Purchase Order or 


drawing. 


The LH Subcontractor shall ensure that where the subcontracting of parts for 


partial manufacture takes place, the Sub-Tier Supplier is fully approved and 


surveyed by the LH Subcontractor and listed on their Approved Supplier List. 


The Sub-Tier approval shall be consistent to the scope of the subcontracted 


work. 


Sub-Tiers of LH Subcontractors cannot further subcontract their activity. 


Further, Sub-Tiers of LH Subcontractors cannot procure raw material and 


standard parts or offload Special Processes. 


When a LH Subcontractor uses a Sub-Tier, the following criteria shall be 


considered: 


 Constraints: Applicable technical data (Technical drawing; Tables, Specs, 


etc.) as defined by the LH Purchase Order/Contract  


  Selection of the provisioning source: the LH Subcontractor must ensure that 


his potential Sub-tier supplier is approved for :  


- System  
- Production type  
- Process and Personnel in relation to the product to be procured.  
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 Contracting documents: the LH Subcontractor must ensure that all 


Contracting documents provided to the Sub-tier supplier flow down the 


applicable quality requirements (including those from LH).  


 Management of the technical / manufacturing documents: the LH 


Subcontractor shall maintain control of all relevant documents in regard to its 


Sub-tier supplier.  


 Quality Plan: the LH Subcontractor shall update the Quality Plan listing the 
main Sub-tier Suppliers and enclosing the subcontractor Quality Plan duly 
approved.  


 Relation with the Government Sources (Military-Civil): when the Supplies 
has to be submitted to Government Source Inspection (Military/Civil), the 
LH Subcontractor must ensure free access to its sub-tier Supplier Plant.  


 Serializing: when a part/assembly is required to be serialized, the LH 
Subcontractor shall transfer the serialization criteria as assigned from LH, to 
its Sub-tier Supplier. The LH Subcontractor shall maintain serial number 
records and ensure traceability of the serial numbers through manufacture. 


5.3.2 Subcontracting of Critical/Vital Parts to Sub-Tiers (applicable to LH 


Subcontractors) 


Subcontracting of Critical/Vital Parts or Assemblies to Sub-Tiers is not 


permitted, without a formal approval by LH by means of manufacturing plans 


and for partial manufacture only. 


The LH Subcontractor’s (and any Sub-Tier’s) manufacturing data shall be 


approved by the relevant LH Production Organization Authority (Manufacturing 


Engineering) prior to manufacture. 


All changes to a LH Subcontractor’s (and any Sub-Tier’s) manufacturing data 


shall be approved by the LH Manufacturing Engineering prior to change 


implementation. 


This shall include: 


 Modification of: plant, raw material, critical operation, special process, 
numerical control program, manufacturing method/technique, special tools, 
particular part of a tool (for example forming castings or forgings). 


 Change or new lay-out of the production site 


Note: The Sub-Tier Supplier shall communicate to the relevant LH 


Subcontractor if one of the mentioned above occurs, in order to allow the LH 


Subcontractor to submit it to LH Manufacturing Engineering for approval. 
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5.3.3 Procurement of Raw Material 


Suppliers approved as “Subcontractor” are only allowed to procure raw 


material by LH approved sources. 


Suppliers approved as “Manufacturer” are allowed to directly procure raw 


material using their own sources, unless differently specified. 


Any LH Subcontractor procuring raw material (excluding Castings and Forgings, 


which are not considered raw materials) in furtherance of an LH Contract or 


Purchase Order for an LH subcontracted part shall adhere to the requirements 


about the following: 


 Material Selection 


 Source Selection 


 Purchase Orders 


 On Receipt Inspection and Testing 


 Material Storage 


 Use of Existing Stores Material 


 Quality Records for Raw Material 


 Delivery Documentation 


For details about requirements related to the above list, see QRS-103 


paragraphs 5.5.1 through 5.5.9. 


5.3.4 Requirements for Stockists of Raw Materials 


The approved Stockist* shall ensure that all raw material supplied to either LH 


or LH approved Subcontractors is manufactured by approved LH sources as 


listed in the LH Website database. Full traceability and identification shall be 


maintained at all times, even more fully intermediary stockists are involved. LH 


approval of Intermediary stockists is not required, however, the material must 


be manufactured by approved sources listed in the LH Website. 


* Note: In this case “Stockist” could be either LH Supplier (PO directly from LH) 


or Sub-Tier (PO not directly from LH but from LH Supplier). 


Remark: the use of Stockists / distributors introduces an additional level in the 


supply chain.  


Every Supplier of the chain is fully responsible and liable for the delivered 


Articles and for implementing incoming and delivery controls to ensure quality 


and conformity of their supplies.  


Full support to LH is requested in case of delivery of nonconforming Articles 


(promptly alert, engage any involved Sub-Tier suppliers, provide data to identify 


affected Articles for recovery actions etc.). 
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5.3.5 Requirements for Stockists of International/Industries Standard Parts 


The Stockist shall, at all times, be responsible for the Quality of the Product, 


article and services supplied. 


The Stockist shall be fully responsible for the implementation and adherence to 


LH requirements within their company and shall ensure LH Quality/PO 


requirements are flowed-down contractually. 


When purchasing, the stockist shall:  


 Can only purchase standard parts in accordance with the requirement 
stated in QRS-01 “Quality Requirements for Suppliers”. 


 Ensure the article is checked against the specifications on receipt and 
records are kept. 


 Ensure alternative parts are not delivered without prior written approval 
from LH. 


 Ensure the OEM’s CoC (stating conformity to the drawing / specification / 
standard) is attached and referred to into the Stockist CoC (stating 
conformity to the LH purchase order). 


 Procure a LH standard only from the sources defined in the LH 
specification 


The stockist shall be able to grant the following: 


- Traceability: by means of objective evidence (e.g. CoC) that shall be 
available to LH upon request 


- Configuration Control: working to the latest issue of any standard part 
document 


- Right of access to LH: both at the stockist and manufacturing sources 


5.3.6 Requirements for Purchasing of Ground Support Equipment (GSE) 


LH GSE Supplier shall ensure the LH/PO requirements are flowed-down to their 


approved Sub-Tiers and shall require and keep objective evidence in order to 


ensure full compliance (e.g. CoC for raw material or standard parts procured, 


Certificate of Test and Examination for the applicable testing, etc.). 


5.4 LH Special Processes (Ref. QRS-103 and QRS-104) 


Sub-Tiers performing Special Processes per: 


 LH Specifications shall be formally approved by LH via DQP (please 
refer to QRS-104). 


 Manufacturer’s Proprietary Specifications and/or per International 
Specifications shall hold a Nadcap approval or be approved via DQP 
where requested by Table 1. 
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The minimum requirements for Sub-Tiers to perform Special Processes for a 


LH part are reported in the table below: 


  


Special Process Specification 


LH Specification 
National / 


International 


Specification 


Manufacturer’s 


Proprietary 


Specification 


 


Sub-Tier 


Supplier 


The direct 


customer is a 


Manufacturer  


DQP 


Nadcap 


accreditation or 


DQP 


Nadcap 


accreditation 


The direct 


customer is a 


Subcontractor  


DQP DQP N/A 


Table 1: Minimum requirement for Sub-Tier Suppliers performing Special Processes 


The LH DQP approved sources are listed in LH QRS-01 Website. 


Sub-Tiers shall be aware that the LH Manufacturer or the LH Subcontractor 


shall verify that they have the relevant scope of approval at the location where 


the work is to be performed and a valid process DQP, where applicable. 


Sub-Tiers shall make readily available all documentation package related to 


subcontracted Special Processes, including the delivery documentation for the 


parts release, on request by LH representatives. 


5.5 Management of LH Equipments and tools (Ref. QRS-105) 


This section is applicable to the Suppliers of equipment or tools required by a 


Leonardo Helicopters drawing/specification and by Suppliers using equipment 


or tools. 


Such equipment and tools can be provided to the Suppliers by Leonardo 


Helicopters on loan or manufactured by the Supplier on behalf of Leonardo 


Helicopters. 


This section applies to all those equipment/tools that are subject to initial 
checks, periodical and on condition checks, during their lifetime, such as: 


 Machining equipment/tools 


 Manufacturing and control equipment/tools 


 Jigs and tools 


 Software and numerical control programs, or testing machines 


 Masters 


 Test Benches 


LH Suppliers shall not subcontract to Sub-Tiers any activity without formal 
approval by LH and any authorized transfer shall be recorded. 
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After receiving approval by LH for subcontracting, the above LH Supplier shall 


flow-down to Sub-Tiers all requirements of QRS-105 related to Quality aspects. 


The applicable requirements about LH equipment and tools (received on loan or 


manufactured on behalf of LH) are listed below: 


 Design of the equipment/tool (including requirement for Identification) 


 Initial Qualification 


 Equipment/Tool Validation 


 Register and Identification Card 


 Periodical Checks 


 Equipment coordination 


 Interchangeability 


 Equipment Storage 


 Packing and Shipment 


 Delivery Documentation 


For details about the requirements listed above, refer to QRS-105 paragraph 


5.3 through 5.14. 


5.6 Management of Non-Conforming Article (Ref. QRS-107) 


This section is applicable to all LH Suppliers and any Sub-Tiers (except for 
commercial office and service provider of training, logistics, support, etc., in 
accordance with QRS-01 Table 1). 


The supplier shall flow down the requirements of QRS-107 to its suppliers (Sub-
Tiers) or processor involved in the manufacturing process. 


The Sub-Tier Supplier shall have a documented process in place to manage all 


the possible cases of non-compliance listed below: 


 Deviation Permits: deviations to the approved design data prior to start 
the manufacturing process;  


 Concessions: non-conformances detected during the manufacturing 
process or at the end of the manufacturing process but prior to deliver the 
article; 


 Escapes/Quality Alerts: non-conformances detected after delivery of the 
article.  


Furthermore, the Sub-Tier Supplier shall also have a process for:  


 training of people in charge to evaluate and dispose non-conforming 
articles; 


 analyzing and initiating appropriate corrective actions; 


 internal approval of non-conformances on manufactured articles and its 
submittal to the relevant LH Supplier; 
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 classifying the severity of the non-conformances and the control to prevent 
the use of non-conforming articles for finished parts. 


Non-conforming articles, with their identification (e.g. labels), shall be held in a 


secure quarantine area until an approved, written disposition is given. 


If an article has to be scrapped, a record of the scrapped S/N / Batch Number 


shall be maintained and the part shall be physically damaged in order to make it 


unserviceable (for more details on method that can be used, see QRS-107 


paragraph 5.5 “Management of Scraps”). 


5.6.1 Notification of Escape/Quality Alerts 


The Sub-Tiers Suppliers shall promptly inform their prime contractor regarding 


Escapes/Quality Alerts, as described in QRS-107. 


The Sub-Tier Escape notification must be immediate and not exceeding 24h, in 


order to allow the LH Supplier and LH to take actions as soon as possible 


(investigate on the defect, implement recovery actions and evaluate impacts on 


airworthiness or safety). Use the Form QRS-107_F03 or equivalent. 


Please note that the LH Supplier, shall notify LH any Escape/Quality Alert 
respecting specific time limits listed in QRS-107. 


5.7 Supplier Quality Plan (Ref. QRS-108) 


LH Suppliers are required, as described in QRS-108, to detail in a Quality Plan (QP)  
how Leonardo Helicopters (LH) contracted requirements are achieved via their  
Quality Management System (QMS), against the requirements of QRS-01 (Leonardo  
Helicopters Quality Requirements for Suppliers).  


The purpose of the QP is to identify any gaps between LH Supplier’s QMS and LH 
requirements specified in QRS-01, and/or the contract itself. The QP shall list in 
detail and explain any additional QA processes added, amended or modified to meet 
Customer’s Quality requirements. 


The secondary purpose of the QP is to document how the Supplier intends to fulfill 


LH Contractual requirements, as detailed in the QRS-01 and associated modules, 


such as Organizational/Project family tree, Design and Development activities, 


Customer Internal Audit plan, Customer specific Key Performance Indicators etc. 


The LH Supplier may request the Sub-Tier to draw up a Quality Plan for equivalent 


purpose of the one mentioned above. In this event, the Sub-Tier may use a similar 


format for QP as described in QRS-108 or equivalent, unless otherwise specified by 


the LH Supplier. 


If applicable, the LH Supplier shall report in his QP the list of Sub-Tier QPs involved 


in the activities (e.g. design and development, manufacturing, etc.).   


Any Sub-Tier QPs shall be made available to LH upon request. 
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5.8 Requirements for Design & Development Suppliers of Airborne 
Equipment (Ref. QRS-115, applicable to Manufacturers only) 


This section is applicable to all LH Suppliers of activities concerning design, 


development, qualification and requalification of parts, equipment and systems that 


shall be installed, certified/qualified on aircraft, in case they engage a Sub-Tier 


Supplier for part of these activities. 


Note: This section is not applicable for STANDARD parts. 


The LH Supplier is always responsible towards LH for the compliance with contract 


requirements in case it delegates part of the activities to a Sub-Tier Supplier. 


The LH Supplier shall: 


 Guarantee and give evidence to LH Engineering Organization of Sub-Tier 
supplier qualification according to LH requirements and the relevant 
facilities (e.g. laboratories) 


 Transmit to its Sub-Tier suppliers the applicable requirements of QRS-115 


 Guarantee that its Sub-Tier suppliers comply with requirements of QRS-
115 tailored according the subcontracted activities and risk based 
analysis; the Sub-Tier suppliers responsible for design of the deliverable 
component shall meet all the applicable requirements of QRS-115. 


5.8.1 Detailed Technical Specification 


In consequence of LH System Specification, the Supplier shall issue for each part of 


the system to qualify a Detailed Technical Specification (Equipment Specification) or, 


for relatively simple components, a Specification Drawing. 


If the LH Supplier uses one or more Sub-Tier Suppliers, it shall issue for each of 


them a design specification equivalent, in terms of technical and quality contents, to 


LHEO Technical Specification; this document shall clearly define the envelope of the 


requirements to be followed by the Sub-Tier suppliers. 


5.8.2 Declaration of Design and Performance (DDP) 


DDP is the central summary document containing the definition and all relevant 


references of the article. In the DDP the Supplier is required to state that the article is 


designed, tested and manufactured in compliance with the applicable technical 


requirements. 


If the LH Supplier delegates to a Sub-Tier supplier the design and/or qualification of 


one or more Significant P/N, the DDP shall refer the P/N and the name of the 


designer Sub-Tier supplier. 


If the Sub-Tier supplier performs and/or is responsible for activities of qualification, 


the DDP and all the documents used in demonstration of compliance shall be signed 


by the designer Sub-Tier supplier and by the LH Supplier for approval and, where 


applicable, by LH. 
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5.8.3 Procedure for the management of design changes 


The procedure for management and approval of design changes to type design as 


described above must be implemented in a supplier’s internal procedure. This 


procedure shall also:  


 describe the flow down of such criteria and its implementation at the 
supplier’s Sub-Tiers involved in design activities. 


 include planning and execution of auditing activities (both internal and 
Sub-Tiers) to monitor the correct flow down of design changes criteria and 
approval criteria. This applies to both supplier’s internal organisation and 
to its Sub-Tiers, where applicable. 


LH Suppliers and Sub-Tiers are requested to implement their procedure in conformity 


with the following requirements (for more detail and/or clarification about qualification 


phase refer to QRS-115 paragraph 5.2.2.5): 


 Until qualification is obtained (refer also to QRS-115 paragraph 5.3.3.3): the 
LH Supplier shall submit design Changes to LH for acceptance if there is an 
impact on fit, form or function.  


 After qualification has been obtained (refer also to QRS-115 paragraph 
5.3.3.4): all Changes shall be communicated to LH for classification and 
approval, except for Very Minor Changes (listed in QRS-115 paragraph 
5.3.3.4.1) that do not require any LH approval. The design of any part, system 
or equipment procured from a Supplier who is also the designer of the part, 
system or equipment, once certified, becomes part of the Type Design of the 
LH product. Alteration to any of the following data, which constitutes the type 
design, is considered a change to Type Design. 


5.8.4 Equipment/Parts Identification and Marking 


All the parts or equipment deliverable (End Item) shall be identified according to the 


LHEO Technical Specification and/or SCD. 


When a LH Supplier which is the designer responsible in accordance with the LH 


Technical Specification, uses Sub-Tier supplier, the following two cases can occur: 


 The Sub-Tier supplier produces the equipment/part using the detailed 
drawings of the main supplier; in this case the LH Supplier’s P/N shall be 
marked on the equipment/part; 


 The Sub-Tier supplier produces the equipment/part using own drawings 
(designer responsible of the part); in this case the equipment/part shall be 
identified with the Sub-Tier supplier’s P/N. 


The parts/equipment shall be marked permanently and legibly as defined in QRS-115 


paragraph 5.3.5.1. The Supplier shall flow-down those requirements to Sub-Tiers as 


applicable. 
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5.8.5 Equipment containing SW/HW 


The LH Supplier that design and develop software and/or complex Hardware shall 


refer to QRS-116 and QRS-117. If the LH Supplier delegates to a Sub-Tier supplier 


any of these activities shall flow-down the requirements of QRS-116 and/or QRS-117 


For equipment containing any type of SW (Operations, Mission, Equipment, 
Application, etc.), the P/N shall include indications on the combination of HW and 
SW. 


Any changes to SW shall have an impact on the P/N of the end item and shall be 
managed according to what described for the major changes described in QRS-115 
paragraph 5.3.3.3. 


Note: The code of the SW shall not be marked on the label. 


5.8.6 Test Article Conformity (TAC) 


For each significant P/N to qualify, evidences necessary to issue the statement shall 
be collected in a report called TAC.  


The TAC, like the First Article Inspection for the First Production Run phase, shall be 
performed in accordance with the reference document QRS-101 and EN9102 
requirements. The LH Supplier shall flow-down the TAC requirements described in 
QRS-115 paragraph 5.7 to any Sub-Tiers involved in the process. 


The TAC report shall be approved by the LH Engineering Chief Project. 


In any case, a FAI could be performed instead of a TAC for qualification testing of 


prototype and/or pre-series parts. 







