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Section 16:   SUPPLIER PERFORMANCE
To assure customer satisfaction, EIS Fabrico must produce and continually improve, safe, reliable products that meet or exceed customer and regulatory authority requirements. Globalization and the resulting diversity of regional/national requirements and expectations, has made this objective much more challenging. End product organizations face the challenge of assuring the quality of, and integrating, product purchased from a global supply base and at all levels within the supply chain. Suppliers and processors face the challenge of delivering product to multiple customers having varying quality expectations and requirements.
This document standardizes, to the greatest extent possible, quality requirements for EIS Fabrico Inc.. The establishment of common requirements, for use at all levels of the supply chain, should result in improved quality.
EIS Fabrico is committed to acquiring and maintaining Suppliers that are dedicated to meeting and exceeding the collective quality requirements of EIS Fabrico and to meet the demands of a changing world market with shorter lead times, affordable prices and with world class reliability. EIS Fabrico partners with Suppliers that are committed to providing speed, flexibility and total quality. In an effort to meet this challenge, we have set the following goals:
· Zero Defects with all Suppliers

· 100% On-time delivery of all Suppliers

· Compliance with all customer requirements 
· Partner with only the best Suppliers

· Achieve smaller lot sizes and shorter lead times to minimize inventory

· Leverage Supplier knowledge and resources for maximum mutual benefit

· Maintain open communication with Suppliers
These Quality Requirements serve to provide our Suppliers and potential Suppliers with information and tools for successfully interacting with EIS Fabrico. Our goal is clear. We are striving for excellence in all we do. 
EIS 
EIS FABRICO INC.
 SCOPE
The requirements listed herein detail Supplier responsibilities for interfacing with EIS Fabrico.
Prohibited Practices

The following acts and practices are prohibited, and any violations not approved by EIS Fabrico in writing may result in disqualification of  the Supplier

a) UNAUTHORIZED FACILITY CHANGES – During performance of the Purchase Order, Supplier shall give EIS Fabrico written notice before making any changes which may affect Fit, Form or Function of the product. These changes include: relocating any production, inspection or processing facilities; or transferring work between different facilities.
b) UNAUTHORIZED PRODUCT CHANGES OR SUBSTITUTIONS – Supplier shall not make any changes or substitutions to any product(s) or service required by the Purchase Order, drawing or specification without prior written consent of EIS Fabrico.
c) UNAUTHORIZED PROCESS CHANGES – Supplier shall not make any changes to processes which may affect Fit, Form or Function of the product for delivery to EIS Fabrico without written consent.  
d) FACILITY, SYSTEM AND MANAGEMENT CHANGES – Supplier shall inform EIS Fabrico of any changes in facility location or changes in quality system by written notice immediately if the changes could potentially affect Fit, Form or Function of product manufactured for EIS Fabrico.
Notification of Change: The Supplier has the responsibility and is expected to notify EIS Fabrico of ANY changes at Supplier which could affect FIT, FORM or FUNCTION of product or materials to be shipped to EIS Fabrico. Refer to Section Eleven Control of production process change and Part/Process Change Request (PCR) Form (attachment 1).
Section One:  DOCUMENTATION
Completed materials shipped to EIS Fabrico shall be accompanied by applicable documentation per purchase order requirements. 
Any entry on the Suppliers documentation which requires correction shall be lined through, initialed and dated by the Supplier, leaving the item in readable condition.

NOTE: If the person deleting the item does not have an entire signature elsewhere on the document, an entire signature is needed. (Use of correction fluid/tape is not acceptable.)
Section Two: RECORD RETENTION
All documentation (e.g., inspection records, contracts, purchase orders, process and material certifications, test reports, nonconforming material records) for materials supplied to EIS Fabrico shall be retained for a minimum of three (3) years after the last delivery, or as defined by the purchase order and are not to be destroyed unless approval is obtained from EIS Fabrico Quality Assurance.

Section Three:  CORRECTIVE ACTION
The Supplier shall establish and maintain documented procedures for implementing corrective and preventive action. EIS Fabrico has established, within an ISO 9001 framework, procedures to monitor, notify and evaluate suppliers on their quality performance. The Supplier Corrective Action System is geared towards “continuous improvement” and encourages the use of root cause analysis and implementation of sound preventive measures by the Supplier to provide assurance against recurrence.
Any corrective or preventive action taken to eliminate the causes of actual or potential nonconformities shall be to a degree appropriate to the magnitude of problems and commensurate with the risks encountered. 

When nonconforming material is discovered a Corrective Action Request is sent to the Supplier and a response is required by a specific identified due date. A copy is faxed or mailed to the Supplier. Customer Service and Quality Assurance will work with the Supplier to obtain a disposition for the nonconforming material.
When a CAR is sent requiring documented corrective action a response is expected by the due date shown on the CAR. In the event that effective corrective action cannot be implemented by that date, it is the responsibility of the Supplier to notify EIS Fabrico of this situation and give a target date for completion of the project. This notification will allow the final response to pass beyond the established due date limit without penalizing the Supplier. 
Materials or parts shall be manufactured / processed to any material or process specification revision in effect at the time the manufacture/process commences. Material or parts may also be inspected to any subsequent revision to which the material or part conforms.
The procedures for corrective action shall include:

a. the effective handling of customer complaints and reports of product nonconformities;

b. investigation of the cause of nonconformities relating to product, process and quality system and recording the results of the investigation;

c. determination of the corrective action needed to eliminate the cause of nonconformities;

d. application of controls to ensure that corrective action is taken and that it is effective;
e. flow-down of the corrective action requirement to a subcontractor, when it is determined that the subcontractor is responsible for the root cause;

f. specific actions where timely and/or effective corrective actions are not achieved.
The final response shall detail the root cause , corrective action required for immediate correction of material on-hand or in-process, and the long term preventive action to assure against recurrence of the nonconformity. The long term actions are expected to be reasonable in scope and verifiable in nature.

Failure Investigation

When a product field failure or malfunction is reported by EIS Fabrico, we may return applicable product(s) to Supplier and request Supplier to conduct a formal failure investigation and analysis to identify the cause of the failure. Such investigation and analysis require a timely and documented response, and when applicable, shall include corrective action as required by section 3.
Section Four: PREVENTIVE ACTION:
 The procedures for preventive action shall include: 
a. the use of appropriate sources of information such as processes and work operations which affect product quality, concessions, audit results, quality records and customer complaints to detect, analyze and eliminate potential causes of nonconformities;

b. determination of the steps needed to deal with any problems requiring preventive action;

c. initiation of preventive action and application of controls to ensure that it is effective.
 Section Five:  CONTROL OF NONCONFORMING PRODUCT 
EIS Fabrico is not in business to sort and/or rework purchased product or material. The Supplier should have effective controls in place to assure that only product which meets EIS Fabrico specifications is shipped. Neither audit, surveillance, inspection and/or test made by EIS Fabrico representatives at either the Supplier or an EIS Fabrico facility, nor Suppliers compliance with all applicable product assurance requirements clauses herein shall relieve Supplier of the responsibility to furnish product(s) which conform to all requirements of the Purchase Order.
5.1 - The Supplier shall establish and maintain procedures to ensure that product that does not conform to specified requirements is prevented from unintended use. This control shall provide for identification, documentation, evaluation, segregation (when practical), and disposition of nonconforming product and for notification to the functions concerned. 
5.2 - The procedures established by the Supplier shall also take into account process nonconformity that may result in product nonconformity. The term “nonconforming product” includes nonconforming product returned from an EIS Fabrico customer. 
5.3.1 - Suppliers DO NOT have Material Review Board authority for nonconforming materials or parts purchased by EIS Fabrico that fail to meet the Quality Requirements and workmanship standards of EIS Fabrico.  MRB Authority rests solely with EIS Fabrico unless delegated, by letter to the Supplier. Where MRB authority is delegated to the Supplier a Letter of Delegation shall be forwarded to the Supplier outlining the scope and breadth of the delegation. The Supplier shall reference the Letter of Delegation on all Certificates of Conformance for the subject nonconforming material. EIS Fabrico reserves the right and authority to reject materials shipped via Letter of Delegation if after review of the material it is deemed that the nonconforming material cannot be processed or if it is deemed that the nonconforming material fails to meet the Quality Standards and requirements of the end-use-customer. 
5.3.2 -  Where the Supplier suspects that nonconforming material has escaped the Suppliers facility and been shipped to EIS Fabrico without EIS Fabrico authorization the Supplier shall notify EIS Fabrico immediately. 
If it is suspected or known that nonconforming material has been delivered to EIS Fabrico, the Supplier shall immediately notify EIS Fabrico and the cognizant buyer by e-mail or phone. If notification is made via phone written documentation detailing the nonconformance and escape must be sent to EIS Fabrico Quality Assurance within 72 hours of the initial phone call. Notification will include the following information.

a. Part/Item numbers affected.

b. Detailed description of the non-conformance

c. Information required identifying the non-conforming material, e.g., lot number, date of manufacture etc..
d. Purchase order number

e. Shipping date, carrier or any other information necessary to locate the non-conforming material

f. Cause of the defect

g. Corrective Action
h. Preventive Action 

5.3.3 -  Where the Supplier has discovered nonconforming material prior to shipment and feels the material may be acceptable to EIS Fabrico the Supplier shall notify the EIS Quality Assurance department. Upon reviewing the request EIS Fabrico will either grant approval or refuse the request. EIS Fabrico Quality Assurance will notify the Supplier by letter to inform the Supplier of the final decision. A copy of the letter will also be forwarded to the cognizant buyer. 
5.3.4 -  Nonconforming material (at supplier level) shall be handled and stored in a way that the material does not contaminate material that is conforming. EIS Fabrico fully expects the Supplier to implement sound material handling practices, within the scope of the Suppliers Quality System that prevents the escape of nonconforming material.  
5.4  Return Material Authorization (RMA)

5.4.1 -  Where nonconforming material has been received at EIS Fabrico from a Supplier, the Supplier will be contacted immediately, by the cognizant EIS Fabrico Buyer, upon discovery of the nonconformance to initiate the process of returning the discrepant material. A sample of the material will be sent to the Supplier for their review, if requested, and a Return Material Authorization (RMA) will be requested.

5.4.2 -  The Supplier will be required to perform formal Corrective Action within the scope of the EIS Fabrico Corrective Action system.
5.4.3 -  The rejected material will be labeled, segregated and stored at EIS Fabrico pending Supplier providing the Return Material Authorization to EIS Fabrico.

NOTE: EIS Fabrico does not have the capacity to store, indefinitely, nonconforming material that has been rejected and is awaiting issuance of a Return Material Authorization (RMA). Where the Supplier has been notified of the nonconformance and a request has been made for issuance of an RMA, EIS Fabrico will take Debits  for material stored beyond thirty (30) days unless the Supplier has requested an extension of the 30 day period and has provided EIS Fabrico Customer Service with an acceptable date upon which the RMA will be completed and forwarded to EIS Fabrico Customer Service. After the 30 day period has expired EIS Fabrico does not assume responsibility for nonconforming material that has been rejected at EIS Fabrico, the Supplier has been notified and a request made for issuance of a Return Material Authorization. In these type situations EIS Fabrico reserves the right to debit the Supplier and return the material to the Supplier at Supplier expense. Our expectation is that the Supplier will respond promptly in issuing Return Material Authorizations to return nonconforming material to the Supplier facility. 
Section Six:  HANDLING, STORAGE, PACKAGING, PRESERVATION
The Supplier shall establish and maintain procedures for handling, storage, packaging, preservation and delivery of product.
These procedures shall also cover the specific requirements for:

· Marking and labeling

· Shelf life control

· Hazardous materials (where required by Purchase Order)
6.1 -  Handling: The Supplier shall provide methods of handling product that prevent damage or deterioration.

6.2 - Packaging: The Supplier shall control packing, packaging and marking processes to the extent necessary to ensure conformance to specified requirements.
6.3 -  Preservation: The Supplier shall apply appropriate methods for preservation and segregation of product when the product is under Supplier control.
Limited Shelf Life Materials – On each container of, and on the Certificate for, materials having a limited shelf life, the Supplier shall show the cure or manufacturing date, expiration date or shelf life, lot batch number, and when applicable, any special storage or handling conditions. Time lapse between cure or manufacture date of such materials and date of scheduled receipt by EIS Fabrico under the Purchase Order shall not exceed 10% of the shelf life for the material without prior written waiver or consent from EIS Fabrico for each shipment.
6.4 -  Delivery: The Supplier shall arrange for the protection of the quality of the product after inspection is complete. Where contractually specified, this protection shall extend to include delivery to destination.

6.5 -  The Supplier shall ensure that any required documents for the product are present at delivery as specified in the purchase order and are protected against loss and deterioration.
Section Seven: CONTROL OF RECORDS
7.1 -  The Supplier shall establish and maintain documented procedures for identification, collection, indexing, access, filing, storage, maintenance and disposition of quality records.

7.2 -  Quality records shall be maintained to demonstrate conformance to specified requirements and the effective operation of the quality system. Pertinent quality records from subcontractors shall be an element of these data.

7.3 -  All quality records shall be legible and shall be stored and retained in such a way that they are readily retrievable in facilities that provide a suitable environment to prevent damage or deterioration and to prevent loss. 
Note: Records may be in the form of any type of media, such as hard copy or electronic media.
Section Eight: PRODUCT IDENTIFICATION AND TRACEABILITY
8.1 -  The Supplier shall establish and maintain procedures for identifying the product by suitable means from receipt and during all stages of production and delivery. The Supplier shall establish and maintain procedures for unique identification of individual product or batches. This identification shall be recorded.
8.2 -  According to the level of Traceability required by the Purchase Order, regulatory,   or other established requirement, the Suppliers system shall provide for:
· identification to be maintained throughout the product life;

· all the products manufactured from the same batch / lot of raw material or from the same manufacturing batch / lot to be traced, as well as the destination of all products of the same batch / lot;
Section Nine:  PROCESS CONTROL
9.1 - The Supplier shall identify and plan the production processes which directly affect quality and shall ensure that these processes are carried out under controlled conditions. Controlled conditions shall include the following:

a) procedures defining the manner of production where the absence of such procedures could affect quality;

b) use of suitable production equipment and a suitable working environment (e.g., temperature, humidity and cleanliness etc..);
c) compliance with reference standards / codes, quality plans and / or documented procedures;

d) monitoring and control of suitable process parameters and product characteristics; monitoring and control of any key characteristics where required by Purchase Order (e.g., spliced / non spliced);
e) criteria for workmanship, which shall be stipulated in the clearest practical manner (e.g., written standards, representation samples or illustrations;

f) suitable maintenance of equipment to ensure continuing process capability;

g) accountability for all product during manufacture (e.g., quantities, nonconformities);

h) evidence that all manufacturing and inspection operations have been completed as planned, or as otherwise documented and authorized;

i) utilities such as water, chemical products to the extent they affect product quality.
Section Ten: PRODUCTION DOCUMENTATION
10.1 -  Production operations shall be carried out in accordance with approved data or instructions.

This data shall contain as necessary:

· drawings, parts lists process flow charts including inspection operations, production documents (e.g., manufacturing plans, traveler, router, work order, process cards); and inspection documents.
Section Eleven: CONTROL OF PRODUCTION PROCESS CHANGES
Persons required approving changes to production processes shall be identified and authorized.
The Supplier shall identify those changes which require Customer acceptance in accordance with contractual requirements prior to making any change.

Changes affecting processes, production equipment, tools and programs shall be documented. Procedures shall be available to control their implementation.

The results of changes to production processes shall be assessed to confirm that the desired effect has been achieved without adverse effects on product quality.
The Part/Process Change Request (PCR) Form, see Attachment 1,  shall be used by the supplier to notify EIS Fabrico of a request for change to the form, fit, features, function, reliability or cost, of purchased product, parts, or assemblies and/or associated packaging, design, materials, manufacturing facility/location, or manufacturing/test/inspection processes. This request allows EIS Fabrico to anticipate, document, review, and approve the impact on its products and processes. Part samples may be required for approval prior to implementing any changes.  This PCR form must be received by EIS Fabrico Procurement at least 3 weeks (6 weeks for mfg location change), plus normal lead time, prior to the target date for the implementation of the change.  The proper communication of changes is an important part of the EIS Fabrico-Supplier business relationship.
EIS Fabrico Initiated Changes: Supplier shall incorporate on all product(s), at the specified effectivity points, all changes to drawings, specifications, tests, inspection and fabrication methods, or any other changes initiated by EIS Fabrico through a formal Purchase Order change and/or amendment. Suppliers system shall include appropriate controls and records, including:

Records at Suppliers sub-tier sources, showing the date, lot, serial number, revision letter, or other positive identification that provides objective evidence of incorporation of all changes in product(s). Such records shall be subject to verification by EIS Fabrico.

Section Twelve:  CONTROL OF WORK OCCASIONALLY PERFORMED OUTSIDE SUPPLIER FACILITIES
When planning to carry-out work at a location other than its normal facilities, the Supplier shall define the procedure to control the work.

Section Thirteen:  INSPECTION 
The Supplier shall establish and maintain procedures for inspection activities in order to verify that the specified requirements for the product are met. The required inspection shall be detailed in the quality plan or documented procedures.
These procedures shall specify the resources and methods to be implemented and the methods of recording the results.

These procedures shall include:

· identification of authorized personnel;

· limits of authorization;

· training and qualification requirements.

Inspection documentation shall be maintained and controlled by the Supplier. This may be part of  the manufacturing documentation, but shall include:

· criteria for acceptance or rejection;

· where in the sequence inspection operations are performed;

· documents recording inspection results;

When the Supplier subcontracts inspection or test activities, the Supplier shall control the subcontracted activity.
13.1 - Receiving Inspection and Testing

The Supplier shall ensure that incoming product is not used or processed until it has been inspected or otherwise verified as conforming to specified requirements. Verification of conformance to the specified requirements shall be in accordance with the quality plan and/or documented procedures. In determining the amount and nature of receiving inspection, consideration shall be given to the amount of control exercised at the subcontractor’s premises and the recorded evidence of conformance provided.
13.2 - Where incoming product is released for urgent production purposes prior to verification, it shall be positively identified and recorded in order to permit immediate recall and replacement in the event of nonconformity to specified requirements.

13.3 - When certification test reports are utilized to accept material, the Supplier shall assure that data in said reports are acceptable per applicable specifications. 
13.4 - In-Process Inspection 

The Supplier shall:

A) inspect the product as required by a quality plan and/or documented procedures;

B) hold product until the required inspections have been completed or necessary reports have been received and verified, except when product is released under positive-recall procedures.
13.5 - Final Inspection 
The Supplier shall carry out all final inspection in accordance with a quality plan and/or documented procedures to complete the evidence of conformance of the finished product to the specified requirements.

The quality plan and/or documented procedures for final inspection shall require that all specified inspections, including those specified either on receipt of product or in-process, have  been carried out and that the results meet specified requirements.

No product shall be dispatched until all the activities specified in the quality plan and/or documented procedures have been satisfactorily completed and the associated data and documentation are available and authorized.
13.6 -  Inspection Records

The Supplier shall establish and maintain records which provide evidence that the product has been inspected. These records shall show clearly whether the product has passed or failed the inspections. The procedures for control of nonconforming product shall apply. 
Records shall identify the inspection authority responsible for the release of product.

Where required to demonstrate product qualification the Supplier shall ensure that quality records provide evidence that the product meets the defined requirements.
13.7 -  Inspection Status

The inspection status of product shall be identified by suitable means, which indicate the conformance or nonconformance or product with regard to inspections performed.

13.8 - The identification of inspection status shall be maintained, as defined in the quality plan and/or documented procedures, throughout production of the product to ensure that only product that has passed the required inspections and tests or released under an authorized concession  is dispatched or used.

13.9 Records shall identify personnel authorized to verify, certify and release products.
13.10 When acceptance authority media are used (e.g., stamps, electronic signatures etc.) the Supplier shall establish controls for the media.
Section Fourteen: PURCHASING
The Supplier shall establish and maintain procedures to ensure that purchased product conforms to specified requirements.
For the purposes of this document, the term “product” applies to the intended product offering only and not to unintended “by-products” affecting the environment. 
The Supplier shall be responsible for the quality of all products purchased from sub-contractors.
14.1 -  Evaluation of Subcontractors

The Supplier shall:

· evaluate and select subcontractors on the basis of their ability to meet subcontract requirements including any specific quality assurance requirements;
· define the type and extent of control exercised by the Supplier over subcontractors. This shall be dependent upon the type of product, the impact of subcontracted product on the quality of final product and, where applicable, on the quality audit reports and/or quality records of the previously demonstrated capability and performance of subcontractors;

· establish and maintain quality records of acceptable subcontractors;
· ensure that the organization having responsibility for approving subcontractor quality systems has the authority to disapprove the use of sources;
· periodically review subcontractor performance; records of these reviews shall be maintained and used as a basis for establishing the level of Supplier controls to be implemented;

· maintain procedures that define the necessary actions to take when dealing with subcontractors which do not meet requirements.

· requirements to flow down to sub-tier Suppliers the applicable requirements in the purchasing documents.

14.3 - Verification of Purchased Product 
The Supplier shall implement procedures to verify purchased products. These may include:

· obtaining objective evidence of the quality of the product from subcontractors (e.g., accompanying documentation, certificate of conformity, test reports, statistical records, process control);

· inspection and audit at source;

· review of the required documentation; inspection of products at delivery;

· delegation of verification to the sub-contractor, or sub-contractor certification.
When delegation is used the Supplier shall define the requirements for delegation and maintain a list of delegations.
Section Fifteen: CONTROL OF INSPECTION, MEASURING AND TEST EQUIPMENT
The Supplier shall establish and maintain procedures to control, calibrate and maintain inspection, measuring and test equipment used by the Supplier to demonstrate the conformance of the product to specified requirements. Inspection, measuring and test equipment shall be used in a manner which ensures that the measurement uncertainty is known and is consistent with the required measurement capability.
Where test software or comparative references such as test hardware are used as suitable forms of inspection, they shall be checked to prove that they are capable of verifying the acceptability of product, prior to release for use during production, installation or servicing and shall be rechecked at prescribed intervals. The Supplier shall establish the extent and frequency of such checks and shall maintain records as evidence of control 

Where the availability of technical data pertaining to the inspection, measuring and test equipment is a specified requirement, such data shall be made available, when required by the customer or customer’s representative, for verification that the inspection, measuring and test equipment is functionally adequate.

NOTE: For the purposes of this document the term “measurement equipment” includes measurement devices.
NOTE: Inspection, measuring and test equipment includes all types of devices used by any Supplier or subcontractor personnel to validate materials, products, processes or other inspection, measuring and test equipment. This includes test hardware, test software, automated test equipment (ATE) and plotters used to produce inspection data. It also includes personally owned equipment used for product acceptance.
15.1 -  Control Procedure

The Supplier shall:

· determine the measurements to be made and the accuracy required and select the appropriate inspection, measuring and test equipment that is capable of the necessary accuracy and precision;
· identify all inspection, measuring and test equipment that can affect product quality and calibrate and adjust them at prescribed intervals, or prior to use, against the certified equipment having known valid relationship to internationally or nationally recognized standards. Where no such standard exists, the basis used for calibration shall be documented;
The Supplier shall maintain a list of this equipment, including where appropriate, test devices and tools supplied by the customer;

· define the process employed for the calibration of inspection, measuring and test equipment, including details of equipment type, unique identification, location, frequency of checks, check method, acceptance criteria and the action to be taken when results are unsatisfactory;

· identify inspection, measuring and test equipment with suitable indicator or approved identification record to show calibration status;

· maintain calibration records for inspection, measuring and test equipment. 
· assess and document the validity of previous inspection and test results when inspection, measuring or test equipment is found to be out of calibration.
· when the assessment indicates that the product may be nonconforming, disposition the nonconformance.

· ensure the environmental conditions are suitable for the calibrations, inspections, measurements and tests being carried out;

· ensure that the handling, preservation and storage of inspection, measuring and test equipment is such that the accuracy and fitness for use are maintained;
· safeguard inspection, measuring and test facilities, including both test hardware and test software, from adjustments which would invalidate the calibration setting;

· define the method for recall of measuring devices that require calibration.
Section Sixteen: Supplier Performance 
EIS Fabrico has implemented a Supplier Rating System to assess the overall performance of  the top Suppliers against established requirements. These Suppliers will be rated quarterly and a Scorecard will be sent to each Supplier at the end of the rating period. Suppliers who fail to consistently meet the established performance requirements will be assessed at an increased frequency to be determined by EIS Fabrico. This increased frequency will include on-site assessments of the Supplier to determine corrective action effectivity.
EIS Fabrico is committed to partnering with those Suppliers who demonstrate a concerted effort to produce products which meet requirements and who demonstrate a commitment to continuous improvement. Where suppliers consistently fail to demonstrate this level of commitment and fail to meet the quality requirements they will be identified as “probationary suppliers” and risk removal from the Approved Supplier List. Where problems are identified it is our expectation that our suppliers will work to develop and implement corrective action to eliminate the problems. EIS Fabrico will work diligently with Suppliers to help bring their performance in line with requirements.

Top Suppliers will be rated on the following criteria (the criteria are “weighted” in accordance with their level of significance) 
1. Quality  (35)
2. Delivery (35)
3. Responsiveness (15) i.e., P.O Acknowledgement, CAR Response time.
4. Paperwork Issues (15) i.e. Missing Certificate of Conformance, Material Certifications.
Supplier performance will be ranked / categorized as follows:

Score 95 – 100 Platinum, 90 – 95 Gold, 85 – 90 Silver, 80 – 85 Bronze     

Where “new business” is concerned, every effort will be made to award these opportunities to those Suppliers having achieved and maintained Platinum or Gold designation. 
EIS Fabrico, Inc

Acknowledgment of Receipt
By signing this Acknowledgement I demonstrate that I have received a copy of SQR-001 relevant to the Supplier Quality Requirements of EIS Fabrico, Inc. 

I further understand that should there be questions that arise concerning this document EIS Fabrico Purchasing should be contacted immediately.

The requirements in this document may be invoked in their entirety or select portions of the document may be invoked via reference on EIS Fabrico Purchase Orders. It is the responsibility of the Supplier to review the Purchase Order to determine applicability.
Name:                                                                           Title:

Company Name:

Date:
Attachment 1

	Supplier Part / Process Change Request (PCR)

	This Part/Process Change Request (PCR) Form must be used by the supplier to notify EIS Fabrico of a request for change to the form, fit, features, function, reliability or cost, of purchased product, parts, or assemblies and/or associated packaging, design, materials, manufacturing facility/location, or manufacturing/test/inspection processes. This request allows EIS Fabrico to anticipate, document, review, and approve the impact on its products and processes. Part samples may be required for approval prior to implementing any changes.  This PCR form must be received by a EIS Fabrico Procurement at least 3 weeks (6 weeks for mfg location change), plus normal lead time, prior to the target date for the implementation of the change.  The proper communication of changes is an important part of the EIS Fabrico-Supplier business relationship.

	SUPPLIER:  
	REQUESTED BY:

	PART NAME: 
	PHONE NUMBER: 

	PART NUMBER: 
	SUBMITTED TO: 

	SHIPPING TARGET DATE: 
	DATE SUBMITTED: 

	CHANGE DESCRIPTION (MARK APPLICABLE ITEMS)

	 FORMCHECKBOX 
DESIGN CHANGE
	 FORMCHECKBOX 
EQUIPMENT CHANGE


	 FORMCHECKBOX 
NEW SUB-SUPPLIER
	 FORMCHECKBOX 
TOOLING/MOLD CHANGE


	 FORMCHECKBOX 
MATERIAL CHANGE
	 FORMCHECKBOX 
MFG. LOCATION CHANGE (6 weeks notify, please)

	 FORMCHECKBOX 
MFG. METHOD CHANGE
	 FORMCHECKBOX 
PACKAGING CHANGE

	 FORMCHECKBOX 
INSPECTION/TEST CHANGE
	 FORMCHECKBOX 
OTHER CHANGE

	SUPPLIER DESCRIBE CHANGE (reference additional pages if needed): 



	Important Dates:

 FORMCHECKBOX 
 Qualification Samples Available: 

 FORMCHECKBOX 
 Last Time Buy:

 FORMCHECKBOX 
 Final Qualification Data Available:

 FORMCHECKBOX 
 Date of Final Product Shipment: 

	Method of Distinguishing Changed Product

 FORMCHECKBOX 
 Product Mark,

 FORMCHECKBOX 
 Date Code,

 FORMCHECKBOX 
 Other,

	Demonstrated or Anticipated Impact on Form, Fit, Function or Reliability:

	Qualification Plan/Results:

	 FORMCHECKBOX 
  CHECK IF A TRIAL OR SAMPLES ARE NEEDED             

	FABRICO ENGINEERING: 
	DATE:  

	FABRICO QUALITY: 
	DATE:  

	FABRICO PROCUREMENT: 
	DATE:  


This confirmation does not constitute a EIS Fabrico assumption of responsibility and is provided in reliance upon Supplier’s representation that it has satisfactorily completed the appropriate level of technical and safety due diligence to properly conclude that product manufacturing processes, product design, specification compliance, and product operability, use and serviceability are not compromised or diminished.  The responsibility for the proposed change, its cost, and its implementation remains exclusively with the Supplier.
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