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1. INTRODUCTION

The purpose of this document is to communicate BRIST’s quality requirements for prototype/initial sample
submission and serial production.

These requirements are valid for both dedicated prototype suppliers and regular serial production suppliers
which provide prototype/sample parts and/or serial production parts for BRIST.

2. REQUIREMENTS

2.1. Part Submission Warrant Requirements

A part submission warrant shall be completed in full (no blank fields) and signed by an authorized official of the
supplier who is responsible for the preparation of this submission package. There shall be a separate warrant
form for each part number and each part shipment.

Identification and Traceability - SUPPLIER shall identify and mark each unique part where traceability is
required such as SRC (Safety), R (Regulatory), MC (Major Characteristics), P (Process) parts. SUPPLIER shall
also provide minimum traceability for system and process.

SUPPLIER shall proceed part shipment in accordance with identification and traceability labelling requirements
which are informed by BRIST.

2.2. Control Plans, FMEA'’s, Process Flow Charts

A Control Plan and Complete Process Flow Chart shall be developed and submitted, which are capturing the
process and/or processes of record for the manufacturing of these parts. This document shall also capture the
features being checked (highlighting the SRC, R, MC, P, etc), sample size and frequency of inspection. The
frequency of dimensional checks and/or verification are typically higher than that of production. Additionally,
alternative processes or rework must be clearly identified in the control plan. If there are sub-tiered suppliers,
(i.e.: plater, heat treatment, paint) these processes need to be also included in this document.

Furthermore, for serial production parts, an FMEA is required for all IATF 16949 certified suppliers.

Control Plan - SUPPLIER shall review and confirm all sub-supplier’s Control Plans which are related to BRIST.
In case of an update, SUPPLIER shall review Control Plans and confirm if they are in conformity. If this change
relates with appearance, compatibility, performance or durability of product, BRIST Quality Division shall be
informed.

SUPPLIER shall review and confirm all its and sub-supplier’s Control Plans which are related to BRIST’s safety
and/or regulatory parts (SRC/R) during PPAP process. In case of any doubt or update BRIST Quality Division shall
be informed, and SUPPLIER shall seek an approval from BRIST prior to application.

Process Audits - SUPPLIER shall apply process audits and controls. In case of any demand (e.g. unstable
process, increase at nonconformities, process/product change etc.) number of audit requirements may
increase.

Non-conformity - The QPR is the documents that Brist uses to communicate to supplier in case of non-
conformity. Brist requires that the QPR is filled for the identification of the root cause of the non-conformity both
for occurrence and for detection. Brist requires that the supplier use a systemic methodology for the root cause
analysis (example 5W, Ishikawa ....)
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2.3. Dimensional Characteristic Inspection

For parts being shipped for testing and/or for assembly: A 100% fully ballooned drawing (including the notes),
along with a corresponding 100%-dimensional layout inspection report shall be conducted on a minimum of
one part unless otherwise specified per the direction of BRIST personnel. Suppliers are responsible for
performing, or having performed legible, signed inspections and/or tests required to substantiate conformance
to design record. Suppliers may use the AIAG Dimensional Results form, CFG 1003 or equivalent.

Castings, forgings, plastics or rubber parts being made from multiple molds or cavities, require one part from
each mold or cavity to be 100% dimensionally laid out.

2.4. Special Characteristics
DESCRIPTION AND SYMBOLS FOR SPECIAL CHARACTERISTICS
Level Symbols Effect Criteria FMEA PPAP Series Action
. . . N . Ppk 2 1,67 (if variabl
Potential failure mode affecting user Ppk =2 1,67 (if variables) P 67 (if variables) Keep record for a minimum of
safety and/or leading to non-compliance . . 15 years. These records must
R X " ! 1 ¥ . ¥
SRC Non-compliance with with laws and regulations WITHOUT prior 0 Inspection 100% (if Insp:ftt;;nu:;(;ﬁ, (if be r_eadll_y available for
safety requirements or warning attributes) verification by BRIST
Critical applicable laws and Dimensional report as
regulations (mandatory Potential failure mode affecting user Full dimensional report agreed Keep record for a minimum of
R requirements) safety and/or leading to non-compliance 9 10 years. These records must
with laws and regulations WITH prior Material certificate Material certificate be readily available for
warning required for every heat required for every heat verification by BRIST
Loss of primary function (vehicle not 8 Cpk = 1,67 (if variables) -
) operable, no impact on safety) Dimensional report as Keep record for a minimum
Loss or degradation of y . of 4 years. These records
Important MC N . Poka-Yoke (if attributes) agreed . .
primary function . . . . must be readily available
Degradation of primary function (vehicle 7 . . for verification by BRIST
operable, reduced performance level) Full dimensional report
Loss of secondary function (operable
vehicle, comfort and/or optional not 6
Loss or degradation of functional)
secondary function Degradation of secondary function
(operable vehicle, comfort and/or 5
optional not functional)
Appearance/aesthetic issue, audible
noise, vehicle remains operable, with a 4 . o
non-conforming characteristic noticeable Inspections performed ona| . Lo report as Keep record for a minimum
to most customers (>75%) defined sample size of 4 years. These records
Secondary P . agreed . .
— - according to customer must be readily available
Appearance/aesthetic issue, audible agreements for verification by BRIST
. noise, vehicle remains operable, with a
Discomfort K L R 3
non-conforming characteristic noticeable
to many customers (~50%)
Appearance/aesthetic issue, audible
noise, vehicle remains operable, with a P
non-conforming characteristic noticeable
to few customers (<25%)
No effect No detectable effects 1

BRIST might add some more special characteristics if the end customers request some more
characteristics:

SUPPLIER shall comply with special characteristics that defined by BRIST and additionally by its Customers;
and mark all special characteristic items on Control Plan. Supplier must include on their reports the special
characteristic symbols especially Safety (SRC), Regulatory ( R) and Major ( MC).

All Critical dimensions (Functional and Assembly relevant) must be maintained by the main supplier. Supplier
shall not allow / offload the critical dimensions on their Tier 1 or sub-supplier. If at all, some final dimensions are
controlled by Tier 1 / Sub supplier (of BRIST), the end responsibility lies with the main supplier of BRIST.

2.5. Material Certifications

The material certification is a required document from the material producer and/or heat treatment source that
states manufacturing location, lot number, product identification number, product name, dates of test, BRIST
specification and actual test data compliance to the product specifications. Material certification shall be
deemed part of the submission. Material certification(s) should and dated on the supplier letterhead (i.e.: ABC
Plating, Inc.) Traceability must be maintained at supplier location. This is required per heat.
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° Metals/plastics/rubber certifications: (i.e.: chemical and mechanical properties)

o Heat treat certifications: (i.e.: temperature, temper, core/surface hardness, case depth, microstructure)
o Paint/Plate/Primer/Rust Preventative certifications: (i.e.: thickness, grade, viscosity)

. Surface treatment; after forging/casting the parts is descaled by shoot-blasting or shoot-peening.

Shall be provided in below issues for Casting and forging parts;

Qualification requirements including mechanical properties testing from test pieces excised from cut of casting
or forging parts wherever possible,

Qualification requirements may include:

o Mechanical properties
. Metallurgy
. Grain flow (if applicable)

Sequential cut of production parts to an appropriate defined periodicity. Ultrasonic inspection of the billet prior
to forging, to an appropriate grade

Heat Treated parts: For Safety Related Components and regulation components (SRC and R) parts: the first and
last piece of the run are required for sample testing, by the supplier. (i.e.: print requirements such as, but not
limited to: surface/core hardness, case depth).

Welded Parst: SRC/ R Forwelded parts, supplier should monitor the process parameters which had been define
for the sample approval. Supplier reports should show welding hardness values and penetration results
according to control plan.

For Non-SRC parts: Only one part is required for sample testing, by the supplier. (i.e. surface/core hardness,
case depth)

2.6. Tooling (castings)

Suppliers are required to report out what type of tooling is to be used. i.e. red-board tooling or brown-board
tooling.

2.7. IMDS Requirements

There are no IMDS requirements for prototype/sample submissions. For serial production, this may be required.

2.8. MSDS Requirements

MSDS sheets may be required in the submission.

2.9. Serialization Information/Part Identification

Part serialization is required for safety parts (example brake calipers,..) . Common methods of marking are laser
etch, hand etch, pin stamp or punch stamp. When supplying multiple lots for the same part number, the
serialization shall be consecutive to avoid duplicate numbering of parts from different lots, unless the
serialization starts with the unique lot number or Julian date.

2.10. Inspection and or Testing Devices

When an inspection and/or testing device such as a gage, fixture, check-aid, or template is used to inspect
and/or test a part, Supplier shall be responsible for inspecting and verifying that the device has been constructed
to the same engineering release and change number as the part being inspected and/or tested. Supplier shall
have completed appropriate measurement system analysis (e.g. GR&R or similar study) for the gage, and the
gage must be calibrated with full traceability to standards. Results of these activities must be available for the
review of BRIST Quality personnel upon request.
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2.11. Deviations

If parts do not meet design record requirements, i.e.: dimension(s) out of specification or if parts do not meet
metallurgical requirements, Supplier shall be responsible for filling out the Deviation Request form and
submitting it to the BRIST Quality. The Deviation Request form shall include a Corrective Action from Supplier
for the form to begin circulation for signatures. This form needs to be approved before Supplier got a consent to
ship the parts. Please note that submitting this form does not guarantee BRIST approval.

2.12. Parts/Submissions sent to BRIST (for DV/PV Testing)

An electronic copy of the submission is to be sent, unless hardcopies are specified, to the BRIST Quality and
Product Engineer for each to review and disposition.

The supplier will also be responsible for sending an electronic copy of the Submission to BRIST Quality, unless
hardcopies are specified.

2.13. Parts/Submissions sent to BRIST (for Materials Engineering Evaluation)

Parts/Submissions being sent to BRIST Engineering for verification, an electronic copy of the supporting
documentation, unless otherwise specified, is to be submitted to BRIST Engineering. Suppliers that provide
castings or forgings, must provide at least one sample (from each cavity if applicable) to BRIST Engineering for
review, unless otherwise specified. If parts are being heat treated, at the request of Engineering, samples may
be requested for before and after processing. All parts submitted to BRIST must include the appropriate work
request number.

2.14. References and Documents

BRIST, may require from SUPPLIER the usage of the AIAG Automotive sector specific reference guides which
are indicated below from SUPPLIER or similar documents according to industry standard.

° APQP; Advanced Product Quality Planning
° PPAP; Production Part Approval Process

° FMEA,; Failure Mode & Effect Analysis

. SPC; Statistical Process Control

° MSA; Measurement System Analysis

Note: Please check the website for the update version of these reference manuals, www.aiag.org.

2.15. Supplier Quality Management System Development

An effective quality management system set up according to the standards and regulations of IATF 16949 or ISO
9001 new version is a prerequisite for supplier relations with BRIST. Special waiver can be agreed only after
approval by Brist and supplier has shared implementation plan for certification.

The effectiveness of the QM system is reflected in:

] Continuous and verifiable improvement of processes, procedures, and products
] Delivery quality

. Delivery reliability

. Effectiveness and promptness for implementation of corrective actions

= Communication at all levels

. Appropriate and timely processing of new and revised projects

The goal of this quality management system is to achieve the “Zero-Defect” target. The minimum requirement
is evidence of plan for certification according to ISO 9001.
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For those suppliers, certification according to IATF 16949 or new version will be required in the medium term.
BRIST reserves the right to carry out audits and assessments on quality management systems, processes, and
products, if applicable with their customers after prior notification. For this purpose, access is to be granted to
BRIST representatives and our mutual customers.

Heat Treatment Service provision shall be done from the suppliers having IATF 16949 QMS certified (see AIAG
CQI-9requirements) or ISO 9001. Surface Treatment/Coating/Painting Service provision shall be done from the
suppliers having IATF 16949 QMS certified (for applicable cases, see AIAG CQI-11 and CQI-12 requirements)
or ISO 9001.

SUPPLIER shall require from its sub-suppliers, that supply product, material and/or service, to have ISO 9001
QMS certification by an accredited 3rd party certified organization and follow validation of the certification.

Warning: SUPPLIER shall require deviation from BRIST Quality in writing for uncertified sub supplier indicating
sub supplier planned date of certification. When this planned date is completed, this sub-supplier shall
complete certification process if not alternative sub-supplier approval shall be initiated.

2.16. External Laboratory

For the external laboratory usage, SUPPLIER shall confirm that this laboratory accredited for the used test scope
according to ISO/IEC 17025 or national equivalent. In case of there is no such accredited laboratory, this shall
be indicated on Control Plans or Validation Plans and written approval shall be taken from BRIST Quality for this
case by the SUPPLIER.

2.17. Supplier Evaluation

BRIST evaluates its suppliers in accordance with the identified criteria by a quarterly report.

SUPPLIER, shall investigate BRIST Supplier Performance Evaluation Report, analyse and plan improvement
activities for the required items)

BRIST Supplier Performance Evaluation Rating classification;

Supplier Quality Performance Evaluation Criteria; (Questions &Scoring)

. Is there any quality certification?
IATF 16949 Yes No No/Or/And No
ISO 9001 Yes Yes Yes No
ISO 45001 Yes Yes Or/And No
ISO 14001 Yes Yes Or/And No
POINTS 15 10 5 0
° Does supplier send a quality control report (PDI) regarding to inspection agreement for every delivery?

More than 75% Pointis 15: Less than 75% but more than 50% points is 5, less than 50% pointis 0.

RANGE IN PERCENTAGE | SCORE

MORE 70% 15

BETWEEN 70% AND 50% | 10

LESS THAN 50% 5
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° BRIST Percentage QPR in a year calculation. This is evaluated on the total QPR per year.

RANGE IN PERCENTAGE | SCORE

LESS THAN 5 % 15

BETWEEN 5% - 10 % 10

BETWEEN 10% - 20 % 5

MORE THAN 20% 0

. Brist Customer returns
No rejected from Brist Customer pointis 25, Rejection from Brist customer point s 0.

. Percentage of non-conformity at incoming stage

RANGE IN PERCENTAGE | SCORE

LESSTHAN 0.5 % 15

BETWEEN 0.5%-10% |10

BETWEEN 10% - 20% 5

MORE THAN 20% 0

° Delivery Performance

RANGE IN PERCENTAGE | SCORE

MORE 70% 10=score=15

BETWEEN 70% AND 50% | 5 < score < 10

LESS THAN 50% 0<scores5

Supplier Classification:

° Group A, “Best Suppliers” - 90< Score<100
° Group B, “Good Suppliers”: 75< Score <90
° Group C, “Average Suppliers”: 50< Score <75
. Group D, “Seek Alternative”: 0< Score <50
EVALUATION CORRECTIVE ACTION
GROUP “A” No action required
GROUP “B” The supplier may provide an improvement plan for approval
GROUP “C” The supplier must provide an improvement plan for approval and reinforced AQL
could be used during the material acceptance phase
GROUP “D” The supplier will be in CSL, the CSL level will be assessed on a case-by-case basis

All suppliers which are in GROUP D shall be subjected to the Controlled Shipping Levels
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2.18. Process Audits

SUPPLIER shall apply minimum once/year process audits. In case of any demand e.g. unstable process,
increase at nonconformities, process/product change etc. more than one audit shall be planned and performed.

Supplier can determine process audit format. BRIST advices VDA 6.3 Process Audit.

2.19. Customer Information

SUPPLIER shall inform BRIST Purchasing and Quality immediately verbally and in writing in case of
nonconforming product has been shipped.

2.20. Waiver

SUPPLIER shall apply to BRIST Purchasing in writing in case of waive necessity via “SUPPLIER WAIVER
REQUEST FORM”. Explanation, due date and/or quantity information should be included in the form. BRIST may
request some parts for trial and investigation before permission. In this case, SUPPLIER shall send demanded
parts in expected quality as requested order quantity and without delay. Please use linked “SUPPLIER WAIVER
REQUEST FORM? file for waive request.

2.21. Problem Solving

SUPPLIER shall use root cause analysis and problem-solving techniques like AIAG Problem Solving Guide (CQI-
10), 5 WHY Analysis, 6-Sigma, Global 8D.

For corrective action follow-up BRIST NON-CONFORMITY REPORT form shall be used, time limits are
considered and objective evidence of effectiveness check added to the report (Quality problem report-QPR)

2.22. Reject Product Test and Analysis

BRIST claims SUPPLIER related problems to its SUPPLIERS via quality declaration form. SUPPLIER shall check
its stock after receiving quality declaration form, block shipment of parts not in conformity, complete problem
analysis after receiving parts not in conformity and inform BRIST about the results of problem analysis.

SUPPLIER should immediately complete test and analysis of returned part and inform the results to BRIST.
Countermeasure activity should be planned after problem declaration, stock controls in production/buffer and
warehouse) should be done within 1 working day and parts in conformity should be sent to BRIST. In case BRIST
non-conformity report issued, shall fulfil that nonconformity report send it to BRIST in requested time limit.

Warranty claim parts are sent directly SUPPLIERS. SUPPLIERS are expected to fulfil the form and send back to
BRIST aftersales. For sample part delivery, SUPPLIER must use a label format which indicated below. This label;
Must be added to the package and, must be delivered by e-mail to BRIST.

2.23. PPAP Submission

For interim controls, samples will be delivered with PPAP Level 2 documentation.

For line trial and part approval stage, samples will be delivered with PPAP Level 3 documentation. Declaration
Form of Prohibited and Limited Substances will be added to PPAP file with below mentioned indications;

- All restricted/forbidden material must be declared according to current EU regulations,
- List of restricted/prohibited substance with part name and part code/number
- Approved with authorized signature.

In addition to the above requirements, Internal-External Laboratory Scope List, Die-Jig-Fixture List must be
added to the PPAP File.

BRIST may require other information and use other formats according to Main Customer demand.

BRIST may require for suppliers without IATF 16949 to produce parts quality report. Part report should include
dimensional inspection report, material report, mechanical test report and similar.
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Supplier shall inform BRIST (during PPAP documentation and control plan review at initial sample & Prototype
stage) about all such dimensions which will be maintained by their tier 1 / sub-suppliers. Any change in sub-
supplier’s processes, layout, method must be informed to BRIST well in advance.

2.24. Regqualification

For BRIST Automotive custom-designed components (excluding catalogue products) Brist reserves the right to
request periodic requalification of the component based on risk analysis.

Special features must be recorded in the supplier's quality system and reported in internal documentation
(control plans, operating instructions).

Unless otherwise agreed with BRIST. During the requalification, dimensional surveys must be performed on at
least all special features indicated in the drawing and 3.1 certificates of materials/treatments must be provided
in accordance with UNI 10204, or as requested by BRIST.

2.25. Approved Change Requests — Change Management

BRIST shall be notified if supplier changes an approved material or process. Written approval from BRIST (either
through a PPAP submission for permanent changes or a deviation request form for temporary changes) must be
received prior to change implementation. No deviations/concessions shall be permitted without the appropriate
validation and customer approvals.

Any change in Packaging method, material & system, needs to be well informed to BRIST. BRIST Quality will
review the changes and will give decision. (Risk analysis may be conducted by Supplier and BRIST to study
potential risks involved).

Supplier must maintain the Change management records (Design / tooling / process etc) for periodic review of
BRIST (as per document retention policy).

2.26. Sub-contractor (outsources supplier) — Changing Sub-contractors

The supplier is responsible for the development of his subcontractors according to the requirements. If the
supplier places orders with subcontractors, they must also meet the requirements of BRIST.

A change of subcontractor must be notified in advance to BRIST and requires the approval of BRIST. Production
Part Approval Process (PPAP) must be performed BRIST reserves the right to audit subcontractors, possibly
jointly with the BRIST customers. Advance notice will be given. However, this does not mean that the supplier is
released from his responsibility towards the subcontractor and BRIST.

Status of subcontractors: The use of qualified subcontractors for the project must be ensured. If requirements
are not met, improvement plans must be defined. The implementation must be guaranteed before start of series
production delivery.

In case, BRIST (main) supplier outsources "special processes" (Painting, Heat treatment, Surface treatment /
coating, plating etc.), prior intimation should be given to BRIST. Supplier must conduct the "Process Audit" of his
sub-supplier and must inform BRIST for approval. BRIST Quality will review the process audit data and reserves
the right to conduct "process audit" at Sub supplier / tier 1 supplier for special processes approval.

3. PART DISPOSITION
The responsible BRIST personnel will disposition the Warrant and will communicate status back to the supplier.

A. APPROVED - This status indicates that the supplier has manufactured material that conforms to all
specifications. This is NOT considered a production approval when the part number is in prototype status (i.e.:
12345678A)
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B. USEABLE - This status permits the usage of the nonconforming part(s). The Deviation Request form AND a
corrective action plan is required and must be signed off by BRIST cross functional team members as applicable:
Product Engineering, and Quality before shipping parts.

C. REJECTED - This status indicates that parts failed to meet requirements. Corrected parts and revised
submission shall be evaluated again prior to shipment.

Reject Product Test and Analysis

Non-conformity - The QPR is the documents that Brist uses to communicate to supplier in case of non-
conformity. Brist requires that the QPR is filled for the identification of the root cause of the non-conformity both
for occurrence and for detection. Brist requires that the supplier use a systemic methodology for the root cause
analysis (example 5W, Ishikawa....)

BRIST claims SUPPLIER related problems to its SUPPLIERS via quality declaration form above.

SUPPLIER shall check its stock after receiving quality declaration form, block shipment of parts not in
conformity, complete problem analysis after receiving parts notin conformity and inform BRIST about the results
of problem analysis.

SUPPLIER should immediately complete test and analysis of returned part and inform the results to BRIST.
Countermeasure activity should be planned after problem declaration, stock controls (in production/ buffer and
warehouse) should be done within 1 working day and parts in conformity should be sent to BRIST. In case BRIST
issued QPR, shall fulfil QPR send it to BRIST in requested time limit. SUPPLIERS are expected to fulfil the form
in QPR and send back to BRIST Quality.

Should corrective actions not be effective or repeated non-conformities occur, Brist reserves the right to
implement containment processes to:

. ascertain the conformity of supplies.

° support the supplier in solving the qualitative problems causing the non-conformity.

Such containment processes are called Controlled Shipping Levels (CSL) and are structured into three
different levels: CSL 1, CSL 2 and CSL 3. The choice of which CSL level to apply depends on the severity and
repetition of non-conformities found in the supplies.

CSL 1 requires the supplier to perform, for a predetermined - possibly extendible - period, process controls
supplementary to those normally implemented to detect non-conforming products and thus prevent their
shipment.

CSL 2 requires the same inspection activities as CSL 1. However, these shall be performed by a qualified
third party certifying body appointed by the supplier.

CSL 3 requires, in addition to CSL 2 activities, that a qualified third-party certifying body supports the
supplier in improving its process and in eliminating the causes of nonconformities.

In the most serious cases of quality problems, Brist may block the allocation of new products to the supplier for
the entire period of its implementation.

4. SHIPPING METHODS
All suppliers shipping material to BRIST shall indicate the following on the shipper:

. Part number, Engineering Level, Program, Supplier Identification, and serial numbers
. Purchase Order number

. Shipment weight

. Quantity of parts

. Fixture number of any fixtures accompanying shipment
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° Date shipped

Shippers which do not contain the proper information may result in rejection at the shipping/receiving dock. A
DMN (Defect Material Notification) will be issued as appropriate.

4.1. Shipping Container Labelling

All containers must be identified with the part number, Engineering Revision Level, Supplier Identification,
addresses, and serial numbers. A Prototype Parts Tag must also be affixed to the container.

4.2. Packaging

Suppliers should refer to BRIST Packing Standards Manual latest version.

5. SUPPORTING DOCUMENTS

Supporting Documents

. Part Submission Warrant for Prototypes/Parts
. Dimensional Lay Out Form

. Material Test Results Form

. Prototype/Parts Label

6. ENVIRONMENT

Being supplier of BRIST requires to be an environmentally friendly company, where systems and
processes are configured in line with the objectives;

1. Reduce the use of raw materials and energy for the protection of natural resources

2. Reduce the waste to the lowest level and to support the recycling and to take all necessary precautions
in this regard

3. Control the environmental impact of wastes and dispose or have disposed of non-recyclable waste
without harming the environment

4. Use products that are eco-friendly

5. Carry out the necessary activities to comprise the environmental awareness of our employees and for

its development to achieve our environmental objectives

7. REVISION RECORD

Revision# | Date Revision Change

0 10/12/2015 Initial Release

1 04/03/2016 Safety symbol had been added

2 14/07/2016 2.18 Supplier Assessment, QPR performance analysis added

3 03/12/2018 Change of front-page cover and review of 2.24 PPAP submission

4 01/01/2019 Included suppliers without ISO/TS 16949

5 11/12/2019 Included Environmental requirements

6 03/03/2025 Updated supplier evaluation, added CSL, added special characteristics
7 16/06/2025 Updated with supplier re-qualification and group level corrective actions

10
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15/05/2026

Update on action for SRC,R,MC and P.

09/06/2026

Updated Special Characteristics table

10 29/07/2026

Updated to specify clearly supplier reports sending

8. ANNEXES

BRIST

QUALITY PROBLEM REPORT

REPORT DEI PROBLEMI DI QUALITA (QPR)

(apR)

BRIST

e s

WAIVER APPROVAL FORM

M10.1-01 REV0O
del 02/12/2024

PARTS AND SUPPLIER INFORMATIONS: DAT/ FORNITORE E PART!

o s Suppiier: Purchase Order No. ;
'DATA D1 ARRIVO DELLOTTO N, D€L LOTTO. oara Fomitore No dordine Pate: Data
e BATCH ARRIVAL DATE /10T NO_ ouTE.
G Docrrauowr e O |war O Supplier code: Batch number: Total Quantity:
i w T s Codice Fomitore No Lotto Quantita Totale
Part Number: Description: Quantity Affected:
Codice del pezzo Descrizione Quantita Con Deroga:

Cause of Waiver: Causa di deroga

Commenti

Material: Materiale

Sontrollo Visivo

wareaues Dimensional: Dimensioni

Heat treatment or Coating: Trattamenti Superfici

Fosfatazione)

ANALYSIS OF CAUSE OF WAIVER: ANALISI CAUSA DEROGA
Defect Causes Waiver: Descrizione causa deroga

s T

[The Root Cause of Defect for Waiver Request: Analisi Causa della deroga

FILLED BY SUPPLIER / BY BRIST

and Preventive Actions Taken to prevent

Azioni correttive e preventive adottate per impedire Ia ricorrenza

Supplier del fornitore

Signature: Firma

Job Title:Ruolo

[Phone number: Numero Tel.

| Quality Manager

EVALUATIONS: VALUTAZIONE

Effect of Waiver: Effetto della Deroga

et e e s

fon foy

et e It v

oy f

it e I v
o

et e It

f fio

it e I

& fo

Commenti

[Aspect Quality: Aspetto Quaiita
[Assembly Difficulty: Difficolta df montaggio
[Cost Effect: Costo

3

f QUALITY DEPT: Commenti Qualita

Date: Data

PERMENANT I AGAST DEFCT REOCEURENCE

PERMENANT /M AGANSTOEFECT FLOW OUT T0 CUSTOMER

’Egnamre: Firma

Comments of ENGINEERING DEPT: Commenti Ufficio Tecnico

FILLED BY BRIST

Date: Data ‘

Signature: Firma

EVALUATIONS AND COMMENTS: COMMENTI E VALUTAZIONI

IvnwoTazions o cowTRoLLo QuAtTA ac AT

| Approval:Approvato | Signature: Firma |

[Conditional | | Signature: Firma |

Rejection: Rifiuto laty | |Signature: Firma |
Commenti

[ *::m’| [ ey

Annex 1 - Quality Problem Report

Annex 2 — Supplier Waiver Request Form
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