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Revision Record

Back

Rev Date Description of Change

10/01/2014 Clause 213b - Removed statement about only applying to CSI, not CAI; SDR slide - added note to be sure to check for most 

current rev on website, and also underscoring that emails do not constitute GA approval; front cover - added URL for Supplier 

Quality Guide on GA website; 277 - added note regarding banned hexavalent chromium.

04/08/2015 Emphasized new data submittal process in the example of a PO, added slides for CVN79 (clauses 213e & 213f), explained 

difference between clauses 280 and 280a, added placeholder for Clause 220, added 2 slides for Counterfeit Parts Prevention, 

with many other refinements throughout the Guide (affecting 220, 221, 255, 259, 275 & 277).

09/08/2015 Clause 221 – added additional language regarding SDR submittal requirements, added slide for clause 215c, removed clause 220 

and any references to it in other slides, modified clause 218 to reflect requirements for changes in government contract number,

added language to 213b to clarify approval prior to start of MFG, corrected FAI data delivery instructions. Replaced clause 

contents as needed with newer language.

09/26/2016 Added slides for clauses 203, 218a and 273, greatly expounded on welding clause 275, added reference to MIC Mark Package 

Summary Form, and made multiple modifications to reflect Revision P of the GA-EMS Standard Quality Clauses.

02/06/2017 Added slides for Clause 213c Mic Mark Preparation, modified slides for 213d and 213e [c] to ensure correct sample sizes, modified 

slides for welding clause 273 and 275, added new PT, MT & UT Technique Sheet slides for 280/280a, added language regarding 

making changes to GA approved documents

04/13/2017 Removed contradictory language from Clause 280/280a slides

01/19/2018 Changed several slide screenshots to match current Rev T clauses.  Added new slide to show GA.com QA website changes and 

additions of supplier tools and forms.  Removed reference to clause 280a which was deleted.  Welding slides were modified.   

07/30/2018 Added slide for Clause 204 Sub-tier Supplier Requirements and 214a/215a Source Inspection/Hold Points & GSI, changed several 

slide screenshots for Clauses 221, 259 & 280 to match changes to current Rev U clauses.

11/19/2018 Added new supplier quality contacts to cover page.  Added 4 new clauses to list of all clauses.  Added new guideline to clause 

203 for facility move notification to GA.  Changed several screenshots for documentation submittal instructions and clauses 203,

221, 255, 256, 259 and 303 to match Rev V clauses. 
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Purpose

Purpose of the GA-EMS Supplier Quality Guide:

1. Communicate GA-EMS’ expectations to our suppliers.

2. Enhance suppliers’ understanding of the GA-EMS “Quality Clauses”.

3. Prevent quality rejections by sharing past lessons learned.

The Supplier Quality Guide is a living document that will be continually 

developed with input from our valuable suppliers.

Back
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Flow-down of GA-EMS Requirements

Back

Flow-down of GA-EMS quality requirements :

1. GA-EMS specifies quality requirements by placing standard 
“Quality Clauses” in the Purchase Order.

2. It is imperative that the supplier perform a robust contract review 
process for flowing down customer requirements (these Quality 
Clauses) throughout the supplier’s operations.
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Flow-down of GA-EMS Requirements(continued)

Typical GA-EMS PO

Link to detailed Quality 
Clause descriptions  is 

provided on every PO cover 
sheet.

Back

http://www.ga.com/quality-assurance

http://www.ga.com/quality-assurance
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Flow-down of GA-EMS Requirements(continued)

1. The GA Procurement Website
http://www.ga.com/quality-assurance

2.  Start at http://www.ga.com.

3.  Select “Procurement”.

4. Select “Quality Assurance”.

Back

See next page for Quality Assurance >>>>>>>>>>>> 

http://www.ga.com/quality-assurance
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Flow-down of GA-EMS Requirements(continued)

1. GA-EMS Quality Clauses, SDR 
form, Supplier Quality Guide

2. Supplier Tools (New!)

3. Supplier Forms (New!)

4. GA-EMS has added a new 
supplier bulletin section.  
Please take the time to read 
theses important 
announcements

5. IMPORTANT!  Please read

Back
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Flow-down of GA-EMS Requirements(continued)

Typical GA-EMS PO

See Quality Clauses 
associated with each Line 
Item in the PO.

In cases of “assemblies”, 
Clauses are delineated by 
Part Number.

Back
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Transmitting Quality Deliverables to GA-EMS

Back

* New GA-EMS Policy *

Send all certs, procedures and other 

data deliverables directly to 

Configuration Data Management 

(CDM), as described in the EMS 

Standard Quality Clauses (see next 

slide). 

Do not send any data deliverables to 

the GA-EMS Buyer, QE, Manufacturing 

Engineer or anyone else at GA-EMS 

other than directly to CDM. The only 

exception is for Supplier Disposition 

Requests (SDR) – see slide 31.
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Transmitting Quality Deliverables to GA-EMS (continued)

Back

Quality Data is to be transmitted to 

GA-EMS per the “DATA SUBMITTAL 

INSTRUCTIONS” provided in the front 

of the EMS Standard Quality Clauses 

document (09492L00008).

IMPORTANT: Once a document has been 

approved by GA-EMS, Suppliers are not to 

make any changes to GA approved 

procedures or other documents without re-

submittal and re-approval by GA-EMS. 

Changes cannot be implemented at supplier 

until subsequent revision has been officially 

approved by GA-EMS.
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Transmitting Quality Documentation to GA-EMS (continued)

Data deliverables associated with the red Quality Clauses are submitted to GA by the normal means – to 

GA’s Configuration and Data Management (CDM) department, as described in the previous slide.  

Back
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Clause 203 Subcontracting/Facility Relocation

Supplier Guidelines
1. If the supplier wishes to subcontract the GA job to another supplier or 

sister facility, the Supplier must notify and gain approval GA-EMS using 
the SDR form (EMS-0196).  Email correspondence with GA employees will 
not suffice as approval without a formal SDR form submitted.

2. If the GA supplier wishes to relocate it’s facility, they must notify GA-EMS 
in writing at least 30 days prior to the planned relocation (use of the EMS-
0196 SDR form is not required).  

3. If there's any doubt, regarding what is an acceptable percentage of 
work that the supplier wishes subcontract out, submit an SDR.

4. Note: GA does not need to be notified when supplier orders 
commercial supplies such as:  raw material, hardware, fasteners and 
outside services such as: coatings, plating, cleaning, painting, heat treat, 
water jet and NDE services.  

5. As a rule, suppliers should not subcontract services that they are 
capable of performing themselves.

6. Below are some examples of subcontracting in which the supplier must
notify GA:

 The supplier is a machine shop but wishes to subcontract all or a 
large portion of the machining that they are capable of 
performing, to another local shop due to capacity issues.

 The supplier is a weld fabrication shop and wishes to subcontract 
all or a large portion of the welding to another welding shop.

 The supplier is a weld fabrication shop, but has limited or no  
machining capabilities and wishes to subcontract most of or all of 
the rough and/or final machining.

 The supplier is a plating shop and wishes to subcontract to another 
shop due to capacity issues.  

 The supplier is a PC Board Assembly (PCBA) Manufacturing shop 
and wishes to subcontract to another local PCBA shop.

 The supplier has another facility, division, affiliate or subsidiary in 
same or different state or another country (i.e. Mexico or Canada) 
and wishes to send work to that sister facility.   

Back
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Clause 204 Sub-tier Supplier Requirements

Back

 The following provides guidance as to which Quality Clauses must be flow-down in POs to sub-tier suppliers.

All Sub-tier POs:

 201a or 202a Quality Management/Inspection System – for all non-COTS POs

 203 Subcontracting

 212 Right of Access

 221 Control of Nonconforming /Modified Items

As Necessary (partial list/examples only):

 204 Sub-tier Supplier Requirements – when the sub-tier supplier is outsourcing a portion of their work

 214a/215b Source Inspection – when a GA or Government inspection is planned at the sub tier supplier’s 

site

 218a First Article Inspection – if the sub tier supplier is performing a first article inspection

 255 Certificate of Conformance – when required for a subcomponent part

 256 Test Reports – if the specified testing is performed by the sub tier supplier

 259 Material Certifications – when specified for raw material

 280 Nondestructive Evaluation Requirements – when the sub-tier supplier is responsible for conducting 

NDEs

 The supplier must flow-down all GA-EMS 

Quality Clause requirements as specified in 

the PO to sub tier suppliers, as applicable, 

either through their Terms & Conditions, by 

transmitting the GA-EMS Standard Quality 

Clauses (or the suppliers quality clauses) 

directly as-written, or through the supplier’s 

specific PO verbiage.
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213a - Critical Safety Items (CSI)

Process and Operation Sheets (POS)
Manufacturing of CSI/CAI hardware shall not 

commence until GA-EMS has provided 

formal approval of Process Operation Sheets. 

Typical Approval Sequence

for Clause 213a and 213b. 

1. GA-EMS receives documents from supplier 

and its sub-tier suppliers (if applicable). 

2. Once GA-EMS review team deems 

submittal acceptable, then GA must 

submit and gain approval from its’ 

customer.

3. Once GA-EMS receives customer 

approval, the GA supplier will be formally 

notified. 

4. Once the GA-EMS supplier receives 

written approval, manufacturing can then 

proceed.

For assemblies with multiple components, a 

table of contents should be included in order 

to organize Process and Operations Sheets 

for individual components.

Back

IMPORTANT:  Once the POS has been approved by GA-

EMS, Suppliers are not to make any changes to this 

document without re-submittal and re-approval by GA-

EMS. Changes cannot be implemented at supplier until 

subsequent revision has been officially approved by GA-

EMS.
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213a - Critical Safety Items (CSI)

Process and Operation Sheets (continued)

 Be sure to include “Inspection Hold Points” 

as separate process steps in the Process

and Operations Sheets, as specified in the 

PO.

Example Traveler

Back
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213b - Critical Safety Items (CSI)

Inspection Method Sheets (IMS)

Manufacturing of CSI/CAI hardware shall not 
commence until GA-EMS has provided 
formal approval Inspection Method Sheets. 

 CSI characteristics are typically labeled 
“C1, C2”, etc. or “C101, C102, etc.” for 
Critical characteristics and “M1, M2”, etc. 
or “M101, M102”, etc., for Major 
characteristics.  Note however that all
features (including Minor Characteristics) 
must be included in the Inspection Method 
Sheet.

 All elements (A thru J) of the Quality 
Clause must be reflected in the Inspection 
Sheet.

 All features (Critical, Major, Minor) are to 
be listed. See Quality Clause 213d for 
sampling frequency.

 Once GA provides formal approval, then 
the supplier shall use these Inspection 
Method Sheets to record results of Critical, 
Major and Minor characteristics.  

IMPORTANT:  Once the IMS has been approved by 
GA-EMS, Suppliers are not to make any changes to 
this document without re-submittal and re-approval 

by GA-EMS. Changes cannot be implemented at 
supplier until subsequent revision has been officially 
approved by GA-EMS.

A

B C D E
F G

H I J

Back
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213b – CSI Inspection Method Sheets (continued)

• Major (or Critical) designators apply

to all their associated features.

• Sometimes the same Critical and Major characteristic exists in multiple drawing locations.  Each characteristic in 

the various locations requires measurement. Simply stating a “range” is not allowed.

• Measurements must be provided for each serial numbered part, either on the same or separate sheets.

Back

John Smith

Jane Doe
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213b – CSI Inspection Method Sheets (continued)

 Each drawing note that specifies a requirement constitutes a separate line in the Inspection 

Method Sheet.

Back
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213c – Critical Safety Items

Material Identification Code (MIC) Mark

 A unique marking to be applied by the
supplier to certain CSI items as identified
on the PO.

 Supplier submits to GA-EMS for approval.

 GA-EMS submits to NAVAIR for approval.

 Required for parts having Critical or 
Major features designated in the drawing.  

 Compile the various required documents
into a single package with Table of

Contents. 

Back

Continued see next slide>>>>>>>>>>>>

IMPORTANT: Once the MIC mark has been approved by GA-EMS 
and has been applied to the part, Suppliers cannot make any 
changes to the part or MIC documentation.

IMPORTANT: If supplier does not choose to use GA-EMS Form EMS-
0282, all information from that form must appear on supplier’s 

equivalent form. 
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213c – Critical Safety Items

MIC Mark (continued)

 Very Important! Read carefully.

 Compile the various required documents into a single 

package with Table of Contents (example below). Include:

- feature descriptor (e.g., C1, M101)

- document number, document name

- document description and page numbers

 GA recommends using the Mic Mark Package Summary 

(Form EMS-0282) or equivalent now located on the GA 

Procurement Website:  http://www.ga.com/quality-

assurance

 See next slide for screen shot of current Mic Mark Package 

Summary (Form EMS-0282)  
 Be sure to number each page.

Back

http://www.ga.com/quality-assurance
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213c – Critical Safety Items

MIC Mark (continued)

GA Form EMS-0282

Back

See next slides for detailed MIC mark process preparation, submittal instructions, process flow and responsibilities. 
for both supplier, General Atomics - EMS and the U.S. Government.
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213c – Critical Safety Items

Material Identification Code (MIC) Mark
MIC Mark Preparation and Submittal

How to Prepare and Submit a MIC Mark Package
– Purpose

• to define the supplier responsibility in regards to MIC Mark Package 

submission

• To define the GA-EMS process for documentation, review, submittal 

and customer approval of MIC Mark part application

– Definition

• Material Identification Code (MIC) Mark – The inspection record number 
(format: QA-XX-EXXXX) that provides traceability to the inspection records. This 
number is issued by NAVAIR QA at the time of certification and permanently 

affixed to the CSI. 

• MIC Mark Request – Hold point in which the CSI shall not advance until receipt 
of NAVAIR approval and MIC Mark issuance. 

– Reference Documents

• 09492L00008, EMS Standard Quality Clauses (http://www.ga.com/quality-assurance)

• GA-EMS Supplier Quality Guide (http://www.ga.com/quality-assurance)

http://www.ga.com/Websites/ga/images/procurement/EMS_SQC.pdf
http://www.ga.com/Websites/ga/images/procurement/GA-EMS_Supplier_Quality Guide_092716.pdf
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• Roles and Responsibilities
– Supplier

• Accumulates MIC Mark documentation based on contractual 

requirements discussed with GA-EMS Quality Engineer. Creates and 

submits completed package to GA-EMS Quality Engineer

• Applies MIC Mark once notification received from GA-EMS

213c – Critical Safety Items

Material Identification Code (MIC) Mark
Roles and Responsibilities: SUPPLIER
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– GA-EMS Quality Engineer

• Supports the supplier with an explanation of contractual 

requirements for developing MIC Mark Package

• Coordinates with the supplier to ensure a completed and accurate 

MIC Mark package is submitted

• Stamps MIC Mark package for completeness and accuracy

• Submits supplier MIC Mark package to MIC Coordinator for final 

review

• Communication of MIC Mark number to Supplier and Buyer

• Verification of MIC Mark to part

213c – Critical Safety Items

Material Identification Code (MIC) Mark
Roles and Responsibilities: GA-EMS Quality Engineer 
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GA-EMS Internal Process ONLY

– MIC Coordinator

• Coordinates with GA-EMS Quality Engineer and Manufacturing 

Engineer to ensure timely submittal of MIC Mark packages

• Performs final GA-EMS review of MIC Mark packages prior to 

submittal to government agency

• Submits completed MIC Mark package to CDM

213c – Critical Safety Items

Material Identification Code (MIC) Mark
Roles and Responsibilities: MIC Coordinator
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GA-EMS Internal Process ONLY

– Configuration and Data Management (CDM)

• Submits MIC Mark documentation into the GA-EMS PLM System

• Submits project link to Government for certification

• Attaches confirmation email to PLM object as an attachment to the 

MIC Mark package

– Government

• Review and acceptance of MIC Mark package

• Issue MIC Mark number

213c – Critical Safety Items

Material Identification Code (MIC) Mark
Roles and Responsibilities: CDM, Government Agency
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213c – Critical Safety Items

Material Identification Code (MIC) Mark
MIC Mark Preparation and Submittal Process Flowchart

MIC Mark Preparation and Submittal Process
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• Accumulate MIC Mark Documentation and Create Package
– The supplier shall submit, via approved transferrable means, all applicable CSI 

documentation associated with the identified CSI feature up to the GSI hold 

point associated with the MIC Mark request to GA-EMS for review and 

acceptance. This documentation set, referred to as the MIC Mark package 

may include, but is not limited to:

• Material Certifications (must have government stamp and/or signature)

• Process Certifications (e.g. NDE, Heat Treat, Material Testing)

• Dimensional Inspection Report (must have government stamp and/or 

signature)

• Completed POS, as required by contract

• Completed IMS, as required by contract

• Quality conformance and lot sampling inspection results, as required by 

contract

• Documentation of GSI hold points

• Table of contents/summary page outlining documentation contained in 

package. Supplier may use form EMS-0282. If supplier chooses not to use 

this form, all information listed on EMS-0282 is required on supplier’s index 

page. This form can be obtained from the GA Procurement website at 

http://www.ga.com/quality-assurance

213c – Critical Safety Items

Material Identification Code (MIC) Mark
Required Documentation

http://www.ga.com/quality-assurance
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GA-EMS Internal Process ONLY

• Review Documentation, Accept and Stamp
– The GA Quality Engineer

• Reviews all required documentation for completeness and accuracy

– Any discrepancies must be resolved with the supplier

• Once package is accurate and complete, QE stamps package

Note: If supplier chooses not to use GA EMS-0282, QE must generate 

this form as cover page prior to submission to MIC Coordinator

• Submits package to MIC Coordinator 

– MIC Coordinator 

• Performs final GA-EMS review

• Applies electronic page numbering

213c – Critical Safety Items

Material Identification Code (MIC) Mark
GA-EMS QA Review/Acceptance
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GA-EMS Internal Process ONLY

• GA-EMS QA Submit Documentation to CDM for submission to 

Government
– MIC Coordinator submits the completed MIC Mark package to CDM

– CDM

• Uploads the completed MIC Mark package into the GA-EMS PLM 

System in a location to where the government has access.

• Submits the project link to the appropriate government agency.

213c – Critical Safety Items

Material Identification Code (MIC) Mark
MIC Mark Request
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• Government Review and Approval of MIC Mark Package
– Government reviews the documentation for completeness and accuracy

– Accepts MIC Mark package

• MIC Mark Notification
– Government sends confirmation email to GA-EMS QA, CDM, and the 

local NAVAIR rep communicating MIC Mark # to be marked on part

– Quality Engineer communicates information to supplier and buyer

– CDM attaches email as attachment to primary content in Windchill

213c – Critical Safety Items

Material Identification Code (MIC) Mark
Government Approval/MIC Mark Notification
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• Application of MIC Mark
– Supplier 

• Applies MIC Mark number per requirements. Reference drawing and 

GA EMS Standard Quality Clause 213c.
– The MIC mark(s) shall be located near, and in the method of, the part marking 

indicated on the applicable drawing (except when ink stamp and stencil are specified 

that for the purposes of traceability are not considered permanent. In these cases, the 

MIC mark shall be a metal stamp, laser etch, vibro-etch, or chemical etch unless the 

use of such marking methods will cause damage to the functionality of the part). 

Deviation from any of these methods shall require prior NAVAIR approval. Application 

of the MIC marking will be verified by the designated Government representative. 

• Notifies GA-EMS QA and GSI authority that the  MIC Mark application 

is ready for verification

• Verification of MIC Mark
– The GSI authority and GA-EMS QA (Quality Engineer and/or Quality 

Inspector) perform visual inspection (via photograph or physical 

verification) of the MIC Mark identification on the part

• GA-EMS Quality Engineer notifies MIC Coordinator that part has been 

appropriately marked

– Output: Authorization to move forward with product 

213c – Critical Safety Items

Material Identification Code (MIC) Mark
Application/Verification of MIC Mark
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213d – Critical Safety Items

Inspection for CAIs including CSIs

Back

 Critical characteristics are typically 

labeled C1, C2, etc. or C101, C102;

Major characteristics are labeled M1, M2  

or M101, M102.

 These statements apply to all Minor 

characteristics as well – those which do 

not have a Critical or Major

designator.

• This section is for Class 3 threads and  

Minor characteristics only (with tolerance 

range ≤.010).

• Applies to all other Minor characteristics 

with tolerance range >.010. 
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213d & 213e Section c

CSI Inspection for CAIs including CSIs

This slide applies to both Clause 213d and 

213e Section c

1. Note that actual dimensions for minor 

characteristics need to be measured, 

recorded and reported to GA-EMS.

2. Choose General Level II column

3. Then choose Lot or Batch Size Letter 

Examples of lot sampling for Minor 

characteristics, per Clause 213d (using 

ANSI/ASQ Z1.4):

Example #1

If there are 20 parts, the sample size for

General Level II, AQL 1.0 (Code Letter “C”)

is 13 parts - Record actual dimensions for ALL 

characteristics in this AQL category for each 

S/N in sample size.

Example #2

If there are 20 parts, the sample size for

General Level II, AQL 4.0 (Code Letter “C”)

is 3 parts – Record actual dimensions for ALL 

characteristics in this AQL category for each 

S/N in sample size.

Back



36

213e Critical Safety Items/Critical Application Items

* New Quality Clause for CVN 79 contract *

 IMPORTANT: Manufacturing of CSI hardware shall not 
commence until all documents requiring pre-approval 
have been approved and GA-EMS has provided formal 
authorization to proceed.

 This clause combines the requirements of Clauses 213, 
213a, 213b and 213d into one clause but there are some 
new requirements and additional language.

 Sections a) & b) apply to CSI Items ONLY, not CAI items

 See next slide for important information regarding making 
changes to GA-EMS approved documents. 

 To obtain document DI-SAFT-81934, refer to the website  
below and enter number into the “Document ID” section 

& click Submit button :

http://quicksearch.dla.mil/

Back

http://quicksearch.dla.mil/
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213e Critical Safety Items/Critical Application Items -

Continued
 Section (c) applies to both CSI and CAI Items!  This is 

the only section of Clause 213e that applies to CAI 

items.

 Critical characteristics are typically labeled C1, C2, 

etc. or C101, C102; Major characteristics are 

labeled M1, M2  or M101, M102.

 These statements apply to all Minor characteristics 

as well – those which do not have a Critical or Major 

designator.

 This section is for Class 3 threads and Minor 

characteristics only (with tolerance range ≤.010).  

Record actual dimensions for ALL characteristics in 

this AQL category for each S/N in sample size.

 Applies to all other Minor characteristics with 

tolerance range >.010.  Record actual dimensions 

for ALL characteristics in this AQL category for each 

S/N in sample size.

 Section (d) ONLY applies to CSI Items, not CAI items

New section for CVN 79 contract:

 Section d) requires submittals of Process and 

Operation Sheets and Inspection Method Sheets at 

specific intervals and as separate documents.  If 

there are multiple GSI hold points, then multiple 

submittals of partially completed Process and 

Operation Sheets and Inspection Method Sheets are 

required.  See highlighted areas.  

IMPORTANT:  Once the POS & IMS have been approved 

by GA-EMS, Suppliers are not to make any changes to 

this document without re-submittal and re-approval by 

GA-EMS. Changes cannot be implemented at supplier 

until subsequent revision has been officially approved 

by GA-EMS.

Back
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(214a & 215b) GA-EMS and Government Source 

Inspection/Hold Points (7-day Notice) 

Back

Source Inspections (by GA-EMS or Government)

The supplier must be prepared and ready for source inspections at 

scheduled day and time, otherwise they run the risk of cancellation or 

corrective action issuance by GA-EMS or the government (i.e. 

DCMA).

Please ensure the following are fulfilled prior to the scheduled source 

inspection:

• GA-EMS and/or DCMA is given the required advance notice of 

upcoming source inspections

• GA-EMS Quality Notifications and internal non-conformances have 

been adjudicated and closed out in advance prior to source 

inspection event 

• All prior operations are completed and the unit under test or 

inspection is physically available when source inspectors arrive

• The parts are clean and ready prior to mechanical, NDT 

inspections or testing 

• All test and handling equipment is available, calibrated if required, 

and in good working order

• All applicable GA-EMS approved procedures, specifications and 

drawings are on-hand

Hold Points:

 Hold Points are listed in the GA-EMS Purchase Order.

 Each Source Inspection Hold Point must be included in the 

supplier’s manufacturing instructions (router, traveler, task or sign-

off sheets). 
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(215c) Government Notification Points (7-day Notice, Non-

CSI/CAI) 

* New Quality Clause for CVN 79 contract *

Some non-CSI/CAI components will now require government notification of source inspection.  

The GA PO will delineate the applicable part numbers.   

Back
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217 Work Release Prior to Shipment

 The supplier cannot ship the product until it receives a QA Work 

Release (GA Form 580). 

 Clause 217 QA Work Release (GA Form 580) is always 

accompanied by Clause 214 or 214a.

 The Work Release needs to be signed and issued by the GA-EMS 

Quality Representative prior to the supplier shipping the product.

 A work release will only be issued if all source inspections are 

complete and the supplier’s QA Clause deliverables have been 

submitted, reviewed and accepted by GA-EMS.

 The supplier should include an operation in their manufacturing 

instructions (router, traveler, task or sign-off sheets) to obtain GA 

Work Release (GA Form 580) prior to shipping product.

 If product is shipped without a required source inspection or Work 

Release, GA will reject the product upon receipt.

Back
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218 - First Article Inspection 

 GA-EMS requires FAIs be performed in accordance with AS9102.

 FAI Reports are to be delivered using one of three methods as detailed in the data submittal instructions section of 

0949L00008 EMS Standard Quality Clause document, prior to shipment (not physically with shipment).

 Note:  Once the supplier has submitted the FAI report, the supplier is free to ship parts as long as all other 

deliverables (if any) have also been submitted and approved (if required).  GA-EMS will not provide any 

notice if the FAI has been accepted; however if the FAI is found not to conform to drawing or PO 

requirements, the supplier will be notified.  

 When a given characteristic is present in multiple locations, measured values may be listed individually or be 

represented with a minimum and maximum value.

o This is not the case for critical or major features, where individual measurements must be provided for all 

locations.

o Additionally, individual values must be provided for any non-conformances, along with their locations.

 Nonconforming results must be clearly identified as such on the report, along with the corresponding supplier non-

conformance number and GA-EMS  “Supplier Disposition Request” (SDR) number.

Back

 Note the notes below apply to both Clause 218 

and 218a on next slide
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218a - First Article Inspection

New Clause  

 Note:  This is a new clause to allow the suppliers to re-use 
part or all of a previous first article.  

Back
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218 - First Article Inspection (continued)

The 3 AS9102 Recommended Forms

Cover sheet, for detailed parts

or assemblies

Certifications and test results for

raw material and special processes
Dimensional inspection results

Back
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218 First Article Inspection (continued)

 All applicable form fields must be 

completed.  If the field is not applicable, 

annotate with “N/A”.

 When the report contains multiple pages, all pertinent fields required for traceability, such as part 

number, drawing revision or serial number must appear on each page.

 GA-EMS prefers that entries into FAI forms be type-written.  If results are hand written, all figures 

must be legible with discernible decimal points (and inspection stamps).

 Be sure FAI report is signed.

Back
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218 First Article Inspection (continued)

 All drawing notes, whether appearing in the “Notes” section of the drawing or in ‘Views’ in the 

body of the drawing, must be accounted for on the First Article Report.

Notes in designated “Notes” section of drawing Notes located in ‘Views’ of drawing

Back
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218 First Article Inspection (continued)

 Under these circumstances, “repeat” FAIs are 

required.

Back
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221 Control of Nonconforming/Modified Items

Supplier Disposition Requests (SDRs)

 Important: When completing the SDR form,
the supplier must follow instructions on rear
of SDR form exactly as specified.

 All requests for deviations from drawing or
requests for information for PO, drawing or
specification requirements must be documented
and approved by GA-EMS using the SDR form.
Email correspondence with GA-EMS employees will not
suffice as approval of deviations, without a formal
SDR form submitted.

 CAR’s issued by GA-EMS customer representatives (i.e. DCMA 
or NAVAIR) must be submitted to GA-EMS within 2 days of 
Receipt.

 Note:  The supplier will not receive the original form back after 
GA-EMS disposition

 See slide #7 for location of SDR form on GA website.  

 Be sure to always use latest revision of form (found on website): http://www.ga.com/quality-assurance.

 Acceptable means of transmitting SDRs to GA-EMS:

1. If the supplier has a ProjectLink account with GA-EMS, they may submit directly to the supplier’s Windchill account.
2. Alternatively, they may be emailed to the GA-EMS Buyer or ems-sdr@ga.com.

 Note that “REV” block on SDR form is not for the
drawing revision, but rather is the SDR revision
(not to be entered by supplier).

Back

http://www.ga.com/quality-assurance
mailto:ems-sdr@ga.com
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255 - Certificate of Conformance

 C of C’s are to be delivered using one of two 

methods as detailed in the data submittal 

instructions section of 0949L00008 EMS 

Standard Quality Clause document, prior to 

shipment (not physically with shipment). 

 GA-EMS actually receives and rejects

certs lacking Seller’s name.

Back
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255 - Certificate of Conformance (continued)

 Include Part Number and Revision 
level associated with “GA 

Reference No.” (not “GA Legacy 
No. on PO).

Yes

No

Back
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255 - Certificate of Conformance (continued)

Example of a Complete C of C

 Include reference to any approved 

SDRs (Supplier Deviation Requests).

Jane Smith

Quality Manager

X, Y, Z, Inc. 

ABCXYZ, Inc.

Back

John Smith

XYZ, Inc.

X, Y, Z, Inc. 

 Note that this C of C contains all 

elements, required by the clause i.e. 

Supplier Name, Conformance 

Statement, P.O. Number, Part number, 

Revision, Quantity, Serial Number, 

Printed Name, Signature and Title of the 

authorized company representative.   



51

256/256a – Test Reports

 Test Reports are to be delivered using 

one of three methods as detailed in the 

data submittal instructions section of 

0949L00008 EMS Standard Quality 

Clause document, prior to shipment 

(not physically with shipment). 

 If no “quantitative limits” exist, pass/fail

results are acceptable in the form of a

Certificate of Conformance.

* New Quality Clause for CVN 79 contract (256a) *

 Time sensitive submittal: Test report must 

be delivered using one of three 

methods as detailed in the data 

submittal instructions section of 

0949L00008 EMS Standard Quality 

Clause document, prior to shipment 

(not physically with shipment). 
Back
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259 – Material Certifications

Chemical and Physical Properties

 Material Certifications are to be delivered 

using one of three methods as detailed in 

the data submittal instructions section of 

0949L00008 EMS Standard Quality Clause 

document, prior to shipment (not 

physically with shipment). 

 Examples of other standards include

NAVSEA and SAE AS.

 The applicable material specification 

number and revision (e.g., ASTM A469 –

07) shall be listed on the Material Test 

Report and must match the material 

specification on the drawing.  

 Alternate materials will not be accepted 

by GA-EMS unless an SDR form has been 

approved by GA-EMS prior to shipment of 

the material. 

Back
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259 – Material Certifications (continued)

 The Material Test Report (MTR) should always provide the following as required by applicable material 

specifications:

o Lot/heat/melt number

o Grade, temper or alloy number, as applicable to the specific material ordered

o Manufacturing and heat treatment details as required by material specification  

o Non-destructive test results (if required by material specification)

o Chemical properties test results

o Mechanical properties test results

 Typical mechanical properties:  e.g., Tensile Strength, Yield Strength, Elongation, Reduction in area and 

Hardness.

 Other mechanical properties, as applicable per drawing/material specifications: e.g., Grain Size, 

FATT50, Charpy absorbed energy, Fracture Toughness, Fatigue Crack Growth Rate, Stress Rupture etc. 

 If the heat treat condition listed on the drawing is not readily available from the mill, and the material is 

purchased as-is, then additional heat treatment must be performed to meet the drawing requirements.

 The name of the supplier’s authorized representative must be printed or typed on the MTR, with their signature 

or stamp, and date. General Atomics sometimes receives MTRs missing some of these entries.

 GA-EMS sometimes receives MTRs which are difficult or impossible to read because they have been scanned or 

copied multiple times. Test reports are submitted to GA-EMS customers and therefore need to be legible

enough for them to verify compliance to material requirements.

 GA-EMS suppliers are required to maintain material traceability throughout the manufacturing processes.  

Material lot/heat/melt numbers must be maintained on all manufacturing travelers and inspection records.

Back
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• Same requirements as QC 275 except the following:

– 30 Day SDRL submittal requirement

– Welder Performance Qualification Maintenance 

Program shall be maintained to meet Code 

requirements, but does not need to be submitted to 

GA-EMS 

– Multi-process PQRs (e.g. – AWS B2.1) are permitted at 

the discretion of the GA-EMS weld engineer

– PQR supporting documentation shall be maintained, 

but not submitted

– WPQRs are not required to be submitted

273 – Commercial Welding / Brazing Requirements for 

Procedures, Repairs and Material Records
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• Most NAVAIR welding will be specified to AWS or ASME 

codes.

• Work cannot begin until documentation is approved 

by GA-EMS.

• This Guide is intended to aid, not direct, the supplier 

towards successful completion and approval of weld 

documentation.

275 – NAVAIR Welding / Brazing Requirements for 

Procedures, Repairs and Material Records
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• FAQs:
– What is a PQR, WPS and WPQR?

• A Procedure Qualification Record (PQR) is the record of [actual] 
welding variables used to produce an acceptable test weldment and 
the results of tests conducted [in accordance with the specified code] 
on the weldment to qualify a WPS.

• A Welding Procedure Specification (WPS) is the [working] document 
providing the required welding variables [and their limitations] for a 
specific application to assure repeatability by properly trained welders 
and welding operators.

• A Welder/Welding Operator Performance Qualification Record (WPQR) 
is the demonstration of a welder's or welding operator's ability to 
produce welds meeting prescribed standards. The welder’s 
“certificate” [or WPQR] is the written verification that a welder has 
produced welds meeting a prescribed standard of welder 
performance.

– What format should be used for PQR, WPS and WPQR?
• Recommended templates are available in the welding codes, but any 

format is acceptable as long as the “essential variables”, henceforth 
referred to as “EV”, are specified within the document.

275 – Frequently Asked Questions

Source: AWS A2.4
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275 – PQR/WPS Qualification Process

Supporting DocumentationPQRWPS

Actual Weld Parameters

Base Metal MTR

Filler Metal MTR

Lab Test Report

Other requirements 

(depending upon the 

contract) may also 

include hardness 

testing, additional 

NDT, CVN, etc.
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275 – PQR/WPS/WPQR & WOPQR Interaction

WPS 2

WPS 1

WPS 3 PQR 123

PQR 456WPS 4

Jane

John

Joe

WPS 4 is supported by 

2 PQRs (PQR 123 (2G) 

and PQR 456 (3G)) for 

the same material 

and joint 

configuration

WPS(s) 1,2,3 are all supported 

by PQR 123, but the parameters 

are further restricted for specific 

joint configurations for quality 

control

WPQRs for Jane, John and Joe are 

in accordance with qualified 

WPS(s). Welder Continuity must be 

monitored (AWS = 6 months; 

NAV248 = 3 months)

WPQR/WOPQR
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• Supporting documentation is critical for the quality and 

integrity of the PQR.

• This is not a new requirement because the Codes always 

made a provision for “specific values”. 

275 - PQR Data
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275 - PQR Data (Cont’d)

References are from D1.1:2015 and D1.2:2014

AWS D1.1:2015 AWS D1.2:2014
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• Actual values are required by the Codes.

• A Procedure Qualification Record (PQR) is the record of [actual] 
welding variables used to produce an acceptable test weldment 
and the results of tests conducted [in accordance with the 

specified code] on the weldment to qualify a WPS.

– Actual variables include Material Certificates confirming the precise 
material alloy/properties/condition (Base Metals and Filler Metals)

– Actual Test Results, not a transcription of test results on a supplier’s 
form

• Lab results or, if the supplier has internal testing capabilities, the test 
record

– Actual welding parameters (volts, amps, electrode, gas, weld 
position, material thickness, joint configuration, etc.)

– Date of qualification test and certification statements with 
signatures 

• The best way to know what to record is to reference the essential 
variables in the applicable Code.

275 – PQR Data (Cont’d)
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• Essential Variables (Code Specific):

– AWS D1.1:2015, Table 4.5 shown below:

• NOTE: There are 37 items identified in this Code

275 – Essential Variables
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• Ensure your WPS is properly prequalified or 

supported by a PQR.

275 – Essential Variables (Cont’d)

Step 1: Identify 
the welding 
process selected 
for qualification

Step 2: Identify the 
EV(s) applicable to 
the selected 
process

Note: Special attention to 
any existing WPS changes 
must be given when trying to 
resubmit previously 
approved documents

Step 3: Ensure your 
WPS EV(s) are within 
the specified limits 
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• Essential Variable 
Checklists (Code 
Specific):
– It is helpful to use a 

checklist to ensure that 
all essential variables 
have been accounted 
for and are compliant 
with the applicable 
Code.

– Conducting this internal 
review of your 
documents will greatly 
improve First Time 
Acceptance by GA-EMS

– Exercise caution when 
using a universal WPS, 
PQR, or WPQR form for all 
Codes as the EV(s) 
required to be stated in 
the documents may 
differ.

275 – Essential Variables (Cont’d)
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• Welding Procedure Essential Variable References:
– AWS (not a comprehensive list)

• D1.1:2015 – Structural Steel
– Table 4.5

• D1.2:2014 – Structural Aluminum
– Table 3.1

• D1.3:2018 – Structural Sheet Steel
– Table 6.2

• D1.6:2017 – Structural Stainless Steel
– Table 6.1

• D9.1:2018 – Sheet Metal [non-structural]
– Section 5.3

– ASME Section IX
• Tables QW-252 thru QW-265

– NAVSEA S9074-AQ-GIB-010/248
• Table V [5]

275 – Essential Variables (Cont’d)
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• Actions for the reviewer:

– Develop an essential variable checklist per the applicable 
Code (templates are available from the GA-EMS web site 
or upon request)

– Review all essential variables and verify them against the 
code limitations

• To ensure successful documentation acceptance by 
GA-EMS and its customers, suppliers are encouraged to 
review their documentation for errors prior to submittal 
regardless if the procedures were developed by a 
subcontractor, consultant, or other third party. 

• Documentation will be thoroughly reviewed by GA-EMS 
for errors. Documentation requiring rework can add 
significant cost and impact to delivery schedules.

275 – Essential Variables (Cont’d)

http://www.ga.com/quality-assurance
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• Be advised that multi-process qualifications are not 

permissible if Quality Clause 275 is specified on your 

PO. 

275 – Essential Variables (Cont’d)

For Example:
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• Checklists are 

available for 

download at the 

GA website.

• GA-EMS will provide 

additional content 

for suppliers as 

needed.

• Suppliers are 

encouraged to use 

the same checklist 

that GA weld 

engineers will use to 

review documents. 

275 – Essential Variables (Cont’d)

http://www.ga.com/quality-assurance
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• Sample Forms can be found in many Codes and they’re a good 

place to start when creating or evaluating your forms:

275 - Sample Forms

Sample PQR from Annex M in D1.1:2015 

Sample WPQR from Annex M in D1.1:2015 

Sample WPS from Annex M in D1.1:2015 
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• GA-EMS will consider acceptance of approval letters issued
by the Navy for WPS/PQR/WPQR in accordance with NAVSEA 
S9074-AR-GIB-010/278. 

• GA-EMS will still review the applicability of the Navy approved 
weld documentation to the GA-EMS PO.

275 – Navy Approval Letter(s)
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275 – Welder Training Program

(NAVSEA S9074-AW-GIB-020/248) 

• The following must be included for submission of supplier’s 

training program for NAVSEA S9074-AW-GIB-020/248.

• NOTE: The training program is not required for AWS welding 

activities.
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• Weld documentation required to be in conformance 

with NAVSEA S9074-AW-GIB-020/248 must include, but 

not be limited to, the components identified in QC 275

275 – PQR & WPS Requirements

(NAVSEA S9074-AW-GIB-020/248) 
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• Weld Map Benefits:
– Ensures accurate WPS/BPS application 
– Provides better direction to the welder
– Facilitates a more efficient review of weld documentation
– Ensures proper weld and inspection planning 
– Required for inspection

275 – Weld Maps

AWS D1.6 – Stainless Steel
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275 – Weld Maps (Cont’d)

• In order to comply with Code requirements, these documents 

must be prepared anyway. For example, a weld map 

communicates a “specified” weld, which is the WPS, at a 

particular “location” (i.e. – joint) on the weldment. 

– There are several ways to achieve this; a simple example is 

included in this guide.

• “Weld Maps” are best practice throughout industry. GA-EMS 

is requiring a review of the weld map with the supplier’s weld 

documentation (PQR, WPS, and WPQR) to ensure the 

appropriate and qualified WPS is applied/”specified” to the 

weld symbols on the drawing. 

– The weld map is most likely already submitted to GA with the 

Inspection Method Sheet (IMS) and/or Process Operation Sheet 
(POS). 
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• Weld Maps:
– The WPS/BPS to be 

used to weld or 
braze each specific 
joint on the GA 
supplied drawing.

– The WPS/BPS 
identification shall 
be shown in a 
contrasting color 
text (e.g. Red WPS 
identification text 
on a black line/text 
drawing) next to 
the weld/braze 
symbol on the GA 
supplied drawing.

– A “bubble” 
method can also 
be used 

275 – Weld Maps (Cont’d)
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275 – WPQR/WOPQR

• Welder Performance Qualification Records (WPQR) and Welding Operator Performance Qualification Records 
(WOPQR) are required to be maintained per the applicable Code requirements.

• Records shall be available for audit.

• Most welding Codes require evidence of “continuity” or “maintenance” of qualification to be recorded within 6-
month periods.

• There is software available that can assist in managing this function, but any tool can be acceptable.

• Common terminology is “Welder Continuity Log” and “Welder Maintenance Log”.

• There must be integrity in the log in terms of verifying the welder/operator performed qualified welds successfully 
within the time limits.
– Common ways of achieving this goal is by recording a job/order number that required a “qualified” (i.e. – WPS) weld 

process or procedure or by having a qualified weld witnessed and inspected by a qualified company representative.

• If the WPQR/WOPQR expires, requalification is necessary for reinstatement.

• Keep in mind that different Codes have different requirements

Reference from D1.1:2015
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• Welder Summary Tables 

(Form EMS-0365) replace 

the need to submit WPQRs 

for each welder.

• EMS-0365 can be 

downloaded from the GA 

website. 

• Individual WPQRs shall not 

be submitted except for the 

one-time approval

275 – Welder Summary Table (Cont’d)

Note: Prerequisite 

conditions prior to 

use.

http://www.ga.com/quality-assurance
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275 – Document/Data Reuse

• Previously approved welding documents by be 

requested for reuse on a new PO (Form EMS-0364) 

• EMS-0364 can be downloaded from the GA website.

http://www.ga.com/quality-assurance
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275 – Document/Data Reuse
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• Weld Repairs:

– First distinguish between the need to “repair” a defective 
characteristic or “rework” unacceptable discontinuities from a 
weld deposit.

– If a repair is necessary, an SDR may be required, and begin 
preparing a weld repair procedure.

275 – Welding / Brazing Requirements for Repairs
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275 – Welding / Brazing Requirements for Repairs (Cont’d)

• Any defective discontinuity, 

such as porosity, undercut, 

lack of fusion, cracks, etc. 

that can be reworked back 

into a conforming condition 

with an existing WPS and 

qualified welders. 

• The final condition of the 

weldment will conform to 

contract requirements 

despite the rework.

Rework

• Defects in the base metal, 
such as lamellar tears and 
mislocated holes, that cannot 
be reworked with existing 
approved procedures.

• The final condition of the 
weldment will likely deviate 
from the contract 
requirements as a result of the 
repair.

– This is inclusive of altered 
material conditions and 
PWHT processes not
previously approved on the 
WPS(s)

Repair

VS

CAUTION: The definitions 

provided herein are unique to 

welding processes and should 

not be considered as 

synonymous with dimensional 

repair/rework definitions.
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• While not required, having a standard approach to determining 

qualification will help to consolidate/reduce costs and improve 

document quality and completeness.

275 – Weld Planning

Weld Planning SOP
Project 

Name

P/N D/N (if different)

Charge #

Weld 

Engineer

Date 

Prepared

Step # Description Element(s) Sub-element(s)
Needed 

(Yes/No)

Planned 

Start 

Date

Due Date Status
Cost ($) (If 

applicable)
Risk(s) Barriers Comments

Multi-process

Testing Requirements

Prequalification

Joints

Materials (Groups)

Positions

DWG Notes

Thickness(s)

3 Weld Process
Determine most appropriate 

process(s)

SWPS Availability

Appropriate and Efficient WPS(s)

Evaluate the use of existing WPS(s)

Create pWPS

Budget ($)

Determine quantity of 

coupons

Create schedule

Identify Test Lab

Specific instruments

Chill bars

Temp Sticks

PQR

WPS

WPQR

WOPQR

Release in Windchill

6 WPQR(s)/WOPQR(s) Continuity/Maintenance Plan "the Log" in ProWrite

7 Welder Skill Training

Approve Weld Docs5

1 Identify Code(s) required

Identify PQR(s)4

Identify qualification options

Create PQR(s)

Identify additional 

tools/fixtures/equipment

2
Develop Weld Map 

(NOTE: Ref MWI)
Weldment characteristics (Ref DWG)
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• Develop a PQR that will give 
maximum coverage to the extent 
the applicable Code allows:

– For example:

• In several Codes, but D1.1 Table 
4.1 in particular, qualification 
(i.e. – PQR weld coupon(s)) on a 
groove will automatically qualify 
for fillet, plug and slot weld 
joints. 

• Qualification on 1” plate, per 
D1.1 Table 4.2, qualifies any 
future WPS that’s properly 
supported by the PQR from 1/8” 
to Unlimited thickness. 

– The benefit is the reduction of 
overall qualification (i.e. – PQR) 
costs. 

275 – Weld Planning (Cont’d)
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275 – Cost Reduction Opportunities

• Qualify WPS by way of 

qualification testing in 

accordance with the 

applicable Code

• Most versatile/flexible 

path to WPS 

qualification

• This is the most 

expensive path to 

having a qualified 

WPS

WPS Qualification

• Some Codes allow PWPS

– Not all do

• A WPS can be written in conformance to the 
Prequalification Clause and begin certifying 
welders to it

• No Qualification Testing (PQR), and 
associated cost, required

• Still requires welding expertise to ensure 
pWPS(s) are properly implemented.

• Less expensive than WPS qualification 

Prequalified WPS

• AWS publishes and sells sWPS(s) 
ready for use. 
(http://pubs.aws.org/t/procedures)

• The AWS Welding Research 
Council (WRC) develops them 
and they are supported by many 
PQRs in the WRC’s library.

• Not as versatile as WPS 
qualification 

• ASME, NBIC and NAVSEA S9074-
AQ-GIB-010/248 acceptable

• Most economical path to a WPS 
(typical cost is <$300)

Standard WPS

All of these options are acceptable to GA-EMS. 

CAUTION: It is critical that the supplier/user 
ensures applicability of the option chosen 
to the part being welded. If it doesn’t 
apply to the part, GA-EMS will reject it

D1.1, Clause 3

http://pubs.aws.org/t/procedures
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277 – Special Process Certifications

Back

 “Special Processes” will be identified as

such by GA-EMS, such that this Quality Clause

will appear in your PO.

 Special Process Certifications are to be

delivered using one of three methods as 

detailed in the data submittal instructions 

section of 0949L00008 EMS Standard Quality 

Clause document, prior to shipment (not 

physically with shipment).
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280 – Nondestructive Examination (NDE) Requirements

 Note:  Clause 280 is a time sensitive submittal. 

 For blank report form content requirements see 
Clause 280 section c.   

 A “Technique Sheet” is a work instruction detailing 
the NDE method and test parameters to be used 
for inspection of a specific material or part. The 
Technique Sheet should be prepared (or 
approved) by the supplier’s Level III Inspector.

 See slides 84 thru 87 for examples of Technique 
Sheets for 3 NDE disciplines (PT, MT & UT).   

 The “Seller’s Written Practice” is a procedure 
developed by the supplier detailing its required 
qualification and certification, and responsibilities 
of NDE personnel. Included should be the 
minimum required education, training hours, 
examinations and experience. 

 Important:  The supplier’s Written Practice must be 
approved by the supplier’s NDE Level III.  

 Requirements for NDE personnel certification and 
qualification records have been clarified in 
09492L00008 Rev U. 

 In some cases, the supplier’s written practice is 
not required (see exceptions on next page) if the 
inspector is an AWS Certified Welding inspector 
(CWI).  See NEXT PAGE for more details and 
continuation of Clause 280 requirements.

Back
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280 – Nondestructive Examination (NDE) Requirements

 Important:  All NDE inspections must be performed 
by an NDE Level II with the exception of Visual 
Examination of Welds (VT) which may be 
performed by an AWS CWI unless the drawing 
calls out NAVSEA welding.  New for Rev U! 

 Requirements for NDE personnel certification and 
qualification records have been clarified in 
09492L00008 Rev U and shall include the 
following:

 New for Rev U!  AWS/CWI certifications are now 
accepted for parts requiring VT of welds unless 
the drawing call out NAVSEA welding. 

Back
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280 – NDE Requirements (continued)

Back

Note: It is imperative that the NDT reports are legible 

(including GA and Government stamps/signatures) and 

contain all elements of section c) as the NDT reports 

may be subject to further examination by GA-EMS NDT 

Level 3 Quality Engineer and /or during data package 

buy-off by GA-EMS Customer Quality Representatives. 

 To obtain document DI-NDTI-81936, refer to the 

website  below and enter number into the 

“Document ID” section and click Submit button:

http://quicksearch.dla.mil/

 See NEXT PAGES for technique sheet examples.

http://quicksearch.dla.mil/
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280 – Nondestructive Examination (NDE) Requirements 

(GA-EMS Generated Liquid Penetrant Technique Sheet Example) 

Back
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280 – Nondestructive Examination (NDE) Requirements 

(GA-EMS Approved Supplier Generated Magnetic Particle Technique Sheet Example)  

Back

Company / Logo Name Here
Company / Logo Name Here
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280 – Nondestructive Examination (NDE) Requirements 

(GA-EMS Approved supplier generated Ultrasonic Inspection Technique Sheet Example)

Back

See next slide for pages 3 & 4 of UT Technique Sheet >>>>>

Company / Logo Name Here

Page 1 of 4 Page 2 of 4

Company / Logo Name Here
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280 – Nondestructive Examination (NDE) Requirements 

(GA-EMS Approved Supplier Generated Ultrasonic Inspection Technique Sheet Example) 

Pages 3 & 4 of 4 

Back

Company / Logo Name Here Company / Logo Name HerePage 3 of 4 Page 4 of 4
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302 Counterfeit Parts Prevention

 This Quality Clause applies to PCA

manufacturers (as opposed to 

component supplier suppliers).

 GA-EMS expects the supplier to have a 

documented program.

Back
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303 Counterfeit Parts Prevention (Components) 

 This Quality Clause applies to 

component manufacturers only.

Back
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Corrective Action Requests (sCAR)

 GA-EMS expectation for SCAR turnaround time:

o An acknowledgement of SCAR receipt to be provided to GA-EMS within 2 days 

of issuance.

o Action plan to be provided to GA-EMS within 10 working days, unless other 
arrangements have been made with GA-EMS.

 Use structured problem solving tools to identify true root cause – Cause & Effect 
Diagrams, 5-Whys, 8-D Methodology.

 Provide objective evidence of corrective action implementation; for example, excerpts 
of modified procedures, operator training records.

 Return completed SCAR report via email to the GA contact from whom you received 
the SCAR.

Back
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Supplier Performance Program

 Overall Score is composed of 4 components:

Components Description Weighting

Quality 2 sub-criteria: Goods Receipt/Source Inspection and 

SDR/NRs

45%

Delivery 2 sub-criteria: Goods Receipt/Source Inspection and 

SDR/NRs

35%

Price Ranges from customer service to warranty terms. 

Evaluations use standardized criteria worksheets so all 

suppliers are treated equally

15%

Service 5%

 Supplier Performance Reports are reviewed by GA purchasing personnel and distributed to you on a monthly 

and quarterly basis.

 Performance Benchmarks exist in 3 of the categories: Quality, Delivery, and Overall.

Performance Benchmarks

Quality 95%

Delivery 95%

Overall 98%

 Suppliers meeting benchmarks through the entire calendar year will be recognized as top performing GA-EMS 

suppliers.

 Suppliers whose Overall score is below 85% in 2 successive quarters may be issued a Corrective Action Request 

(SCAR).

 Suppliers who underperform for 2 consecutive quarters may have a SCAR issued relative to the category of 

poor performance. Back


