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HEE GETRAG Part Submission Warrant
PartName Speed Gear SR1 Customer Part Number 250.1.4378.75
Shown on Drawing No. 250.1.4378.75 Crganization Part #
Enginesting Change Level a CO000357-CP-12 Dated 07-mag-15
Additicnal Engineering Changeé Dated
Safety andfor Government Regulation Yes [JNo Purchase Order No. Weight (kg) 1.5150 B
Checking Aid No. Checking Aid Engineering Change Level Dated
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION

GETRAG MODUGNO

Qrganization Name & Supplisr/Vendor Gods Gustorner Nama/Divislan
VIA DEI CICLAMINI N°4

Sirget Address Buyer/Buyer Code
MODUGNO BARI 70026 ITALY TYP 250

City Region Postal Code Country Application

|[MATERIALS REPORTING
Has customer-required Substances of Concern information been reported? Yes CInNo On/a

Submitted by [IMDS or other customer format;

Are polymeric parts identified with appropriate ISO marking codes? [ Yes ] No nfa
JREASON FOR SUBMISSION (Check at least one)
Initial Submission O change to Optional Construction or Material
[0 Engineering Change(s) [ Supplier or Material Source Change
[ Toaling: Transfer, Replacement, Refurbishment, or additional [[] Change in Part Processing
[ Correction of Discrepancy [ Parts Produced at Additional Location
[ Tooling Inactive > than 1 year [ other - please specify below

REQUESTED SUBMISSION LEVEL (Check one)

[ Level 1 - Warrant only (and for designated appearance items, an Appearance Approval Report) submitted to customer.
7] Level 2 - Warrant with product samples and limited supporting data submitted to customer.

Level 3 - Warrant with product samples and complete supporting data submitted to customer.

O Level 4 - Warrant and other requirements as defined by customer.

[0 Level 5 - Warrant with product samples and complete supporting data reviewed at organization's manufacturing location.

SUBMISSION RESULTS
The resulis for dimensional measurements material and functional tests [} appearance criteria statistical process package
These results meet all drawing and specification requirements: Yes [INC (If "NO" - Explanation Required)

" Mold / Cavity / Production Process

DECLARATION
| hereby affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all Production Part

Approval Process Manual 4th Edition Requirements. | further affirm that these samples were produced at the production rate of ! haurs.
| also certify that documented evidence of such compliance is on file and available for review. | have noted any deviations from this declaration balow.

EXPLANATION / COMMENTS: First Submission PPAP for code 250 1 4378 75 (PPAP for different respect to 250 1 4308 76)

MNew kk: 055.8.5463.00- Turning direction as described in the drawing

Is each Customer Tool properly tagged and numbered? j Yes [ No n/a

Organization Authorized Signature Date 15/12/2015

PrintName  Camarda Ettore < Phone No. tel 390805858580 Fax No.
Title GPS Leader E-mail ettore.camarda@getrag.com
FOR CUSTOMER USE ONLY (IF APPLICABLE)
Part Warrant Disposition: @'Approved [ Rejected [ other
Customer Signature ,f (\S\ /.‘M( o Date 151205
x 4 - ;
Print Name Customer Tracking Number (optional)

March 2006 CFG-1001
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-ll GETRAGL Part Submission Warrant

PartName Speed Gear SR1 Customer Part Number 250,1.4380.75

Shown on Drawing No. 250.1.4380.75 Organization Part #

Engineering Change Level - C000357-CP-12 Dated 07-mag-15

Additional Engineering Changes Dated

Safety and/or Government Regulation Yes CINo Purchase Order No. Weight (kg) 1.6290

Checking Aid No., Checking Aid Engineering Change Level Dated
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION

GETRAG MODUGNO

Qrgamization Name & SupplierVendor Code Customar Name/Division
VIA DEI CICLAMINI N°4
Street Address Bayar/Buyer Code
MODUGNO BARI 70026 ITALY TYP 250
City Reglon Pastal Code Country Application
MATERIALS REPORTING
Has customer-required Substances of Concam information heen reported? Yes [J No Orva

Submitted by IMDS or other customer format:

Are polymeric parts identified with appropriate ISC marking codes? [ Yes O Ne n/a
REASON FOR SUBMISSION (Check at least ons)
Initial Submission 7] Change to Optional Construction or Material
1 Engineering Change(s) 7] Supplier or Matetial Source Change
[ Tooling: Transfer, Replacement, Refurbishment, or additional [ change in Part Processing
{1 Correction of Discrepancy {3 Parts Produced at Additional Location
O Tocling Inactive > than 1 year (7] Other - please specify below

REQUESTED SUBMISSION LEVEL (Check one)

[[] Level 1 - Warrant only (and for designated appearance items, an Appearance Approval Report) submitted to customer.
[ Leval 2 - Warrant with product samples and limited supporting data submitted to customer.

Level 3 - Warrant with praduct samples and complete supporting data submitted to customer.

[ Level 4 - Warrant and other requirements as defined by customer.

O Level 5 - Warrant with praduct samples and complete supporting data reviewed at organization's manufacturing focation.

SUBMISSION RESULTS
The results for dimensional measurements material and functional tests [ appearance criteria statistical process package

These results meet all drawing and specification requirements: Yes [JNO (If "NO" - Explanation Required)
Meld / Cavity / Production Process -
|DECLARATION
| hereby affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all Production Part
Approval Process Manual 4th Edition Requirements. | further affirm that these samples were produced at the production rate of ! hours.

[ also certify that documented evidence of such compliance is on file and available for review. | have noted any deviations from this declaration below.

EXPLANATION / COMMENTS: First Submission PPAP for code 250 1 4380 75 (PPAP for different respect to 250 1 4216 70)

New kk: 055.8.5463.00- Turning direction as described in the drawing

lis each Customer Tool properly tagged and numbered% [ Yes 1 No nfa

Organization Authorized Signature ' Date 15/12/2015

PrintName ~ Camarda Ettore < Phone No. tel 390805858580 Fax No.
Title GPS Leader E-mail ettore.camarda@getrag.com
. FOR CUSTOMER USE ONLY (IF APPLICABLE)
Part Warrant Disposition: @’Approved [ Rejected ] Okher
Customer Signature - /IL <‘ = M Date /15 12. 295
Print Name y i Customer Tracking Number {optional)
e R ———— __—-————%

March 2006 CFG-1001
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NN GETRAG Part Submission Warrant

PartName Speed Gear SR1 Customer Part Number 250.1.4381.75

Shown on Drawing No. 250.1.4381.75 Organization Part #

Engineering Change Level - £357-CP-12 Dated 07-magyg-15

Additional Engineering Changes Dated !

Safety andfor Government Regulation Yes [ Mo Purchase Order No. Weight (ka) 1.6290

Checking Aid No. Checking Aid Engineering Change Level Dated
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION

GETRAG MODUGNO

Organization Namea & Supplier/Vendor Code Customer Name/ivision
VIA DEI CICLAMINI N°4
Blraet Addrass Buyer/Buyer Code
MODUGNO BARI 70026 ITALY TYP 250 )
City Reaglon Postal Code Cauntry Application
MATERIALS REPORTING
Has customer-required Substances of Concern information been reported? Yes [J No On/a

Submitted by IMDS or other customer format:

Are polymeric parts identified with appropriate I1SO marking codes? [ Yes [ No n/a
REASON FOR SUBMISSION (Check at least ong)
Initial Submission [[] Change to Optional Construction or Material
i1 Engineering Change(s) [ Supplier or Material Source Change
[J Tooling: Transfer, Replacement, Refurbishment, or additional [ change in Part Processing
[ Correction of Discrepancy [ Parts Produced at Additional Location
] Tooling Inactive > than 1 year [ other - please specify below

REQUESTED SUBMISSION LEVEL (Check ong)

{3 Level 1 - Warrant only {and for designated appearance items, an Appearance Approval Report) submitted to customer.,
{7 Level 2 - Warrant with product samples and limited supporting data submitted to customer.,

Level 3 - Warrant with product samples and complete supporting data submitted to customer.

3 Level 4 - Warrant and other requirements as defined by custamer.

[ Level 5 - Warrant with product samples and complete supporting data reviewed at organization's manufacturing location,

SUBMISSION RESULTS
The results for dimensional measurements material and functional tests ([l appearance criteria statistical process package

These results meet all drawing and specification requirements: Yes [[INO {If "NO" - Explanation Required)
Mold / Cavity / Production Process
DECLARATION
| hereby affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all Production Part
Approval Process Manual 4th Edition Requirements. | further affirm that these samples were produced at the production rate of ! hours.

| also certify that documented evidence of such compliance is on file and available for review. |have nofed any deviations from this declaration below.
EXPLANATION f COMMENTS: First Submission PPAP for code 250 1 4381 75 (PPAP for different respect to 250 1 4216 72)

New kk: 055.8.5463.00- Turning direction as described in the drawing

|s each Customer Tool properly tagged and numbered? [ Yes O Neo n/a
Organization Authorized Signature W Date 15/12/2015

PrintName ~ Camarda Ettore - Phone No. tel 390805858580 Fax No.
Title GPS Leader E-mail ettore.camarda@ugetrag.com
e F OR CUSTOMER USE ONLY (IF APPLICABLE) — 1
FPart Warrant Disposition: QS,]’Approved [ Rejected [ other )
Customer Signature /)L gf\,@f 2 _Q ] Date }o / 12 /ZD/ 5
Print Name v Customer Tracking Number (optional)

March 2006 CFG-1001



HEE GETRAG Part Submission Warrant

Part Name  Speed Gear SR1 Custemer Part Number 250.1.5203.75

Shown on Drawing No. 250.1.5203.75 Organization Part #

Engineering Change Level a C357-CP-12 Dated 07-mag-15

Additional Engineering Changes Dated

Safety and/or Government Regulation Yes O No Purchase Order No, Weight (kg} 1.3950

Checking Aid No, ’ Checking Aid Engineering Change Level Dated
ORGANIZATION MANUFACTURING INFORMATION CUSTOMER SUBMITTAL INFORMATION T

GETRAG MODUGNO

Qrganization Name & SuppilanVendaor Code Customer Name/Division )
VIA DE1 CICLAMINI N°4 B

Siraat Addrass Buyer/Buyer Cade
MODUGNO BARI 70026 ITALY TYP 250

Gity Reglon Pastal Code Country Applieation

JMATERIALS REPORTING
Has customer-required Substances of Concern information been reported? Yes [(dNo Hnfa
Submitted by IMDS or other customer format:

Are polymeric parts identified with apprapriate ISO marking codes? [ Yes o nfa
|JREASON FOR SUBMISSION (Check at least ane)
Initial Submission [0 Change to Optional Construction or Matertal
[ Engineering Changa{s) [ Supplier or Material Source Change
[0 Tooling: Transfer, Replacement, Refurbishment, or additional [ Change in Part Processing
[7] Correction of Discrepancy [ Parts Produced at Additional Location
[0 Tooling Inactive > than 1 year O other - please specify below

REQUESTED SUBMISSION LEVEL {Check one)

[[] Level 1 - Warrant only {and for designated appearance items, an Appearance Approval Report) submitted fo customer.
[ Level 2 - Warrant with product samples and limited supporting data submitted to customer.

Level 3 - Warrant with product samples and complete supporting data submitted to customer.

[3 Level 4 - Warrant and other requiretments as defined by customer.

[J Level 5 - Warrant with product samples and complete supporting data reviewed at organization's manufacturing location.

SUBMISSION RESULTS
The results for dimensional measurements material and functional tests [ appearance criteria statistical process package

These results meet all drawing and specification requirements: Yes [JNO (If "NQ" - Explanation Required)
Mold / Cavity / Production Process

DECLARATION
| herehy affirm that the samples represented by this warrant are representative of our parts which were made by a process that meets all Production Part

Approval Process Manual 4th Edition Requirements. | further affirm that these samples were praduced at the production rate of ! hours.

| also certify that documented evidence of such compliance is on file and available for review. | have noted any deviations from this declaration below.
EXPLANATION / COMMENTS: First Submission PPAP for code 250 1 5203 75 (PPAP for different respect to 250 1 5188 76}

New kk: 055.8.5463.00- Turning direction as described in the drawing

Is each Customer Tool properly tagged and numbered? % O Yes O No nfa

Organization Authorized Signature Date 15/12/2015

PrintName  Camarda Ettore < Phone No. tel 390805858580 Fax No.
Title GPS Leader E-mall ettore.camarda@getrag.com

o FOR CUSTOMER USE ONLY (IF APPLICABLE)
Part Warrant Disposition: éﬁpproved ] Rejected [ other B

Customer Signature /)[ S/&@Lek Date 15_ 1215
v

Print Name Customer Tracking Number (optional)

March 2008 CFG-1001
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Design Release:  2015-05-12 Steffen.Horlacher
Function Release: 2015-05-12 Jan.Burkhardt
Geardata Release:  notrequired

Material Release: not required

SAP Release: 2015-05-13 Hartmut.Kobald
Document Status:  approved
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