DSCR QUALITY ASSURANCE PROVISION (QAP) 020    (Jul 1997)





1.  MANDATORY CONTRACTOR INSPECTION SYSTEM FLIGHT SAFETY PARTS (FSP):





Reference:  ANSI/ASQC Z1.4-1993, Sampling Procedures and Tables for Inspection by Attributes; ANSI/NCSL Z540-1-1994, Calibration Laboratories and Measuring and Test Equipment �General Requirements; FAR 52.246-11, Higher Level Contract Quality Requirements (Refer to Section E); ISO 10012-1:1992, Quality Assurance Requirements for Measuring Equipment �Part 1.





a.  The contractor shall provide and maintain a quality


system which meets or exceeds the requirements of FAR Clause 52.246-11, Higher Level Contract Quality Requirement (Government Specification).  (Refer to Section E)


b.  The calibration of measuring and testing equipment


shall adhere to the requirements of one of the following: ANSI/NCSL Z540-1-1994; ISO 10012-1:1992; or other calibration standards or systems that are equivalent to, or better, than the ANSI/NCSL/ISO standards.  Records of calibration and functional adequacy of the supplier's inspection, measuring, and test equipment shall be available for evaluation by the Government.


c.  Inspection and test records shall be maintained and


available for evaluation by the Government for a period of two years after final contract delivery.  Inspection and test records shall indicate the nature and number of observations made, and the number and type of deficiencies found.  Data included in inspection and test records shall be used for trend analysis and to assess corrective action effectiveness.


	d.  Third party registration or certification of the contractor's quality system is not required; nor shall third party registration or certification be considered a substitute for Government contract quality assurance.





2.  INSPECTION AND TEST:





	a.  The contractor shall perform or have performed all inspections and tests necessary and as governed by drawings, specifications, and standards cited elsewhere in this contract to insure total compliance to contract requirements.


b.  Sampling:  Sampling for inspection and acceptance


shall be in accordance with ANSI/ASQC Z1.4-1993, or an equivalent thereof.  If the contractor elects to use an alternate sampling plan, it must be approved by the Government Quality Assurance Representative, and not have been previously determined to be insufficient for the Government's purpose.


c.  Visual/Dimensional Inspections:  Inspection level


shall be Level II.  Any departure from a specified requirement shall be classified as a defect.  Any defect shall be cause for rejection of the entire shipment quantity.


d.  End Item Tests (if applicable):  Inspection level


shall be Level II.  Failure of any sample unit to pass any test shall be cause for rejection of the entire shipment quantity.





	e.  Process Controls:





			(1)  Each manufacturing or assembly process must be controlled by detailed procedures outlining each step or parameter of the process, along with any required tooling or equipment calibration, and any required prerequisite operator training or qualification.


			(2)  All operations shall be clearly defined and formatted in such a way as to allow the operator to verify and record the date that the operation was completed.  The format must also allow for recording the determination as to whether the operation was accomplished in accordance with established requirements.


			(3)  These procedures will be reviewed and approved in writing by the contractor's engineering, manufacturing, and quality assurance departments.  After approval of these procedures, no changes or alternations will be made to any critical characteristic without the written approval of the Procuring Contracting Officer (PCO).


			(4)  A copy of the processes/procedures used during manufacture of a FSP that requires a First Article Test (FAT) will be retained by the contractor and made available to the Government Quality Assurance Representative (QAR) upon request.  When the item or characteristic is produced by a subcontractor, the above restrictions also apply.


	f.  Critical Characteristic Testing:


			(1)  All critical characteristics which can be nondestructively inspected/tested shall be subjected to 100% inspection/testing.


(2)  Critical characteristics which require


destructive testing (i.e. material, heat treat) should be tested on a sampling basis, no skip lots are allowed.


		(3)  Statistical Process Control (SPC) methods may be utilized in lieu of 100% inspection.  SPC methods, at a minimum, are to be fully documented.  The SPC plan will be presented to the Government QAR for approval prior to production.


(4)  All inspection records shall identify


characteristics inspected, the date and results of the inspection.  The inspection records shall also identify the inspector, and any documentation of inspector qualification that may be required.


			(5)  Audits of manufacturing/assembly areas shall be performed by the contractor's quality department to ensure that adequate process controls are invoked and enforced as per FSP requirements.


	g.  Nonconformances:


			(1)  Nonconformance of critical characteristics shall not be dispositioned "Use As Is" or "Repair". However,


rework of nonconforming critical characteristics is acceptable if the part is reworked to print specifications.


			(2)  Contractors shall notify the PCO immediately of any discovered nonconformances which may exist in previously delivered FSP.  Notification is required whether the characteristic in question has been classified as critical or not.  Notification shall include as a minimum, a description of the suspected nonconformance, contract number, part number, and serial number(s) if applicable.


	h.  Serialization:


			(1)  When required, serialization of a FSP shall occur at fabrication in such a way that any operation affecting the critical characteristics are cross referenced to the serial number.  All serial numbers issued to the contractor shall be accounted for.


(2)  The contractor shall identify the serial


numbers of any defective items that are to be scrapped and notify the PCO of the affected serial numbers.


			(3)  Under no circumstances shall the contractor use any DSCR serial numbers on a part delivered to other than the Government under a DSCR contract.


i.  Traceability:  All technical/quality requirements


relating to FSP's shall be traceable to the time and place of production.  Records shall provide the degree of traceability required to enable subsequent verification of all aspects of material, manufacturing, special process, assembly, and inspection of critical characteristics.  Special processes include, but are not limited to, heat treatment, shot peening, and nondestructive testing.


	j.  Documentation:


			(1)  A paper copy of all FSP traceability documents for each lot shall be presented for inspection with each DD Form 250 presented to the Government QAR.


			(2)  Traceability documents shall be retained at the contractor's facility for at least seven years past the completion of the contract.  The contractor shall make these documents available to the Government upon request.  At the end of this period, or in the event of contractor relocation or shutdown, all traceability documentation shall be offered to the DSCR PCO prior to disposal.


	k.  Measurement Equipment:  All measurement equipment used to inspect FSP's must be accurate to within 10% of the total tolerance spread for the feature being inspected, except as follows:  for total tolerance spreads of 0.001 inch or less, measurement equipment must be accurate to within 20% of the spread.  Equipment with less accuracy may be used with specific approval in writing from the PCO.


	l.  Contradictions:





		(1)  Contradictions between the FSP Technical Data Package (TDP) list of critical characteristics and the Drawing/Specifications shall not be resolved by the order of precedence paragraph in the TDP.





		(2)  The contractor shall notify the DSCR Quality Assurance element through the PCO immediately and any work pertaining to the characteristic in question shall be stopped until a written resolution to the contradiction is issued to the contractor by the PCO.


	m.  Manufacturer and Material Traceability:


(1)  The contractor shall identify on their


process/operation sheets, all manufacturing sources performing processes/operations outside their facilities. It


is the prime contractor's responsibility to provide adequate surveillance over subcontractor controls.


		(2)  The inspection method sheets which list the characteristics of each item produced under the contract shall have positive traceability to the raw material, casting, or forging.


n.  Examination of Preparation for Delivery:  The


inspection level shall be S-2.  An examination of preservation, packaging, packing, and marking shall be performed to determine compliance with contract requirements. Any noncompliance with contractual requirements shall be cause for rejection of the entire shipment quantity.


o.  Any defective item discovered by the Government


after shipment may be cause for rejection of the entire contract quantity.|


