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Completion of FAI Forms

The FAI forms shall be completed IAW AS 9102 and ASQR-01 instructions.

Each field in the forms is designated with a unique reference number.

Each field isalso identified as:

(R) Required: Thisismandatory information.

(CR)  Conditionally Required: Thisfield must be completed
when applicable (i.e., when there exists a Customer
requirement, then this field must be filled in).

(O) Optional: Thisfield is provided for convenience.
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Completion of FAI Forms

» Thefieldsin the forms are color-coded for convenience. Use of black-and-
white forms are acceptable.

» Forms other than those contained in AS9102 may be used, however they
must contain all “Required” and“ Conditionally Required” information and
have the samefield reference numbers.

» All forms shall be completed either electronically or in permanent ink.

» Continuation sheets using the same form are acceptable or insert additional
rows if completing electronically. 4
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Completion of FAI Forms

» Characteristic Accountability: The Organization shall verify every Design
Characteristic during FAI and record the results. Every Design
Characteristic shall have its own unique characteristic number.

» NOTE: Reference characteristics may be omitted from the FAI.
» NOTE: Usemore than onelineif needed for any characteristic.

» NOTE: Characteristics not measurable in the final product shall be verified
during the manufacturing process (as long as they are not affected by
subseguent operations) or by destructive means. Characteristics

verified at the detail level may be referenced in the assembly-level
FAIR.
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Completion of FAI Forms

» Results from inspection of design characteristics shall be expressed

in quantitative terms (Variables Data) when a Design Characteristic is expressed by
numerical limits.

» Record the results in the units specified on the drawing or specification, unless
otherwise approved by the Customer.

» Attribute Data (e.g., go/no-go) may be used if no inspection technigue resulting in
Variables Dataisfeasible. Attribute Datais permitted when the Design
Characteristic does not specify numerical limits. It isalso permitted where
qualified tooling is consistently used as a check feature and a go/no-go

feature has been established for the specific characteristic.
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—
9. Manufacturing Process
Reference

—
10. Organization Name

11. Supplier Code

_—
12. P.O. Number

13. Detail FAl

Assembly FAI

[

O

14. Full FA [
Partial FAl ]

Reason for Partial FAI:

a) if above part number is a detail part only, go to Field 19
b}y if abowve part rumber is an assembly, go to the “INDEX" section below.

INDEX of

disposition.

19. Signature

numbers or sub-assemb

1) 5ig1ﬁ_ureinti.:ﬁulhm:ﬂ

numbers

2) Also indicate if the FAl is complete per Section 5.4: [] FAl complete

uired to make the assembly noted above.

18. FAI Report Mumber

are accounted for; meet drawing requirements or are properly documented for

] FAl not Complete
20. Date

21. Reviewed By

22 Date

23, Customer Approwval

24 Date




Form 1. Part Number Accountability

1) (R) Part Number: Number of the part (FAI part).
2) (R) Part Name: Name of the part as shown on the drawing.
3) (CR) Serial number: Serial number of the part.

4) (O) FAIl Report Number: Reference number that identifies the FAI.
This may be an internal report number.

5) (CR) Part Revision Level: Latest part revision that affects the part being first
articleinspected. If there is no revision, indicate as such. Note:
The latest drawing revision (Field 7) does not always affect al parts
contained on a drawing.

6) (CR) Drawing Number: Drawing number associated with the
FAI part.

7) (CR) Drawing Revision Level: Therevision level of the engineering drawing. If
there is no revision, indicate as such.

8) (CR) Additional Changes: Provide reference number(s) of any
changes that areincorporated in the product but not
reflected inreferenced drawing/part revision level (e.g.,
change in design,engineering changes, manufacturing
changes, deviation or exclusion from certain drawing
requirement, etc.).
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Form 1. Part Number Accountability

9) (R) Manufacturing Process Reference: A reference number that provides
traceability to the manufacturing record of the FAI part (e.g., router
number, manufacturing plan number, etc.)

10) (R) Organization Name: Name of the Organization performing this FALI.

11) (R) Supplier Code: Supplier Code is a unique number given by Customer
to the Organization. It is sometimes referred to asVendor Code, Vendor
| dentification Number, Supplier Number, etc.

ASQR-01 —Record UTC Member assigned Supplier Code.

12) (R) P.O. Number: Enter Customer Purchase Order number
ASQR-01 - Record UTC Member Purchase Order Number.

13) (R) Detail part or an Assembly FAI: Check as appropriate .

14) (R) Full FAl or Partial FAI: Check as appropriate. For a partia FAl,
provide the baseline part number (including revision level) to which thi<
partial FAI isperformed and the reason for it. For example,
changes in design, process, manufacturing location, etc.
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Form 1. Part Number Accountability

15, 16, 17 and 18: Thissection isrequired only if the part number
in Field 1 is an assembly requiring lower level partsto be
installed into the assembly.

15) (CR) Part Number: Detail or next level sub-assembly part
number to be included in the assembly.
16) (CR) Part Name, asshown on the drawing.

17) (CR) Part Serial Number of the part that isinstalled in the
assembly, when applicable.

18) (O) FAI Report Number for detail part.
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Form 1. Part Number Accountability

19) (R) Signature: Name and signature of the person who prepared FAI Form 1.
Note: The signature on this form certifies the following two things:

1) that al characteristics are accounted for; meet drawing
requirements or are properly documented for disposition.

2) if thisFAI iscomplete. Check as appropriate.
20) (R) Date when this FAl Form 1 was prepared.
21) (O) Name of the person from the Organization who approved FAI report
22) (O) Datewhen the FAI report is approved.

23) (O) Customer Approval. Thisfieldisused by Customer to record
approval, if required.

24) (O) Date Customer approved this FAI form.
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AS/EN/SJAC2102 Rev A First Article Inspection Sheet 1 of _

Form 2: Product Accountability — Raw Material, Specifications and Special Process(s),
Functional Testing
1. Part Number 2 Part Name 3. Seral Number 4. FAIReport
Mumber
5 Material or Process 6. Specification 7. Code 8. Special Process ¥ Customer 10 Certificate of
Name Numibrer Supplier Code Approval Conformance

Verification rumiber
{(Yes/Moa/MNA)Y

11. Functional Test 12. Acceptance report number, if applicable

Procedure Number

T3, Comments

14. Prepared By 15. Date




Form 2: Product Accountability

1) (R) Part Number: Number of the part (FAI part).
2) (R) Part Name: Name of the part as shown on the drawing.

3) (CR) Part serial number: Serial number of the part.
4) (O) FAI Report Number: Reference number that identifiesthe FAI. This

may be an internal report number

5) (CR) Material or Process: Enter the name of material or process.

6) (CR) Specification: Enter material or process specifications number (include
permitted alternates, if used), class, and material form (e.g., sheet, bar, etc.).
Include all “Make From” materials that are incorporated into the FAI part.
For raw materials, include all materials that are incorporated into the FAI
part, (e.g., weld/braze filler materials, balls for ball brazing, etc.), and
Standard Catalog hardware (e.g., AN, M S fasteners); but do
not include processing materials such as acid etchants.
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Form 2: Product Accountability

7) (O) Code: Enter any required code from the Customer for material or process
listing, when required.

8) (CR) Special Process Supplier Code: Customer given Supplier code of the
organization performing special process(es) or supplying material, as
applicable. Also add, Special process supplier name and address.

9) (CR) Customer Approval Verification: Indicateif the special process or
material source is approved by the Customer. Write NA if Customer
approval is not required.

10) (CR) Certificate of Conformance number: Number of the certificate (e.g.,
gpecial process completion certification, raw material test report number,

11) (CR) Functional Test Procedure Number: Functional Test
Procedure called out as Design Requirement.
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Form 2: Product Accountability

12) (CR) Acceptance Report Number: Thefunctional test certification
Indicating that test requirements have been met.

13) (O) Comments. Asapplicable.
14) (R) Prepared By: Name of the person who prepared thisform.
15) (R) Date: Date when thisform was completed.
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ASIEN/SJACS102 Rev A Equivalent First Article Inspection
Form 3: Characteristic Accountability, Verification and Compatibility Evaluation

Sheet 1 of _

1. Part Humibar 2_Part Hams 3 Sernal Number 4. FAl Repon
Characteristic Accountability Inspection | Test Results

5 & T &. Raquiremeant |5. Resulis 0. Designed T1. Non- 14. FAl Ingpection Meaguring 14. FAalIngpacior

Char |Reference |Characmenisde Tooding Conformance Equlpment Idantification

Ko, |locapon  |Designaror Humiar

The s

gnature indicates that all characterisfics are accounted for; meet drawing requirements or are properly decumented for disposition.
12. Prepared By

13. Data

Form 3, 8102 Rev A Equivalent, Date: Jan 7, 20035




Form 3: Characteristic Accountability

1) (R) Part Number: Number of the part (FAI part).
2) (R) Part Name: Name of the part as shown on the drawing.
3) (CR) Part serial number: Serial number of part.

4) (O) FAI Report Number: Reference number that identifies the FAI.
This may be an internal report number.

5) (R) Characteristic Number: Unique assigned number for each
Design Characteristic.

6) (CR) Reference Location: Location of the Design Characteristic (e.g.,
drawing zone (page number and section), specification, etc.)

7) (CR) Characteristic Designator: If applicable, record charantericti
type (e.g., key, flight safety, critical, major, etc.). Vs
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Form 3: Characteristic Accountability

8) (R) Requirement: Specified requirement for the Design Characteristic (e.g.,
drawing dimensional characteristics with nominal and tolerances included,
drawing notes, specification requirements, etc.).

9) (R) Results: List measurement(s) obtained for the Design Characteristics.

v [0 For Multiple Characteristics list each characteristic asindividual values or list
once with the minimum and maximum of measured values attained. If a

characteristic is found to be non-conforming then that characteristic must be
listed separately with the measured value noted.

v [0 If aDesign Requirement requires verification testing, then the actual results
will be recorded on the form. If alaboratory report or certificate of test is
included in the FAIR, then these results need not be written on the form,
record the reference number in thisfield. The laboratory report '
or certificate of test must show specific values for requirements
and actual results.
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Form 3: Characteristic Accountability

v [1  For metalurgical characteristics with visual verification requirement that are
rated against standard photographs, list the photo number of the closest

comparison. A statement of conformance is acceptable (record the reference
number in thisfield).

v [1  For processes that require verification per Design Characteristic, include

statement of compliance (e.g., certification of compliance, verification
indicator such as .accept., etc.).

v [1  For part marking, ensure that marking is legible, correct in content and size and
properly located, per applicable specification.
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Form 3: Characteristic Accountability

10) (CR) Designed Tooling: If aspecialy designed tooling (including NC
programming) is used as a media of inspection, record the tool
Identification number.

11) (CR) Non-Conformance Number: Record anon-conformance
document reference number if the characteristic is found to be
non-conforming.

12) (R) Prepared By: Name of the person who prepared this form.
13) (R) Date: Date when thisform was completed.
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Form 3. Characteristic Accountability

14) (R) Thisfield areaisreserved for optional fields. Add
additional columns as required by the Organization or

Customer.

ASQR-01 Record FAI Inspection Measuring Equipment used
asa media of inspection. Record FAI inspector
Identification (e.g., sSignature, stamp, electronic
authorization, etc.) used to signify the person that
accomplished the inspection.
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Additional ASQR-01 Reguirements

8.2.4.2 First Article Inspection:

First Article Inspections (FAI) shall be performed in accordance with SAE
AS 9102 and the additional requirements below.

» A replication of product part marking (via photograph or sample) that
represents production marking must be included within the FAI Report.

» The Supplier holding the UTC member purchase order isresponsible
for assuring completion of the FAI Report for all finished part
characteristics generated by Sub-tier Suppliers.

» At any time, aUTC member may request a complete FAI to be
performed in lieu of apartia (delta) FALI.
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