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GENERAL MOTORS ENGINEERING STANDARDS

Materials and Processes - Procedures

SOURCE PERFORMANCE EVALUATION AND REPORTING

PROCEDURE -

FASTENERS

(SUPERSEDES PQS 15-200)
GM9050P

1 SCOPE. This specification applies to GM9050P fas-
teners manufactured for GM. A GM9050P designated fastener
is defined as a part, the failure of which could adversely affect
the performance of vital components and systems, affecting the
safety of the individual and safe operation of the vehicle.

1.1 This standard is intended to supplement, not supersede
other specifications and requirements specified. All sections of
this standard define specific minimum requirements. Any
increased inspection levels or additional criteria deemed neces-
sary must be implemented and maintained as required.

2 REFERENCED STANDARDS.

GMS500M
GM510M

GM260M
GM286M

3 INSPECTION FUNCTION.
3.1 RAW MATERIAL INSPECTION AND/OR TESTS.

3.1.1 The source location shall perform or have performed
the inspections and/or tests specified in Table 1. Samples
selected shall be on a random basis. The source location shall
also require mill analysis warrants from the material suppli-
er(s) for each mill heat.

3.1.2 Material with the metallurgical requirements equivalent
to or less than GM286M (GM510M [9]) (nuts), or GM260M
(GM500M [5.8]) (bolts), need not be tested prior to process-
ing.

3.1.3 Material totally or partially fabricated and purchased for
reshipment or for further processing by the source location
shall be controlled in accordance with Section 6 of this stan-
dard. Washers are excluded from this paragraph.

3.2 IN-PROCESS INSPECTIONS AND/OR TESTS.

3.2.1 The source location shall perform or have performed
the inspections and/or tests specified in Tables 2, 3, 4, 5 and 6.
Samples selected shall be on a random basis.

3.2.2 In process test results may be utilized providing that
subsequent operations do not alter said characteristics.

3.3 FINAL INSPECTIONS AND/OR TESTS.

3.3.1 The source location shall perform or have performed
the inspections and/or tests specified in Table 8 when specified
on engineering drawings and/or related specifications. Samples
selected shall be on a random basis in accordance with the
appropriate sampling plan specified in Table 8.

3.4 ALTERNATE INSPECTIONS AND/OR TESTS.

Alternate inspections and/or tests may be used by the source
location when such inspections and/or tests provide, as a mini-
mum, the quality assurance required by this standard and other
contractual agreements. Before applying such alternate inspec-
tions and/or tests, the source location shall submit in writing,
the details and the nature of the request along with all support-
ing data based upon actual tryout at the source location. Such
GM data shall be submitted to the Supplier Quality Engineer
(SQE) for approval. The source location shall not implement
such alternate inspections and/or tests until written permission
has been granted by GM through the survey responsible
Purchasing Department. In cases of dispute as to whether the
inspections and/of tests proposed by the source location pro-
vide equal assurance, the inspections and/or tests of this
standard and other contractual agreements shall apply.

4 MATERIAL IDENTIFICATION.

4.1 RAW MATERIAL. Each coil of wire, rod, sheet stock,
or bundle of bars from which a sample is taken for inspection
and testing shall be identified with a number which is related
to the sample piece(s). Material selected to produce parts under
this standard shall be identified in accordance with 4.3.2 (A)
when such material enters production.

42 IN-PROCESS MATERIAL. During all stages of produc-
tion, material shall be segregated and identified with lot
numbers as specified in 4.3.2 (A).

4.3 LOT CONTROL. Fasteners furnished to this standard
shall be produced on the basis of lot control. Such control is
intended to insure that specific quantities of parts are homoge-
nous. Homogenous implies that parts are alike or similar in
mechanical, physical, and dimensional characteristics.

4.3.1 Lot Definition. A lot is a quantity of material of one
part number subsequently manufactured from only one mill
heat of steel. Maximum final lot size shall be restricted to a
quantity of 250 000 pieces. Parts covered in 3.1.2 need not be
restricted to one mill heat per lot. For SEMS type products, the
source location is permitted to assemble more than one lot of
washers into one final lot of fasteners provided that the source
location maintains adequate records which show what prelimi-
nary lots of washers make up a final lot of GM9050P
fasteners.
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4.3.2 Lot Identification. Each lot shall be identified by a
unique lot number and identification to specify GM9050P
material during all stages of production and inspection. Each
Iot of material being inspected and/or tested shall remain read-
ily available, and identifiable, until the inspections and/or tests
are complete so that it may be retrieved in the event of inspec-
tion and/or test failure. Lot identification procedure is as
follows:

A. A preliminary lot number shall be used to identify
material prior to final inspection. This number shall be
supplemented by a subordinate number and/or letter to
identify a portion of a lot which is separated from the
original lot as a result of nonconformance. Such
separated lots may not be combined.

B. A final lot number shall be used to identify material
which passes final inspection. The number shall consist
of 6 numerals as follows:

1. First Digit: The first digit shall represent the
calendar year in which final inspection is made
(e.g., 0 for 1990 and 5 for 1995).

2. Next Three Digits: The next 3 digits shall
represent the Julian date (e.g., 179 for June 28).
When the final inspection is made.

3. Last Two Digits: The last two digits shall represent
the order in which the lot was approved in relation
to other lots, regardless of part number, on the date
indicated by the first 4 digits, as shown in the
following example:

Part Number Final Lot Number
123456 1-179-01
345678 1-179-02
123456 1-179-03

(1-179-01 is the first lot approved on June 28, 1991)

4.3.3 Only one final lot number shall be assigned to a lot of
material as defined herein, regardless of the number of GM
plants that will receive the material.

§ CORRECTION ACTION.

5.1 When the source location is notified of a rejection by
GM, the source location shall immediately institute into the
final inspection operation, the Increase Sample Plan specified
in Table 7, for the characteristic(s) which caused rejection.
When 10 consecutive lots have been approved by the source
location or a 2 year time period has elapsed, the source loca-
tion may then return to the normal sample plans specified in
Table 7.

5.2 When material is rejected and returned to the source loca-
tion and the material is sorted and/or repaired, such material
shall be reinspected and/or tested for the characteristics which
caused rejection using the increased sample plan in Table 7
and normal inspection plan for the remaining characteristics
prior to reshipment to GM locations. Furthermore, the material
shall be reidentified in accordance with 4.3.2 (B) and traceable
to the original lot number.

6 SUBCONTRACTOR AND/OR SUPPLIER

CONTROL.
6.1 SOURCE LOCATION RESPONSIBILITY.
6.1.1 Inspections and/or Tests.

6.1.1.1 The subcontractor(s) and/or supplier(s) shall perform
and document the inspections and/or tests outlined in the appli-
cable portions of this standard. Documentation, showing the
results of the applicable inspections and/or tests, shall be for-
warded with the material to the source location. The source
location shall perform, or have performed final inspections
and/or tests (Table 8), on the material.

6.1.1.2 When the purchasing GM division authorizes the
source location to allow a subcontractor(s) and/or suppliez(s)
to ship material direct to the using location, the subcontrac-
tor(s) and/or supplier(s) shall select at random the final
inspection samples, send the samples to the source location for
final inspections and/or tests, and hold the remaining material
until approval for shipment is authorized by the source loca-
tion.

6.1.2 Records. The results of inspections and/or tests by both
subcontractor(s) and/or supplier(s) and the source location
shall be recorded for each lot. This record shall include the
name of the subcontractor(s) and/or supplier(s) and dates when
the inspection and/or work was performed.

6.1.3 Identification. The source location shall assure that
material shipped to the subcontractor(s) is identified in accord-
ance with 4.3.2 (A) and that the material continues to be
appropriately identified. Where final processing and shipping
are subcontracted, the subcontractor(s) shall identify material
prior to shipment with a final lot number assigned by the
source location in accordance with 4.3.2 (B).

© Copyright JULY 1995 General Motors Corporation All Rights Reserved

9050P

PAGE 2

JULY 1995

Documents


http://www.avadocuments.com/doc/gm-gm9050p-0
http://www.avadocuments.com/doc/gm-gm9050p-0

t

G¥ EMSOL0E A3 M AN0L3ITY AGCTA7E T2S EM

GENERAL MOTORS ENGINEERING STANDARDS Materials and Processes - Procedures

SOURCE PERFORMANCE EVALUATION AND REPORTING
PROCEDURE - FASTENERS
(SUPERSEDES PQS 15-200)
GM9050P

7 DOCUMENTATION.

7.1 RECORDS. All records shall be traceable from a final
fot number and preliminary lot number to all operations, pro-
cesses and mill heat of steel. Such records shall be retained to
be submitted to GM upon request.

8 ACCEPTANCE CRITERIA. The acceptance criterion
for the characteristics specified in this standard is zero discrep-
ancies. When discrepancies are found, corrective action shall GM9050P

e
be taken to provide assurance that the material conforms to

A N - LOT#4-323-01
specifications prior to shipment to GM.

9 IDENTIFICATION-LABELING. S 5
2 BOLT

9.1 CONTAINER IDENTIFICATION. Each container of
material shall be identified with the letter and digits GM9050P seeuR. 000001234
and the final lot number. The identification label shall be one 0 m""" “III”“lllll“lmmmll
per carton conforming to the following specifications.

. L. . . . S 0000123456

9.1.1 Printing. The letters and digits comprising both ©

GM9050P and lot shall be printed using 20 point bold black lll"ll"" "ll”""I"Ill”"l'l"l
type. Part number and quality shall be printed using 36 point ABC_BOLT CO. DETROI, NI 44440

bold black type. This information shall be printed on the ane)
AIAG Shipping Label. See Illustration (Figure 1).

10 PALLET IDENTIFICATION.

10.1 When there is more than one lot number on a pallet, the
pallet must have a master pallet tag (See Figure 2) to indicate
the quality for each lot number on the pallet.

10.2 The tag must be 300 x 115 mm with black lettering on a
white background. It must be firmly affixed to the top of any FIGURE 1
one box on the top layer and clearly visible without removing

any banding.

11 GENERAL INFORMATION. This standard super-
sedes PQS-15-200. It was first published in July 1967 then
revised to PQS-15-200 in March 1973. The PQS-15-200 docu-
ment, with some editorial changes, was published in July 1993
as GM9050P. The latest revision include:

Rev Date Description
A 6/95 |Complete review and update.
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