Leaflet on sampling
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1. Contractual basis S§REIEH

The drawing, 3D model, technical delivery terms and other technical specifications of the part to be delivered form the
contractual basis for the initial sample test.
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This initial sample test is used to determine whether the part as “initial sample” (definition: manufactured using the final
production equipment and tools under regular production conditions) meets these contractual conditions.
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If requirements in leaflet on sampling are defined in contradiction to quality requirements, requirements in quality requirements
shall prevail.
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2. Approval as a precondition for series delivery #bERIERRAIBIRSEE

The initial samples including the documentation shall be submitted to BSH Hausgerdte GmbH and its affiliates (hereinafter
referred to as “BSH”) in due time (by the agreed sample date). The regular shipment of products may commence only after the
supplier has proved his ability to meet the specified quality requirements and the BSH Quality Management (hereinafter referred
to as “BSH-QM”) has issued its approval.
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If, by way of exception, only a “Limited Approval” can be issued by BSH, the supplier may make deliveries only in accordance
with the details defined in the test report (conditions, quantity, schedule). If neither a “Limited Approval” nor an “Approval” has
been issued, regular deliveries are not permitted.
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If the supplier receives a regular delivery order although no approval has been issued, he must request the approval from BSH
in a timely manner. In general, in the event of deviations from sample parts, this must be agreed with BSH before the parts are
shipped and a deviation report including measures must be enclosed.
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The approval of the initial samples by BSH does not absolve the supplier from the responsibility for the quality of his products.
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3. Component Qualification Planning (CQP) ToesfF&#&itkl (CQP)

With the request for quotation to supplier, the component qualification planning, CQP (with reference to PPAP/PPF), will be
handed over to the supplier. The aim is to ensure an early involvement of the supplier in BSH's product development process.
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The component qualification planning should provide an overview of the specific BSH requirements, which are mandatory for
the part and process qualification.
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The part classification (A/B/C) is done by BSH according to the anticipated part criticality. The part classification defines the
scope of required release documents.
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The supplier has to incorporate the requested activities according to the component qualification planning in his own internal
project planning and meet the mutually defined specific due dates for the release information and release documents.
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With his offer, supplier acknowledges the fulfillment of the requirements for component qualification and the further contractual
obligations in point 1.
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Deviations, risks and further information on contractual bases in accordance with point 1 must be indicated via the feasibility
study (Feasibility Commitment) and agreed with BSH before conclusion of the contract.
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In the event of changes, the Supplier must send an updated copy of the Feasibility Commitment to BSH without being requested
to do so.
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4. Initial sample test by the supplier {£REBI¥IAHE(EMi

The supplier’s initial sample test provides proof of the following:
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= the part meets the contractual requirements (according point 1)
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= the part can be inspected by the supplier
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= the conformity of the used materials is mandatory and must be presented to BSH *.
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Before start of serial delivery, initial samples must be provided in a timely manner. In particular, this applies to any of the
following:

HIUEHEAF 0 BT B AE BT AT B 4R 4o il BLR 1L

= Any changes to the PRODUCT, in particular any changes to functional/Processing or safety relevant product parts (e.g.
bought-in parts, material)
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= Changes to manufacturing processes, equipment procedures and materials,
HiE T2, BERFR IR AL 5
= Change of a sub-supplier,
R ISIT FAL 5 5
= Changes in test procedures/equipment,
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= Relocation or establishment of production sites, and
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= Other changes where an influence on the quality cannot be excluded
FEAtAS BEHEBR G 5TR R R 2R
= For necessary follow-up sampling due to a limited approval
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In case of process changes or if no delivery occurred during the last two years, the need for another initial sample test must be
determined in cooperation with the BSH-QM of the respective location. Any deviation from the specifications identified during
testing at the supplier must be rectified or agreed with BSH before the initial samples are delivered.
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The initial sample test of the supplier must be performed with suitable and calibrated measuring equipment.
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5. Test report of the supplier {tRESATNIKIRS

The supplier is requested to use the BSH templates for the initial sample presentation and the preparation of the measurement
report.
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The Supplier shall send the in electronic form completed documents and further documents for the clear assignment of the
specified criteria to the e-mail address specified by BSH or shall use a portal specified by BSH.

AT SR IS B B8 SO AN R — 2 B S LA I aUA A B T 0 5K P 0 PR T Ik, B o P 0 K R BT P

If the documents are sent in advance via e-mail, the subject line must show the supplier's name and at least one material
number.
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6. Testing scope for special characteristics $§F4F RN TBE

Category 1: Critical Characteristic (CC)
K. REEHE (CC)

are product- or process characteristics
= B L 2R

= of clearly safety relevant characteristics.
B 1 22 A HE AR
= their violation can lead to dangers to life or physical condition
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Cateqgory 2: Significant Characteristic (SC)
Hok: BERME (SC)

are product- or process characteristics
R B L2 R

= which are qualitative product characteristics but not critical to safety
SV SRR, (AN R AN R

= their violation leads to restricted functional capability, devalued esthetics or limited further workability of the product or
component
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Category 3: important Characteristic
=2 BB
are product- or process characteristics
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= which are limited critical to quality and not critical to safety
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= their violation may lead to restricted functional capability, devalued esthetics or limited further workability of the product or
component
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Category 4: Relevant Characteristic
SRR HHRAFE
are product- or process characteristics
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= which have a slightly influence on the quality
o o A R M PR

= For critical characteristics (CC) BSH demands 100 % of the parts comply with the tolerance limits for all measurements at
any point.
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For significant characteristics (SC) BSH demands a machine capability index of cmk O 1.67 for the pilot production.
Measurements are carried out according to test plan (n=50%, k=1©),
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For series release BSH demands a preliminary process capability index of ppk = 1,67 and for series attendant inspections a
process capability index of cpk = 1,33® (SCM/SPC). The measurement is carried out at 100 parts (20 batches of 5 parts each)
for series release respectively on more than 100 parts according to test plan for series attendant inspection.
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For important characteristics BSH demands a machine capability index of cmk 21,67 for the pilot production. Measurements
are carried out to testplan at 50 parts of 1 batch (n=50, k=1®). For series release BSH demands according to test plan a
preliminary process capability index of ppk = 1,67.

P T E B, 1 SRR A PR L AR R 1 HEECR emk21,67 . ARAEIINA TR, X 1t 50 AN ARREAT IR (n=501,
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For relevant characteristics BSH demands compliance with the tolerances according to test plan at any point.
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The following applies to all special characteristics: If the process capability cannot be proven for one of the characteristic
categories, a 100% test must be carried out.
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Tabular presentation

Ftg ARR
Category 1 Category 2 Category 3 Category 4
Critical Significant Important Relevant
characteristic characteristic characteristic characteristic
17345 =2 [C0 1735 7[5O 123,45 =02
. P within Cmk 2 1,67 | pk 2 1,67 |  within Crk2 | ppx = 1,67 s
Criterion within tolerance tolerance .2 @5 tolerance | 1,67 2 .3,5) within tolerance
Target criterion
f ilot seri . accordin
or PIOTSENES | Random accordingto| n=50©® | 5 5. to 9 n=s0© n=3-5; according to
100% measuring inspection e | . o . :
sample plan k=1 ™ k=25 inspection | (=1 ™ k=25 inspection plan
plan
SPM @ SPC®
Criterion within tolerance within tolerance within tolerance
Cok 21,33 Cw21,33
Series attendant nz5; k=20
inspections . if applicable:
Random n=5; k=20 according to -
100% measuring ) ) ) . according to
sample ongoing according to inspection plan inspection plan
inspection plan
B -t B=K EUES
Rkt BERr EERE AR
12345 +02 12345 -0 123,45 =02
" - . mk = > EAZENE _ > .
ey sosiabi | iy | oy 07| PaE 16T | ERIEE | owe 1P LET i
AR H ARl
m” 6 6
\ Rt | N80 | n=g.s | MRk | N=50© | n=3_s5; -
TEIRES 100% 1 £ . ’ ok ’ A 06 11
BB oIt by wn | ks || o | k2 HEE K1)
SPM ® SPC ©
THE ) AFEIEHE N AZEILHN AZETLHN
Co=1,33 Cw>1,33
RO nz5; kz20
n=5; k=20 &, A 46
B 100%3il _ _ e HORIB TR, AR
ongoing according to el
inspection plan
Footnotes [JIy:
(1) Optional inspection, only necessary if determined in Agreement (e.g. Quality Requirements)
R ARG, AAEPML CIBTEER) TR BB I T A TR AT
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Machine capability index CmK (short-term capability)
CmkHLasaE /3R % EIIRETD

Within the scope of the acceptance of production equipment, a short-term capability test, also called machine capability
test, is usually carried out at the manufacturer's premises. The aim of this test is to ensure that only the influences
coming from the production equipment itself have an effect. For this purpose, the general conditions are kept as constant
as possible so that possible influences from people, materials and the environment are minimised or avoided. The result
of the short-term capability test is a preliminary statement on the suitability of the production facility to meet specified
requirements. As a rule, at least 50 parts are manufactured in uninterrupted sequence. The quality characteristics of
interest are measured and the measurement results are recorded according to the production sequence and statistically
evaluated, e.g. with regard to stability and distribution time model. Finally, a machine capability index cmk is calculated
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Preliminary process capability index Ppk
W R 1 He % Ppk

An investigation of the series conditions becomes possible, as all scattering influences become effective. An
assessment of the process capability before the start of series production becomes possible. When carrying out this
investigation, at least 125 units to be investigated are usually taken from the process. The allocation of these 125 parts
to the individual samples and also the sampling intervals must be determined specifically for the process and cannot
be specified across the board. A sample size of 3-5 parts is usual
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Process capability index CpK (long-term capability).
HFERE S % Cpk (KMIRESD
The long-term capability is assessed by statistical evaluation of control charts. The quality capability under real process

conditions is determined. The effect of process improvements becomes apparent. The observation period is at least 20
production days
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The series use of parts with process capability study (PFU) relevant measurements is to be managed with limited
releases until the completion of the PFU. Should there be changes on the tool during the Ppk determination it has to be
clarified if the Ppk needs to be determined new in agreement with the BSH departments Development, QM and if
applicable Production.
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Quantity of parts Z % &

Random sample FEFLHli:

Statistical process monitoring % t1id 2 i 42

Statistical process control 4t itid 1% i

If the manufacturing process enables a statistical process control (SPC) and the necessary measuring and controlling
devices are available or invest is planned for it, SPC is to be preferred to statistical process monitoring. For monitoring
and controlling of the process the quality control chart (QCC) is used. This serves the responsible as control loop where
the process represents the control path and the geometry to be produced (measurements, tolerances of form and
orientation) represents the control variable (machine setting variable). In the QRK the following limits are to be specified:
Tolerance limits (UTL, LTL), action limits (OEG, UEG), warning limit (UWL, LWL).

AR RO REAT G I R ] (SPC), I HA A BRI AR B % BRI BEAT BRI, Wz it R g
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ANZERRE (UTL. LTL), BRERE (OEG. UEG), %HFR{E (UWL. LWL) .

7. Contents of the report IRERS

Together with the initial samples, the supplier must submit a test report in the form specified in item 5 covering all contractual
attributes (in most cases, the drawing and specification), which shows the following:
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= Status changes of drawing and other basics
B4R B AR Bl A B
= Tools used (or cluster in case of multi-cavity tools)
EHM TR G2 2R TE, WA—HT R
= Sub Supplier
R AR
= For each attribute: - Target value with tolerance
AR -HAAER MY
Actual value
bR E
Marking of attributes with an actual value outside of the tolerance range
i i H 2 222 30 PRl (1 S i A
= For parts produced with multi-cavity tools, a separate sample test report must be prepared for each cluster
XF T 2R, WAk 2H Y ) SR R A i U B
= To link the measured values to the corresponding parts, the parts must be marked clearly
N T RN RAE SR A ARRS B, B L ZbR ic s 2
= Part weights must be given in grams or kilograms
TR E BN A T AL

= The supplier must confirm that the parts were produced using the final tools under regular production conditions. Any
deviations from this must be specified and coordinated in advance with the BSH-QM.
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= For specified attributes: - Number of test specimens
e m k. e R
- Arithmetic mean and variance
FORTEHANTT %
- Capability indexes
REJIHRHL

= The individual values of a machine capability analysis or process capability analysis must be provided.
WA e & e 0 AT B RERE 0 M B R R

= A machine and preliminary process capability required depending on the feature category must be proven with the initial
sample documents (see description point 6).
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= The proof of long-term process capability is to be submitted to BSH without request as soon as possible.
KA AR B TR T RS PR A 45 PE 50

8 Shipping and secure receipt ZEHZ 21

As projects are usually time-critical, shipping initial samples and test reports quickly and reliably is particularly important.
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= Initial samples must not be delivered together with regular shipments
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= They must be shipped in a separate container or separate package with its own delivery shipping ticket, including the details
of the order
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= They must be sufficiently protected against damage and environmental factors
BT R, DA BR8N E R )
= The containers/packages must be clearly marked with “Samples” (“Mustersendung”)
BAIELE A ZRE FEHBR AR (“Mustersendung”™)

The forms and requirements of BSH must be used and complied with.
2 FH 38 R 8 X LB R AR R SR

Further information on this can be found in the BSH Supplier Handbook:
B2 1R B 2 LI G % e o B 5 R ORI T -

https://ocp.bsh-group.com/en/documents

If you have any questions, please get in touch with the respective BSH-QM contact person.
WIS FATAT IR, 5 510 78 R i % H R AR R .
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