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Preface 
 

We, Stadler Pankow GmbH in Berlin, are a manufacturer of rail vehicles and produce multiple-unit 
trains of the vehicle generation FLIRT3 and KISS, primarily for the German market, and for trams 
and urban railways. Within the Stadler Rail Group, Stadler Pankow GmbH is the competence 
centre for the development of trams and is therefore responsible for the global tram business.   

The high percentage of purchased semi-finished goods, components and systems and their quality 
have a fundamental impact on the quality of the rail vehicles produced by Stadler Pankow. It is 
therefore essential that the quality, safety, durability, environment compatibility and energy 
efficiency of our purchased parts are monitored and recorded continuously in close cooperation 
with our suppliers. This quality management guideline shows our quality requirements for suppliers 
and their products needed to reach our quality goals. These quality requirements apply to all 
deliveries made to all Stadler Pankow GmbH sites. 
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Please copy this page and send the signed copy to the following address: 
 
Stadler Pankow GmbH  
Abteilung Einkauf  
Lessingstrasse 102  
D-13158 Berlin  
 
 
Quality Management Agreement 
 
We hereby confirm that we have received this Quality Management Guideline for the delivery of 
products to Stadler Pankow GmbH. Any exceptions stated by the supplier must be explained in the 
attachment to the Agreement and sent to Stadler Pankow GmbH for approval: 
 
 
Supplier’s address: (incl. e-mail address) 
Company:______________________________________________________________ 
Street:_____________________________________________________________ 
Zip code/country:_________________________________________________________ 
Contact partner:______________________________________________________ 
E-mail:______________________________________________________________ 
Telephone:___________________________________________________________ 
 
 
 
_________________________________________________________ 
Name, date and signature of the supplier  
 
 
Suppliers who do not sign this agreement may not be considered for future business and enquiries. These 
guidelines are the property of  Stadler Pankow GmbH, however, the supplier is authorised to make copies for 
his own use.  
 

 
 
 
PLEASE ADD A COPY OF CURRENT AND VALID CERTIFICATES 
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Attachment to the Quality Management Agreement 
 
Deviating from the document, the following additional agreements are agreed:    
 
 
 
 

 

 

 

 

 

 

 

 

 

 

 

 

 

 
 
_________________________________________________________ 
Name, date and signature of the supplier  
 
 
 
 
 
_________________________________________________________ 
Approved by Stadler Pankow GmbH            Name, date and signature  
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1. Introduction  

 
This Quality Guideline aims to improve the quality and environmental compatibility of the 
purchased parts delivered to Stadler Pankow GmbH. Therefore, Stadler Pankow GmbH expects its 
suppliers to implement the requirements listed in this Quality Guideline so we can achieve our 
company quality and environment protection goals in close cooperation with our suppliers. 
 
Note: The term ‘purchased part’ is always used in this guideline. It covers all semi-finished goods, systems and 
components that are delivered to Stadler Pankow GmbH in compliance with the order.   
 

1. Scope  

This Quality Guideline is applied to purchased parts that the supplier delivers to the sites of the 
company Stadler Pankow GmbH.   

3. Quality requirements for suppliers  
 

3.1 Quality management system 
 

The Stadler Pankow GmbH expects its suppliers to implement the named requirements as the 
basis for a trusting partnership between the supplier and buyer.   
 
Management systems 
 
A manufacturer of components for rail vehicles must have a certified quality management system 
that satisfies the requirements of the latest version of the standard DIN EN ISO 9001 as a 
minimum requirement. Also, the supplier must work with a certified environment management 
system pursuant to DIN ISO 14001. In addition, the requirements of the national laws and the 
OHSAS 18001 (health & safety) must be observed.   
 
Environment protection / packaging 
 
All deliveries to the sites of the company Stadler Pankow GmbH must comply with the respective 
valid statutory packaging pertaining to packaging, transport, storage and active constituents. 
Suppliers also need to observe the list with the ‘prohibited raw materials’ and the list of ‘declarable 
substances’ when manufacturing components. Likewise, the specifications relating to the 
environment and to electrical and electromagnetic issues valid in the manufacturing country also 
need to be applied. 
 
The national regulations governing labelling and transport of hazardous substances must be 
observed when delivering hazardous substances. The safety data sheets must be given to Stadler 
Pankow GmbH before delivery.  
 
The supplier has a duty to observe and comply with the specifications in the Packaging Guideline 
PE_1001615 of the Stadler Pankow GmbH relating to the packaging of purchased parts. Also, the 
valid national and statutory regulations and requirements must be applied. 
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Quality assurance  
 

·  The supplier should be familiar with the tools of preventive quality assurance that serve 
early recognition of weaknesses in the design and manufacture of the purchased parts ( 
e.g.  FMEA, DoE, SPC...). 

·  The specifications and standards listed on drawings, parts lists and/or orders are binding 
for the production of the purchased parts. The purchasing department at Stadler Pankow 
GmbH must be notified immediately of any nonconformities in the delivery; the delivery can 
only be accepted after a written approval has been issued..   

·  The supplier undertakes to grant the auditors from Stadler Pankow GmbH free access to 
his production facilities at any time if prior notice of 24 hours is given. 

·  The supplier undertakes to inform the purchasing department at Stadler Pankow GmbH 
immediately, if any certificates are withdrawn or if there are any other negative 
circumstances that differ from the current status in his production facility.  

·  The supplier is responsible himself for selecting his sub-suppliers, unless the sub-suppliers 
need to be defined or released by Stadler Pankow. It is the supplier’s responsibility to 
ensure that the selected sub-suppliers have a certified quality management system.   

 
3.2  Evaluation and selection of suppliers   
 
Before Stadler Pankow GmbH and a new supplier can enter into a commercial relationship, the 
supplier and environment questionnaire (see Attachments 1 and 2 )  must be completed and 
returned to the responsible purchaser. The new supplier must satisfy at least the following 
minimum requirements: 
 
• Acceptance and implementation of the currently valid Quality Management Guidelines 
• Implementation and upkeep of a functional QM systems at least in accordance with the 

respective valid version of the standard DIN EN ISO 9001. 
 
We at Stadler Pankow GmbH believe it is essential for our suppliers to continue developing by 
striving to achieve additional certificates. These include :  
 
·  Proof of a functional environment management system, e.g.: DIN ISO 14001  
·  Proof of a functional health & safety management system, e.g.: OHSAS 18001 
 
Stadler Pankow GmbH reserves the right to review the QM system and/or the production facility at 
the supplier’s company, before the supplier is released and approved. This review is conducted as 
an audit at the suppliers company, although general system or process audits or possibly audits of 
special processes may be conducted by the auditors of Stadler Pankow GmbH.  
 
The audit assesses how well the processes correspond to the state of the art and/or standards as 
follows:   
 
 
A = Unconditional release                                               Level of fulfilment > 91 % 
B = Conditional release, nonconformities detected        61 % �  Level of fulfilment  �  91 %  
C = No release ; requirement not satisfied Level of fulfilment �  60 % 
 
A supplier can only be released, if he achieves an audit result of at least status ‘B’. An assumption 
is made here that the supplier will develop and ultimately reach the status ‘A’.  If the audit result is 
‘B’, the supplier must define actions that will be taken to remedy the nonconformities that were 
detected in the audit and present these measures in a plan of action to the supplier quality 
assurance department at Stadler Pankow GmbH. Steps should be taken to ensure that all short-
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term action is completed with a period of max. 3 months, and that all longer term action is 
completed within max. 6 months. Stadler Pankow GmbH reserves the right to conduct a repeat 
audit to check that actions have been implemented at the supplier’s company.  
 
Suppliers with an audit result ‘C’ are not approved. A repeat audit to check the efficiency of the 
implanted actions is essential to at least achieve a ‘B’ status.    
 
3.3  Advanced quality planning  

 
Advanced quality planning is a structured approach that used standardised quality tools to ensure 
that the specified process steps for the production of the purchased parts are completed punctually 
before delivery and that the product meets the customers’ expectations.  
 
3.3.1 Manufacturing feasibility review  
 
Technical documents (e.g. drawings, requirements, technical specifications.) provided by the 
purchasing department must be reviewed by the supplier during the contract review phase to 
establish the feasibility of the purchased part and also to examine whether the part can be 
produced viably in a verified process based on the requirements made of the purchased part. As 
part of the manufacturing feasibility review, the supplier is requested to apply his experience and 
make proposals to optimise the purchased part for the benefit of both parties.   
 
The manufacturing feasibility review must be submitted to the purchaser before the order is 
triggered using the form ‘Manufacturing feasibility analysis’ (see Attachment 3); this process must 
be repeated/updated every time the design and/or production process is modified. The 
manufacturing feasibility declaration must be submitted with the initial sample test.  
 
3.3.2  Failure Mode and Effects Analysis (FMEA) 
 
An FMEA serves preventive quality assurance so that any potential weaknesses in the purchased 
part can be recognised at an early stage in the design (Design FMEA) and the production phases 
of the purchased parts (Process FMEA) before the part is delivered. This type of analysis is 
essential for these parts because if they fail, this could lead to direct or indirect injuries and/or 
operative risks for the rail vehicle. On request, the supplier must submit a process FMEA for review 
within a deadline of 4 weeks. 
 
3.3.3  Process sequence plan 
 
To ensure both parties fully understand the process steps involved in the production of the 
purchased part, it is helpful if the supplier drafts a process sequence plan that shows all individual 
production and test steps. The process sequence plan also contains a list of all: 
 

·  Production steps 
·  Test steps 
·  Production parameters 
·  Machines/systems, tools, operating equipment 

 
The process sequence plan can be requested in conjunction with the initial sample test and must 
be provided by the supplier within 2 weeks after it has been requested.  
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3.3.4 Test plan 
 
One important outcome of the quality advanced planning process is the creation of a test plan  that 
aims to ensure the quality of the completed purchased parts. A test plan contains information about 
all tests conducted when manufacturing the purchased part, including inline tests and also tests 
carried out by the supplier before delivery to Stadler Pankow GmbH. Such a test plan is an integral 
part of the first article inspection and must be presented for review at any time on request. If 
requested to do so, the supplier can carry out selected tests in front of employees from the Stadler 
supplier quality assurance department during the initial sampling phase.   
 
The test plan contains the following features for every process step: 
 
·  Description of the feature that is to be tested  
·  Test method 
·  Test equipment 
·  Sampling size 
·  Sampling frequency 
·  Documentation of the test results 
 
If necessary, the supplier must independently take other measures above and beyond the actions 
stated in the test plan to ensure the quality. The test plan must be presented during the first article 
inspection carried by Stadler Pankow GmbH   
 
3.3.5  Monitoring test and measuring equipment 
 
Monitoring test and measuring equipment is a central requirement of the standard ISO 9001 and 
comprises the regular calibration and/or conform inspection of all test and measuring equipment in 
a company. We, Stadler Pankow GmbH, assume that the supplier uses test and measuring 
equipment that is sufficiently precise for its specific purpose, reliable and verifiably functional at all 
times.    
 
3.3.6 Packaging regulations  
 
The supplier is responsible for packaging his finished supplied parts and must ensure that the  
purchased part will not be damaged or soiled by external influences during transportation.  
 
The specifications defined by Stadler Pankow GmbH in terms of the packaging of purchased parts 
are governed by the Stadler Packaging Guideline PE_1001615. This Guideline serves the planning 
and execution of logistical purchasing, procurement and quality processes. Proposals by the 
supplier for alternative packaging that differs from the Packaging Guideline before the start of 
series deliveries.   
 
All purchased parts whose function or appearance could become impaired as a result of interaction 
with the environment must be conserved. The planned conservation type (if necessary) must be 
agreed with the purchaser of Stadler Pankow GmbH before the start of series deliveries. 
  
3.4  First article inspection     
 
The production process release and product release for the purchased parts agreed with the 
supplier are issued by inspecting the first parts that were produced and tested by the supplier 
under series conditions (machines, systems, operating and test equipment). These so-called initial 
samples are accepted as part of the first article inspection (FAI) performed at the supplier’s 
company by employees from the Stadler supplier quality assurance department 
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The following items will cause a first article inspection:   
  
·  First production of a new purchased part (new article number)  
·  Product modification of a previously released purchased part (e.g.: change of material) 
·  Relocation of production 
·  Change of production procedure 
·  Recommencement of production (e.g. for option projects) after a period of more than 24 

months  
·  New supplier  
·  Customer specifications  
·  Requirements by Stadler Pankow GmbH engineering department  

 
A first article inspection must be planned into the schedule for at least 2 weeks before the delivery 
deadline agreed with the purchaser so that the supplier has time to carry out any rework, 
modifications or additional tests as a outcome of the first article inspection before the purchased 
parts are delivered.  
 
The scope of the first article inspection must be agreed first with the representative of the  supplier 
quality assurance department of Stadler Pankow GmbH. To this end a checklist (see Attachment 
4) will be provided to the supplier that shows the scope of the tests and documents; these results 
must be submitted for review and/or handover at the time of the First article inspection. 
 
Preferably, the Stadler form (see attachment 5 ) should be used to document the results of the   
first article inspection, alternatively one of the supplier’s own forms can be used. In principle, the 
results of all quality tests agreed on the Stadler checklist must be documented with the specified 
target and actual values in the first article inspection report, and the supplier must make this 
available on the initial sampling date.   
 
The results of the inspection of the initial samples and the documentation must be recorded as 
follows on the cover sheet of the first article inspection report by employees from the Stadler 
supplier quality assurance department :  
 
·  released  
·  conditional release, 
·  rejected, follow-up sampling necessary. 
 
On the initial sample test date, the agreed conditions and the deadlines for completion must be 
documented in the first article inspection report. The supplier undertakes to work through the 
conditions punctually in agreement with the employees from the Stadler supplier quality assurance 
department and to provide evidence of implementation. Any faulty features in purchased parts 
must be verifiably corrected by the supplier before delivery to Stadler Pankow GmbH.  
 
If initial samples are rejected, new samples must be presented to the employees from the Stadler 
supplier quality assurance department. A delivery release will only be granted, if the follow-up 
sampling process was successful.  
 
It should be noted that the release of the initial samples does not relieve the supplier from his 
responsibility to deliver quality products in the series production process. On issuing a release 
during the initial sample test phase, Stadler Pankow GmbH does not assume any responsibility for 
faults in the purchased parts that were not recognised during the first article inspection . 
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3.5    Control of nonconforming products and correc tive action 
 
3.5.1  General requirements 
 
The supplier must maintain a system for controlling nonconforming products pursuant to DIN EN 
ISO 9001. The respective test status of the products must be clear in all production phases.   
 
If, during testing, the supplier discovers that faulty products have been produced, the production 
process must be stopped immediately and corrected. The nonconforming parts must be physically 
labelled and clearly separated from conforming parts and placed in the supplier’s quarantine store 
room. In this case, 100% of all upcoming deliveries also need to be checked for the faulty features 
before delivery. If during the inspection at the supplier’s company it is established that 
nonconforming products have already been supplied to Stadler Pankow GmbH, the responsible 
purchaser must be informed about the fault immediately. All corrective action taken by the supplier 
must be documented in writing in an 8D report or plan of action.  
 
If employees from Stadler Pankow GmbH discover nonconforming purchased parts during 
incoming inspection or during assembly that can be traced back to a supplier error, the affected 
supplier must be informed about the fault with a non conformity report sent by the responsible 
purchaser. An agreement is reached with the supplier about the further treatment of the parts to 
ensure a supply of conforming parts to production; the following actions are possible:  
 
•   immediate return of the entire delivery to the supplier 
•   sorting and/or rework performed by the supplier on Stadler sites  
•   sorting and/or rework, 100% testing by representatives of Stadler Pankow GmbH  
    or a subcontractor; these costs will be borne by the supplier 
•   delivery can be partially used – one-off special release. 
 
The Stadler Pankow GmbH reserves the right to bill the supplier for all costs connected to the 
remedy of the fault resulting from a delivery of nonconforming purchased parts if the supplier is 
responsible for this. 
 
3.5.2  8D-report 
 
The supplier must send the Stadler purchaser a written 8-D report within 14 days listing all special 
action he has taken to ensure that only parts that comply with the drawings are delivered to Stadler 
Pankow GmbH. If possible the Stadler form should be used for the 8D report (see Attachment 6 ), 
alternatively one of the supplier’s own 8-D report forms can be used. The employees from the 
Stadler supplier quality assurance department are available to answer any questions about the 
content of the 8D-report. 
 
The Stadler Pankow GmbH reserves the right to check the plausibility of the content of the 8-D 
report and to reject the measures taken by the supplier to remedy the faulty as inadequate.  In this 
case, the supplier must revise the 8-D report with help by the employees from the Stadler supplier 
quality assurance department 
   
 
3.5.3  Special releases 
 
In exceptional cases, the supplier can submit a request to Stadler Pankow GmbH asked for special 
approval of deliveries that deviate from the drawing and/or specifications. The request must be 
made in writing and sent to the purchasing department using a tolerance request form (s. 
Attachment 7 ). The tolerance request is reviewed by Stadler Engineering, a fast decision is made 
and the supplier is informed accordingly. The release of the delivery is shown in the incoming 
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goods department at Stadler Pankow GmbH by attaching a copy of the released tolerance request 
onto the goods. 
 
The type of special release is restricted and applies for a specific period or number of purchased 
parts and is not an indefinite release for follow-up deliveries. A permanent release of the requested 
nonconformity can only be agreed mutually with Stadler Engineering. In this case, the amendments 
are recorded in the design documents (drawing, specifications, parts lists). In case of breaches, 
Stadler Pankow GmbH reserves the right to bill the supplier for all costs connected to the remedy 
of the fault resulting from a delivery of purchased parts with non-tolerated nonconformities.  
 
3.6  Notification of modifications  
 
The purchasing department gives the supplier all necessary design documents in the shape of 
drawings, specifications and parts lists required to produce a conforming purchased part together 
with the order. Stated DIN, EN and ISO standards represent the respective current state of the art, 
although the supplier is responsible himself for procuring the respectively valid standards.  
 
If the supplier wishes to modify the design documents, notification of the modifications on the 
purchased parts and/or in the production process always needs to be given in writing and agreed 
with the responsible purchaser. Any modifications to purchased parts and/or production processes 
always need to be approved in writing by Stadler Pankow GmbH.  
 
In case of breaches, Stadler Pankow GmbH reserves the right to bill the supplier for all costs 
connected to the remedy of the fault resulting from a delivery of modified purchased parts that had 
not been released by Stadler.  
 
If purchased parts have already undergone the initial sampling process, the Stadler purchasing 
department will agree with the suppliers to what extent follow-up sampling is necessary.  
 
The supplier undertakes to keep all documents required to manufacture the purchased part up to 
date and always to provide and distribute the latest production documents with the latest 
amendment index. The supplier undertakes to discuss with the Stadler purchasing department 
when purchased parts, which have been produced in line with the documents with the latest index,  
are to be delivered.   
 
3.7     Control of documents and quality records 
 
3.7.1  Archiving periods  
 
Archiving periods need to be defined for quality-relevant documents and records by the supplier. 
Here, the minimum requirements must be observed by the supplier: 

30 years for: 
·  Design documents and test records about the purchased parts supplied to Stadler Pankow 

GmbH  
·  Records about special tests ( e.g. type test documents, fire protection tests.. )  

At least 10 years for: 
·  Records about quality measures without special verification  
·  Records about QM or EM assessments, internal audits, etc. 

 
Archiving periods apply from the delivery date of the last purchased part of the respective order. 
These specifications do not apply in place of statutory or other individual contractual requirements.  
In special cases, customer may request different archiving periods.  
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All quality records must be legible and protected suitably from damage and loss. On request, the 
supplier must grant Stadler Pankow GmbH access (whilst respecting the supplier’s production and 
manufacturing secrets) to the named documents (even during an audit by Stadler).   
 
3.7.2  Test certificates 
 
The order or enclosed specification state whether a  acceptance test certificate 3.1 pursuant to DIN 
EN 10204 needs to be handed over to Stadler Pankow GmbH on delivery of the purchased parts. 
On handing over the 3.1 acceptance test certificate, the supplier confirms that the supplied goods 
meet the requirements stated in the order documents (drawing, parts list, specification) by listing 
the test results of the specified tests.  
 
The scope of the documentation of the test results on the acceptance test certificate 3.1 must be 
agreed with the representative of Stadler supplier quality assurance department during the phase 
of first article inspection. Also, the article number stated on the order and, if available, the serial or 
charge number of the supplied purchased parts are documented on the test certificate for 
identification purposes.  
 
The 3.1 acceptance test certificate must arrive at the incoming goods department at Stadler 
Pankow GmbH at the same time as the goods and the delivery papers. As agreed with the 
purchasing department, test certificates can also be archived at the supplier’s company, also these 
documents then need to be made available electronically or per fax on request. 
 
3.7.3 Fire protection certificates 
 
There is a list of the specifications relating to flammability and toxicity class pursuant to DIN 5510 
or DIN EN 45545 for purchased parts subject to mandatory verification in the order or specification. 
When submitting a tender, the supplier has a duty to check whether he can meet the fire protection 
specifications for the respective ordered purchased part and must enclose verification about the 
results of fire tests. It should be noted that when vehicle parts that are subject to mandatory 
verification are supplied, the presented test certificates should not be older than 3 years (5510-2) 
or 5 years (EN 45545-2).  
 
If the supplier has no verifications for fire protection tests or if these are no longer valid, the 
supplier must commission the tests to be conducted by an accredited fire protection laboratory in 
compliance with EN 17025. The current standards and regulations must be applied for fire tests on 
purchased parts subject to mandatory verification.  
 
The purchaser at Stadler Pankow GmbH must receive the results of the fire test at least 2 weeks 
before the start of deliveries so that he has enough time to check the documents. If there are no 
fire protection certificates or if the handed-over verification is not released, this may lead to a 
delivery block during the initial sampling.   
 
3.7.4  Conformity verification 
 
Manufacturer duties, conformity verification documents and technical documentation depend on 
the national laws about product safety and product liability, and also on all other applicable 
guidelines contained in the statutory laws. The supplier must comply in full with all these laws, 
guidelines and regulations at all times.  
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3.7  Quality Requirements for parts with welded joi nts   
 

Suppliers that weld purchased parts for rail vehicles and deliver these to Stadler Pankow GmbH  
must present proof of a valid welding permit acc. to DIN EN 15085-2. The certificate from the 
manufacturer must contain the certification level acc. to DIN EN 15085-2 (CL1-CL3) with the 
required scope as specified on the welding drawing. Commissioning a sub-supplier to manufacture 
welded parts subject to mandatory verification does not relieve the supplier from his duty to ensure 
that the supplier and sub-supplier have the specified welding permit pursuant to DIN EN 15085-2.  
It should also be noted that Stadler Pankow GmbH must be notified ion written form if the 
production of welded parts or the certification level CL1 and/or CL2 acc. to DIN EN 15085-2 are 
subcontracted to a sub-supplier; this needs to be approved by Stadler in written form.  
 
Stadler Pankow GmbH has a duty to check new welding companies before a contract is placed. To 
this end a process audit is conducted to check the welding-specific requirements pursuant to DIN 
EN 15085 and DVS 1617. Stadler Pankow GmbH reserves the right to also re-audit released 
series suppliers in case of the following:    
 
·  Issue of a new welding part with CL1 classification   
·  Quality problem with a welded part in assembly or in the field  
·  Change of staff and/or change of welding process  
 
No welded parts subject to mandatory verification may be delivered without verification of the 
permit of the manufacturing company as stated on the drawing or order. The suppliers are 
requested to always update their company’s welding permit and to send the latest certificates to 
the purchaser voluntarily. In case of breaches, Stadler Pankow GmbH reserves the right to bill the 
supplier for all costs connected to remedying the fault resulting from a delivery of purchased parts 
without a valid certificate.  
 
Reviewing the supplier’s certificate is part of the initial sample test phase; a missing or expired 
certificate will lead to a delivery block for the ordered purchased part and the supplier is then 
excluded from further orders of purchased parts with the same approval requirements.   
 
3.9  Quality Requirements for parts with adhered jo ints    
 
Suppliers that supply purchased parts with adhered connections to Stadler Pankow GmbH must 
satisfy the requirements of DIN 6701 Part 1 - 4 and must prove that they have the adhesion permit 
for the adhesion class stated in the drawing (A1 to A3) pursuant to DIN 6701-3. This is verified 
once the supplier sends the valid certificate acc. to DIN 6701 required for adhesion to the 
purchaser.  In this connection, it should be noted that suppliers that only carry out sealing work of 
class A3 pursuant to DIN 6701-3 also require an adhesion permit.  
 
If sub-suppliers are contracted by the supplier to manufacture adhered parts subject to mandatory 
verification, this does not relieve the supplier from his duty to check that the supplier and sub-
supplier both have the adhesion permit as specified pursuant to DIN 6701-3. It should also be 
noted that Stadler Pankow GmbH must be notified in written form if adhesion work on purchased 
parts of the class A1 or A2 acc. to DIN 6701-3 is subcontracted to a sub-supplier; this needs to be 
approved by Stadler in written form 
 
The Stadler Pankow GmbH has a duty to check new adhesion specialist companies before placing 
an order for purchased parts with A1 adhesions. To this end, a process audit is conducted to check 
the adhesion-specific requirements pursuant to DIN 6701. At Stadler Pankow GmbH’s discretion, 
adhesion specialist companies may also be re-audited in case of the following :    
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·  Issue of a new adhered part with A1 classification  
·  Quality problems with adhesion problems in a series part in assembly or in the field   
·  Change of staff and/or change of adhesion process  
 
No A1 or A2 classification parts subject to mandatory verification may be delivered without proof 
that the manufacturing company has an adhesion permit. The suppliers are requested to always 
update their company’s adhesion permit and to send the latest certificates to the purchaser 
voluntarily. In case of breaches, Stadler Pankow GmbH reserves the right to bill the supplier for all 
costs connected to remedying the fault resulting from a delivery of purchased parts without a valid 
certificate.  
 
Reviewing the supplier’s certificate is part of the initial sample test phase; a missing or expired 
certificate will lead to a delivery block for the ordered purchased A1 or A2 classification adhered 
parts and the supplier is then excluded from further orders of adhered parts with the same approval 
requirements. 
   
The durability of adhered connections is checked pursuant to DIN 6701 by means of an adhesion 
test. In the case of painted parts, the adhesion test also needs to be carried out on painted 
surfaces to ensure that the adhered connection is not weakened by peeling paint. The supplier 
must present the results of inline series adhesion tests on A1 and A2 classification parts to the 
adhesion supervisor at Stadler Pankow GmbH on request.  
 
3.10    Quality requirements for painted parts 
 
3.10.1  Basic principles  
 
Stadler Pankow GmbH drafts a project-specific painting guideline for every vehicle project; its 
designation is stated in the parts list and/or drawing for the purchased part that is to be painted. 
The painting regulations should clearly state all requirements relating to the painting system for the 
vehicle including information about part preparation and execution and/or testing of the paint; in 
addition to the technical standards and guidelines, these are also binding for the supplier. In 
contrast, all information about the required paint colour are stated on the drawing of the part that is 
to be painted.    
 
Water-soluble and/or solvent-free, environmentally compatible coating materials must be used for 
wet painting as stated on the agreed specification. Deviations from these specifications must be 
agreed first with the purchaser and then approved. A reviewed repair concept for spot repairs also 
needs to be submitted in case of a switch to powder paints. The coating materials must be 
processed as stated in the processing instructions (technical information sheets, safety data 
sheets) that the manufacturer of the paint gives to the suppliers on delivery. The order for the 
coating materials sent to the paint manufacturer must always state Stadler as the end customer 
and also name the project. If the paint company has never processed the specific coating 
materials, or is uncertain about doing so, an appointment should be agreed with the application 
engineering department of the paint manufacturer.    
 
The specifications listed in the paint regulations do not relieve the supplier from his responsibility to 
ensure the identify and quality of the applied coating materials by means of suitable tests because 
the supplier is responsible for the final painting result.   
 
3.10.2  Tests 
 
The necessary tests for the purchased parts to monitor and ensure the quality of the coating are 
listed in the agreed project-specific painting regulation, and the test processes are described with a 
reference to the respective test standard.   
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One painted purchased part per delivery lot must be fully inspected. In the case of first-time 
deliveries, all purchased parts of the delivery must undergo non-destructive testing; in contrast, 
destructive tests on auxiliary objects, e.g. sample plates, must be carried out. The supplier must 
keep test records that document the test results.  
 
The supplier must supply at least three limit sample plates DIN A4 for the colour and structure so 
that the processed paint system at the painting company can be released. From this lot, two basic 
sample plates are handed over as proof of performance to the purchaser for approval; one plate 
remains with the supplier as a reference sample for production control purposes. Information about 
the paint structure is stated in the project-specific painting specification. After the Stadler supplier 
quality assurance department has tested the two plates, a written release stating the decision 
(released, conditional release, rejected) is sent by email to the supplier. The two sample plates 
remain as reference samples as the property of Stadler Pankow GmbH.   
 
To test the paint system, information about the coating material and paint system tests by the 
supplier are required. This information must be documented on the reverse side of the sample 
plates on a defined sticker.  The details about the content of the sticker are also stated in the 
project-specific painting specification (see Attachment 8  )   
 
The sample plates must be tested before the initial sample date because the Stadler release of the 
paint system needs to be presented in the initial sample documentation. If the painting release 
and/or test records for the paintwork on the initial samples are missing, this will lead to a delivery 
block. 
 
After the release, no changes may be made to the paint structure or process without prior approval 
from the Stadler supplier quality assurance department. This also includes a change of supplier.  
Special care should be taken because certain purchased parts are also used in safety-relevant 
system adhesions. 
 
3.11    Quality requirements for glass products  

Both the European standard ECE 43 R and also a large number of different national standards 
form the statutory framework for the production and inspection of glass products in rail vehicles 
with  VSG and ESG safety glass.   

In addition to statutory requirements, the part specification used by Stadler Pankow GmbH as 
stated on the order also applies. This relevant document lays out the part-specific requirements 
such as dimensions, screen printing, glass colour, glass structure, company logo and test stamp, 
as well as the scope of the type tests on the glass product.  

In addition to the delivery note, a 3.1 acceptance test certificate pursuant to DIN EN 10204 needs 
to be included in every delivery.  
 
3.12  Quality requirements for electrical parts 
 
The quality of an electrical or electro-magnetic component is primarily guaranteed by complying 
with the design specifications of the company Stadler Pankow GmbH which include: 
 
·  Earthing regulations PA_1354887 
·  Production guidelines for the production of full tracks and tram tracks issue  2015 
·  Wiring checklist (see Attachment 9) based on DIN EN 50343 
·  Selection of electrical connector based on specifications issued by Stadler Engineering 
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·  100% compatibility to the given interface (hardware and software) in the vehicle 
·  Consideration of the specifications issued by Stadler Engineering with regard to the connection 

to the vehicle BUS or network in terms of data transmission and data security  

Proof that the ordered components function is ensured by means of suitable tests that the supplier 
needs to conduct based on current standards, regulations and Stadler component specifications 
during the type testing phase. 
 
The following standards serve as the basis for the design of the electrical components and are 
taken into account in the type tests:   
 
·  DIN EN 50 155  Electronic equipment on rail vehicles 

·  DIN EN 50 121-3             Electromagnetic compatibility 

·  DIN EN 50 124  Insulation coordinates 
·  DIN EN 50 153  Protection measures with regard to electrical risks 

·  DIN EN 60 077-1             Electrical operating equipment on rail vehicles  

·  DIN EN 60 529  Protection types through the casing 
 
Also, the following verification is required : 
 

·  Proof of rail conformity of the components (manufacturer document) 
·  Proof of performance for the part tests specified n the Stadler part specifications   

3.13  Quality requirements for connecting elements and screw connections   
 
In compliance with the order, special requirements for screws / nuts are provided with verification 
acc. to DIN EN 10204;  the manufacturer needs to confirm the results of the tests to prove the 
specified strength properties and corrosion resistance on the 3.1 acceptance test certificate. This 
includes:  
 
·  Screws and nuts from strength class 10.9 upwards made of quenched and tempered steel 
·  Screws and nuts from strength class 8.8 upwards with a thread M � 16 made of quenched and 

tempered steel 
·  Rustproof and corrosion resistant screws and nuts made of stainless steel with a thread M � 10 
 
Based on the rail standards for screw connections (e.g. DIN 25200, DIN 25201, DIN 25203), 
Stadler Pankow GmbH drew up the Attachment Guidelines PA_1222166 that describes the 
requirements made of the various attachment systems in rail vehicles.  This aims to ensure that 
those purchased parts developed by suppliers are also mounted with conform and standardised 
attachment systems. The Attachment Guidelines PA_1222166 are therefore binding for the design 
and assembly of screw connections in purchased parts in addition to the known standards and 
regulations, and are applied during the initial sample test of purchased parts that have screw 
connections.  
 
3.14  Operator-specific requirements by DB AG for s uppliers 
 
As a supplier of rail vehicles to Deutsche Bahn (DB AG), Stadler Pankow GmbH has a duty to 
observe and apply in full the specific regulations of DB AG in cooperation with the supplier for the 
development and production of rail vehicles and their components. The latest valid version of the   
standards and guidelines of DB AG apply when the order is placed with the supplier. 
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3.14.1  Welding construction test  
 
The welding requirements for the development and production of vehicles and components are 
defined in the Guideline 951.0010.  Proof of compliance with design specifications and 
implementation of the standards / guidelines in the production of welded part must be given to DB 
AG during the welding construction test ( STBP). 
 
 STBP T1 : Inspection of compliance with the design specifications in welding drawings in 

       accordance with DVS 1620 by DB AG 
 STBP T2 : Inspection of compliance with the standard series DIN EN 15085 and DIN 6700 in the                      
                   welding production by DB AG. It should be noted here that the welding company must 

       observe the requirements of the DVS information sheets stated in the Guidelines 
       951.0010.  

 
Pursuant to the Guidelines 951.0010, the STPB T1 for welded parts of certification level CL1 acc. 
to DIN EN 15085-2 and/or BTK C1/C2 acc. to DIN6700-2 must be requested from DB AG and 
implemented. Those welded parts of certification level CL1 acc. to DIN EN 15085-2 and/or BTK 
C1/C2 acc. to DIN6700-2, for which the additional requirement of a STBP T2 applies, are listed in 
the Guidelines 951.0010.  
No STBP needs to be presented to DB AG for welded parts of certification level CL2  acc. to DIN 
EN 15085-2 and/or BTK C3 acc. to DIN 6700-2.    
 
The respective requirements relating to the welding construction test for CL1 welded parts are 
stated separately in the order. The following rules apply here :  
 

·  If the welding drawing that is given to the supplier has been drafted by Stadler Pankow, 
Stadler Pankow GmbH submits a request for a drawing review ( STBP T1) and/or audit of 
the production company (STBP T2) according to the certification level of the part, and 
submits this to DB AG. The supplier receives a copy from DB AG after the request has 
been approved. The date for the STBP T2 is agreed by the supplier and the test engineer 
of DB AG; the supplier must already have the welding drawing release by DB AG before it 
audits the production company.     
 

·  If the supplier drafted the welding drawing, the supplier has a duty to submit the drawing to 
DB AG for release. The purchasing department at Stadler Pankow GmbH must be informed 
about this. After the drawing has been released, Stadler Pankow GmbH submits a request 
to DB AG to audit the supplier’s production facility ( STBP T2).   
 

·  If the supplier contracts a sub-supplier to produce the welded part of classification level CL1  
acc. to DIN EN 15085-2, steps must be taken to check whether the sub-supplier’s 
production facility that is manufacturing the welded part needs to be audited (STBP T2) in 
compliance with Guidelines 951.0010.  The request for the STBP T2 must be applied for by 
the supplier in a sub-request stating the main order number of the vehicle project that is 
submitted to DB AG. The main order number of the DB project can be obtained from the 
purchasing department at Stadler Pankow GmbH.  

 
The verification for the welding construction test ordered by Stadler Pankow GmbH must be 
handed over to the purchaser before the start of deliveries. The delivery of CL1 welded parts 
subject to mandatory verification is not allowed without a prior successful welding construction test. 
In the event of a breach, Stadler Pankow GmbH reserves the right to bill the supplier for all costs 
connected to remedying the fault resulting from a delivery of purchased parts without verification of 
the welding construction test.  
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3.14.2   Coating surfaces  
 
In accordance with the technical delivery conditions (TL) 918301 of DB AG, special requirements 
apply for coatings of rail vehicles and rail vehicle components in DB vehicle projects; these are 
listed separately in the order.    
 
The coating system used by the supplier must be approved by DB AG; this can be obtained from 
the paint supplier and presented to the purchasing department at Stadler Pankow GmbH. The TL 
918 300 and TL 918301 of the DB AG and their additional sheets apply for the wet paint system.  
 
The DBS BN 918 340 at DB AG applies for powder coats. This states that the painting company 
must provide evidence of a valid product qualification (PQ) to DB AG. The supplier has a duty to 
give the purchaser at Stadler Pankow GmbH the valid product qualification (PQ) for the painting 
company selected by the supplier in good time before the start of series deliveries.        
No coated purchased parts subject to mandatory verification may be delivered to DB AG with wet 
or powder paint without the valid verification documents. In the event of a breach, Stadler Pankow 
GmbH reserves the right to bill the supplier for all costs connected to remedying the fault resulting 
from a delivery of purchased parts without a valid product qualification.  
 
3.14.3   Purchased parts with quality testing   
��
The DB AG has divided the purchased parts into two quality testing levels in accordance with the 
list ‘Products subject to mandatory quality testing - rail vehicles“ according to safety requirements 
and complexity. Details about the quality testing processes are stated in the ‘Supplementary 
contract conditions for quality testing’ (EVB quality testing –164.0240.02) issued by the DB AG;  
which should be known to the supplier. The purchaser at Stadler Pankow GmbH is available to 
answer any questions about the quality testing requirements.  
 
Test level I:   
 
Purchased parts with test level 1 must be tested and accepted before every delivery by the quality 
test engineer at DB in the supplier’s production facility. The delivery release is noted on the 3.1. 
test certificate by the quality test engineer ( see Attachment 10 ).      
 
Stadler Pankow GmbH draws up and submits an acceptance request to DB AG for acceptance of 
purchased parts of test level 1. DB sends a copy of the acceptance request to the suppliers after it 
has been reviewed. If the supplier purchases purchased parts from sub-suppliers that are also 
assigned to test level 1, the supplier must submit a sub-supplier request to DB stating the main 
order number of the vehicle project for his sub-suppliers. The main order number can be obtained 
from the purchasing department at Stadler Pankow GmbH.  
 
Purchased parts of test level 1 may not be supplied to Stadler Pankow GmbH without DB 
acceptance; therefore these kinds of parts, which are subject to mandatory quality testing, are 
listed separately in the order. In the event of a breach, Stadler Pankow GmbH reserves the right to 
bill the supplier for all costs connected to remedying the fault resulting from a delivery of purchased 
parts that have not undergone a verified DB quality test.   
 
Test level II:   
 
Purchased parts of test level II do not necessarily have to be tested and accepted by the quality 
test engineer at DB in the supplier’s production plant. The stipulation for the purchased parts to be 
accepted is generally oriented on the supplier classification of the vehicle manufacturer by DB AG, 
although Stadler Pankow GmbH needs to be classified as a ‘Q1 supplier’ in order to avoid random 
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sampling of purchased parts subject to quality testing of test level II at the supplier’s or sub-
supplier’s company.     
 
3.14.4  Manufacturer-related product qualification 
 
When DB AG applies the manufacturer product qualification (HPQ), it qualifies the production 
process of those purchased parts whose function has a significant impact on the operational safety 
of rail vehicles. Information about this can be found in Part 2 of the List ‘Rail vehicle product 
subject to quality testing’ by DB AG. 
 
Manufacturer qualification also includes auditing the production process and an inspection of the 
product by a test engineer at DB AG, as requested by the supplier from DB AG. Before DB AG 
grants an HPQ, the following requirements from the standards / guidelines that apply to the product 
(EN, DIN, BN standards and UIC information sheets) need to be applied in the supplier’s 
production process.   
 
Purchased parts with the requirements for a manufacturer-related product qualification may not be 
supplied to Stadler Pankow GmbH without appropriate verification. Consequently, the requirement 
for an HPQ in the order must be stated separately. In the event of a breach, Stadler Pankow 
GmbH reserves the right to bill the supplier for all costs connected to remedying the fault resulting 
from a delivery of purchased parts without a valid HPQ verification.   
 
3.14.5  First article inspection   
 
DB AG demands an first article inspection  that is conducted by employees in the Stadler supplier 
quality assurance department attended by representatives from DB AG for all products marked 
with EMP in Part 2 of the List ‘Rail vehicle product subject to quality testing’. It is therefore 
essential that the supplier has all verification documents specified in the DB regulations for the 
sampled part (STBP, HPQ, PQ,..) available when the first article inspection of the purchased part 
as agreed with the purchasing department and attended by DB AG is conducted. 
 
Stadler Pankow GmbH draws up an acceptance request for the participation of a representative of 
DB AG at the first article inspection and submits this to DB. After it has been reviewed by DB, one 
copy of the acceptance request is sent to the supplier. Purchased parts that have been ordered 
with first article inspection attended by DB AG are not allowed to be sent to Stadler Pankow 
GmbH, if the first article inspection report has not been released by DB AG. Therefore, the 
specification for an first article inspection attended by DB AG will be listed separately in the order. 
In the event of a breach, Stadler Pankow GmbH reserves the right to bill the supplier for all costs 
connected to remedying the fault resulting from a delivery of purchased parts that have not 
undergone initial sampling.  
 

4. Secrecy 
 
The supplier must ensure and guarantee full confidentiality if any documents or work tasks are 
given to outside parties. If in doubt, confidentiality declarations must be obtained.   

5. Liability 
 
The agreement of quality and environment goals and all the provisions of this agreement do not 
limit the supplier’s liability for damages and warranty claims by Stadler Pankow GmbH. The 
respective damages and warranty claims apply to the delivery contracts agreed by and between 
the parties and/or based on statutory regulations. 
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6. Validity and termination 
 
The agreement comes into force when signed by Stadler Pankow GmbH and the supplier, and can 
be terminated by either party with a three month period of notice before the end of the calendar 
year. Terminations must be submitted in writing by registered post. 

Terminations of this agreement do not affect the processing of on-going individual contracts or the 
general applicability of all provisions of this agreement to the processing of on-going individual 
contracts. 

If a skeleton agreement is concluded by and between Stadler and the supplier, these Quality 
Guidelines must be integrated into the skeleton contract agreed by the parties; they remain valid  
for the term of the contract unless otherwise agreed. Again in this case, the termination of this 
quality agreement and/or the skeleton agreement does not impact on the processing of on-going 
individual contracts. 

 

7. Attachments  
 

The documents listed below are quality documents used by the company Stadler Pankow GmbH 
that are mentioned as Attachments  in various chapters of these Quality Guidelines.  

The original printouts in a Word or Excel format are available to suppliers on request via the 
purchasing or supplier quality assurance departments at Stadler-Pankow GmbH.  
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Attachment 1 : Self-Disclosure  ( Supplier Questionaire)    KP-04- 02.FB-11 

 
1. General information 
 

company name  

legal form  

registered at bureau  No.: 

UST-No. / VAT-No.   

CEO (name)  

authorized officer (name)  

shareholder (name)  

  

house address  

mailing address (if different)  

internet/ website  

telephone  

fax  

e-mail  

  

responsible employee in your  

- technical department  

- commercial department  

- sales department  

- purchasing department  

- development department  

- quality assurance department  

- production department  

- environmental protection/ -
management 

 

Please enclose your organizational chart. 

 
2. Information on economic conditions 

 Last year 2 years ago 3 years ago 

turnover (1.000 €/ year)    

employees, total    

- thereof in production department    

- thereof in development department    

- thereof in quality assurance department    
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shareholdings (names) 

 

 

 

amount of equity  

amount of subscribed capital  

balance sheet total  

 
Can you send us your annual report?    yes, until …………………….    no 
 
3. Information on business activity 
 

product and production range 

 

 

 

Who are your main customers? 
(references) 

 

 

What supplies related to possible 
provided services for our company 
will be awarded to subcontractors? 
Please specify service and 
subcontractors. 

provided services subcontractors  

 

 

 

(enclose authorization as copy) 

In which product areas do you use 
in-house development? 

 

information on quality and 
environment management system 

   DIN EN ISO 9001; since: 

   QS 9000; since: 

   DIN 15085 

   DIN  6701-2   A1 ; A2 ; A3 ; A4 

   DIN EN ISO 14001; since 

   DIN EN ISO 50001; since 

   OHSAS 18001; since 

   Q1 supplier for DB AG 

   other: 

 

(please enclose a copy of the certificates) 

own authorisation, proof of 
suitability, etc. 

 

 

 

(please enclose a copy of the certificates) 

 
date/ signature (stamp): 
 
     ..................................................................... 
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Attachment 2 :   Detecting the environmental contribution           KP-04-02.FB-10 
 
Name of supplier/ contractor: ..................... ......................................................................... 
 

Question / criteria Answer (please check) 

1 Does your company have set up an 
environmental management system? 

 no 

 yes, according to   EMAS/  ISO 14001 

     (please enclose a copy) 

 planned until ….......................... 

 
If „yes“, skip questions 3-7 

2 Who is responsible for the environmental 
protection activities in your company? 

 

name:......................................................... 

 

telephone.:.......................................................... 

3 Do you regularly inspect the environmental 
impact of your business concerning: 

 

3.1 - Production processes  yes          no 

3.2 - Products  yes          no 

3.3 - Processes for waste disposal?  yes          no 

4 Does your company follow designated written 
guidelines regarding environmental protection? 

 yes          no 

5 Do you have any goals for the improvement of 
environmental protection defined in your 
company? 

 yes          no 

6 Are your employees instructed / trained to 
protect the environment? 

 yes          no 

7 Do you work on improvements of environmental 
protection with your suppliers and contractors? 

 yes          no 

8 Do you have any proposals to improve the 
environmental impact of our business 
relationship? If “yes” please specify. 

 no, at this time 

 yes: 

 
 
Date:  ...............................................  
 
 
 
Signature, company stamp:    ...................................................................... 
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Attachment 3 :  Manufacturing feasibility analysis                    

      
Part Description  ________________________________ Supplier Name _____________________________ 

 

Part l-ID :  _________________________             Drawing -No.. ________________________________________ 

 Yes No N.A. 
1. Does the supplier has got all documents from Stadler as listed in the order, which are needed 

to manufacture the  parts  ( drawing, specifications,  part list, painting guideline… ) ? 
 

Comment  :  

                    

 
1. Does the supplier has a valid welding permit acc. to DIN EN 15085-2 as requested on the 

drawing of the welded part ?  
  

                    

 
2. Does the supplier has a valid adhesion permit acc. to DIN 6701 as requested on the drawing 

of the adhered  part ?  
 

                    

 
3. Does the supplier is capable to manufacture and check  the quality of the welded joints as 

shown  on the drawing of the part without any risk ? ?.  
 
      Comment : : 

                    

 
4. Does the supplier is capable to manufacture and check  the quality of the adhered / sealed 

connections  as shown on the drawing of the part without any risk ? ?.  
 

Comment ::  

                    

  
5. Does the supplier is capable able to do the painting of he surface of the part acc. to the 

painting guideline without any risk ?  
      
      Comment :  

                    

6. Does the supplier is capable to a manufacture the wires in electrical or electro-magnetic   
parts acc. to  the Stadler assembly standards ?  

 
      Comment : 

   

 
7. Does the supplier is able to perform the requested  type tests as shown in the  specification   

prior delivery of the component to Stadler ?   
 
     Comment  : 

                    

 
8. Does the supplier is able to submit the requested  fire protection certificate as shown in the  

specification  prior delivery of the component to Stadler ?   
 
Comment : : 

                    

  
9. Does the suppler has identified critical features on the drawing, which could have a risk for the  

manufacturing of the component acc. to the drawing.    
 
      Comment :  : 

                    

 
 
________________________________________________________________________________                     
Signature of supplier  / department  / Name /  tel.  /  
 
���������	
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� ������
� �����	���
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Attachment 4 :  Checklist to prepare the scope of the first article  documentation  

 
���� -�����	
��
         ����  
Document-No.: KP-04-05.cl-02 
  
Inspection -Report:   Version:   Inspection -Report:   Version:   
No. Order/-date:  Specification:  

No. Article:  No. Article:  

No. Drawing:  No. Drawing:  

Index/Date:  Index/Date:  

Change No.:  Change No.:  

Part description:  Part description:  

 

No. Type of Testing Guideline 

01 purchasing order Copy of purchase order, further technical agreements, frame contract, cbc-
statement on specification 

02 drawings Copy of the latest drawing, STAP approval (with stamp), drawings of the assembly 
situation (if available) 

03 3.1 certificates Copy of 3.1 certificate for delivery of the products to Stadler 

04 weight test Weight records 

05 dimensional check Records of the dimensional check. Checked dimensions have to be marked on the 
drawing. 

06 check of material properties Chemical composition of used materials. Test document of material properties (3.1 
certificates acc. to EN 10204 acceptable) 

07 functional test Functional test acc. to internal quality control plan 

08 surface coating Records for painting and powder coating acc. to Stadler regulation, results of the 
samples test 

09 welding tests 
Evidence of competence acc. to Stadler regulation/ EN 15 085-2, work samples for 
welding operation to be shown to Stadler 

10 adhesive bonding tests Evidence of competence acc. to Stadler regulations/ DIN 6701-2, work samples for 
bonding operations to be shown to Stadler 

11 electrical tests Evidence acc. to EN 50155 about electro-magnetic tolerance acc. to EN 50121 

12 fire safety certificate Records and approvals of the fire tests acc. to DIN 5510, EN 45545  (flameability 
and toxicity). National requirements like US-Standard (CFR238) to be considered 

13 type test documentation Results of the type tests based on tests acc. to Stadler specification and/ or 
supplier's requirements 

14 quality control plan  
Overview about all checks carried out by the supplier as part of the manufacturing of 
the component (process flow chart, quality control plan) 

15 design documentaion (for 
reference only) 

Finite elements calculation, design error interference analysis, design calculation, 
evidence for safety, evidence of  risk classification of bolted joints according to DIN 
25201 

16 packaging and storage Packaging guideline 

17 
assembly and maintenance 
guideline 

Guideline for assembly, maintenance instruction ( if required) 

18 gauges and specific tools List of testing tools and gauge - list of tool in ownership of Stadler 

 
All items scheduled have to be provided by the supp lier during FAI.    
 
 

Signature <<Supplier>> Signature STAP Signature Operator 
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Attachment 5 :  Cover sheet to document the results of the first ar ticle inspection  
 
 

���� -�����������
  �document No.: KP-04-05.FB-03 
 

Reason for FAI  No. Degree of Testing  

 

 01  
02  
03  
04  
05  
06  
07  
08  
09  
10  
11  
12  
13  
14  
15  
16  
17  
18  

purchasing order 
drawings 
3.1 certificates 
weight test 
dimensional check 
check of material properties 
functional test 
surface coating 
welding tests 
adhesive bonding tests 
electrical tests 
fire safety certificate 
type test documentation 
quality control plan  
design documentaion (for reference only) 
packaging and storage 
assembly and maintenance guideline 
gauges and specific tools 

Data <<Supplier>>

Data STAP
 

Inspection -Report:   Version:   Inspection -Report:   Version:   
No. Order/-date:  Specification:  

No. Article:  No. Article:  

No. Drawing:  No. Drawing:  

Index/Date:  Index/Date:  

Change No.:  Change No.:  

Part description:  Part description:  

Confirmation <<Supplier>> : The Supplier confirms, that the inspection of the samples has been performed according to specified requirements. 

Name:  Remark:  
 
 

Department:   
Phone/Fax/E-Mail:   

<<Suppli
er>> 

     

 Date  Signature   
 

  
Refer red to annex:  

Decision  STAP Summary  01 02 03 04 05 06 07 08 09 10 11 12 13 14 15 16 17 18   

Approved  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  
Conditionally approved  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  
Rejected ,  Re-sampling required  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  ��������  
 

Name:  Confirmation  operator 
 
 
      
       
Date   Signature                   Stamp 

Department:  

Phone/Fax/E-Mail:  

     

Date  Signature  

Address Supplier: 
 
 
 
 
 
 
 
Address STAP: 
 
Stadler Pankow GmbH                                         
Lessingstraße 102                                          
D-13158 Berlin                                              
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Attachment  6 :  8-D-Report   
 
 

  FB-3-01-04.05 

8D-Report  Seite 29 von 33 
 

FM-Nr.: Datum : 

Fehler  

 
1. Team (Name, Abteilung ) 
 
 
 
 
2. Fehlerbeschreibung  
 
 
 
Anlagen  :  
 
3. Sofortmaßnahme(n)  
 Verantwortlich  Termin  Status  
 
 

   

 
 

   

 
4. Fehlerursache(n)   
 
 
 
 
Anlagen  :  
 
5. Korrekturmaßnahme(n) 
 Verantwortlich  Termin  Status  
 
 

   

 
 

   

 
6. Wirksamkeitsprüfung 
 Verantwortlich  Termin  Status  
 
 

   

 
7. Vorbeugemaßnahmen (Fehlerwiederholung verhindern) 
 Verantwortlich  Termin  Status  
 
 

   

 
 

   

 
8. Abschluss/Vorstellung der Ergebnisse 
 
 
 
Abschlussdatum   Unterschrift des Verantwortlichen  

 
���������	
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Attachment 7 :  Tolerance request           
 

Datum:

Dokumenten-Nr.
lfd Nr. Antragsteller:

Vertrags-Nr.:

Fabrik-Nr.:

Lieferant:

Stückzahl:

Änderungsindex: Softw arestand:

(2)   Ursache:

(3)   verantw . Lieferant 

Name: Abt/Tel.: Unterschrift:

ja nein

nein

Name: Abt/Tel.:
(6)   Kenntnisnahme (ggf. Stellungnahme) STAP Konstruktion:

Name: Datum:

(7)   Stellungnahme des Auftraggebers (Mit der Bitte um kurzfristige Bearbeitung)

Dem Tolerierungsantrag wird zugestimmt Der Tolerierungsantrag wird abgelehnt

Es werden Auflagen erteilt 

Es sind __ Anlagen beigefügt 

Verteiler zur Freigabe ( falls notw endig ) : 

PL;  Einkauf,  Qualitätssicherung Kaufteile, 

Index / Datum Änderungsbeschreibung  Erstellt Geprüft Geprüft

S. Göldner B. Koglin H. Harb

Unterschrift:

Unterschrift:

Funktion

Lebensdauer

zeichnungsgerechter Zustand

Instandhaltung

(5)   Beabsichtigte Korrekturmaßnahme zu (2): Änderung notw endig 1:                  ja

Projekt/Baureihe: 

(1)   Beschreibung der Abw eichung (ggf. Toleranzangaben):

-Fahrzeug-Nr.:

Sach-/Zeichnungs-Nr.:

-

Teile-Bezeichnung:

Tolerierungsantrag

(4)   Begründung der verantw ortlichen Konstruktion: Abw eichung (1) hat Ausw irkung auf:

Sicherheit

Festigkeit

                Unterschrift :Konstruktion

1 / 29.07.2013 Erstellt als  EXEL-Vorlage  (Quelle: Merkblatt Sonderfreigaben)

Verteiler nach Stellungnahme:

1 Nicht Zutref fendes streichen

Wareneingang 

Datum:

 Comment:  all yellow marked items need to be fulfi lled by the supplier  
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Attachment 8 :  Sticker used on the backside of the coated sample p lates   
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Attachment 9 :   Checklist used for checking the wires in electrical  components    
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Attachment 10:  Example of an 3.1 certificate for approval by “Deut sche Bahn ”                               
 

  
     Abnahmeprüfzeugnis  3.1 nach EN 10204 
     Inspection-Certificate  3.1 acc. to EN 10204 
                                                                    Certificate No.: ______________ 

        
 Besteller :        Hersteller:   
 Purchaser          Supplier   

       
 Vertrags-/ Bestell-Nr. :        Werkauftrags-Nr. :   
 Contract-/ Order-No.                  Works order-No.    
       
 Vertrags-/ Prüfgegenstand :         Fabrik-Nr.:   
 Object of contract and inspection         Serial-Nr.:   
       
 Techn. Lieferbedingungen : --       Prüfaufzeichnung :   
 Specifications          Inspection plan   
        
 Bauartzulassung-Nr. : ---       Änderungsstand :   
 Type admission-No.          Modification status   
  

Hinweise / Prüfergebnisse : 
 Directions / Checkresults: 

  

 Übersicht der wichtigsten Prüfungen :  
( Overview about tests performed by the supplier) 
 
 
 

Prüfdatum des Lieferers bzw.  
Herstellers ( date of testing ) :  
 
 

  

Der Hersteller bestätigt aufgrund von Ergebnissen a us Prüfungen an der Lieferung selbst, daß 
oben angeführte Gegenstände den Vereinbarungen der Bestellung entsprechen . 
 
Hereby the supplier confirms, that the delivered components are within customer requirements based on tests performed 
according to drawing or specifications as shown in the order-no. 

       
Der Werksachverständige    
des Herstellers                                                                                                                                               
                                                                                                            _____________________________________________________________ 

                                                                                          Name                                             Datum/ Date          
 

Güteprüfbescheinigung und Lieferfreigabe durch den Besteller  
 
Güteprüfung durchgeführt . :                                             
 
Die Erzeugnisse/Gegenstände werden 
zur Auslieferung freigegeben.                                     _________________________________________ 
            Name               Datum/ Date Stempel  

 


