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Introduction 
 
With the initial sample procedure, the supplier confirms that he has fully understood the requirements 
and specifications defined by ElringKlinger and that he can guarantee these under series production 
conditions. 
 
To ensure a smooth, fast and complete sampling process, the following points must be observed to 
complete initial sample inspection submission. The following manual has been created to give suppliers 
of the ElringKlinger group worldwide a guideline how initial sampling documents have to be generated. 
For each necessary document you will find at least an explanation which information is required to fulfill 
the standards of the ElringKlinger group worldwide. 
 
ElringKlinger expects a complete and correct filled out initial sampling documentation. Otherwise this can 
affect your supplier evaluation for the current time period. 
 
To be sure that you use the current and valid documents please visit our ElringKlinger Homepage: 
https://www.elringklinger.de/en/company/supply-chain-management/initial-sampling 
 
The trigger matrix for initial sampling can be found in VDA 2. General main reasons for an initial sample 
procedure are: 
 

1. Supply of a new part or new assembly group 
2. Modification to a drawing/specification 
3. Production or machine relocation 
4. When changing to new or replacing obsolete tools 
5. New sub-supplier 
6. New or modified production process 
7. Interrupt production for more than >1 year 
8. Requirement from ElringKlinger 

 
In cases 1. to 2., initial samples are requested by ElringKlinger with an order, deadline and quantity. 
Where not initiated by ElringKlinger, in cases 4. to 7., the supplier is obliged to advise ElringKlinger of the 
changes. The extent of the test and the required initial sample inspection report must be agreed with 
ElringKlinger in advance. If ElringKlinger does not require samples to be submitted, this does not release 
the supplier from carrying out an initial sample procedure in accordance with this guideline. 
  

https://www.elringklinger.de/en/company/supply-chain-management/initial-sampling
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Initial Sampling 
 
Depending on the progress in development process, ElringKlinger will order samples according to VDA or 
AIAG (depending upon on ElringKlinger’s customer). 
 
Serial initial samples 
Initial samples are products and materials which have been manufactured entirely with serial production 
equipment under serial productions conditions and which are tested using series test/inspection 
equipment and found to be OK. 
 
Deviations 
Initial samples with deviations from specifications/drawings must be communicated to ElringKlinger in 
advance. Measurement/test results related to deviant characteristics must be documented in the 
measurement report and must be clearly assignable to the drawing/specification. 
The last page of this guideline is to explain how to proceed with request for deviations. 
 
Other samples according to VDA scheme 
 
       Model 
A – Samples 
B – Samples 
C – Samples 
D – Samples 
 
Products and materials manufactured in compliance with development drawings, specifications and 
customer`s requirements which have not been manufactured entirely under production conditions. Other 
samples in the sense of this guideline include the following products: principle samples, first out of tool 
FOT samples, prototypes, development samples, inspection samples, manually produced samples and 
preliminary samples. 
The approval of other samples does not at the same time mean approval for volume production and is no 
reason not to provide an initial test sample report in accordance with this guideline. 
 
Retention periods 

The supplier must define and maintain retention periods for documents, records and reference samples 
according to ElringKlinger Supplier Manual. Minimum requirements must be met. 
These regulations do not replace legal requirements. 
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Sample submission and ElringKlinger decision of approval for 
production shipment authorization 
 
On receipt of initial sample and submission documents, ElringKlinger reviews documents and initial 
sample parts. Testing of initial sample parts is at the sole discretion of the company. 
ElringKlinger documents the initial sample decision on the initial sample cover sheet, signs this and 
sends it to the supplier by e-mail. The following decisions are possible: 
 
a) Customer-ready/Ready for series production, 
    Approval (fully approved)  
This means that all requirements are met without any restriction. Approval is issued for full production 
shipment authorization. This does not release the supplier from being responsible for the quality of the 
products. 
 
b) Not customer-ready / Not ready for series production. New PPA procedure required, 
    Approved with conditions, re-sampling required (approved with constraints) 
This means that requirements have not been met in full. Deliveries of the product can be made for a 
limited period of time or quantity in consultation with ElringKlinger. The supplier is required to specify 
and implement, with evidence, corrective actions within an agreed period of time. A re-approval of the 
sample procedure must be made before the end of the specified restriction. 
 
c) Not customer-ready / Not ready for series production,  
    Not approved (rejected) 
This means that requirements are not fulfilled. Approval for volume production is not granted. 
New/subsequent testing is required. The supplier must specify and provide evidence of corrective 
measures before resubmitting samples. 
 
 
 
 
 

Initial sampling checklist 
 
Our purchasing department create the initial sampling order, here you get the needed information 
according which PPAP form you must submit initial samples. Production process approval (PPA) 
agreement must be done. 
 
ElringKlinger standard PPAP requirements are: 
 
Part Submission Warrant according VDA(for German customers) 
Part Submission Warrant according AIAG Level 3 (for all other customers worldwide) 
 
Documentation of VDA and AIAG scope are different at some points. ElringKlinger combine VDA and AIAG 
scope together and require one extended package of documentation. Just the cover sheet design is 
different according VDA or AIAG. 
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Part Submission Warrant according VDA 

All yellow fields must be completed. 
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Part Submission Warrant according AIAG 
All yellow fields must be completed. Items that  are not applicable are entered with “n/a” 
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Drawing 
The full drawing number in that case is “A-011165-373-N-002-002” (the first “002” is the sheet number and the second “002” is the state of revision). 
The single dimensions on the drawing must be nummerated “ballooned” and must refer to the measurement report. 
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Dimensional Results, Product related deliverables, Functional 
tests 
 
Within the APQP process it is necessary to present the measurement method to ElringKlinger. To make 
sure that the measurement is comparable to the ElringKlinger measurement method and to get the 
same measurement results. 
 
Standard measurement scope: 

- All existing molds/tools 
- All cavities   
- 5 parts per cavity 

For rubber gaskets measure at least one cavity on all pips and holes. 
 
No range results accepted, only single measurement results acceptable. 
Single dimensions on the drawing must be numerated “ballooned” and must refer to the measurement 
report. 
 
The here shown documents can be used to document test results which have been made with the 
material. 
 
Material certificates / product specifications  / order norms from ElringKlinger accepted and 
measurement results from the material required. 
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Material test results and product related deliverables according VDA standard 
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Material test results according AIAG 
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Process capability study, Machine capability study for all SC/CC 
 
PCS: 125pcs.; all SC's and cavities: cp/cpk > 1,33  
PCS: 125pcs.; all CC's and cavities: cp/cpk > 1,67 
 
MCS: 50pcs.;  all SC's and cavities: cm/cmk > 1,67 
MCS: 50pcs.;  all CC's and cavities: cm/cmk > 2,00 
 
If the capability does not meet the requirements, an 100% inspection is necessary for this dimension. 
 

 

Test equipment capability, Test equipment list, Gage, Gage 
Measurement Report 
 
MSA has to be done for all measurement devices. 
MSA procedures 1-3 are needed for all SC/CC's dimensions. Pictures from gages and fixtures necessary. 
 
The following sites show how the measurement system and measuring equipment capability has to be 
tested. Additionally to these documents it is necessary to list the used measuring equipment in a 
separate document. 
 
Procedure 1 
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Procedure 2 
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Procedure 2 
Calculation of equipment variation caused by customer requirement GM. 
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Procedure 3 
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Procedure  
Attributive inspection for gages 
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Sub-Supplier Status 
 
If sub-suppliers are used for the sourced part by ElringKlinger, the initial sample approval document of 
the purchased parts or bulk material of sub-suppliers are requested. 
 
In addition, the supplier has to fill out the overview of all sub-suppliers which are used for each 
purchased product. This request is needed for the upcoming supply chain law which is valid from 2023. 
 

 

  



Page 19 / 46 

Technical cleanliness, Corrosion test 
 
A cleanliness test has to be made if it is noted on the drawing or required by ElringKlinger. 
 
This step in the initial sampling documentation has to be carried out for new parts or changes in the 
manufacturing process. The parts to be tested must be removed from the serial process and must be 
submitted as a standard production part (not ”pre-conditioned”). 
 
Therefore it is necessary to generate a fading curve and a blank value for the products. 
 
The standards given here have to comply with the performed tests. The institution which carries out the 
experiments inspections has to be certificated. 
 
The cleanliness report must also contain an detailed description of the test procedure for example 
extraction method, analysis method, filter type, flushing pressure, test medium, cleaning mechanism, 
time, standard references, and so on. 
 

Requalification 
 
The extent of requalification of deliveries to ElringKlinger corresponds to the repetition of initial release 
in terms of dimension, function, cleanliness, reliability and material. Requalification is to be carried out 
yearly and the proceeded test shall be confirmed to ElringKlinger. Part families can be brought together 
as agreed with ElringKlinger. Results must be made accessible to ElringKlinger on request.  
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Product-specific inspections 
 
With regard to product commodity, there are different expectations which have to be met. The list 
below shows a few general instructions for the different commodities. Regarding to the product there 
can be more requests than listed in this table. If there are any questions or problems with the 
instructions, please feel free to contact the corresponding Supplier Quality Engineer. 
 
For all commodities 
If requested, DVP documentation has to be included into the initial sampling documentation. 
 
Plastic parts 
For welded assemblies pictures of the destroyed welding area have to be included with the initial 
sampling documentations. 
 
Electrical parts 
Pictures from the crimp contact (cross section) have to be included into the initial sampling 
documentations. 
 
Elastomer and rubber parts 
Additional requirements: 

1. Hardness checking 
- IRHD m [points] 
- SHORE A, if permitted by gasket geometry [DIN EN ISO 868] 

2. Density [g/cm³] 
3. Compression set [%] 

 
These additional requirements must also be met for annual requalification. 
 
Every single release criteria must be performed and submitted within the initial sample documentation 
in order to obtain initial sample approval. Test specimens and their results are to be marked separately, 
they are to be sent together with the initial sample test report and initial sample components. 
 
1. Hardness 
The required test must be carried out on the finished part. In order to obtain stable measurement 
results, the component to be tested must be embedded in resin. 

 
 

Values to be determined: 
IRHD m [points] 
SHORE A [DIN EN ISO 868] 
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2. Density test 
Density is a substance constant that is independent of the dimensions of the test specimen. 
Density may e.g. determined e.g. with the help of “Archimedean Principle”.  
First, the specimen is weighed in air and finally in ethanol or ethyl alcohol (water is preferred for reasons 
of simplicity, but due to its high surface tension it more easily leads to measurement errors). 
 
Special density scales then use buoyancy to automatically calculate the density of the material. 
 
No air bubbles must adhere to the test specimen or there must  not be any bubbles or cavities in the 
test specimen as these would affect buoyancy when weighing in water. 
 
Density must be determined in [g/cm³]. 
 
3. Compression set [%] based on ISO 815 
Compression set is intended to provide information on the extent to which elastic properties of 
elastomers are retained after long-term constant deformation at a given temperature. 
It is defined as the deformation of a test specimen at a certain time after tension release in relation to 
the deformation under tension. 
 
Test specimens in injection molding series tool 
Three buttons or test specimens are incorporated in the injection mold. This is necessary so that 
parameter determination can be better validated when the tool is put into operation. 
These test specimens cause the worst compression set, i.e. the gasket itself is better than the test 
specimen.  
 
Tool design 
In the design of the tool, three test specimens (type B) with a diameter of  
Ø13±0.5mm * 2±0.05mm deep are to be incorporated in the tool. The position should be close to the 
gasket contour. However, it should have sufficient distance so that during series production, no rubber 
overflow into this body is possible. 
 

 
 

Creation of test specimens 
The injection molding machine must be in series production conditions together with the tool. 
The employee opens the empty tool and places a piece of raw material over the test specimens as 
required and closes the mold in automatic mode. The test specimens are removed from the tool after 
series cycle time. 
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Determination of compression set 
Determination of compression set shall be carried out in accordance with DIN ISO 815-1, test specimen 
type B. 
 
Measuring principle 
To determine the compression set, initial height h0 is measured on a test specimen, then statically 
deformed by 25% (h1) and stored at a specified temperature.  
 
After a specified test period, the test specimen is removed from the mold in hot condition and after a 
cooling time of 30 minutes, final thickness h2 is determined (hot removal). Alternatively, the test 
specimen can be removed after cooling to room temperature and again measured after 30 minutes 
(cold removal). 
 
Compression set is calculated by following formula:  
 
                                       h0 – h2 
Compression set  =  ----------   [ % ] 
                                       h0 – h1 
 
Measurements are carried out on test specimens. 
Alternatively, after consultation with ElringKlinger, measurements can also be carried out on gaskets, 
whereby the values determined here can scatter very widely and may deviate significantly from 
measurements on standard test specimens. 
 
Detailed description of test procedures with test parameters, definitions of terms as well as test 
specimen dimensions can be found in the corresponding test standards, whereby the special features of 
the respective standards must be strictly observed (DIN 53517, DBL 5555.3, P-VW 3307). 
 
Since the result depends very much on the selected test method, it must always be specified in addition 
to the result. In addition, test temperature and test duration must always be recorded. 
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IMDS 
 
The picture below shows the IMDS mask, where suppliers have to fill out a part of the relevant product 
information. Please refer to the picture below for a complete and correct completed IMDS Report. 
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Process Flow 
 
This flow chart must contain all in-house and external (if relevant) process steps according to the Control Plan process steps. 
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Control Plan according to IATF 16949 
 
This Control Plan must contain all in-house and external (if required) process steps according to the process flow chart. 
The control plan includes: Standard serial controls, SC/CC´s serial controls, requalification, cleanliness testing, C.A.R.E. control and so on. 
An 100% control also includes part marking (if required). 
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Control of new launches (start of production, SOP) 
 
C.A.R.E. control (Customer Acceptance Review Evaluation) serves the customer to protect himself from his own mistakes. However, it is not a problem-
solving method, this must be carried out intensively in parallel by the customer. 
 
Most used keywords: C.A.R.E. control, Early Production Containment (EPC), Safe Launch Plan 
 
The supplier shall agree upon a Safe Launch Plan like C.A.R.E. control for a minimum of three deliveries after approval of the PPAP. C.A.R.E. control is a 
control which is carried out on the finished product, usually immediately before shipping. The examiners are thoroughly trained on the fault 
characteristics, so that all faulty products are sorted out. If new errors occur during the check, they are added to the error list and the quality managers 
are informed. 
 
During a new start, at least 3 production orders (with representative quantities) are to be checked 100% visually at a separate workstation.  
Test results, error type and quantity shall be documented in the appropriate form sheets. 
 
If an error no longer occurs, it will continue to be checked up to an agreed time to make sure that this error has really been eliminated. If the error no 
longer occurs after the expiration of this period, this error is removed from the error collection card. 
If there are no more errors and the error collection card is empty, then the C.A.R.E. control is also considered as finished. 
 
The C.A.R.E. control should always be done away from final inspection, etc., so that it does not lead to collusion of the inspectors, e.g. "Xy I do not have to 
check, since this was already checked in the final inspection" or "Xy I do not have to check because this is controlled in the C.A.R.E. control " comes. 
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Example of the process flow from EPC (Early Production Containment) 
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FMEA 
It is the minimum requirement for initial sampling to send the FMEA confirmation to ElringKlinger as a 
proof of creation. 
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Tool 
 
Documentation of the tool has to contain pictures of the closed and as well as of the open tool (it has to 
be visible how many cavities the tool contains) and .stp CAD data. Furthermore, this documentation has 
to contain dimensions and weight of the tool. In addition to that there must be a property labeling on 
the tool. 
 
Property labeling has to contain the following information: 

 

 
The information for the label are specified in the drawing from ElringKlinger. 
 
Description of product:  
See name of part at drawing (Blue frame). 
Description of customer: 
Costumer specific number, ElringKlinger AG will not take influence on this number. 
EK-Part-No:  
Current ElringKlinger part number. 
Project-ID: 
Is the 6 digit number on the drawing (Red frame). 
For older project´s without an A-XXX (without Project ID) drawing please use the old drawing number 
instead of the project-ID 
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Example pictures of the closed tool with property labeling 

 
 
Example pictures of opened two cavity tool. 
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Process performance test (Run@rate) 
 
The Process performance test (Run@Rate) require that the supplier has to produce between the 
production enough parts as the amount of parts which ElringKlinger would need to produce two days in 
the peak volume a year. 
 
Calculation example: 
ElringKlinger demand 150,000 parts/year, ElringKlinger calculates 48 weeks/year with 5 days per week. 
 
➔150,000 / 48   = 3125 parts / week  
➔3125 / 5   = 625 parts / day 
➔2 day production = 1250 parts for the process performance test needed (R@R) 

 
The supplier must make this sample production and the internal audit (according to VDA 6.3) before 
sending the initial sampling records to ElringKlinger. 
 
This document is necessary to document the results of the internal audit which the supplier has to carry 
out.  
 
Suppliers who fall under the AIAG CQI standard (Continuous Quality Improvement) must send the last 
internal audit within this initial sample report. 
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Capacity Analysis per part or part with more than one project 
This document has to be used for initial sampling. There are no alternative documents accepted. ElringKlinger expects 5 working days per week and 48 
working weeks per year under normal conditions. The capacity analysis can be made within the Process performance test (Run@Rate) sample 
production. 
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The second page is additional necessary if the part goes in more than one project delivered to ElringKlinger. 
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Part history 
Part history shows all changes of the product. All changes must be registrated for example (drawing 

change, FMEA change, claim, tool change, process change, e.g.) 
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Written self-assessment of serial production maturity of 
product and process 
This assessment is a requirement by VDA and has to be provided from each supplier who delivers to 

ElringKlinger. Your remarks are necessary if you have yellow or red items. 
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Packaging instruction 
It is expected that it is the responsibility of the supplier to create a packaging proposal (please click on  

“packing proposal”) to ElringKlinger. The packaging instruction has to be made in advance before 

sending the initial sampling documentation. This is needed if there are some changes before the first 

delivery, otherwise we cannot provide suitable packaging for the production area. 

 

ElringKlinger checks this proposal internally and creates a final mandatory packaging instruction. 
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Customer specific documents (if required) 
These step are only necessary if ElringKlinger demands additional information from the supplier. 
 
Pass-through part 

 

(Recognizable at the 14. digit 

part number at the order 

instead of the 8 digit part 

number) 

Therefore two initial sample documentations are needed.  
One with the F-drawing and the second with the K-drawing. 
 
F-drawing contains all information and part number of ElringKlinger 
 
K-drawing contains all information and the customer part number of , 
ElringKlinger. 

  

  

 

 

Master and product sample 
For initial sampling, 5 sample parts (per cavity and tool) are minimum requested. Samples and 
documentation with delivery note has to be sent to the requested person from Supplier Quality 
Management of ElringKlinger. Initial samples (packaging) must be clearly and permanently identified. 
This can be done by using tags, labels, for example. The delivery note must include the words 'Initial 
sample' and the initial sample order number and part number from ElringKlinger. The exact amount of 
sample parts are specified in the purchase order. 
 
Sample parts must be separated and numerated according to cavity and tool. 
  



 

Page 43 / 46 

Request for Deviation (RfD) 
If it is necessary to generate a Request for Deviation then ElringKlinger has to be informed. This 
information has to be submitted as soon as it was detected to ElringKlinger. 
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Request of change (RoC)  
If it is necessary to generate a Request of change then ElringKlinger has to be informed. This information 
has to be submitted to ElringKlinger for approval. 
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Second page is reserved for ElringKlinger. 

The request for change is only approved with “A” or “IA” and signing of the senior supplier quality 

manager! 
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Check label cleanpoint delivery  

Each delivery unit for the first delivery after claim or process change e.g. has to be marked with the 
ElringKlinger standard document CF CU-QM 018. 
 

 


