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Executive Review

April 21, 2005
U251 Program
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Program Overview
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Supplier Manufacturing Facilities — Plant Overview

Plant Team
— Lisa LeGras - Plant Manager
— 7 -Quality Manager
— Jake Brygier — Maintenance Manager
— Wendy Payne — Office Administrator
— Marilyn Clark — Quality Supervisor
— Gloria MaGee — Production Supervisor
—~ Monica Howe — Shipper / Receiver

Customers

» Lear

»  Lear Mason — GMX 295/320 Mech. Headrest ASM

*  Lear Lonisville —-U/P 207 Headrest Assembly

*»  Lear Hammond — D219/258/333 Headrest Assembly

»  Lear/ JCI Bridgewater — GMX272 Headrest Assembly
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/NM\ & Centroy Assembly Ltd.

Management Organizational Chart

Centroy Assembly Ltd.

Organization Chart

Lisa Lagras
Plant Manager
Q159000 Managemant Representative
|
[ i E ]
Office Administrator Maintenance Manager Quality Managsr Supenvdisor f Shipper Recemer
Wandy Faynas Jaka Brygior IS0 14001 Coordinater Maonica Howe
Maintenance Supendsor ] QA Floor Supenasor Floor Supenmor
Fred Fishar 3 Marihmn Clark Glona MaGee
_ QA Floor Auditors _ __mm_._n-u_ Waerk Forca _

Approved By: Lisa LeGras

Date: April 6, 2005 Form COO050
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U251 Program Content

Boundary Color
Part Name Print Complete Samples CRM Complets Approval | PPAP Approval

L0020754ABOGLCF 3rd R Vinyl A11512(105 412942005 NA 6/13/2005
LOO20TS0ABOGLCF 3rd R Clitoh 411512005 A4!29/2005 NA 6132005
L0023287AJ02 2nd R 60/40 RH, Waiting for final shell

Passenger design MNA 142005
LO043001AHDZ 2nd R 60/40 LH, Waiting for final shell

Driver design NA 7142008
LO023286AJ02 2nd R Quad RH, Waiting for final shell

Passenger design NA 714120058
LOD429098AH02 2nd R QuadLH, Waiting for final shel!

Driver design NA 71472005

Miss Date With No Approved Recovery Pian

Miss Date With Approved Recovery Plan

Ceniroy
Assemb

Accomplished or Will Acomplish

Aprit 21, 2005
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w_.om_.m:s Part List with Quoted Volumes (FPV)

U251 Program U251 Program
L0023286AF (RH) & L0044999 (LH) L0023287AF (RH) & L0043001 (LH)
2 Row 60/40 Mech. Headrest Assembly 2"d Row Quad Mech. Headrest Assembly

Quoted Volume: 600,000 Seat mﬁm.@nu_. Quoted Volume: 100,000 Seat Sets/year
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U251 Program

L0020751AA,04,1.CF
31 Row Vinyl Headrest Mech., Assembly
Quoted Volume: 200,000 Seat Sets/year

CORPORATION

ADvARNCE RAELENTLESSLY

U251 Program

L0020750AA,04, LCF
3rd Row Cloth Headrest Mech. Assembly
Quoted Volume: 200,000 Seat Sets/year
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Centroy Assembly Ltd.

U251 Engineering Changes in Process

U251 Engineering Changes In Process
2nd Row 60/40 & Quad

*Production Shell not kicked off

Lock feature changing

3Rd Row

* Removing 15mm off bottom of foam
*Added 150% Q:Bw spring
*Abuse load needs to be defined
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Program Timing
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U251 Program Timing Overview

Non-Saleable Pilot: 1-06-05
Saleable Pilot: 4-04-05
Run @ Rate: 6-07-05

Planned Full PPAP Submission: 15-July-05(2% Row)
13-June-05 (3" Row)
Start of System Fill: 6-20-05

Start of Production: 7-19-05
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Sub Supplier Management
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Review Sub Supplier Management Process

» Each supplier 1s issues our Supplier Document
and Process Audit Sheet for self evaluations

» Any HIGH risk suppliers will have a on-site audit
performed by Windsor Machine Group

See attachment of the Supplier Document and
Process Audit

Migrosoit Excel
Warksheet
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Staffing/Training Plan

Support Commitment from Union (UAW Local 2381)

All management employees will be trained on all the Assembly process
(s) from the prototype and development engineers. Management once
trained will become the trainers.

Management will select a group of senior operators to perform the
build (s). These operators will be the team leaders and will be
responsible to train any new operators with managements supervision.

Management will hire and train through the training process any new
staff as required.

All employee’s including management must complete the standardized
Operator Training Matrix.
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“Centroy Assembly Ltd.
Staffing/Training Matrix

nllaifﬁ_p.gﬁg
nrbers and oparation Isted balow , if you have baen irained on how 1o run the cpecation and how o geUge or inzpect
n enter your indisie in the corresporiding box. K you hava not bean iadirned on the operation of ks napecton lesve the box blank.
Cparaticn Initiais Farl Mumiser Operation Inltinde. Part Musrber Oparalion Inikiale
BAGOTETZ Asmarble 335124 CCB Clp o rod
Scraw Foam ko rod
Pack Wacuurm
Pl Clp
Pack
335124 JCB Ol b rod
10239888 [Spring Fosm o rod
Buahings Wacuum
Asverble LOCTFOT AADZZNG | LI 10 rod Final (g
[= =] Shwdl b0 rod
Pack W EC LM
12557221 [Spring Final Cip LODTEGSA A DFINS | W acuum
Padal Rivit 13 Ourt
Asaorrhie 15751366 | Spting LOOTFeTAADZITS | Ll ¥o rod Steam
Clip Sanda Sivall to rod Pack
Pack Brackel WAL M D0 TORGA ADTITE | WacUuum
12562260 |Spring Pack Firal Clip Final Close Oul
L 15751386 | Spiing PRCK Shoam
Aasambis Padal Rivit A0 HF ik ADR2ME | Chp 40 rod Pack
[ Sendor Shelltorod | = [Loommserasnzzus W BCUUM
Fack Brackel VaCuLT Steam
15015757 |Sprng Pack. Final Ohp Final Clcae Oul
Pedal Rk Pack Pack
Bushing sorFonsanzars (Clptored | 9= |LoomevasozsTs W aduam
Ansenbis Shell 1o Tod swam | UUTTRPUTRETTT
Cipy 15074514 Sping W acuLm Final Close Oul
ok Assamhis Final g L D R
Fivil Fack LOO 7 34 ADZZNE] W BCLAET) R
Pack 335126 COB Chp ko rod FinalCleeCut | | O TTfPTTTUTR T
Foam o rod Steam
W G LILNT Pack
Final Clip LOORETAAADZITE|VacCOI | | F
Z5B4E114__| Assebm Pack jFnaliCcasOW ] |~ TR T
15022286 |Pack Glus 335126 JBB Clip to rod ErL S B R R
Puck Fomm o rod Pack N
Vacuum R A A
AAGETETC  [Assemble I R . R D D
Sorow - N R R N R DR
Pack R I
ORIBHTATION] e T
........................................... WHM |5 o ] ¥
(Lo I S R SR | LOCK OuT YT
a0 b b LIFT TRUCK SRR B
ENGHATURE U ARST AID j
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Staffing/Training Matrix

BEMALOCYEER  #REF I l [CENTROY ASSEMBLY EMPLOYEE TRAMNG |
NOTE Review tha part numbers and oparation leted balow, ¥ you have been traned on how o run the operation and how o gauge or inspact
the cperaton enter your hnitels in the corresponding box, ¥ you have not bean trained on tha operation or ks inspaction leaws the box blanic

Part Number [Opsration | nitals Part Nurber|Operation_ |infiaks Fart Number| Operation | inkiais. Parl Mumber [Operation [ mitiaks
LOC 1351 Vacuum D219/258/333
Steam Front Row  [Vacuum U251 60v40 |Lock Lavar Asm G 272 Assamble
Pack Cip closa out Riv ot Screw
LO01351 W acuLm Pack | Spring Velcra Asm
Steam Second Row{Vacuum | Side Shadds Topper Pad Asm
Pack Cip close out Cabk WaG LM
315526 AA |Clp to red Paec i Shal Cloge QOut
Shell to rod Znd row CerWacuum End of Line Testing nspact / Pac
Pack Clp close out 1
Pac:k U251 Quad |Lock Levar Asm Foam Line |TBD
2nd Row Ouf'Vacuum Rivat
CHp chose ouit Speing
Pack | Skl Shelds
Third Fow  [Wacuum | Cable
Cip cloee out Shal
Pack End of Line Testing
|
L2251 3rd RojPaw | Rod Sub-Asm
Trimming Foam Stamping Asm
T Rivat |
Pewl Rod Asm
Felainer |
End of Line Tesling
Greasars Support OMAS Harassmaent Pollcy
A DYO0DER (CLIP) VELOER Empioyes Hand Book
Bumper Machine | PACK Emergency Spill Tralning
6L5-F Mylinar Greaser IS0 14001 AWARENESS
Padal _uo#w..m ET8 Qs 9000 AWARENESS
Shrink VWrap Machine PRODUC TION SHEETS
WORK OROER CARDS |
HOURLY AUDITS 1
TRACEABNL TV
ARST OFFS] T
SCRAP SHEETS
UPDATE
MAMNAGEAENT
I
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Run at Rate Plan

U251 Program: 6-7-05 3" R, 8-July-2005 2" R
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U251 Capacity Plan

60/40 — Quoted volumes — 600,000 / year — 2,500 per day

Quad - Quoted volumes — 100,000 / year — 417 per day

3rd Row — Quoted volumes — 400,000 / year — 1,666 per day
All equipment are dedicated to this program.

Production capacity to be reviewed on all equipment during
FEU build due to modifications done on the equipment and ali
recent changes made to the final assemblies.
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Containment Plan

Please Review the Attachments
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U251 Inventory Plan

* System fill for Job I — will build and inventory 25% over
released quantities

o Finished goods — one (1) day in inventory — one (1) day in
transit — one (1) day on production line

* Raw components — five (5) days on hand in inventory at all
times.
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U251 274 Row 60/40 SC / CC List

# CHARACTERISTIC(S) Ow_ﬁ DIMENSION / SPEC. EVALUATION METHOD

1 Efforts to Pull Strap PC 10-60N End of Line Test Fixture

2 | Efforts to Return to Design Position PC 10-60N End of Line Test Fixture

3 | Looseness PC NO Looseness End of Line Test Fixture

4 | Assembly interface to the seat back - SC2 11.92mm -12.08mm End of Line Test Fixture
RS & LS Post diameter End of Line Test Fixture

5 | Assembly Interface to the seat back - SC1 | 177.80mm +/- 2.00mm End of Line Test Fixture
Post ASM pitch (leg spread)

6 | Assembly Interface to the seat back - SC3 | 2.75 +/-.20mm End of line test fixture
Lock Notch feature LS & RS Post

7 | Function of the assembly mechanism PC Cycle test 5 times Pull release strap & Return

8 | FMVSS302 Flammability CC Must pass Out side test lab. Annual verification
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U251 2" Row Quad SC / CC List

# CHARACTERISTIC(S) CC/PC | DIMENSION / SPEC. EVALUATION METHOD

1 Efforts to Pull Strap PC 10-60N End of Line Test Fixture

2 Efforts to Return to Design Position PC 10-60N End of Line Test Fixture

3 Looseness PC NO Looseness End of Line Test Fixture

4 Assembly interface to the seat back - | SC2 11.92mm -12.08mm End of Line Test Fixture
RS & LS Post diameter End of Line Test Fixture

5 Assembly Interface to the seat back - SC1 155.00 - 159.00mm End of Line Test Fixture
Post ASM pitch (leg spread)

6 Assembly Interface to the seatback - | SC3 2.75 +-.20mm End of line test fixture
Lock Notch feature LS & RS Post

7 Function of the assembly mechanism | PC Cycle test 5 times Pull release strap & Return

8 FMVSS302 Flammability CC Must pass Out side test lab. Annual verification
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U251 3vd Row SC / CC List

CHARACTERISTIC(S) CC/PC | DIMENSION / SPEC. EVALUATION METHOD
Efforts to Pull Strap PC 10-60N End of Line Test Fixture
Efforts to Retum to Design Position PC 10-60N End of Line Test Fixture
Looseness PC NO Looseness End of Line Test Fixture
Assembly interface to the seat back - SC2 9.00 +/- .10mm End of Line Test Fixture
Hole diameters
Assembly Interface to the seat back - 5C1 95.00mm +/~ .5mm End of Line Test Fixture
Stamping Hole pitch
Assembly Interface to the seat back - 8C3 2.50mm +/- .10mm End of line test fixture
Stamping Thickness
Function of the assembly mechanism PC Cycle test 5 times Pull release strap & Return
FMVSS302 Flammability cC Must pass Out side test lab. Annual verification
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Process Flow

Please Review the Attachments
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\ . N Centroy Assembly Ltd.
Control Plan

Please Review the Attachments
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PFMEA Review

Please Review the Attachments
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Document Status

Please Review the Attachments
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PPAP Submission

U251 Program: 2nd Row 15-July-2005

3rd Row 13-June-2005
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-V \ | .. &‘M, Centroy Assembly Ltd.

Current PPAP Status

« List all exceptions to Full PPAP

Include 19 element check & balance
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VW A &.MN,, ‘Centroy Assembly Ltd.

Open Issues
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Wrap-up



