Subject: Cleveland Process Audit
Date: June 05, 2015

Completed By: Steve Busicnki

On June 05, 2015, work order CLV 56199 was ran on the CPA Paxson for Arrow Tru-Line. The
master coil was slit to the appropriate widths for the customer. Tag 66126 was the first of two
master coils that was to be used for this job and was verified prior to loading and use of the coil.
A piece was cut at the beginning and checked for overall width and gauge at both edges and the
crown. The width of each cut was measured with calipers when the job began. Tag 66127 was
also verified prior to loading and use of the coil. A piece was cut at the beginning of the second
coil and checked for overall width and gauge at both edges and the crown. Gauge was checked
again at the end of the second coil.

Upon review of the completed order, it was noticed that three of the gauge readings were higher
than the specified gauge range of 0.0690 — 0.0720. The inside sales rep was made aware of the
higher gauge readings. As this is the customer’s material, we would not make a claim to the mill
for material that is out of gauge.
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Slit Size Inspection

Date: (= ~ - 15 Work Order: LV SIS
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Slit Size Inspection
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Slitting Order

Date: Customer:
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