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SECTION A

INCOMING MATERIALS INSPECTION — NMON TOBACCO

PERFORATED TIPPING - PERMEABILITY, WIDTH, PERFORATIONS LOCATIONS
NON-PEFCRATED TIFPING -~ WIDTE & VISUAL INSPECTION

CIGARETTE PAPER — PERMEARILITY & BURN ADDITIVE

POROUS PLUG WRAT - PERMEABILITY

FILTER TOW

TIPPING ADRESIVES

WRAPPING MATERIALS -~ PACKAGING

PLASTICIZER

. 620011474




DATE: MAY 1, 1989 d“" Page 1 of &
Al

BROWN & WILLIAMSON TOBACCO CORFPORATION

STANDARD INSPECTION PROCEDURE

TITLE: INCOMING MATERIALS INSPECTION -~ PERFORATED TIPPING
PERMEABILITY, LOCATION OF FERFORATIONS, AND TIFPING WIDTH

DEPARTMENT:  QUALITY ASSURANCE LABORATORY

BRANCH: DEVELOFMENT CENTER

SAMPLING PROCEDURE:

1. Every bobbin of perforated tipping received by Development Center
will be inspected.

2. Discard approximately 10 feet of tipping from the beginning of each
bobbin and then remove the next 10 feet of material from each.

3. Place each 10-feot strip in a jar along with a label containing the
information listed in Item 5. Place a second label containing this
information on each bobbin.

4, Record the data arnd bobbin number on the core of each bobbin.

5. Code two labels for each bobbin as in the following example:

ITEM CODE
Tipping T
s Golden Belt [+
Supplier Hermetite H
Ecusta E
Archer A
Width (mm) 60
Mechanical M
Micro Mechanical M
Types of Perf. Laser L
Micro Lager ML
Electrostatic E

N

No. of Lines of Perforations

{Continued on Next Fage)

620011475
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&E Page 2 of 4
B&wW

INCOMING MATERIALS INSPECTION ~ PERFORATED TIPPING PERMEABILITY,

LOCATICN OF FERFORATIONS, AND TIFPING WIDTH

SAMPLING PROCEDURE: {Continued}

6.

1TEM CODE
Target Permeability 1600
Location of Perfs. From Mouthend (MM) 15
Month Sampled 12
Day Sampled o7
Bobbin Number 006

Allow Space for Actual Permeability

Deliver the jars of tipping to Development Center’s Quality
Assurance Laboratory.

TESTING PROCEDURE:

1.

2.

3.

Meagure the width of each strip of tipping paper. The allowable
width limits are * 1.0mm. If any three strips exceed the
allowable limits, stop the analysis and notify the Materials
Supervisor.

Record the bobbin number and width on a Development Center Incoming
Tipping Inspection Form.

Determine the location of the rows of perforations as follows:

a., Identify one row of perforations of each strip &5 Bow A and
the otber as Row B.

b. Measure the distance from the slit edge of a strip of tipping
to the end of last line of perforations in Row A.

620011476
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B&wW

INCOMING MATERIALS INSPECTION — PERFORATED TIPPING PERMEABILITY,

LOCATION OF FERFORATIONS, AND TIFPING WIDTH

TESTING PROCEDURE:

3.

Determine the location of the rows of perforations as follows:
(Continued)

¢. Repeat thiz measurement to determine the distance of the last
1line of perforations in Row B is from the glit edge of a
strip of tipping.

d. Add these two calculations, subtract the total from the known
width of the strip of tipping and then divide the answer
by 2. This will give the average distance from the mouth end
of the tipping to the beginning of the first line of
perferations in each row, The allowable limits for
variability in the position of the beginning of the rows of
perforations in relationghip to the mouth end of the tipping
is = 1.0mmn. If more than two strips are out of the limits,
notify the Materials Supervisor.

e, Record the distances for Rows A and B on the Development
Center Incoming Tipping Inspection Form.

Divide each strip of tipping into five parts, keeping Rows A and B
designations for the rows of perforations on each of the five parts.

Determine the average permegbility of each row of perforations for
each strip of tipping as follows:

a. Determine the permeability in CORESTA unitg of the lines of
Row A perforations on each of the five parts.

b. Average the five CORESTA readings which will yield the Row A
average for a given strip of tipping.

c. Repeat gteps a. and b. on the lines of Row B perforations.

d. Determine the average of the averages of Row A and Row B.

e, If the average CORESTA value for either Row A ar B exceeds
the limits of * 10X from target value, the bobbin will be

rejected.

f. BRecord the appropriate information on the Incoming Inspection
Form.

620011477
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Al BSW

INCOMING MATERIALS INSPECTION - PERFORATED TIPPING PERMEABILITY,

LOCATION OF PERFORATIONS, AND TIPEING WIDTH

TESTING PROCEDURE: {Continued)

6. Inspect the strips for visual defects such as smeared print and/or
logo, etc., while the other analysis are being conducted. Report
any questionable fault.

CORRECTIVE ACTICON:

The Materials Supervisor will determine whether the material in
question is to be used, discarded, or returned to the supplier.

0438BM
(5/1/89)
Attachment

60011478
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B&W

DEVELOPMENT CENTER
INCOMING TIPPING INSPECTION
TO: DATE:
CC:
CLASSIFICATION: _ _ _ _ _ _ - =
DESCRIPTION: _ _ _ _ _ _ _ ADDITIONAL INFORMATION:
WIDTH (mm) PERFORATIONS TYPE NO. OF LINES
TARGET LOCATION OF PERFS. CORESTA VALUES
FROM MOUTH END {mm) — TARCET Min, Max.
ACTUAL LOCATION OF PERFORATIONS
ACTUAL _ _ FROM MQUTH END {mmn)
BOEBIN BOBBIN x PERM. x PERM. x PERM, _
NUMBER WIDTE ROW & ROW B (A&B) x (A+B) A B
0438M/(5/1/89) 6200114'79

Attachment




DATE:

TITLE:

MAY 1, 1989 “'E‘ Page 1 of 2
Al B&w

BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION FROCEDURE

INCOMING MATERIALS INSPECTION - NON-FERFORATED TIPPING
WIDTH AND VISUAL INSPECTION

DEFPARTMENT:  QUALITY ASSURANCE LABORATORY

BRANCH: DEVELOPMENT CENTER

SAMPLING PRCCEDURE:

1‘

2.

3.

Separate the bobbins of tipping received in a ghipment by “get™
numbers.

Randomly select one bobbin from sach “get”™ of bobbins.

Remove the first 10 feet from each bobbin selected and discard this
material. Then, remove the next 10 feet from each bobbin.

Place each 10-foot strip in a jar along with a label containing the
jdentifying information outlined in Item 6.

Place an additional label on each bobbin gampled.

The label information required will be coded as follows:

ITEM CODE

Tipping (Non-Perforated) T-NP
Golden Belt G

Supplier Hermetite H
Ecusta E

Archer A

Width (mm) 60
Month Sampled 12
Day Sampled 07
Bobbin Number 006

620011450
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i) B&w

INCOMING MATERIALS INSPECTION — NON-PERFORATED TIPPING WIDTH

AND VISUAL INSPECTION

TESTING FROCEDURE:

1.

2.

3.

54

60

Measure the width of each 10-foot strip. The allowable limits are
* 1.0mm.

If a strip exceeds the acceptable limits, measure a second strip
from another bobbin taken from the same "set" of bobbins.

If the second sample exceeds the limits, notify the Materials
Supervisor for disposition of the tipping.

Visually inspect each strip of tipping for printing and/or other
visual defects,

If a defect is noted on a particular strip, obtain a second sample
from the same bobbio and visually ingpect.

If the same defect is noted on the second sample, notify the
Materials Supervisor and in addition obtain a sample from another
bobbin from the same "'set".

If the same defect is found on the sample strip from a second
bobbin from the same "set', the entire “get™ will be deemed faulty,
and the Materials Supervisor will be notified.

CORRECTIVE ACTION:

The Materials Supervisor will determine if the material in questiom is to
be used, discarded, or returned to the suppler,

D455M

(5/1/89)
Attachment

620011481
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TITLE:

MAY 1, 1989 i’!g‘ Page } of 3
13 B&W .

BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

INCOMING MATERIALS INSPECTION — CIGARETTE PAFER
PERMEABILITY AND EURN ADDITIVE

DEPARTMENT:  QUALITY ASSURANCE LABORATORY

R&D SPECIAL SERVICES LABORATOQRY

BRANCH: DEVELOFMENT CENTER

SAMPLING PROCEDURE:

1.

?.

When sampling a pallet (21& bobbins) and/or a lesser quantity of
cigarette paper to be used to make a sample where permeability is
not a critical parameter, first determine how many "gets" of
bobbing are present.

Randomly select a bobbin representing each met.

When a quantity of cigarette paper is received which will be used
for making a sample where permeability is the critical parameter,
gample every bobbin.

Remove five (5) gix-foot strips of each bobbin mentioned in
Items 1, 2, and 3.

Place the five (5) stripe in a clean jar along with a coded label
which identifies the bobbin from which they came,

Place a second coded label on the cutside of each sampled bobbin
and, in addition, record the bobbin number and the date it was
sampled on the core of each bobbin.

Select one bobbin from each "aet™ represented on a shipment and
remove one Bix-foot etrip from it. Place each strip in a jar with
a label containing the appropriate information., Label the sampled
bobbin accordingly.

Deliver the pamples menticmed in Item 7 to the Special Services

Laboratory in the Technical Center for burn additive analyses.
Send an Incoming Materials Inspected Form along with the samples.

620011482
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INCOMING MATERIALS INSPECTION —

CIGARETTE PAPER PERMEARILITY AND BURN ADDITIVE

SAMPLING PROCEDURE: (Continued)

9.

The following is an example of the information and its code which
will be supplied on the labels which accompany all of the gamples:

ITEM CODE
Cigarette Paper C
Ecusta E
Supplier Schweitzer 5
Wattens W
DuMaudit D
Paper Grade 536
Date Sampled 27th
Month Sampled 05
Bobbin Number 00l

TESTING PROCEDURE:

1.

20

Development Center’s Quality Assurance Laboratory persomnel will
perform CORESTA permeability determinaticns on each of the five (5)
6-foot strip samples.

An average permeability reading will be determined for each bobbin
sampled.

The averages along with pertipent identifying information from each
bobbin will be recorded on an Incoming Materials Inspection Form.

Technical Center's Special Services Laboratory personnel will
conduct burn additive analysis on the samples sent to them and
report their findings to the Materials Supervisor in Development
Center. -

The Materials Supervisor will determine the acceptability of the
sampled cigarette paper.

The acceptable range of permeability is * 10% from target, while
the acceptable range for buro additive is * 20% from target.

620011483




B&w

INCOMING MATERIALS INSPECTION -

CIGARETTE PAPER PERMEABTLITY AND BURN ADLITIVE

CORRECTIVE ACTION:

Material deemed unacceptable by the Materials Supervisor will be
digcarded unless he ie otherwise notified.

D43BM
(5/1/89)
Attachment

620011484




TO: DATE:

CC:

SUPPLIER: DESCRIPTICN:

ADDITIONAL MONTH
INFORMATION: BAMPLED:

GRADE OR TYPE: DATE SAMPLED:

EXFECTED CORESTA VALUE TARGET: MIN. MAX,

BOBBIN NO. PERM. BURN ADD. BOBBIN NO, PERM. .} BURN ADD.

oz
ﬁ DEVELOPMENT CENTER
INCOMING CIGARETTE PAPER/PLUG WRAP IE_S_;PIECTED

0438M
(5/1/89})

Attachment 620011485
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TITLE:

MAY 1, 1989 QE Page 1 of 2
AL B&W

BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSFECTION PROCEDURE

INCOMING MATERIALS INSPECTION -~ PORODS PLUG WRAT
PERMEABILITY

DEPARTMENT:  QUALITY ASSURANCE LABORATORY

BRANCH: DEVELOPMENT CENTER

SAMPLI

NG FROCEDURE:

1.

20

When sampling a pallet (216 bobbine} and/or a lesser quantity of
porous plug wrap to be used to make sample where plug wrap
permeability is not a critical parameter, first determine how many
“gets'" of bobbins are present.

Randomly select a bobbin representing each set,
When a quantity of porous plug wrap is received which will be used
for making a sample where plug wrap permeabllity is the critical

parameter, sample every bobbin.

Remove five (5) six-foot strips from each bobbin mentioned in
Items 1, 2, and 3.

Place each five {3) strip sample in a clean jar along with a coded
label identifying the bobbin from which the sample came.

Place a second coded label on the cutside of each sampled bobbin,
and in addition, record the bobbin number and the date it was
sampled on the core of the bobbin.

The following iz a sample of how the labels will be coded:

ITEM CODE
Plug VWrap P
Supplier {: Ecusta E
Schweitzer 8

Flug Wrap Type 33 ml
Month Sampled : S
Day Sampled : 20
Bobbin Mumber 001

60011486
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A4 B&W

JRCOMING MATERIALS INSFECTION — POROUS PLUG WRAP PERMEABILITY

TESTIRG PROCEDURE:

1.

Deliver the jars containing the samples to the Development Center
Quality Assurance Laboratory where one CORESTA permeabllity reading
will be made on each of the five atrips.

An mverage permeability reading will be calculated for each bobbin
sampled, with the averages and bobbin numbers being recorded on an
Incomicg Materials Inspection Form, A zample form is attached.

Deliver the completed form to the Material Supervisor who will use
* 10% from target as the limits of acceptability.

An entire get of bobbins will be deemed unacceptable if the gample
bobbin representing it exceeds the acceptable limits.

In cages where every bobbin in a shipment has been tested, ounly
those bobbins which sxceed the limits will be unacceptable for use.

CORRECTIVE ACTION:

The Materiale Supervigor will dispose of the rejected bobbins unless he
is notified to take another courae of action.

0455M

(5/1/89)
Attachmwent

620011487
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B&W
A& DEVELOPMENT CENTER
INCOMING CIGARETTE PAPER/PLUG WRAP INSPECTED
T0: DATE:
CC:
SOPPLIER: DESCRIPTION:
ADDITIONAL MONTE
INFORMATION: BAMPLED:
GRADE OR TYFE: DATE SAMPLED:
EXPECTED CORESTA VALUE TARGET: MIN. MAX,
MIBRIN NO. FERM. BURN ADD. BOBEIN NO. PERM. .| BURN ADD.

0438M
(5/1/89)
Attachment 62001_1488




DATE: MAY 1, 1989 @Lﬁ" Page 1 of 2
AS B&W

BROWN & WILLTAMSON TOBACCO CORPORATION

STANDARD INSPECTICN PROCEDURE

TITLE: INCOMING MATERIALS INSPECTION - FILTER TOW
DEPARTMENT : DEVELOPMENT CENTER - FABRICATION

BRANCH: DEVELOPMENT CENTER

SAMPLING & TESTING PROCEDIRE:

1. When a new bale of filter tow is required for sample filter rod
manufacture do the following:

a. After the outer wrappings have been removed, check the tow
identification card’s data to see that it is the same as that
listed on the sticker on the outer wrap.

b. Check the upper portion of the hale for proper compaction.
Tow that is too loosely or too tightly compacted can create
withdrawal problems when removed from the bale,

¢. Check for splices in the bale. No more than one should be
found in any production bale.

d. Check the tow band on the top of the bale to see that it is
in proper alignment for good withdrawal.

e. Thread the filter tow into the filter rod maker. Make the
necessary adjustments to the rod maker to get the rod maker
running properly. WVisually inspect the tow as it is being
processed.

f. Check the tow for visual defects, such as long-term splits or
holes, hard edges, excessive band width, folded band, and tao
high or low crimp level.

2., If any of these defects are noted and if they are detrimentally
affecting the quality of the rods being produced, stop the rod
maker and remove a small portion of the tow from the bale.

3. Rethread the maker. If the problem pergists, remove the remainder
of the bale from the rod maker.

620011489
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85 B&W

INCOMING MATERIALS INSPECTIQON — FILTER TOW

CORRECTIVE ACTION:

1. The remainder of the bale will be set aside along with its
identifying bale card and a note describing its defect.

2, The Materials Supervisor and a filter tow technical representative
will determine the disposition of the rejected material.

0438
(5/1/89)

620011490




DATE: MAY 1, 1989 w Page 1 of 1
A B&awW

BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

TITLE: INCOMING MATERIALS INSPECTICN - TIPPING ADHESIVE
DEPARTMENT:  SPECIAL SERVICES LABORATORY

BRANCH: DEVELOPMENT CENTER

SAMPLING PROCEDURE:

Development Center receives its supply of tipping adhesive in lots
of 5 gallen buckets. When a gupply is received, one random bucket
will be selected and sampled. Omne quart of adhesive will be taken
from the bucket and gent to Special Services Laboratory for
anelysis., Before the 5 gallon bucket ig sampled, the adhesive
within should be thoroughly mixed.

TESTING PROCEDURE:

1. The laboratory will test the sample for:
a. Viscosity
b. Percent Solids
c. pH
2. A subjective evaluation of the aroma and color of the sample will
also be made.

CORRECTIVE ACTION:

3. Results will be reported to the Materials Supervisor who will
compare results against supplier specifications and determine
course of action if warranted.

043BM
(5/1/89)

620011491
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BROWN & WILLIAMSON TOBACCO CORPCRATION

STANDARD INSFECTION PROCEDURE

TITLE: INCOMING MATERIALS INSPECTION - CIGARETTE PACKAGING
MATERIALS

DEPARTMENT:  DEVELOPMENT CENTER - FABRICATION

BRANCH: DEVELOPMENT CENTER

SAMPLING PROCEDURE:

1. The various packaging materialsg will be vigually inspected for
phycical defects prior to their being used to package a sample.

2. The procedure for inspecting these materials is az follows:

a. Cut "Soft Cup" Labels

Remove a random label from a bundle (500 labels) and check to
insure that the printing is correct, ¢lear, and properly
positioned., Ingure that the specified unvarnighed areas are
present and in proper position. Check the labels for excessive
"curl®.

b. BRoll "Soft Cup” Labels

Inspect the first five or six labels on the roll for the same
phbysical characteristics mentioned under Item a. Algo, inspect
the roll itself for proper roll formation, core damage, etc.

c. Flip Open Box Label Blanks

Eemove a random blank from a stack (750 label blanks) and
ingpect for correct, clear, properly positioned printing.
Check to determine if the unvarnished areas are present and in
proper position. Check the "“score" lines to insure that the
blank will fold correctly.

d. Eoll Closures

Inspect for proper roll formation. Check the first six
closures on the roll for clear and correct printing.

620011492
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AT B&W

INCOMING MATERIALS INSPECTION - CIGARETTE PACKAGING MATERIALS

SAMPLING PROCEDURE: {(Continued)

€. Tear Tape

Check sach roll for any obvious defects such as "strand
entanglement” which would cause quality and machinery problems.

f. Foil

Inspect each roll for proper roll formation. Check sevearal
feet of foil for wrinkles, foil delamination from paper
backing, etc.

g- Film
Ingpect each roll for proper roll formation.

h. Cartons

Remove a random carton from a stack (500 certons). If printed
and/or numbered, make certain its printing and numbere are
correct and clear. Inspect the carton for proper "scoring” and
varnish-free areas.

i. Shipping Cases

Remove one random case from the number available and cheack
print (if present), size, and general physical quality.

CORRECTIVE ACTION:

1. 1If a fault is found in the labels mentioned in Items a, b, or ¢,
pull five random labels from the bundle or stack the labels came
from and repeat the inspection. If the fault is found again, set
aside the guestionable labels and notify the Materials Supervisor.

2. If the quality of a recll of tear tape, closures, foil, or film is
suspect of causing package guality and/or machinery problems,
notify the Materials Supervisor before usipg it,

3. 1If the carton or shipping case 1s defective or imperfect, pull
another gample for inspection. If the second sample shows the same
problem, set aside and notify the Materials Supervisor.

04554
(571789}
Attachment

620011493
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A8 B&W

BROWH & WILLIAMSON TOBACCO CORFORATION

ETANDARD INSPECTION PROCEDURE

TITLE: INCOMING MATERIALS INSPECTION - PLASTICIZER
DEPARTMENT: SPECIAL SERVICES LABORATORY

BERANCE: DEVELOPMENT CENIER
TECHNICAL CENTER

BAMPLIRG PROCEDURE:

1. Wwhen a new 55-gallon drum of plasticizer is received in Development
Center, pricr to its use in sample manufacture, remove a one-pint
sanple for testing.

2., Deliver the sample along with a completed Chemical Testing Request
Sheet to the Special Services Laboratory in the Technical Center.

TESTING PROCEDURE:

Special Services will routinely conduct the following analyges and report
their resulte on a Casing and Flavoring Analysis Request Form.

a. Aroma

b. Appearance

c. Specific Gravity 20C*

d. Reflective Index 20C*

e, Chromatographic Anaelysis

CORRECTIVE ACTION:

The Materials Supervisor will be notified if the saxple is out of
specification In any of the test categories ard will determice, based on
thoge results, if the plasticiger is usable or should be returned to the
supplier.

0455M
(5/1/89)
Attachment

6<0011494
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RE 2Ings (12.74)

BAOWN & WILLIAMSON TDBACCD COAPDRATION
CHEMICAL TESTING REQUEST SHEET

Type of Test

Type of Sample

Date of Request

Project Number

Number of Samples

Individual Receiving Results

Preferred Testing Date

Non-Tobacco Weight (If Applicable)

Telephone Humber

Special Instructions:

JRM/T1-T0

620011495




NE 4712

ACCEPT@

4 REJECTD

Material CCG?/?'MC/ (7—“:6 J ¥hmber of Sanples [ _ Lot !mbcr_‘w_"’pl
Subnitter K s njiaﬁcﬂ_

Project Kumber

BROWN & WILLTAMSON TOBACCO CORPORATION

AB CASING & FLAVORING ANALYSIS REQUEST

Phone

Prioricy

Special Instructions
D Return Unused Sample
7-/-£7

Date of Manufacture

Date Subnizied
7.7-47

Supervisor

Date of Release

Anglyses Requested — Please check appropriate boxes.

1. Sensory

[ Flavor
B Ar » Analyst
oma AN
L] K Analyst Y,
Ejﬂpptlrlnce Lt i
Analyst

I1. Physical Propert 1:5

K [Z]‘Spec:lfi: Gravity E-S-C ] (47

K B Refractive Index 20°C LYYl

D Specific Rotation
I:] Flash Point

D Viscogity L£ps

Analyst 9 /4

D Melting Point

D Other

111. Chemical Analysic

] ash

D Butterfat .
D Gly:yrrhit:l:n

D Starches & Gums
Sugars
[} Reducing

[] sentho [Jtota1
D Hoisture D Dextrose Equivalent
[(1other '

Iv. m Chromatographic Analysis

Confores to Standard
Does not conform to Standard
Comments

rntone 620011496
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INCOMING MATERIALS INSPECTION - TOBACCO

MACON PREPARED BLENDS OF CUT TOBACCO
RECLAIMED SHORTS FROM MACON

CASINGS & FLAVORINGS

RECONSTITUTED TOBACCO

W.T.5.

EXPANDED TOBACCO
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DATE:

TITLE:

Ao
JUNE 1, 1589 E“XLE Page 1 of 1
B1 B&W

BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

INCOMING TOBACCO MATERIAL INSPECTION — MACON FREPARED BLENDS
OF CUT TOBACCO

DEPARTMENT : DEVELOPMENT CENTER - PRIMARY AND QUALITY ASSURANCE,

TECENICAL SERVICES LABORATORY

BRANCH: DEVELOPMENT CENTER

SAMPLI

NG _PROCEDURE:

1.

05254
(6/1/8

Macon blends will be sampled for the following determinations:
(a} Moisture Content

(b) Humectants

(e} Menthol {if applicablie)

Three 1/2 Pint jar samples will be randomly collected from each
container for moisture snalysis and delivered to Development Center's
Quality Assurance Laboratory. There is not a set target moisture
content which applies to every blend. Each blend will have its own
individual target depending upon what final in-cigarette moisture
content is desired. Generally, a container of Macon blend is
considered acceptable if the three moisture samples average target

+= 1.0%. But as a safeguard, if the average is as much as 1.0% from
target, the appropriate product developer should be notified.

A total of five 1/2 pint jar samples will be collected across an
operation for humectant analysis. These samples along with a
Chemical Analysis Request Form in triplicate will be delivered to the
Technical Services Laboratory. The acceptable ranges for GRELANTER
(Propylene Glycol) and CELANDO (Glycerin) are determined by comparing
the results against historical data contained in the P,A.Q. Book.

If the blend 1ls mentholated, three vial samples will be collected
from each container for menthol analysis. A container is acceptable
if its three samples average target to target + 0.070%,

9)
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BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

TITLE: INCOMING TOBACCO MATERIAL INSPECTION - RECLAIMED SEORTS

DEPARTMENT: DEVELOPMENT CENTER - PRIMARY AND QUALITY ASSURANCE,
TECHNICAL BERVICES LABORATCRY

BRANCE: DEVELOPMENT CERTER

SAMPLING PROCEDURE:

[

1, QCollect three 1/2 pint jar samples from each container of shorte for
moisture analysis and send to Development Center's Quality Assurance
Laboratory. The target of the average of the three samples is
13.0%. If the average molgture content ig above or below target,
adjustments will be made at the flavor box to imsure that the correct
percentage of shorts is in a particular blend.

2. If the shorts are mentholated, 2 ounce vials of material will be
collected from each box and along with a Chemical Analysis Request
Form sent to Technical Center for analysis. This information is
required so that if necessary, adjustments can be made at the flavor
box to ingure that a particular blend contains the specified amount
of menthol.

0529M
(6/1/8%)
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BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION PROCETURE

TITLE: INCOMING TOBACCO MATERIAL INSPECTION - CASING AND FLAVORINGS

DEFARTMENT: DEVELOPMENT CENTER - PRIMARY AND
TECHNICAL CENTER LABORATORIES

BRANCH: DEVELOPMENT CENTER

SAMPLING PROCEDURE:

1. All casing and flavoring ingrediente, both liguids and sclids, will
be analyzed by Technical Center before being used ino primary
processing. There is one exception, GOLIC (dematured alcchol).

2. A Z-ounce vial of each material from each container will be collected
and along with a Chemical Analyses Request Form sent to the
Distribution Center. The vials are tinted to prevent damage to those
mpterials which are light sensitive.

3. Technical Center has the standards for each material and will notify
Development center persomnel should one or more of the materiplg fail
to matech ite set of standards.

4, Rejected material will be set aside and disposed of.

0529M
(6/1/89) -
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BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

INCOMING TOBACCO MATERIAL INSPECTION - RECONSTITUIED TOBACCO

DEPARTMENT:  DEVELOPMENT CENTER -~ PRIMARY AND TECHNICAL CENTER LABORATORIES

BRANCH: DEVELOPMENT CENTER

SAMPLING PROCEDURE:

)

3I

&,

0529M

From each container of reconstituted tobacco, collect a 1 pint jar
sample. Since the materlal has been found to be very uniform within
a container, the sample cano be taken from the top.

Submit the gample, properly identified, along with the appropriate .
analyses request form to the Distribution Center in Technical Ceater,

The following analyses wil]l be conducted:

METHOD REPLICATES - ANALYSES

PMNT 4 Propylene Glycol (X As Is)
Glycerin (X As Is)

AIKI 2 Total Alkaloide (X DWB)
Reducing Sugars {I DWB)
Total Sugars (X DWB)
Witrates (X DWB)
Chlorides (X DWB) -
Phosphates (2 DWR)

N3 (CPCL Omly) 2 Amonia (3 As Is)

TpE (CPCL Only) 2 Tobacco pH

1f a container, based on these analyses, does not appear to be
typical of that product, it will not be used in Development Center

production.

Any material three months old or older will not be used. :

(671/89)
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BROWN & WILLIAMSON TORACCO CORPORATION

STANDARD INSPECTION PROCEDURE

INCOMING TOBACCO MATERIAL INSPECTION - WIS

DEPARTMENT: DEVELOPMENT CENTER - PRIMARY AND QUALITY ASSURANCE

BRANCE: DEVELGPMENT CENTER

SAMPLING PROCEDURE:

1.

2.

30

&,

0529M

Each container of WTS received from Macon will be gampled for the -
following determinations:

(1) Moisture Content
{2) Fill Value
{3) Particle Size

Three 1/2 pint jar samples will be randomly collected for moisture
analysis and sent to Development Center's Quality Assurance
laboratory. The target for the average of the three gamples is
13.0%. If the average is either above or below target, appropriate
adjustments will be made at the flavor box to insure that each blend
contains the correct percentage of WIS. Excessive moisture will
cause expanded tobacco to become "lumpy" and/or padding of the
material will be cause for rejection.

A 5 1b. bag sample will be collected and gent to the Development
Center'g Quality Assurance Laboratory for fill value and particle
#ize determinations. The methods used to determine fill walue and
particle size are attached to Standard Inspection Procedure For
Expanded Tobacco. Results will be plotted on graphs and trends will
be reported to appropriate personnel.

The maximum storage time for WIS 1o Development Center ig three
monthe. Any material older than this will be discarded.

(6/1/89)
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BROWN & WILLIAMSON TOBACCO CORPORATION

ETANDARD INSPECTION PROCEDURE

INCOMING TOEACCO MATERIAL INSPECTION - EXPANDED TOBACCO

DEPARTMENT: DEVELOPMENT CENTER - PRIMARY AND QUALITY ASSURANCE,

TECHNICAL SERVICES LABCRATORY

BRANCH: DEVELOPMENT CENTER

SAMPLING PROCEDURE:

1.

Each container of expanded tobaceo received from Macon will be
sampled for the following determinatioas:

(1) Moisture Content

{2) Humectants (CELANDQ)
(3) Fill Value

{4) Particle Size

Three 1/2 pint jar samples will be randomly collected for moisture
analysis. These will be Bent to Development Center's Quality
Asgurance Laboratory. The target moisture content for the average
of the three samples is 13.0%. If the actual average is either
above or below target, adjustments in the amount of expanded
tobacco and/or water added te the cut tobacco blend will be made at
the flavor box. This is to insure that the correct percentage of
expanded tobacco is in a particular blend. Excessive moigture will
cause expanded tobacco to become "lumpy" and/or matted and will be
a reason for rejection.

Five 1/2 pint jar samples will be randomly collected for humectant
analysis, These will be delivered to the Technical Services
Laboratory along with a Chemical Analysls Eequest Form in
triplicate, If the analyses show that the average of the

five samples falle within the range of 1.70% - 2.30%, the container
of expanded tobacco is deemed acceptable. Normal rejection rate is
about 101, ghould it increase significantly, e.g. 20%, the -
appropriate Development Center persconel will be notified. )
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STANDARD INSPECTION FROCEDURE

INCOMING TDBACCO MATERTAL INSPECTION — EXPANDED TOBACCO

SAMPLING PROCEDURE: (Continued)

4,

0529M

A bag sample of about 5 Lbs. of expanded tobacco will be collected
and sent to Developmwent Center's Quality Assurance laboratory. This
sample will be used to conduct £ill value and particle gize
determinations. Fill Value will be determined using the Borgwaldt
Fill Value Method which iz outlined on Technical Center's Standard
Method of Analysis No. SM-130. Particle gize will be determined
using a Rotap Shaker. The method ie contained in Technical Center's
Standard Method of Analysis No. SM-135.

Results will be plotted on graphs, and trends that develop will be
reported to appropriate Development Center personnel.

Copies of the fill value and particle size methods are atteched as
is a copy of the Chemical Analysis Request Form.

The maximum storage time for expanded tobacce in Development Center
is three months, Any material kept longer will be discarded.

{6/1/89)
Attachmenks

620011504
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BROWN & WILLIAMSON TOBACCC CORPORATION
Eezesrch Department

Standard Method of Analysis

Method Wo.,: EM-130 Date Issued: November 23, 1982
BORGWALDT FILL VALUE
¥r., €. B, Jenkins

Mr. T, D, Marguess
Distribution

1. Dr. J. H. Lauterbach
2, ¥Mr. J. F. Nall

3, ¥r. C, B, Jenkinos

4, ¥r, T, D. Marquess
5. Mr, M, §. Frank

6., Library (2)

7. Greens
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BROWH & WILLIAMSON TOBACCO CORPORATIOR

Research Department

ke 11

Standard Method of Analysis

Method Mo.: SM-130 Date Iasued: Noveaber 23, 1882

Method Class:

Title: Borgwaldt Fill Value

Authors: Mr. C, B. Jenkins (7 2. (gtnd{35~n <?1-
/7 d

Mr. T. D. Marquesse

Sunpary: A known welght of tobacco 1s compressed by a standard welpht in
a specific ¢ylinder., The compressed volume is determined and
£111 valve reported as cc/g.

Sample Sirze: A4 10 g - 20 g sample 15 required,

Range and/or Sensitivity: This test may be used on all cut tobaceos.

Precision: The pocled percent relative standard deviation (X RS5D) of this
method is estimated to be 1.20%., This was generated by
averaging the ¥ RSD from three replicates from each of 25
sanples. This estimate represents both the within and
between~day method variation,

Analysi; Time ~ Setup: (man-bours) - 0.3

~ Take—down: (man—heurs) - 0.2

~ Vsriable: {(men-hours/sample) — 0.2

Approved for lasue: Date:

Date:

620011506
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Principles of the Method

A defined weight of cut tobacco 15 compressed in a cylinder under »
3 kg (free-fall) load for s durstion of 30 seconds. The sample
weight and the height of the compressed tobaceo column are used to
calculate the £1lling power of the saxple expressed as'ic{g.
Results are reported at testing moicture (uncorrected) and st a

calculsted moisture content of 142 (corrected).

Kange and Sample Size

Sample sire depends on both the tobacco type and its moigture.
Expanded tobscces pormaliy require about 10 g. Wet nonexpanded
sazples could require more than 20 g, The conpressed sample pust
read at least 20.00 om on the display to be reliable. -

Safety Precautions

Normal safety precautions are employed.

Interferences and Correlative Measurements
No chemical interferences have been reported for this method. Fill

I-%*  Particle size will

value results depend on sample molsture.
also influence results.’ Samples should be divided to test size

on a T1iffle sample splitter.

Precision:

The pooled percent relative standard deviarion (X RSD) of this methed is
estimated to be 1.20%, This was generated by averaging the % RSD from
three replicates from each of 25 samples. This‘estimate represents both
the within and between—day method variation.

Appatatus

6.1 Borgwaldt Digital Densimeter DD-30,

6.2 Balance, Top loader, 1000 g capacity (accurate to + 0.1 g).

6.3 Plexfglass shield for balance.

6.4 Weighing pap capable of holding 20 g of cut tobacco. -

6.5 Wide-mouth funnel. -

6.6 Beaker brush.

6.7 Eiffle sampler, supplier, Fischer Sclentific #04=942A,

620011507
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7. ¥eagents or Standards
Ho specisl reagents or standarde are required for this determi-

natien.

8. Standardization or Calibration
Calibration of the Dengimeter consists of checking that the digiral
display reading corresponds to the positien of the piston resting
at a predetermined bheight. l
8.1 Set the directional switch RICHTUNG, located on the front
plate of the digital display unit, to the left,

8.2 Turn the preselection counter on the display unit to
| “+20. 000", )
8.3 Set the CIGARETTES/TOBACCO ewitch to TOBACCO and the timer
toe 3 (30 meconds).
B.4 Place the fitted 1 kg welght on top of the piston.
B.5 Place the gray circular spacer (2,0 em in heipht) into the

conrainer for cut tobacco. Place this contaioer with {ts
lower key set on the guide bar in the center of the base
plate and slide against the stop,

8.6 FPress the START butten, When the measuring head reaches
the lover resting position, press the set key “A" located
on froot of the display unit. The dieplay will show a
value of 20,000, .

8.7 ¥hen the period (30 seconds) eet on the timer has elapsed,
the measuring bead will returs to Its upper po:iti;n and
the display should remain st 20.000 x 0:008,

8.8 Remove the gpacer from the cut tobacco container.

8.9 Eepeat calibration steps B.5~B.8 after every ten samples
{see Operational Note 12.1).

§ . Procedure
9.1 Obtajin a representative sample by "quartering or -
splitting,”™ ontil the sample f{s %5 g of the desired
sample welght (see Operational Rote 12,2).
9.2 Accurately weigh the tobscco sample to 0.1 g and record the
weight. Wormally, & 20 g sample 15 used for blended
tobaccos (see Operational Note 12.2),

620011508
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9.3

9.4

9.6

9.7

PAGE 5 OF 8

Remove snd F111 the cylinder with the tobacco sanple using
a widemmouth Funnel. Avotd excesgive handling of the
tobacco, Gently level the tobacco in the cylinder. DO KOT
PRESS THE SAMPLE DOWN INTO THE CYLINDER MORE THAN

NECESSARY. Refit the cylinder onto the fnstrument vith the

1 kg welipght artached.

Press the START button on the front of the Borgwaldt
fostrument to begin the test cycle.

Record the reading on the display unit after the test
interval of 30 seconds has elapeed and the piston has
lifted.

Remove the cylinder and transfer the tobacco to an appro-
priate contaiper, seal, and subait for meisture lnalysis:
Brush out any remaining particles. Each succeeding sample
can be tested by repezting steps 9.1-9.6.

When fipished, turs the unit off and remove the 1 kg fitted
welght from the top of the piston.

Calculatiens

Uncorrected Fill Value (UFV) is calculated as follows:

wfy D2 H]):
UFV (cc/g) (11 7 1o =W

H = The sample helght digplayed on the uanit (mm).
D = The inside diameter of the cylinder {5.948 cm).

W = The tobacco sample weight (g2).

This formula can be condensed to the following:,

OFV (celg) = 27.786
— A0 27786 %

See Operational Rote 12.3,

A Corrected Fill Value {CFV) may be calculated for some tobaccos

(sece Operational Note 12.4).

.. 620011509
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Quality Control Procedures

A QC procedure is currently being developed for this test., Thie

procedure will be implemented wvhen approved.

Operational Notes

12.1

12.3

12,4

If a variation greater than 20.D000 £ 0,010 eccurs, check
to be sure that the measuring head, spacer, and cylinder
are clean snd tobacco free. Algo check to be sure that the
transducer is properly positioned.

Different tobaccos may require differect soample welghts,
Expanded tobaccos normally require 10 g samples due to
tobacco expansion. Wet samples could require more than

20 g. It 1% necessary to obtain a reading on the display

af at least 20,000 mm. 10 helight from a sample, Therefore,

the weipght may have to be ndjus;ed accordingly.

Because moigsture affects £f11l wvalue, present practice is to
precondition tobacco ar 75'F and 60X RH prior to fill wvalue
measuTenents, The £1ill value test Is also carried ocut at
75°F and 607 RH to minimize changes in semple molsture
during testing. Uncorrected results are reported at condi~
tioned tobacco molstures., Tobacco samples conditicned at
the sape relative humidity and tenpersture may have diffe-
rent moisture contents due to the different sorptive
properties of varicus tobaccos. .

Cotrrection factors have been reported for some tobaccos and
blends besed on the relation betweep f11l value and
mofsture, These factors allow £111 wvalue results to be
expressed at any desired sample moisture. Current correc—
tion factora sre given in the Appendix. These factors will
be updated as Information becomes mvailable,

- 620011510
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APPENDIX

BORGWALDT FILL VALUE HOISTURE CORRECTION

Application: In comparing either blends or blend components, moisture
differences must be removed as a covariable, The factors 1isted below
apply to molsture ranges from BI to 1BY for components and 12.51 to 152
for blends. If moisture vesults are cutside these ranges, condition the
tobacco so that it falls within these ranges.
Equation: After measuring f11} value and molsture content on the same
sample, calculate “corrected™ £111 value with the following equation: -
CFY = UFV 4 B (T-¥) + C (1% - ¥?)
when CFV = corrected fill value (cc/g)
UFV = "ap=fs" £i11 value (cc/g)
H = moisture of sample (X)
T = target molsture {14%)

B and C = moisture correction factors

Correction Factors B and C: The correction factors, B's and C's, listed

below are used in the above equaticn.

Material b _c
WTS -0.9% 0.02
LNB-WTS -0.92 0.02
G-13 -1.28 0.0z .
G=13-C =-1.10 0.02
PJS (30 CPI)* -1.11 C.03
Lanina/PJS -0.66 0.01
et 3 —0.b 0.007

Blends E L
Domestic, MOORGATE and -0.76 0.01

Export W/G-13
or G-13-C
*CP] is cuts per inch.

The correction factors apply to finished product.

. 620011512
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BROWN & WILLIAMSON TOBACCO CORPOBRATION
Research Department

Standard Method of Analysis

Method No.: SM-135 Date Issued: February 2B, 1983
TOBACCO PARTICLE SIZE DETERMINATION

T. D. Marquess
Distribution

1. Dr; J. H. Lauterbach
2. Hr. 1. F. Nall

3. Mr. T. D. Marquess
4. Mr. M. 5. F;ank

5. Library (2)

6. OGreens

- '620011513
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BROWN & WILLIAMSON TOBACCO CORPORATION
Research Departwent

Standard Method of Analysis

Method No.: SH-135 Date Issued: February 28, 1983

Hethod Class;
Title: Tobacco Particle Size Determination
Author: Mr, T. D. Marquess
Summary: & weiphed sample of cut tobacco is wechanically shaken and
sieved for a preset time length. The amount of tobacco re-
tained on each sieve is expressed as a percentage of the whole
sample.
Sample Size: A 20 g - 50 g sample is required.
Range and/or Sensitivity: This test may be used on all cut tobacco.
Precision: The relative standard deviations on accumvlative percent
obtained from control samples, at the 49 and ~14 mesh screen
levels, are 4.0 and 6.8%, respectively. These data were
collected over a 20 day period.
Analysis Time - Setup: {man-hours) - 0.5

- Take-down: {man-hours) - 0.2

- Variable: (man-hours/sample) - 0.04

Date: }/?.—.C"/f}’

Date: ﬁ??/i'r/f‘.—'

Approved for issue:

. 620011514
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Principles of the Method

A defined weight of cut tobacco is wmechanically tapped and shaken
through preselected sieves for a set period of time. The weight,
gieve sizes and analyses time are dependent on the type of tobacco
to be analyzed. The weight of the tobacco retained on each sieve
is caleulated and expressed as a percentage of the total weight of

the tobacco sample.

Range and Sample Size

Sample size depends on the type of tobacco analyzed.
2.1 Cut Tobacco/WTS - 50 g +10 g.
2.2 Expanded Tobacco ~ 20 g 15 g.

Safery Precautions

Normal safety precautions are employed.

Interference and Correlative Measurements

No chemical interferences have been reported fer this method.
Moisture will affect particle size distribution (PSD) by causing
padding (high moisture) or break up (low moisture). The sample
should be ser out on a conditioning screen under preset standard
conditions (7%° + 2°F: 60% &+ 2% R.H.) for 24 hours or until
equilibrium moisture oeccurs. Samples should be divided to test
size on a riffler sample splitter or equivalent equipment. (See

Operational Notes = 12.3 and 12.4.)

Precision

The relative standard deviations of the method, based upon
sccumulative percents for +9 and =14 mesh screens, are 4.0 and
6.8, respectively. These values were calculated using data

obtained on 20 days of testing from BUGLER coatrol asmples.

Appatatus
6.1 ROTAP Testing Sieve Shaker, Model B.
6.2 U.S. Standard Testing Sieves, ASTM E-11 Specification,

stainless steel, sires.

620011515
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6.3
6.4

6.5

PAGE 4 OF 7
6.2.1 Cut Tobacco/WIS ~ Tyler Equivalents Nos. &, 9,
10, 14, 24, and 32 plus iid and pan.
6.2.2 Expanded Tobacco = Tyler Equivalents Ros. 6, B,

10, 14, 20 and 2B plus lid and pan.
Timer, Grey Lab Darkroom, Model 300.
Balance, Top loader, 1000 g capacity {accurate to
£0.01 g).
Riffler sampler splitter, supplier, Figher Scientific
#04-9524A.
Beaker brush.

Weipghing container.

Reagents or Standards

No special reagents or standards are required for this determipa-

tion,

Stapndardization or Calibration

8.1 Check balance for level and zero.
8.2 Accurately tare a1l siever and weighing pan (see
Operational Note - 12.2),
8.3 Tare out sample weighing container.
Procedure
9.1 Arrange tared sieves in proper stacks, descending in order
according to Tyler Equivalent Nos. as follows, and place
stack on ROTAF.
9.1.1 Cut Tobacco/WIS — Tyler Equ{§alent Hos. 6, 9,
10, 14, 24, 32 and pan.
9.1.2 Expanded Tobacco - Tyler Equivalent Kos. 6, 8,
10, 14, 20, 28 and pan.
9.2 After taring the container, carefully place the PSD gample

into the container and accurately weigh to 0,01 g. Record
the weight. Sample weight should be within the following

ranges (see Operational Note - 12.4).
9.2.1 Cut Tobacco/WES - 40 to 60 g range.
9.2.2 Expanded Tobacco = 15 to 25 g range.

620011516
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9.3 Empty the sample from the weighing container into the top

of the sieve gtack.

9.4 Set the timer as follows, turn on ROTAP and allow the
instrument to run for the proper time interval.
9.4.1 Cut TobaccofWIS - 45 seconds.
9.4.2 Expanded Tobacco — & minutes.

9.5 BRemove Che stack and individuvally weigh and record the

weight from each sieve and the bottom pan.
9.6 Discard the tobacco, unless specifically asked to save the
individual fractions, and brush sieves and pan clean. Each

succeeding eample can be tested by repeating steps 9.1 -

9'6.
9.7 - When finished, turn the ROTAP unit, timer and balance off.
Calculations

Results from PSD are reported as percent retzined on the various
sieves and as cumulative percents retained above and below certain
designated sieve sizes. Example: +9 mesh and -1% mesh screens.
10.1 Percent retained calculations for the individual sieves and
pan are derived from the following formulam and reported to

two places (0.00).

% Retained Per Sieve = Tob. Wt. Retained on Individual Sieve

Total Tob. Wt. Retained on all Sieves and Fans

10.2 The original sample weight wust be compared with the total
weight of tobacco retained on all sieves and pans. I1f the
recovered weight is not equal to 100 ¢ 2T of the original
weight, an investigation should be made.

10.3 Cumulative percentages are determined by totaling the indi-
vidual percents obtained from the top of the stack down to
and including the designated cieve. {(Example; +9 mesh).
To find a cumulative percent below a certain sieve level,
total the percents obtaiped down to and including the
designated sieve and subtract that total from 100. Resulces

are reported to two places.

- 620011517
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Quallity Contrel Procedures

11.1

11.2

11.3

11.4

11.5

Obtain a bulk sample of cut tobacco and condition for 24
hours at 75° « 2°F; 60X + 2X R.H.

Usiog a riffler or ¢arousel splitter, split the tebacco
gample until semple sires of 50 + 10 g are obtained.

Flace the control samples in pint Mason jars and seal
tightly.

Apalyze three of these control samples during the course of
operation, One is analyzed at the beginning, one is ana-
lyzed during the middle of day/cperation and one when
testing is completed.

Average the cumulative percent results for the +% and ~14
sieves and calculate the ranges, These averages and ranées
are pletted on X bar and R charts (ref. 1}.

If any one of the results obtained on contrels falls out-~
side the limits of control charts, sieves should be checked

and retared, Another control should then be analyzed,

Operational Notes

12.1

Installation, Maintenance and Adjustments.

12.1.1 The ROTAP unit pust be firmly mounted to the
floeor or lab bench by placing two belte in the
mounting holes located on the instrument's base.

12.1.2 The friction points use oil impregnated bronze
bearings but an occasional drop of eoil an be
needed ., . -

12,1.3 Adjust the sieve support clamp sc when the com-
pleted stack, 1id snd sieve cover are im place,
the top edge of the sleve cover will align with
the top edge of the carry plate.

12,1.4 Adjust the vertical actuzting rod so that the
bamper drop, measured from the top of the eIz

rise to the center of the cork in the gieve
cover, is 1 5/16™ + 1/16".

620011518
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12.2

1.3
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FAGE 7 OF 7

1t is suggested that the sieves and pan be tared to the
Same welght. This may be accomplished by adding brass
strips and/or sclder around the outside circumference,
This allows the weights of the sieves and pan to be tared
out on the balance and each sieve's tobacco weight to be
read directly.

Any sample outside the range of 10 — 15X moisture content
should be conditioned at 75% + 2'F; 60 + 2X R.H. for at
least 24 hours. This is accomplished by spreading a thin
layer of sample (about 1") on trays and positioning the
trays so as to allow free air movement.

Bulk samples greater than the required sample weight sho?ld
be split usipg the riffler or carousel splitter until the

proper sample size is obtaiped.

13.0 Referenoces

1.

DO&le
klc/R2

Craio, W, 0., "Shewvhart Comtrol Charting,” SH~136, (6-9-80).

620011519




Ccl

c2

c3

c4

C5

4
B&W

SECTION C

FABRICATION

FILTER ROD MANUFACTURE

CIGARETTE INSFECTION - SAMPLE MAKING
GARRANT-4 TRIM CEECK

CIGARETTE ENDS STABILITY

PACKAGE INSPECTION - SAMPLE PACKAGING

INDEX PAGE 5 OF 7

620011520




DATE: MAY 1, 1989 ﬁ’ﬁ Page 1 of 2
0l Baw

BROWN & WILLIAMSON TOBACCO_CORPORATION

STANDARD INSPECTION FROCEDURE

TITLE: FILTER ROD MANUFACTURE
DEPARTMENTI:  DEVELOPMENT CENTER FABRICATION

BRANCE: DEVELOPMENT CENTER

SAMPLING & TESTING PROCEDURE:

1. Once the filter rod maker is running satisfactorily and the filter
tow being processed is correctly aligned, begin collecting sample
rods for the following determinations:

a. Circumference (mm)

b. Pressure Drop (in.)
c. Weight (mgs/100 rode)
d. Plasticizer (%)

2. To determine filter rod circumference, randomly collect 10 rods
from the catcher table of the rod maker and measure their
individual circumferences using a Filtrona Automatic Tape
Circumference Gauge. If the average circumference of the 10 rods
is within * .05 mm from target, the rods are on target. A second
and third 10 rod sample will be taken and measured for
confirmation. If the average circumference of the 10 rod initial
sample is ocutside the limits, collect and measure two additional
sets of 10 random rods. If three consecutive sets of sample rods
exceed the specified limits, adjust the rod maker. Continue the
process until three consecutive sets of sample rodg are within
allowable circumference variation. Rod circumference is then
deemed to be on target.

3. Filter rod pressure drop will be determined the same time as
circumference 18 being determined since there i an inner
relationship between the two. The average rod pressure drop will
be determined uging the same gsampling scheme and format that is
used for average rod circumference determinations. At the time
10 random rods are collected for circumference measurements, a
second 10 will be collected and meagured in a Filtrona Automatice
Pressure Drop Gauge. The allowable limits for pressure drop are
* .05" from target. Three consecutive sets of 10 rod camples
must average within the specified limit before the pressure drop is
congidered on target. While, three consecutive sets of 10 rods
must average outside the apecified limits before a machine
adjustment iz made.

620011521
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PROWN & WILLIAMSON TOBACCO CORPDRATION

DEVELOPMENT CENTER FILTER ROD MANUFACTURE & USAGE

NO.OF TRAYS PROJECT HO.

LENGTH |[MM) W TOW ITEM CIRCUM. —. +/— 08
PRESSURE DROP {IN.} t/—8 NO. ANCHOR LINES
MOMNITOR MACHIMESPEED —_________RPM PLASTICIZER -
O TEXHILL fPITLOW
DRY WT r—————
O TRIACETIN
WET WT —_——— —— d TRIACETIN MENTH.
“Pz ] TILBOX  UNCARP
TRAY NO WT (MG/ROD) CIRC. (MM } F.D. {IN.} DATE USED /PRGJECT NO.
COMMENTS Gaﬂﬂl1522———
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STANDARD INSPECTION PROCEDURE

FILTER ROD MANUFACTURE

SAMPLING & TESTING PROCEDURE: (Continued)

4.

10.

0438M

When the average rod circumference and pressure drop are on
target, groups of 100 random rods will be collected and weighed to
determine the "wet" welght of the rods., Three groups of 100 rods
will be collected, weighed, and averaged. This average "wet"
weight will be used to determine the percent of plasticizer.

To determine the plasticizer percentage, turn off the plasticizer
applicator, wait one minute, and then collect 100 random "dry"
rods. Weigh three consecutive groupa of 100 dry rods and then
average their weights. Percent plasticizer is calculated using
this formula:

AVERAGE "WET" WEIGBT - AVERAGE "DRY'" WEIGHT X 100G = % PLASTICIZER
AVERAGE "WET" WEIGHT

The allowable plasticizer variations is target * ,5Z

At maker start-up, all rods will be discarded until circumference,
pressure drop, weight, and plasticizer are on target or within
allowable limits,

Once the maker is producing acceptable gquality rods, the rods will
be put into trays holding approximately 4,000 rods.

A minimum of one circumference, pressure drop, and weight
determination will be done on each tray as the rods are being made
and trayed.

Trays of rods outside the specified limits will be discarded.

The data generated during the manufacture of a quantity of sample
rods will be recorded on a Development Center Filter Rod
Manufacture & Usage Form. A duplicate will accompany the rods to
the cigarette making area. A copy of this form is attached.

(5/1/89)

Attachment 620011523
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TITLE:

MAY 20, 1989 dg Page 1 of &4

Wi

B&W

BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

CIGARETTE INSPECTION - BAMPLE MAKING

DEPARTMENT DEVELOPHMENT CENTER - FABRICATION

BRANCH:

DEVELOPMENT CENTER

SAMPLING & INSPECTION PROCEDURES:

1.

Select an appropriate cigarette maker to make a designated sample
product. After the maker is properly aligned and rumning
efficiently, begin sampling and iuspecting the product,

Measure the following parameters throughout the sample's production
time:

A,

B.

Cigarette Weight

Wait approximately two minutes each time the maker 1s started
before collecting samples for weight determinations. Randomly
collect groups of 100 cigarettes by taking some from each side
of the catcher's table. Weigh these consecutive groups of
cigarettes., If each consecutive group is within * 10 mgs. of
the target, the weight iz considered to be on target. If three
consecutive group weights are out of the specified limits,
check the maker to insure that the tobacco hopper ie properly
filled, the trim knives are in proper position, the Accu-Ray
source box pass tube ig clean, etc., before making a weight
adjustment on the Accu-Ray Weight Controller.

After a correction is made, repeat the weighting process until
the weight is on target. Record the weights in the column on a
Weigh Sheet Form. A copy of the Weigh Sheet Form iz attached.

Circumference

Randomly select groups of ten cigarettes including some from
each gide of the catcher'z table. Measure circumference using
a Filtrona Automatic Gauge. If three consecutive groups of
ten cigarettes average within + ,05 mm of the target, the-
cigarettes are on target. If three consecutive groups average
outside the limits, or if it 1s obvious that the cigarettes are
out of specification, make &n adjustment to the folder and/or
take other corrective action. Hecord tbe circumference date on
a Weigh Sheet Form.

620011524
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STANDARD INSPECTION FROCEDURE

CIGARETTE INSPECTION - SAMPLE MAKING

SAMPLING & INSPECTION PROCEDURES: (Continued)

3.

€. Ventilatien

The sampling scheme for ventilation measurements will be the
same as that for circumference. Ventilation data will be
determined using a Filtrona Ventilation Gauge. If three
consecutive groups of 10 cigarettes are within the specified
limits, the cigarettes are considered to be on target. If three
consecutive groups fall outside the specified limits or if an
obvious fault ig noted, corrective action will be taken such as
adjusting or cleaning on-line laser equipment, changing tipping,
and/or adjusting tipping adhesive application, ete., The
acceptable limits for ventilation are % 3% from target.
Ventilation data will be recorded on a Weigh Sheet Form.

D. Open and Sealed Pressure Drop

Open and sealed pressure drops are measured on the Filtrona
Ventilation Gauge. These readings will be taken on the same
group of cigarettes used for ventilation testing. Target values
and deviation for these measurements are usually established by
the Product Developer whose sample is being made, significant
variation from target should be reported ko the developer for
corrective action.

Determine the percent trim at least once during any given period of
gpample manufacture. The target for a Garrant-4 maker is 30% = 5%,
but this target can be deviated if required to improve cigarette
physical quality. Refer to Standard Inspection Procedure for Trim
Checks for detaile on conducting this test.

Determine the ends mtability of the product being made at lease once
during manufacturing time. Acceptable ends stability is 15 mgs or
less. Refer to Standard Imspection Procedure for Ends Stability
Testing and corrective action if necessary.

Monitor the sample cigarettes throughout the production run for
physical defects and/or imperfections.

A. Defects

(1) Loose Tip

Any tip not attached at least half way around the cigarette.

620011525
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STANDARD INSPECTION PROCEDURE

CIGARETTE INSPECTION — SAMPLE MAXING

BAMFLING & INSPECTION PROCEDURES:

A, Defects (Continusd)

(2) gCork Wrap "A"

An exposure of any portion of the filter or cigarette
paper due to faulty wrapping of the tipping paper.

{3) Air Pockets

An air space between the cigarette and tipping paper,
less than half way around.

(4) Torn
Any tear or hole in the cigarette paper.
(5) Appearance
Any duvst, dirt, lubricant, ink smear, water and/or

flavoring spets, wrong sample code number, no print on
any portion of the cigarettes.

(6) Open Seams

An opening on all or any portion of the cigarette which
allows tobacce toc be exposed.

B, JImperfections

(1) Cork Wrap "R"

Any wrinkle in the tipping or failure of the tipping to
adhere to itself.

{2) Raw Seams

Any geam that can be "pealed back™ at least 3/4 of the
seam width along the entire seam length. .

(3) Long and Short Tipping

Any tipping that is 1 mm or wmore longer or shorter than
specification.

- 62001152¢
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STANDARD INSPECTION PROCEDURE

CIGARETTE INSPECTION - SAMPLE MAKING

BAMPLING & INSPECTION PROCEDURES:

B, Imperfections (Continued)
(4) Print

Any too dark or too light, smeared, and 1 mm or more out
of register.

(5) BRad Cut

Any rough, jagged, or glanted cut on either end of the
cigarette.

(6} Mashed or Wrinkles

Any vrinkle in the cigarette paper or mashing in any area.
{7) Bard or Soft

Any cigarette which obviously containe too much or too
little tobacco.

(8) Loose Ends

Any cigarette having insufficient tobacco in its tobacco
section end.

6. Correct for defects and/or imperfections as quickly as they are
found.

04%0M
(5/20/89)

. 620011527
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DATE:

TITLE:

MAY 20, 1989 m,g Fage 1 of 2
03 B&W

BROWN & WILLIAMSCON TOBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

GARRANT-4 TRIM CHECK

DEPARTMENT:  DEVELOPMENT CENTER - FABRICATION

BRANCH: DEVELOPMENT CENTER

SAMPLING & INSPECTION PROCEDURES: -

1.

Once a Garrant—4 cigarette maker is running efficiently and
producing acceptable quality tobacco sections, determine the
cigarette weight.

Weigh groups of 100 cigarettes until three consecutive groups are
within * 10 mgs of the specified target,

Make sure the top and bottom trim kmives have not topped or
bottpmed out. :

With the maker running at target speed of 2500 CPM, use a pretared
container and for 30 seconds catch the trimmed tobacco as it exits
the trim return unit.

When catching the trimmed tobacco, make certain that the tobacco
hopper of the maker is filled to its normal capacity.

Weigh the accumulated trimmed tobacco and then convert the weight
in grams to percent trim by using the charts which are available at
the weighing station. A copy of one of these charts is attached.

The formula used on these charts to compute percent trim is as
follows:

2 TRIM = WEIGHT OF TRIM X 100
CIGT. NET WGT X NO. OF CIGTS/30 SECOND

Nortnally the target for percent trim iz 30% % 5%, providing that
the ends stability of the cigarettes being made is 15 mgs or less.
If ends stability is greater than 15 mgs, the percent trim will be
reduced beyond the gpecified limits, if necessary, by changing the
feed gear in the maker's tobacco hopper. Reducing tobacco
throughput and consequently percent trim increases tobacco particle
size and usually improves ends stability.

620011529




03 w Page 2 of 2

B&W

STANDARD INSPECTION PROCEDURE

GARRANT-4 TRIM CHECK

SAMPLING & INSPECTION PROCEDURES: (Continued)

2. If the percent trim exceeds the limits of * 5% from target, care
should be taken in changing feed gears so that what results will
not detrimentally affect the ends stability of the product being
made.

10. A minimum of one trim check will be conducted for each sample
product produced and the results will be recorded on the
Development Center Work Request for each particular product.

0490M
{5/20/89)
Attachment

620011530
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DATE: MAY 1, 1989 ‘g‘ Page 1 of 1
(4 B&W

BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

TITLE: CIGARETTE ENDS STABILITY
DEPARTMENT:  DEVELOPMENT CENTER - FABRICATION

BRANCH: DEVELOFMENT CENTER

SAMPLING & TESTING PROCEDURES:

1. An ends stability determination will be conducted on each gample
where a blend change is imvolved.

2. A Borgwaldt Ends Stability Tester will be used.

3. Once a cigarette maker is running gatisfactorily with good
cigarette weight and overall quality, a sample of 100 randem
cigarettes will be collected and grouped weighed. If the group
weight is on target or within * 10 mgs, the cigarettes will be
divided into two groups 50 each and placed in the tester with
their tobacco ends facing toward the ends of the tester.

4. The Borgwaldt Tester is pre-set to make 268 revolutlons and will
stop automastically.

5. After testing, the 100 cigarettes are weighed again. The
difference between the weight of the cigarettes before testing and
afterwards is the ends stability in mgs.

6. An ends stability reading of 15 mgs or less would be acceptable.

7. If the reading exceeds 15 mgs, another sample will be collected
and tested.

8. If the retest iz still above the acceptable limit, the cigarette
maker will be stopped and corrective action will be taken.

9, After corrective action, such as a feed gear change, another test
will be conducted.

10. Results of the tests are reported on the Sample Specificatioa
Sheets and are kept in a permanent Developwent Cernter log book.

D455M
{5/1/89)
Attachment

620011532
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(3

BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD TNSPECTION PROCEDURE

TITLE: PACKAGE INSPECTION -~ SAMPLE PACKAGING
DEPARTMENT : DEVELOPMENT CENTER - FABRICATION

BRANCH: DEVELOPMENT CENTER

SAMPLING & INSPECTION PROCEDURES:

1. The primary purpose of this procedure is to detect and correct
faulty packer functions. However during the process, any cigarette
defect andf/or Imperfection noted will be reported to the Cigarette
Making Supervisor.

2. Begin the inspection by ejecting and then inspecting 12 consecutive
packages once the packer is running efficiently. The packages will
be ejected at the packer ejection trough and will be inspected to
determine if the packer arbors and compression pockets are in goed
¢condition, This will be done for each sample product packaged.

3. Inspect these packages for label and foil defects and imperfections
which are described below:

A. ROLL LABELS
(1) Defects

(a) Dirty - Any form of dirt, grease, or other foreign
materials on the labels.

(b} Register - All geams will be formed properly and be
within 1/8" of theoretical fold lines.
A notch of more than 1/156" at the top of
the label will be unacceptable.

(c) Fold ~ Must be such that the printing on the bottom
of the package is clearly visible.

(d) Seal — Must be adequately sealed to prevent turming

back of any portion of the side seam or
bottom fold.

620011533
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STANDARD INSPECTION PROCEDURE

PACKAGE INSPECTION — SAMPLE PACEAGING

SAMPLING & INSPECTION PROCEDURES:

A. BROLL LABELS (Countinued)

(2)

Imperfections

(a) Register — Any seam which is not parallel to the
theoretical fold line but bas less than
1/8" deviation. Any fold which does not
fold over itgelf, but does not have a
notech greater than 1/8".

(b) Fold - The top of the label ghould be within 1/16"
of the top of the foil fold.

B. CUT LABELS

All defects and imperfections 1ligted for roll labels apply for
cut labels except for the second sentence of Item 2 under
defects.

Cc. FOIL

{1} Defects

(2)

(a) Opep - Any exposure of the cigarettes either top,
bottom, or side due to faulty folds.

(b) Appearance - Any scratches or marke on the feil
which allow the paper backing to ghow
through.

(c} Torn - Must be free of tears.

Imperfections

(a) Fold - Any wrinkle or poor “dead fold" on the side
or bottom which does not expose the
cigarettes.

620011534
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STANDARD INSPECTION PROCEDURE

PACEAGE INSPECTION - SAMPLE PACKAGING

SAMPLING & INSPECTION PROCEDURES: (Continued)

4, The following materials will be monitored for defects and
imperfections and corrected if necessary throughout the packaging of
any given gample:

A. CLOSURES
(1) Defects

{(a) Position — Must be centered and parallel to the
package sides. Deviation not to exceed 1/8".

(b) Adhesion — Must have two glue lines and be bonded to
the label,

(¢) Correct Closure — Must be the correct one specified for
the specific product being packaged.

(2) Imperfections

Position - Any deviation less than 1/8" from parallel to
the gides. Any closure which is not equally
distributed on each side of the package.

B. FILM
(1) Defects
(a) Melted - Any melted area in any position on the package.
(b) Wrap - Any wrap so tight the package can not be pulled
out and/or so tight that the package is bowed or

wrinkled.

{c) Sezl - Any ungealed area where air can enter between
the film and label.

(2) Imperfections

(a) Wrinkles & Creases — Any wrinkle or crease which does
not interfere with proper seam
seals.

(b) Wrap - Any wrap so loose that it looks *baggy" around
the package.

620011535,
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STANDARD INSPECTION PROCEDURE

PACKAGE INSPECTION — SAMPLE PACKAGING

SAMPLING & INSPECTION PROCEDURES:

4. The following materials will be monitored for defects and
imperfections and corrected if necespary throughout the packaging of
any given gample: (Continued)

C. TEAR TAPE
(1) Defects
{a) Length - Must completely encircle the package.
(b) Adhesion — Must be completely adhered to the film,

(c) Alignment - Must fold upon itself or be gapped no
more than the width of the tear tape.

{d) Pull Tab - Must be cut properly and be 1/8" in length.
(2) Imperfections
{(a) Alignment - Any gap between the ends of the tear tape
where they must meet on the package is an

imperfection.

{b) Location - Must be 3/16™ = 1/16" from the top of the
package.

D. CARTONS
(1) Defects

(a) Code Dating -~ Wrong sample number stamped on carton.

(b) Adbesion - Must be gealed along entire gluing area.

{c) Folds - Must fold correctly along all carton scored
linESO

(d) Appearance — All dirt and grease marks, tears, folded
flaps, creases, and etc., are unacceptable.

(2) Ioperfections
{a) Code Dating ~ Must be legible.

{(b) Adhesion - Carton long flap will bhe properly sealed.

620011536
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STANDARD INSPECTION PROCEDURE

FACKAGE INSPECTION - SAMPLE PACKAGING

SAMPLING & INSPECTION PROCEDURES:

5. Before any packages are placed into cartons, six packages will be
tested on the CEP Pack Tester. A reading of 50 or more on each
package indicates that the top, bottom, and side seals on the film
overwrap are gatisfactory.

6. At least once each day, the various detection systems on the packer
and overwrap machines will be tested.

A. Missing Cigarette — Two broken cigarettes should be inserted
in the veine of the packer in such a way
s0 as to activate both the front and back
missing cigarette and ends detectors.

B. Missing Foil - A& package should be inverted in the chute
exiting the packer and entering the overwrap
machine to activate the missing foil detector.

C. Migsing Closure — A closure should be removed from a package
to activate the bell alarm in the chute
leading to the overwrap machine.

D. Missing Tear Tane — The tear tape if removed from the micro
switch on the overwrap machine should
stop the machine.

7. Package quality will be closely monitored by the packaging crew who
will notify the supervigor if a problem oeccurs.

0490M
(5/20/89)
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Macon, GA
1
BROWN & WILLIAMSON TOBACCO CORPORATION
TRAVEL SCHEDULE
DATE: December 1, 1989
DISTRIBUTIONR: K. A. Manecke, B, A. Bandy
ITINERARY OF: ¥. A. Manecke and T. E. Bobbitt/mbh/399
TIME FLIGHT NO,
ATE DESTINATION LEAVE ARRIVE {(Other)}
11/4/89 Atlanta, GA 2:56 PM 4:08 PM Delta 597
Macon, GA Rkental Car
11/5/89 Atlanta, GA Rental Car
Louisville, KY 8:48 M g:55 M Delta 292
6007T
HOTEL OR
OTHER
ADDRESS: Best Western
Riverside Drive
Macon, GA
PURFPOSE OT
TRIF: Assist of production of Macon/Development Center comparison samples.

620011538
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Macon, GA
1
BROWN & WILLIAMSON TOBACCO CORPORATION
TRAVEL SCHEDULE
DATE: September 13, 198%
DISTRIBUTION: X. A. Manecke, B. A. Bandy
ITIRERARY OF: X. A. Manecke/mb/967
TIME FLIGHT KNO.
DATE DESTINATION LEAVE ARRIVE {Gther}
g/18/89 Atlanta, GA 9:57 &AM 11:09 AM Delta 401
| Macon, GA Rental Car
9/22/89 Atlanta, GA Rental Car
Louisville, KXY 1:19 M 2:25 PM Delta 1134
53791
HOTEL OR
OTHER
ADDRESS : Best Western
Riverside Drive
Macon, GA
(%12) 743-6311
PURPQSE OF
TRIF: Assist in Start-Up of Barclay Charceoal - Japan

620011539
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BROWN & WILLIAMSON TGBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

TITLE: MOISTURE MONITORING - PRIMARY & FABRICATION

DEPARTMENT: DEVELOPMENT CENTER PRIMARY & FABRICATION

ERANCH: DEVELCPMENT CENTER

SAMPLING PROCEDURE:

1. For each operation processed on Development Center primary equipment,
moisture samples will be collected at the various critical areas of
the process., The sample points, number of samples required, and
targets are as follows:

NUMBER TARGET

OF MOISTURE
SAMPLING LOCATION SAMFLES CONTENT
Enter Casing Cylinder - (F.C.) 10 152
Enter Casing Cylinder - (Bur.) 10 15%
Exit Cooling Cylinder - (F.C.) 10 21%
Exit Cooling Cylinder - (Non-Redried Burley) 10 23% %%
Exit Cooling Cylinder — (Redried Burley) 20 30%
Cooling Section Apron Dryer - (Redried Burley) 30 6F kX
Exit Apron Dryer — (Redried Burley) 20 16%
Exit Top Dressing Cylinder - (Redried Burley) 10 21%
Exit Cutter - (Blend) 5 217
Exit Blender/Bulker - (Blend) 15 13%
Enter Cigarette Maker Feeder — (Blend) 5 14.5% =

* The target moisture content at the maker feeder will vary
depending upon what target is called for in the cigarette
manufacturing specification.

*% Can differ depending upon where reconstituted tobacco is added.

*h%  Any value between 3% and 9% is acceptable if standard deviation
is below 5.85,

620011541
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ETANDARD INSPECTION PROCEDURE

MOISTURE MONITORING - PRIMARY & FABRICATION

SAMPLING PROCEDURE: (Continued)

2. The moisture samples will be randomly collected over the entire
operation. They will be placed in 1/2 pint jars, labeled, and gent
to Development Center's Quality Assurance Laboratory.

3. Averages for each moisture sampling location are computed weekly and
plotted on the graphs which are posted in the primary processing
area.

4. Consistent long-term deviation from target will be cause for
investigative action.

05294
(6/1/89)

620011542
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BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTICN PROCEDURE

TITLE: AUMECTANT SAMPLING — PRIMARY PROCESSING

DEPARTMENT:  DEVELOPMENT CENTER - FRIMARY
TECHNICAL CENTER - TECHNICAL SERVICES

BRANCH: DEVELOPMENT CENTER

SAMPLING FPROCEDURE:

1. For each operation processed on Development Center primary equipment,
humectant samples will be collected at the critical areas of the
process. The sample points, number of samples required, and targets
are as follows:

SAMPLING LOCATION SAMPLES ACCEPTANCE RANGES
Exit Cutter 1 No Accept/Reject Limits
Exit Blender/Bulker 6 Propylene Glycol - 40% to 75%

of Theoretical Target

Glycerin - 60% to D5Z of
Theoretical Target

2. The samples will be collected in 1/2 pint jars, labeled, and sent to
Technical Center along with a Chemical Analysis Regquest Form.

3. Blends which exceed the acceptable range limits will be rejected,

unless the product developer invelved decides that the variance is
not eritical.

0529M
(6/1/89)
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EROWN & WILLTAMSON TOBACCO CORPORATION

STANDARD INSPECTION PRCCEDURE

CUT TOBACCO MENTHOL SAMPLING

DEFPARTMENT : DEVELOPMENT CENTER PRIMARY & TECHNICAL CENTER LABORATCORIES

BRANCH: BEVELOPMENT CENTER

SAMPLING FPROCFDURE:

1, Each skip of mentholated cut tobacco blend will be sampled and
analyzed for menthol content.

2, After mentholation, the skips of cut tobacco will be held for a
minimum of two hours before samples are collected.

3. A two-ounce vial of cut tobacco will be collected from each skip,
properly identified, and aleong with a Chemical Analysis Request Form
sent to Technlcal Center.

4, The menthol content of the cut tobacco from each skip sampled will be
averaged to determine if the tobacco in gquestion is on target or
within acceptable limits., The limits are target to target + 0.070%.

5. Any individual skip which is below target or above + 0.070% will not
be used to produce a sample product.

0525M
(6/1/89)
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SECTION E

QUALITY ASSURANCE

CIGARETIE SAMPLING — PREMASKED PRODUCTS
FILTER ROD CIRCUMFERENCE GAUGE STANDARDIZATION

INTERLABORATORY CROSS-CHECKS - CIGARETTE VENT & CIRCUMFERENCE
GAUGES

INTERLABORATORY CROSS-CHECKS — PACKAGE LEAK DETECTOR
MOISTURE OVEN CRQSS-CHECKS

OUTGOING QUALITY AUDIT
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BROWN & WILLIAMSON TOBACCO CORPORATICN

STANDARD INSPECTION PFROCEDURE

TITLE: CIGARETTE SAMPLING - PREMAKED PRODUCTS

DEPARTMENT: DEVELOPMENT CENTER — FABRICATION
TECHNICAL CENTER -~ TECHNICAL SERVICES

BRANCH : DEVELOFMENT CENIER

SAMPLING PROCEDURE:

l. For every gample cigarette manufacture where the cigarettes are to be
masked before being packaged, samples will be collected for routine
analyses by Technical Center.

2. Thirty (30) random jar samples of about 25 cigarettes each will he
¢collected over the time of manufacture.

3. The samples will be identified and delivered to Technical Center
along with a request for analysis,

4. Results of the analyses will be published along with all the other
data generated on the sample product on a Sample Specification
Sheet. All the data generated will be used to determine the
product's acceptability.

C529M
(6/1/89)
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BROWN & WILLIAMSON TOBACCO CORFPORATION

STANDARD TNSPECTION PROCEDURE

TITLE: FILTER ROD CIRCUMFERENCE GAUGE STANDARDIZATION
DEFARTMENT:  DEVELOPMENT CENTER - FAERICATION

MRANCH: DEVELOPMENT CENTER

SAMPLING & TESTING PROCEDURES:

1. Thig test is conducted to determine the "drift" which occurs
day-to—day in the Filtrona Tape Circumference Gauge used for
measuring filter rods.

2. As the need arises, Fabrication will mwake a tray of filter rods
which have been made as close to specified targets as possible.

3. This tray is stored in Development Center's Quality Assurance
Labaratory and is used to provide the rods used for checking this
circumference gauge.

4, FEach day the gauge is calibrated with standarde, and then 25 of the
rods are measured in it. The game 25 rods are used again until
their physical quality is unacceptable.

5. Averages and standard deviations are calculated daily and compared

to previous results to determine i1f the "drift"™ is such that the
gauge requires attention.

D490M
(5/20/89)
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BROWN & WILLIAMSON TORACCO CORPORATION

STANDARD INSPECTION PROCEDURE

INTERLARORATORY CROSS—CHECK ~ CIGARETTE VENTILATION &
CIRCUMFERENCE GAUGES

DEPARTMENT:  DEVELOPMENT CENTER - QUALITY ASSUBANCE

BRANCE: DEVELOPMENT CENTER

SAMPLE PREPARATICN PROCEDURE:

1.

Cigarette ventilation and circumference c¢ross—checks are conducted
between Development Center, Technical Center, and Macon Eranch.
Cross-checks are done to standardize Filtrona Ventilation Meters
and Circumference Gauges gituated at each facility. The cigarettes
used in the cross-checks are produced in Development Center,
Usually two production runs & year are enough to provide all the
cigarettes required to de the checks. During production, both
ventilation and circumference are tightly controlled. After
manufacture, the cigarettes are randomized before and after
packaging to insure that each participant uses cigarettes from the
same population. The cigarettes are kept in Technical Center and
are distributed to the participants. Development Center's Quality
Asgurance Laboratory will issue the cigarettes each day.

TESTING PROCEDURE:

1.

2.

Each morning, the Filtrona Circumference Gauge and Ventilation
Meter will be calibrated using designated standards for each.

After calibration each day, 25 of the cigarettes mentioned in
Item 1 under Sample Preparation Procedure will be measured in the
Filtrona Circumference Gauge. This same group of 25 will be
measured i{n Filtrona Ventilation Meter. The cigarettes are
discarded, and a new group is used the following day.

The data generated under Item 2 will be recorded oo a Cross—Check
Sheet. A copy of the Cross-Check Sheet ig attached.

The Cross—Check Shest is sent to Technical Center and the data is
compared to that generated in Technical Ceater and Macon Branch.

The results are compiled on a data gheet by Technical Services, and
a copy is sent to Development Center. A copy of the Data Sheet is
attached.

0Lo0M/ (5/20/89)
Attachments

620011548
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TO: Mr. J. F. Nall Mr. F. 0. Simmons Mr. Il. S. Porenski Mr, T. E. Bobblitt
Mr. R. H. Honeycutt Mr. J. M. Hester Mr. G, Grutehfleld Mr. T. 0. Marquamlgd
Mr. J. P. Markham Mr., G. F. Gregory Mr. B. A. Bandy Mr. ¥W. Sanders

Mr. R. Smalley
FROM: C, Owens

List?l hj_ w are current statigtfes oy ethod for each laburatoq for the week beginnin
b 7f and ‘ending /S . Problem areas ale indicated by a (v) in the
columns with the heading "D erence Unacceptable”,

Reference Sample = KCC 20, SER IE,S 24, PKSL 6" SEV S

DEVELGFMENT | WINSTON Gifference
RESEARCH MAGON CENTER LEM Unacceptable
ANALYSIS % ] X 5 X g X s R* [ M% PG | WoE

Prapylene Glycol
(Crovsocheciociz) | 222 .02V t29 | o | a0 | vl ] a

[} 1
(Gross—check cigy  1/1.92| 081 2.9%] o3 | b | o !l ay il ey

Propylene Clyco)
ropylene Glycol {987 13109.58 | 24 () (b L L

1 = .
| (2% mg soluciony 12025 &7 s4982 | 2 1 W Lax

_Menthol ST 0l | b6l | .ol (1) ay b |y L15)
Pregsure Drep (2)1¢2) | 6.5 23 Q) o oy

| Ventilatien (3 1(2) 138) | 74| 357 | 242 (1) | (D

| Ends Stability 2./ .32 272 | .3/ ()l ]

Gross Welght 297| o5t jos3| 6.05] (1) ()

| Non-Tob, Weight Yy |y | 284 | A2 (O Loy |
Oven Moigsure [543 oF 11528 4O y5i¢¥ | 45 1ys53h | ¢/
Circumference 2 le2) 1 24%) o) 1299 | .02 (13 | )

\ Coal Retention S5 12/6 1 () aat ay O INANC I Y]

' Clrarette Mojgture /747 06 |/8.5%| . /3] (1) (b (|

LFill-val, (as-ie) | 7285 03| 2790 p# ay | |y | a)
| E131-Val, Ccorrecy | 679 47 | 6781 07| (1 (D 1y | (1)

_EAll-Val. (mejsture)| /89| 257 | J1.820 09| (1) A LAyl
_Pack Leak Detector ! 74 | S50 1y 1w 75 12442 (1 1 (1

. Menthol A -
(f“gmﬁ solution) 10.051 0317257 |, 03 (1) O Ay Lay

* R = Research M = Macon D.C, = Development Center ¥S = Winston-Salem

COMMENTS : g]} = Analysis not ngﬂgmed routinely,
27 228 VY.V

= 7] 2B L
L3} = mETHa UNDER tAVES T/0F T78007




055110029

T ST 3 Mblren . e, . e e
hj CROSS nECK SHEET

VENTILATION (%) CIRCUMFERENCE (mm) FILTRONA-1 FILTRONA-2
CIRCUMFERENCE (MM)

1 24,60

2

3 24.65

4

5 24,70

6

7 24,75

8 .

9 24,80

10

11 24,85

12

13 24.90

14

15 24.95

16

17 25.00 ]

18

19 25.05

20

21 25.10

22

23 25.15

24

25 25,20

i - i -
5. D.= 5. D= __
R = R=__ DATE: TEMP,
SUPERVISOR: R/A%

3256M
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TITLE:

MaY 20, 1989 m Page 1 of 1
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BROWN & WILLIAMSON TCBACCO CORPORATION

STANDARD INSPECTION PROCEDURE

INTERLABORATORY CROSS-CHECK - PACKAGE LEAK DETECTION

DEFARTMENT:  DEVELOPMENT CENTER - QUALITY ASSURANCE

BRANCH: DEVELOPMENT CENTER

TESTING PROCEDURE:

t.

049%0M

Once each day, the CEP (Custom Electrical Panels) Package leak
Detector 1e calibrated using standards which should read 11 and 28
on the electrical digital read-out of the detector.

Ten packages of cigarettes which are issued by Development Center's
Quality Assurance Laboratory will be tested on the leak detector.

The individual reading is recorded on a Cross—Check Sheet and sent
to the Technical Services Laboratory. A copy of the Cross—Check
Sheet is attached,

Technical Services will conduct an identical test on their leak
detector using packages from the same population as those used in
Development Center.

The results will be tabulated in Technical Center and issued on a
Weekly Data Sheet, Unacceptable differences are noted on this
sheet so that investigative action can be initiated.

(5/20/89)
Attachment

620011551




th CROSS L..cCK SHEET

VENTILATION (%) CIRCUMFERENCE (mm) FILTRONA-1 FILTRONA-2
CIRCUMFERENCE (MM)

1 24,60
2

k| 24,65 -
[y

5 24.70

6

7 24,75

a

9 24,80

10
11 24,85
12

13 24.90

14

15 24,95

16

17 25,00

18

19 25,05

20

21 25.10

P

23 25,15

.

5 25.20

X e X = _

E. D.» ____ S, Do

R = Rm DATE: TEMP.

SUFERVISOR: R/HL

2SSTT0029
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TO: My, J. F. Na!® Mr., F. 0. Simmons Me. Il 8. Porenski Mr. T. E. Bobbite

Mr. R. H. How- ook Mr, J. W, Hester Mr. G. Crutchfield Meo. T, D. Mar
Mr. J. P. Markham Mr. G, F, Gregory Mr. B. A, Bandy Mr. W. Sanders

Mr, R, Smalley
FROM: C. Owena

Listed b w are current stati cs ethod for each laboratory for the week beginnin
‘/'/%/fflg and “ending y}/é'%?';n . Problem areas are ¥ndicated by a (¥} in the

columns with the heading "DIifference Unacceptable”,

Reference Sample = K (O 20, SER “—7'.3 24, Pkt b EFVY

DEVELOPMERT [ WINSTOR Difference
RESEARCH MAGON CENTER SALEM Unacceptable
AFALYSIS X q X 8 X ) X s ExX [ M T DT [ W5=

Propyl (2§ 1
(Cronsocneckocigy | zz2l ezl 29 o7 | v | |l av | iy

T
{Clossocheck cley 1423108129 02 | v | an !l enn |y

lene Glycol
ropylene Glycol {987 4131958 | .22 | |

1 2 £
“nE soiutien) 2028 . &72982 | s2 !l 3 Ay il

Menthol 9ot el | or | s Loy Lyl o)
Pressure Drop {2)(d2)p V45 | .23 (1) ay oy ooy
Yentilation 2y | (2 | 35/ 2 267 24y Dy
Ends Stability 2.4 1.32 122 | 3/ (y ] 1y |1y
Groga Weizht 997 go5| joo2| 6.051 (1) oy ol
Non-Tob, Weizht ey Ly | 2641 A42) (1 by
Oven Moisfurs /543 o8 |ps2sl 10| s} g5 sse) ¢l
' Circumference 2o lr2) | 24%| ot 1299 03| (0 | 1y
Coal Retention S5 12/ (1) {1 (1) 1 3y ¢ (1)

Clearette Molgture |/747| 06 [13.52] . /31 (1) ey

Pill-Val, (as-i3) 12650 02| 779] ¢# ay | ax by ben

| FI0IVal, Ccorpec) | 679 07 | 628 07| v | bl

{Eill-Val, (motsture)| /89| 287l 11.82] 09! vy | |y |
' Pack Laak Detector | 757 | ssol 1y | (1) 75 | /482 (1 | 1y

. Menthol
- solution)  ¥0.051 031792 L. o5 1y Y L1

* R = Research M = Macon D.C. = Development Center WS = Winston-Salem

2R WANIER I A VES TrO8 T/l

|n
&
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BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSFECTION PROCEDURE

TITLE: MOISTURE OVEN CROSS5-CRECKS
DEPARTMENT: DEVELOPMENT CENTER — QUALITY ASSURANCE

BRANCH: DEVELOPMENT CENTER

SAMPLING & TESTING PROCEDURE:

1. Hermetically sealed containers of cut tobacco are supplied to each
Branch (Macon, Winston-Salem, Development Center, and Technical
Services) by Techniczl Center. All the tobacco is taken from the
same population of equilibrated tobacco.

2. Daily if possible, two moisture oven tins are filled with the tobacco
taken from the sealed contaimer. Approximately ten grams of tobacco
are put in each preweighed tin.

3. Both tins are placed on the middle ghelf in the moisture oven with
one of these being placed in the center of the shelf,

4. The moisture content 1s determined by using the current moisture oven
procedure.

5. The results are tabulated and sent to Technical Services Laboratory
where all the results are recorded on an Analysgis Report Form and
also plotted on a graph.

6. A copy of the report is sent to all interested parties. A copy is
attached.

7. The report indicates when differences are unacceptable and need
iovestigation.

0490M
5/20/89
Attachment

620011554
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TO: Mr, J. F. Nall Mr, F. 0. Simmons Mr. II. 5. Porenski Mr. T. E. Bobbite
Mr. R, H. Honeycutt Mr. J. W. Heater Mr. G. Crutchfleld Mr.. T. D, Map
Mr, J. P. Markham Mr. C. F. Gregory Mr. B, A, Bandy Mr. W, Sanders
Mr. R. Smalley
FROM: G, Owens
Llste;_l bzigv are current scacigrjcs a:!' ethod for each laborator{ for the week beginning
and'endinﬁ /& . Problem areas are Indicated by a (v’g in the
columns with tha heading "Difference naccepta&le'}'b b JFV‘/‘
Reference Sample = K'CL 20, SER !b‘S 24, FKSL &
' DEVELUPHENT DITference
RESEARCH MACOQ GE B SALEM nacceptable
ngL‘!%IS T X 8 X [ p'e 9 x ] B* "HM* T ¢ | W5¥
ropylene £o
o ;checkymﬂ LZZ) o2/t 29| of (1) 1y |1y |
Cerin
i ai-chcéif cnln 193,08 | 1941 .03 {1) ay l oy | Ay
ropylene co
| ﬁnpymzlsolut on)  [FB7 13019580 sz | oy b ol
cerin - "~
| (20 e seiuciony |2028] 87\/882 | 2t oy | an )| i
Menthol L9 02| 6l ot | v b v lan o0,
gssvre Drop (e ¢zl g8 /3 1 o | ybayla
Yentilation { (a3 135 | 74| 257 | 242 ay |
Ends Stability 2./ 1.32 1292 1 .3/ ay by | oay
Gross Weisht 292| go5} too3) 605 1y | el
| Non-Tob., Weishe (Y | ey | 289 242 (1 1y by |
Oven Moisturs [543 08 | 525 40| 45 4F | L5 |in2 ] ¢/
Circumference 2y lez) 1 2498 o) | 29.5¢ 1 o3| 13 {1y
Conl Reteption S5 12/ | (1) (1) (1} (23 1 1y |y
Gixarette Molarure |/2{7| o6 |/73.57] .12 ] (1) (o e ] a
Fill-Val, (aa-is). |2%5| 03| 2771 .0#| (L ay e
| Fi11-Val, (correc.)} | &72| #7 | 6.78| .07 1 (1 y lay b ay
I
LF113-Val, (moisture)| /A8! 2671 1182} 07| () Dy Ll
_Pack Leak Detegtor 1757 [5f0] (v | ) 75" 11482 )y |y
; Menthol -
olutiony 12051 031952 .05 | (1) ey Lo |y
* R =« Hesearch M = Macon D.C. = Development Center WS = Winston-Salem
COMMENTS - ;1.1 = ﬁg,lxgi: Rot ngisgxmcd routinely,
e 3 HLid BBL>S
(2]l - mereTHA WADER s AIVES T8 TieAL
NARTEA
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BROWN & WILLIAMSON TOBACCO CORPORATION

STANDARD INSPECTION PROCEGURE

TITLE: DUTGOING CIGARETTE QUALITY AUDIT
DEPARTMENT:  DEVELOPMENT CENTER - QUALITY ASSURANCE

BRANCH: DEVELOPMENT CENTER

INTRODUCTION:

Product quality auditing is necessary to determine if the product is
acceptable for use and to determine how well on a long-term bacgis
product quality is meeting specified quality goals. This audit will
consist of an inspection of two packages of clgarettes taken from each
tray of each sample produced. Both the packages and the cigarettes
will be inspected for defects and imperfections. Defects and
imperfections are defined as:

Defect - that which renders the packaging or cigarettes unfit for
the use for which they were intended and/or which projects
an obvious lack of quality to the consumer.

Imperfection - that substandard condition which deviates from

specifications but not to the degree that woulgd
render the packaging or cigarettes defective,

INSPECTION PROCEDURE:

1. The inspector will open each package examining each of the wrapping
materials and then the cigarettes.

2. As the inspector conducts his/bher {ngpection, he/she will record
defects found on an Qutgoing Quality Audit Form. A e¢opy of the
Outgoing Quality Audit Form is attached.

3. If a gignificant number of defects or imperfections are found, the
supervisor in charge will be notified immediately.

4. The inspector will be guided by the following descriptions to .

determine whether a wrapping material and/or cigarette fault is a
defect or imperfection.

620011556
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STANDARD INSPECTION FROCEDURE

OUTGOING CIGARETTE QUALITY AURIT

INSPECTION PROCEDURE: (Continued)

5. Package Defects

(a) Label
(1) Incorrect Label
(2} Wrong Code Number or Printing
(3) Tears
(4) Dirty
(5) Ink Smears
(6) Vertical Seam Position Qut of Spec (1/8" max)
{7) Top of label to Top of Foil Out of Spec (1/16" max.)
{8) Insufficient Bonding (fiber tear necessary)

{7} Improper Tucks and Folds on Package Bottom

(b} Foil
(1) Off Color
(2) Wrong Foil

(3) Improper Tucks and Folds (cigarettes exposed)

(c) Tear Tape
(1) Wrong Tear Tepe
(2} Incomplete (does not encircle pack)
{(3) Not Adhered to film

(4) Incorrect Positioning (must be 3/16" * 1/16" below
pack top)

620011557
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STANDARD INSPECTION PROCEDURE

DUTGOING CIGARETTE QUALITY AUDIT

INSPECTION PROCEDURE:

5. Package Defects {Continued)
(d) Film
(1) Missing
(2) Melted Areas
(1) Too Tight (wrinkles and/or creases pack)

{4) TImproperly Sealed (any part of seams unsealed)

(e) Closures
(1) Incorrect or Missing
(2) Dirty
(3) Ink Smears

{4) Incorrect Position (must be centered * 3/32")

6. Package Imperfectious

{a) Label

{1} Any notch—out at pack top or "tail om pack bottom which
is more than 1/16" wide.

(2) Vertical Seam Out of Position (less than 1/8")

(b) Foil

{1} Improper Folds (cigarettes not exposed)

{2) wWrinkles or Creases

- 620011558




Q‘E Page &4 of 7
E6 B&W -7

SIANDARD INSPECTION PROCEDURE

OUTGOING CIGARETTE QUALITY AUDIT

INSPECTION FROCEDURE:

6. Package Imperfections (Continued)

{c) Tear Tape
Short or No Pull Tab

(éd} Film
(1) Too Loose (gives baggy effect)

(2} Incorrect Folds (which are completely sealed)

{(e) Closures

Incorrect Position {less than 3/32" off center)

7. Missing, broken, wrong brand, and/or wrong styles of cigarettes inm
package is always a defect,

B. Cigarette Defects

(a) Loose End/Void
Insufficient tobacco in the end or any place within the
cigarette
(b) Appearance
1. Smears, Spots, Dirt, Flavoring, Lubricant
2. Wrong Code Number
3. Maghed or Crushed
4. Angled Cut (x 1 mm either end)

5. Rough Cut on Filters

620011559
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STANDARD INSPECTICN PROCEDURE

OUTGOING CIGARETTE QUALITY AUDIT

INSPECTION PROCEDURE:

8. Cigarette Defects (Continued)

(c) Torn/Boles

Any holes or tears for any resson in the cigarette paper

Seams

Any Opening in the seam

(e) Tipping Wrap

(1) Incorrect Tipping

(2) BHecessed Filter

(3) Cork Wrap "A" - Any exposure of the cigarette paper or
plug wrap because of poor
tipping-to-tipping wrap or bonding

(4) Long and Short — Any tipping in excess of = | mm

(d) Loose Tips
(1) Migeing Filter

(2) Tip fell off or can be pulled off because of lack of
adhesive or migmatch of filter and cigarette circumference

{3) Air Pockets — Small air spsce between cigarette paper
and tipping paper

9. Cigarette Imperfections

{a) Appearance
(1) Light Print

{2} Rough Cut on Cigarette End

620011560
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STANDARD INSPECTION PROCEDURE

OUTGOING CIGARETTE QUALITY AUDIT

INSPECTION PROCEDURE:

9, Cigarette Imperfections {Continued)

(b) Seam
{1) Slight Scorch Marks
{(2) Raw Seams — More than half of seam length mot bonded but
without any open mreas
(¢) Tipping Wrap
(1) Lighter and/or Darker than Standard
(2) Long or Short - Les.s than = 1 mm
(3) Cork Wrap "B" - Tipping not completely bounded to dtself

10. In addition to recording the pumber of defects found, the inspector

will also fill in the following information on the Outgoing Quality
Audit Form:

(a) His/Ber Initials

(b) Date of Ingpection

(¢) Cigarette Code Number

(d) Number of Trays Sampled Per Conde Number
(e) Number of Packs Inspected Per Code Number
{f) Total Pack Defects

{g) Total Cigarette Defects

(h) Total of Pack + Cigarette Defects

620011561,
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STANDARD INSPECTION PROCEDURE

OUTGOING CIGARETTE QUALITY AUDIT

INSPECTION PROCEDURE:

11. Weekly, the completed Qutgoing Quality Audit form will be delivered
to the Fabrication Supervisor who will convert the defects to

defects/carton and record this informaticn on graphs hanging in the
Fabrication Room.

12, Targets are:
(a) Package - 2.0 or less per carton
(b) Cigarette — 0.5 or less per carton

(c) Total Defective - 2.5 or less per carton

0490M
5/20/89
Attachment

620011562
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MG 2454 (8-20] E6 BAOWHN & WILLIAMSON TOBACCO CORPORATION

OUTGOING QUALITY AUDIT

INSFPE CTOR '
INITIALS BADGE MO, DATE i / SHIFT
' TYPE Firk Ln/Gp. Flr&Ln{GpElr&LnMD Fir&Ln/Ga. F.rs.l.n.fGnL ELT/GD F'ua.l.nfcotirm_n;co. ForLLn/GEF TELn/Gp.
INSPECTION | !
wiine Case rand rand Tanad rand rand rand rand Brand rand TOTAL
COUNT
- Crtdmtcn, #[Cnt]mon, # [Cot]Meh. #lcnt[ven. w [Cridmch. # [Cnt]mch_ # [Cnt]men. # [cnt [Men. o [Entdmcn o [cni vch . »
BOXER NO.
1 overwrar I | I I ! i 1 I ! :
%]
9@ 3 cooes I | | | 1 | ] I I I
o]
& 5 APPEARANCE
Z ) 1 1 I i t I i I i
5]
6 seacs ] [ 1 ! 1 ) 1 ) A 1
s INCORRECT
¥
ASSEMBL. | ] ! i | I | 1 I L

'\/ SUB=~TOTAL

A rackerNo. / / / / / / / / / /

15 DAMAGED 1 1 | | | | [ | i 1
17 TEAR TAPE t | ] | 1 | I | I 1
18 FILM

o | | i 1 1 t 1 1 I !

g

< 20 cLOSURE \ | i 1 1 | 1 { 1 A
21 couroms { ] 1 i I 1 1 | bl .
24 LABELS I ! | t t ] ] ] | |
25 FouL | | ] ] 1 ] ! ] 1 |

MISSING OR

27 WRONG CIGTS, | L ) ! ] i I ; J 1

v

___Sus-TOTAL ( 1 L g I i 1 — Il 1

N maker NO. / / / / / / / / / /

LOGSE EMDS

35 volip 1 | | 1 | | i ! i |
36 APPEARANCE [ I | | I | | l | i
@ 38 TORM/HOLES 1 1 1 —L I ] | ] ] |
-
E, 49 SEAMS[OPEN] | L I ] i ] 1 I i ]
< TIPPING
g 41 LENGTH ; 1 1 1 | 1 1 1 1 1
42 TIPPING wRAP { ( 1 i L | 1 1 1 ]
43 | OOSE TiFs i i 1 1 1 1 1 { 1 1
14 AVR POCKETS [ | 1 | 1 1 | | 1 ]
___ sus-vOTAL | ) ; | y | | i | I
TOTAL
COUNT

620011563




