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MPQP - Objective
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{0} PPAP - Production Part Approval Process
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Significant production run

_____ 1-8 hour

+— - 300 consecutive parts (minimum)
_____ PPAP documents

. Design Record

. Engineering Change documents

. Customer Engineering Approval

. Design FMEA

. Process Flow Diagram

. Process FMEA

. Control Plan

Measurement System Analysis
‘Studies

. Dimensional Results

Material, Performance Test
Results

11. Initial Process Studies

Qualified Laboratory
“Documentation

13. Appearance Approval Report
14. Sample Product

15. Master Sample

16. Checking Aids

Records of Compliance With
' Customer-Specific Requirements

18. Part Submission Warrant

Describe many times

in many ways

in many places...
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Describe once
in one way

in one place

Process FMEA

Control plan
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KTIT Product in MPQP demonstrator
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Product in MPQP demonstrator
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| £ | KTH STEP Viewer Model based process and control plan

File View Settings

Products
2 Boxy prototype
=3 an.r;1 nileann

Properties
Classes
e Category: part
B Instances
= Process plans
= [ Boxy 3-axis machining 7 setups
# Description: MPQP Boxy process plan
* Process name undefined
@ op 010
i _-mop[[):ezo_t_ Machini
® Description: Machining
Describe once * Recpe. Pocket machining
+ | Output
. +EResohurqes i i
+ [ positioning in re
In one way S B oioneio |
+ [ workingstep 2
= T3 workil nqstep 3

in one place o
] nQ‘JteDS
. . —-[I:worklnqsteu 6 o
in many views s REre rans g™
N =i | Failure mode: broken tap (RPN=15.0)
» RPN: 15.0
! workingstep 5  esaie 1
. [=ME workingstep 6
| o Description: Machining i
-# Recipe: Tapping M6
= [PFMEA
(= Failure mode: broken tap (RPN=15.0)
¢ RPN: 15.0
# Failure cause: insuficient lubrication
Failure effect: impossible to assemble lid
¢ Occurrence: 3.0
& Severity: 5.0
-# Detectability: 1.0
Failure mode: broken tap (RPN=5.0)
[+ workmqstep 7
l +Z1 op 030
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|4: | KTH STEP Viewer -- Model based process and control plan

File View Settings

= Products
[+ 2 Boxy prototype
=8 Bog"l design

® Category: part
8 Instances
—I Process plans
[~/ Boxy 3-axis machining 7 setups
* Description: MPQP Boxy process plan
® Process name undefined

E
(=3
A=
—-

H # Description: Machining

Describe once « Recipe: Pocket machining

& Output

i £ 3 posttionina In fixtu
+ [ positioning in re

In one Way + [ workingstep 1

+ [ workingstep 2

or]

=
HE
. + [ workinastep 3
INn one place :+=wor»Qnustepl1‘
4]
@

in many views

* Description: Measuring

® Redipe: Inspection
& | Resources
- Inspection and control
= measure lenght 60 mm

=+ workingstep 6
=} workingstep 7]
@ Description: Measuring
-4 Recipe: Inspection
[+ | Resources
= Inspection and control
=} measure lenght 60 mm
~-o sample frequency: 0.1
~-# sample size: 1.0
- control method: statistical process c
- & Specification id: 2345
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|2 |KTH STEP Viewer -- Model based process and control plan

File View Settings

Products
+ 8 Boxy prototype
=3 BOX\F% ?esnun

Properties
Classes
e Category: part
B Instances
= Process plans
— [ Boxy 3-axis machining 7 setups
# Description: MPQP Boxy process plan
* Process name undefined
op 010

i ) Des_cri::_»ticun'. Machining
DeSCI’Ibe once | . ﬁ?{ﬂﬁe- Face machining
+ | Output
. o Urces
In one way & 3 wordndstep 2
. é kKingstep 3
in one place a
]
in many views
.Eon
+ . PFMEA
+ Fa:!ur_s Jr::gdg E‘e:mr.’a idﬂs::;@ge RPI\::%.D)
= op 060 0
+ [ op 070 0)
=l PFMEA
@ | Failure mode: damaged surface (RPN=96.0)
& | [Failure mode: out of tolerance (RPN=25.0)]
& Failure mode: out of tolerance (RPN=16.0)
& Failure mode: broken tap (RPN=15.0)
B Failure mode: broken tap (RPN=5.0)
=l Control plan
& measure lenght 60 mm
+ measure plane's positions
& measure bearing hole
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MPQP - Cutting tool information
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|£ | STEP Editor — O X

File View Settings

ISO 13399 key terms

usable length (end mill)]

Key proerty for tool setting
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Vinnova FFl HP - MPQP

Model driven Process and Quality Planning

-

-
=
-

-

s

.
.

-
.

-

-

-
-
-

-

-
-

-
.

=
-

-
.

e
-
.
-
-
-

SANDVIK

GROUP




