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Production Part Approval Process (PPAP)

The purpose of PPAP is to determine if all customer engineering
design record and specification requirements are properly
understood by the Suppliers and that the manufacturing process
has the capability to produce product consistently meeting these
requirements during an actual production run at the quoted
production rates.



MBW PPAP Level Definitions

Level 1 PPAP:

* Part Submission Warrant (PSW) - One page
document that “warrants” the part

meets the design requirements

Level 2 PPAP: Includes Level 1 PPAP requirements
PLUS...

» Part Submission Warrant

» Dimensional Results — 1 piece

 Design Records (Bubble Print)

* PPAP Samples — First production order / upon
request prior to production order

* Print Notes (Attach copy of Raw Material Certification
/ Performance Test Report / Surface

Finish / Labeling, Paint Process, Welding)

» Supplier Change Request — if applicable

Level 4 PPAP

 Part Submission Warrant (PSW)

» Dimensional Results — 1 piece

* Design Records (Bubble Print)

* PPAP Samples

Production Part Approval Process (PPAP)

IVlArION

A Tradition of Quality. Since 1905




Accessing MBW PPAP Workbook

http://www.marionbody.com/supplier-quality-information

To access the Marion Body Works PPAP SUPPLIER QUALITY DOCUMENTS
workbook, click on the hyperlink above

and select “Production Part Approval " Qusifed aborstony Dosuments 5 ey el et e s
Process.”
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All required pages of the PPAP workbook
must be filled out entirely.

Quality Statement

v  Supplier PPAP Training

B B B

10 FTP Site Agreement

=

+ r.  Product/Process Change Request Form

_[K]

GTT Final Assembly Inspection Checklist

o

PPAP Workbook



http://www.marionbody.com/supplier-quality-information

Submitting PPAP Documentation

PPAP documentation must be supplied to Marion via the FTP site.
File name should be formatted as follows

MBW PART NUMBER_SUPPLIER NAME_MMDDYYYY_REV

IMPORTANT:
DO NOT SUBMIT ANY PPAP DOCUMENTATION VIA EMAIL OR
WITH THE PARTS SHIPMENT



Submitting PPAP Documentation

If you have access to the Marion FTP site, follow the below
instructions for uploading PPAP documentation.

If you do not have access, please follow the instructions on slide
eight of this training.

Access the Marion Body Works FTP site:
https://marionbody.exavault.com/login



https://marionbody.exavault.com/login

Submitting PPAP Documentation

Example:
] LBetow
Select your supplier folder. /'
LBetow
Once inside the folder you will see a
folder labeled PPAP. <4 soibyv | © = | mmt
PPAP

Select the PPAP folder and upload all
PPAP documentation in that folder.

Sort by v

i=— EEm MNew Folder



Submitting PPAP Documentation

If you do not have access to the Marion Body Works FTP site,
please fill out the agreement located on the Marion Body Works
website:

http://www.marionbody.com/supplier-quality-information

And return to Lisa Betow—Materials Manager
|Ibetow@ marionbody.com



http://www.marionbody.com/supplier-quality-information
mailto:Lbetow@marionbody.com

PPAP Workbook — Level 2 Requirements

COVER INTRO PPAP REQUIREMENTS DIMENSIONAL PSW PRINT NOTES PRINT NOTES - PAIMNT PRINT MOTES - WELDING APPEARAMNCE

INTRO:

Type in Part / Supplier Information, this will be transferred throughout the workbook.
PPAP REQUIREMENTS:

This outlines the PPAP submission requirements. (Informational only)
PSW:

This documents the warrant that the Part Meets the design Intent. This will be used to communicate back to the supplier the
acceptance or rejection of the PPAP.
DIMENSIONAL.:

This is used in conjunction with a “bubble print” to document the actual dimensions of the PPAP part.
PRINT NOTES:

This is used to document all the remaining notes on print (Attach copy of Raw Material Certification / Performance Test
Report / Surface Finish / Labeling, Paint Process, Welding)
Required where applicable:
PRINT NOTES - Performance Tests:

This is optional depending if there are Print Notes specifying performance requirements.
PRINT NOTES - Defense PAINT:

This is optional depending if there are Print Notes specifying paint requirements for Defense Product.
PRINT NOTES - Plating:

This is optional depending if there are Print Notes specifying coating requirements.
PRINT NOTES - APPEARANCE:

This is optional depending if there are Print Notes specifying paint requirements for non-Defense Product.
PRINT NOTES — WELDING:

This is optional depending if there are Print Notes / Welding requirements specified.



PPAP Workbook — Intro Tab

COVER INTRO PPAP REQUIREMEN DIMEMNSIONAL PSW

Fill in all of the blue information.

This will automatically populate
all like fields throughout the
workbook.

PRINT NOTES

Part Information

Supplier Information

PRINT NOTES - PAINT

PRINT MOTES - WELDING APPEARANCE

PPAP INTRODUCTION

M arion

A Tradicion of ualicy. Simce 150

PPAP packages are expected bo be received by Marion Body Waorks by the dake azsigned by Marion Body Works Designee. IF for
ANY FE350N YoU Caniot Mmeek this date, contact Marion Body Works Designee for resalution.

It iz the policy of Marion Body Warks to approve initisl samples of supplier provided parts befors receiving production arders of
thaae parts MEW haz developed the PRAP PROCESS to facilitate thiz requirement.

The Defanlt PPAP is Level 2, maless otherwise required by the Marion Body Works Buality Masager.
FPAP requirements apply to the Fallawing parts:

11 Initial sub 1]

2] Emqgincering Changefs]

31 Tooling: TrassFer, Repl . Refurbizh . or additi ]
4] Correction of Discrepancy

5} Production Break to Marios Body Works Corporatios > 1 year
6] Change to Optiosal Constraction or Material

T1 Sub-Eupplicr or Material Sowrce Change

&) Chamqe in Part Processi
31 Parts produced at Additiosal Location
107 Other - please specify

Please reference the_#& 3 for more detail on

ks T
PPAP requirements.

The infarmaticn in Blus iz interlinked to the other spreadshects)

FILL IN THE BLUE SECTIONE FOR AUTOMATIC INPUT INTO FORMSE

Fart Mams PART NAME

Fart Mumber PART NUMEBER
Engineering Pevizion Level ERL

Engineering Revision Level Dake ERL DATE

Eupplicr Mame FUPPLIER HAME
Eupplicr Mumber SUPPLIER HUMEER
Etrect Address ADDRESS

City cIrY

Ftate ETATE

Country COUNTRY

Zip 2Ir

Mame SUBMITTER NAME
Title SUBMITTER TITLE
Date DATE OF SUBMISSION
Phone Mumber 555-555-5555

Fax Mumber 555-555-5554

Email Addrezz Emailmei@zo L. COM




PPAP Submission Requirements

COVER INTRO PPAP REQUIREMEMTS DIMEMNSIONAL

*

Level 2 PPAP is the default
submission level and should be
used unless otherwise specified by
MBW.

The list of what is required is based
on the submission level requested.

Any deviation from MBW
requirements (specifications,
material, print notes, etc.) must be
approved by the use of the
deviation form prior to PPAP
submission.

PSW

PRINT NOTES PRINT NOTES - PAINT PRINT MOTES - WELDING APPEARANCE

A Tradition of Quality. Since 1905

MARION BODY WORKS

MARIOH PPAP Part Submission Requirements

Part Mum ber: Part Description: FART MAME
Revision Level: Revision Date:
Supplier Name: Furchase Order No. rﬁ-g:i‘fﬁi;?;
Supplier Hum ber: Reason for Request: et T
Date s s0ed: Subm ission Due Date: e Bay e
UMNLESS OTHERWISED SPECIFIED IN WRITING BY MARION BODY WORKS:
Default PPAP Submission Level 2 - Unless Otherwize S pecified by Marion Body Works
{Segment Specific Requirements may vary)
5 = Supplier Must Send tems to MBW for & pproval
== Supplier to Send item s to MBW Upon Request
N/R= Documents are not required for development or submission
Submission Level
PPAP Submission Requirements and Detail Description 1 2 3 4

1.} Part Submission Warrant (F5WW) 5 5 5 5
1) Dimensional Results = 5 5 5
3.) Design Records (Bubble Print] = 5 5 5
4.) PPAP Samples - first product on order/ Upon equest prior o product on crder = 5 5 5
3.) Print Notes: [Attach copy of Raw Materisl Certification | Performance Test Report/ Surface Finish { Labsling,

Paint Procss s, Viskaing) = 5 5 =
6.) Supplier Change Request Fom- if applicable = 5 5 NR
7.) Design Failure Modes effects Analysis (DFMEA] - if supplier is design responsible = = 5 NR
8.} Proce ss Flow Diagram (FFD} = = 5 MR
8.) Process Failure Modes Effects Ana lysis [PFMEA ) = = 5 NR
10.) Initial Process Capability - for m ajor/ critical characreristics = = 5 NR
11.) Measurement System Anabysis (M SA) - form ajor/ criticel characreristcs = = 5 NR
12.} Process Control Plan = = 5 NR
13.) Appearmnce Approval Report [RAR) - if apolicable = = 5 NR
14.) Checking Rids [Fixture, gage, tem plate, etc) - if applicable = = 5 MR
15.) Records of Compliance with Customer Specific Requirements - if applicable = = 5 R
16.) Master Sample Photo Documentation of PPAP parts = = 5 NR
17.) Tooling Photo Diocumenttion - if applicable = = 5 R

A dditional Submission Instructions below:




PSW - Part Submission Warrant

COVER PSW PRINT NOTES

INTRO PPAP REQUIREMENTS DIMEMNSIONAL

1.) Name of part on drawing

2.) MBW part number on PO/drawing

3.) MBW part number on drawing

4.) Supplier part number if applicable (n/a if not)

5.) Engineering change level (ex. Rev B, this will be on the drawing / PO)

6.) Engineering date (ex. 4/7/11, this will be on the drawing / PO)

7.) Is this is Safety / Government regulation (ex. Drawing will indicate if it is
FMVSS, or other industry standard safety regulation.)

8.) PO number from MBW driving demand for this part / PPAP.

9.) This section requires all applicable Supplier location information.

10.) Marion Body Works

11.) Buyer Name

12.) Check the reason for the PPAP submission

13.) Check the Level of PPAP that was requested by MBW and

check what documents in the PPAP have been submitted that are
applicable for this component.

14.) If Supplier has MBW owned tooling document here.

15.) Supplier Point of Contact Information *Electronic Signatures Are Acceptable*
16.) MBW quality department will complete this section and send back to the
Supplier Point of Contact.

**DO NOT LEAVE ANY SECTIONS BLANK. N/A IS OK WHERE NECESSARY**
*BLANK SECTIONS WILL RESULT IN REJECTION OF THE PPAP**

PRINT NOTES - PAINT PRINT MOTES - WELDING APPEARANCE

Pan Name 1 AR T NAME

Shown on Drawing Num @ Suppller Part Number
Engneerng Reviskon Level < 5 S

Sty adlor Sver 7 tes [Jra

6>

CUSTOMER SUBMTTAL INFORMATION

ORGANZATION MANUFA CTURING INFORMATION

SUFPLIER NAME *PLIER NUME
‘Organtzation hame Customer Ram TR
ADDRESS 11 >
STeel ACdress TyErE 11

oy STATE 2P usA

oy Regbn  FosmiCoce  Coumy

REL 30N FOR SUBMS 310N [Check at leastons)

[ nteiswmisson

[0 engmeerngcranges)

[0 Tooing Transter, Repaement %‘Jnlswe@
O  comestion of Discrpancy

O  Proouction Break from MEW = 1 year

Crange fo Optional Consiruction or Materil
Sub-Suppleror MetefalSource Change
Crenge I Part PRcessng

Paiis pRduced at AddRtiona| Locatbn
Omer -plezse spechy

ooooo

REQUESTED $UBMISSION LEVEL (Check one)

[ Level 1 - Wamantonl submied to customer

[ Level2 - wamantwin produst samples, 1515, mﬂ‘a}e AnEn/Pait Test Resuts
{Check fems that have besn submitied within lon}

[ 1. Part Subrmisgion Werrant (PN )

[] Level3 -AllLevel 2 Requrements in addilon DRMIEA, PFD, PFMEA, Contiol Plan, Infiial Process Capan iy, and MSA
{Check rfems that have besn submitied within this PPAP Submission - 32& PPAP Reguirsments Tab for Definiton)

12 3 4 5 & 1 & @ 10 11 12 13 14 15 15 17
doooooooooooaoooad
[0 Leweld

[Check Hems that have been submitied within this PPAP Submission)

0.

0.

Os.

O-. v

5. Confmation of conformance to 3l Privt Notes: Cves Ore Orva
' 2200 Customer Tool prpery tagged 2nd numDeRd?

(e Ot Cleva
Declaraton:

MEvE Noted O 1S PEM SuDM ESk WEgEL e 0 from e 2E500Eted deskgn BCond andiorany areas of non-Compliance 1 e Markn Sody
Woks requiements. I Yes, Expl 15

OrgEnizztion Auhorzzd S gratue Dz
Pt kame Fhone ko E55-555-5555 Fax No.
Thie E-mal
FOR CUSTOMERUSE ONLY
Level 4 PPAPE dONOL IR
PPAP Wamant Disposiion: [ Acmeoed [Jrsjercten (=i
Customer Signature Dz

Pt tame Customer Tacking Number potional




PPAP — Dimensional Results

COVER INTRO PPAP REQUIREMENTS DIMEMNSIONAL PSW PRINT NOTES

1. ITEM: Numbering needs to matches Design Record /
“‘Bubble Print”

2. DIMENSION / SPECIFICATION: Enter dimension &
Tolerance from print. When you enter the tolerance in the
Spreadsheet the specification will automatically populate.
3. GAGE TYPE: Mark the gage used to measure item

4. QTY TESTED: Mark how many parts measured

5. DATA: Mark actual results

6. OK / NOT OK: Check each measurement as good or
bad by marking OK / NOT OK appropriately

7. SIGNATURE SECTION: Fill in Name, Signature, Title
and Date for supplier sign off

*All dimensions on the print must be verified as OK
By the Supplier prior to submission!*

**Key Note**
(1) Piece required for Level 2
(3) Pieces required for Level 3

PRINT NOTES - PAINT

PRINT MOTES - WELDING

APPEARANCE

...........

alelalalala|alale|=|a e |of«]|Z
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a
[}
a
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e |

*Traceable to NIST

Blanketsta

tements of conformance are unscoeptable for any testresults.

e

x

TRATIRE

ars-3




PPAP - Dimensional Results/Bubble Print

~cover o [EDEECOUEENERCN DMENSIONAL  PSW  PRINTNOTES  PRINTNOTES-PAINT  PRINTNOTES-WELDING  APPEARANCE

If populated correctly, the measurement results will show “red”
when out of tolerance.

Anywhere on the print where “TYP” or an amount of
dimensions are called out, be sure to have the corresponding
amount of measurements recorded on the dimensiona
results.

NOTES{Ni1. PART NO., SERIAL NO., AND MODEL NO. TO BE .125 HIGH LETTERING.
(1H22.  MARION BODY WORKS, INC. AND MARION, WI. 54950 TO BE .10 HIGH LETTERING
(N%3. 92207479 AND CB—14 WITH .125 LETTERING IN BOXES AS SHOWN.
(f1¥.  ALL OTHER LETTERING APPROXIMATELY AS SHOWN.
495, LETTERING AND BOXES TO BE BLACK ON SILVER BACKGROUND.
1%56. MATERIAL TO BE ALUMINUM PHOTOMETAL WITH NO SELF ADHESIVE BACKING.

3.00

0.25 | _IVIARION “ARON BODY WORKS, INC. ? . /

MARION, WI. 54950 0.88TYP.

1 | o PART NO. 92207479 S ‘ 1.750
| sena vo 03

(50.25 = =—0.21.TYP. B

~ os G [V

1,28 }_,;1:28__‘ }
14

DETAIL A

[SUPPLIER NUMBER:

DIMENSIONAL RESULTS

MARION BODY WCHRK:

66
PLATE DATA CB 14 NAVISTAR

ARE | MEW ENGINEERING REVISION LEVEL 1A
[oate] 11562017 |
[Supplier reauired drawing inspecied.

- i TOLERANCE SPECIFICATION | LIMITS) GAGE arr. ORGANIZATION MEASUREMENT RESULTS (DATA) oK HOT)
SPECFICATION " . N rT] TYPE" TESTED Fiace 1 ¥ Foce 3 oK

ax 4 1 1 3 5 &00 300 280

1 a 005 0.06 281 506 | TAPEMEASURE| 1 300 ®

z a3t 008 0.06 a3t 043 CALIFER 1 o7 ¥

3 0.25 008 0.06 AL 031 CALFER 1 ] x

4 a1 1) 0.06 038 aar CALIPER 1 041 ®

5 041 0085 0.08 035 047 CALFER 1 041 X

[ a.28 008 0.06 a8 031 CALEER 1 D28 x

T 0.43 0.08 0.0 0.37 .48 CALFER 1 043 X

] 1.28 0o 008 122 130 CALPER 1 128 x

] 4,43 0.05 .06 asr o8 CALPER 1 043 X

10 a1 008 0.06 a8 o7 CALFER 1 021 x

o2 008 0.08 ais 027 CALPER 1 021 .3

i1 0.13 0.0 008 o7 AT CALPER 1 013 x

9.3 005 0.06 o7 o8 CALFER i 013 X
12 198 0.05 .08 160 181 CALIFER 1 178 X
13 0.88 008 006 a2 084 CALIPER 1 088 b
088 1) 08 oz o CALIPER i nEs *
14 1.28 0.0 o.0w 122 1.34 CALIFER 1 1.28 X
185 (k0] [l 006 025 037 CALIPER 1 o X
a a
a a

Make sure the design record (bubble print)
matches the numbering on the dimensional

results.

CRERENE

[

oozl ld

*Traceable to NIST

Blankel

of conf:

are o for any est results.

TIIE LATE

|RACHEL HEINEMAN {é/? Ot m/_/\_,- QUALITY TECHNICIAN 81812017
[



PPAP — Print Notes

COVER INTRO PPAP REQUIREMENTS DIMEMNSIONAL PSW PRINT NOTES PRINT NOTES - PAINT PRINT MOTES - WELDING APPEARANCE

PRINT NOTES
(ATTACH COPY OF RAW MATERIAL CERTIFICATION, SURE>

.............

1. ITEM: Numbering needs to matches Design Record /
“‘Bubble Print”

2. DIMENSION / SPECIFICATION: Mark the low & high
values in the MIN / MAX respectively

3. GAGE TYPE: Mark the gage used to measure item

4. QTY TESTED: Mark how many parts measured

5. DATA: Mark actual results

6. OK / NOT OK: Check each measurement as good or bad
by marking OK / NOT OK appropriately

7. SIGNATURE SECTION: Fill in Name, Signature, Title and
Date for supplier sign off

SPECIFICATION

All dimensions on the print must be verified as OK by the
Supplier prior to submission!

Cell size can be reformatted to fit all information from a
note in one cell.

Note: This sheet to be used to document all Print Note 7
requirements via the “bubble print” and reference any r—
applicable Test report numbers in the PPAP Package. -

Blanke ements of conformance are unacceptable for any test results.

FENE SIGRATURE. TILE ATE




PPAP — Print Notes/Bubble Print

~cover o [EDEECOWEENERCN DMENSIONAL  PSW  PRINTNOTES  PRINTNOTES-PAINT  PRINTNOTES-WELDING  APPEARANCE

. PRINT NOTES
NOTES{{¥i1. PART NO., SERIAL NO., AND MODEL NO. TO BE .125 HIGH LETTERING. AR (ATTACH COPY OF RAW MATERIAL CERTIFICATION, SURFACE FINISH,
(122. MARION BODY WORKS, INC. AND MARION, WI. 54950 TO BE .10 HIGH LETTERING 0 T Iy Bl 1308 PERFORMANCE TESTS & PART IDENTIFICATION)

({%3. 92207479 AND CB—14 WITH .125 LETTERING IN BOXES AS SHOWN. T T TARETOH W T ]
. ALL OTHER LETTERING APPROXIMATELY AS SHOWN. . - |§
(5. LETTERING AND BOXES TO BE BLACK ON SILVER BACKGROUND. SUPPUER B | geanis [ JPLATE DATA CEMNAVISTAR

MATERIAL TO BE ALUMINUM PHOTOMETAL WITH NO SELF ADHESIVE BACKING.

NANME OF INGPECTION EAGILITY: | WMEW TENGIMEERING REVISION LEVEL I
M {oate] B152017 [ [
3.00 Ewwlw raquirad I provida marked up drawing o idenify all “PRINT NOTES verified,
T
GAGE aTy. | ORGAMIZATION MEASUREMENT RESULTS (DATA) o]
1TEM SPECIFICATION LIMITS oK
[T WA, TYPE TESTED ™ Figea 1 Fiecs 2 Figcs 3 oK
BART NO., SERIAL N, AND
mAHIo" MARION BODY WORKS, INC. ’ k‘i \ W1 | MODEL NG, TO BE 125 HIGH 0 MA WVISLALKGALIPER| 1 ACKNOWLEDGED %
] MARION, WI. 54950 0.88 TYP. LETTERING.
MARION BODY WORKS, INC.
—1 | o PART NO. 5 M2 | AND MARION, WI, 54950 TO NA NA |VISUALICALIPER| 1 [ACKNOWLEDGED x
2207573 % 1.75(2 BE 10 HIGH LETTERING

N
(2)‘ GATOTATI AMD CE-14 WITH
—FAODEL NO. CB—14 N3 .tzSI.ETIE:::)GwIEBDJLES&S A MA  |WiSUBLICALIPER| 1 |ACKNOWLEDGED| x

> l ALL OTHER LETTERING
(£0.25 ]_ : T [~ 0.21.TYP. M| approxiMaTELY A5 SHOWN [ M A VISUAL 1 ACKNOWLEDGED ®
@G |
== 0.43 0.43 —=| | ’
G LETTERING AND BOXES TO
1.28 M5 | BEBLACKON SILVER A A visuAL 1 [nckmowLEDGED x
( BACKGROUND

MATERIAL TO BE ALUMIMUIM
PHOTOMETAL WITH KO SELF A A MATERIAL CERT 1 ACHNOWLEDGED X
ADHESIVE BATKING,

i

&

Make sure the design record (bubble print)
matches the numbering on the dimensional
results.

Blanke! statements of conformance are unacc_cglable for any test results.

) - TiE TRTE
RACHEL HEINEMAN i M@z—ﬁ/\ QUALITY TECHNICIAN 21912017 I
[




PPAP - Print Notes SAMPLE

Ccoven wino |ECKECEYENEN OMENSONAL  PSW | PRNTNOTES  PRNTNOTES -PANT | PRINTNOTES -WEIDNS  AEARANGE

NOTES:

I, APPLICABLE STANBARDSFSPLCITICATIONS:
A AIMD TRA_100- 2000
B. ASML TR SM-1994

{ZpMatER 1AL STEEL.
FLATE, ADT

CIYMATERIAL: STEEL, 4STM A36(R36N,
FLATE

TURS EO2E0GT,

ASTH AJHCRIEN,
IHCH THE

[UNS EO2608),

. HOT BOLLID, 50D IKCH THE

A, IECE/ASTW 51 19 SHALL BE WSLD
N CONVERTING AND nouunlun aFe

BN

Design Record Requirement
ASTM Chemical Requirement
ASTM Mechanical Reguirement

PPAP document to outline requirement and
actual’s per the print and Industry standard

(ASTM)

| IKCH = 25 4 wm APPLIES
2 TABLE § Chasdes] Bagelomanis
EE N T T S—— Ui b pre i nm mastrmrees The et sl pris (o e gassss duedl by doscrined sod mponed s Ssscibad
i L Bt iyl sevss of L
Preda R [ o
W Dmon G id - Tt e i
[ rT——— ™ ‘;.’.,? qu:"ﬁ ary & m;
[ o o
[y am
[yl = = AEAE
[ oo az ans
Euhr. e % [ ass [T
sacea. s ma o s [ i
Eoppme wi % wws e | 089 & ang
o kit by
[ Te————T T I
ot v p—_
- P, o 12 B s o8 138
SOECRCATION SPECFICATION (LTS GT:;: TEQ;:ED CRARAHN TS TN WS SHREMENT FESLLTS (D&Ta) i n&p,'r
Pt 1 Fiaca 2 Paca s "
TABLE 3 Tanals il ul
AT B FLATE D5
o ? .
" o : ";,I!;,.,. { | o i e e Hits, 028§ LaE i o Hits sz, «
I pritt, = b [P
Pl -r-u--:"- LLELC] L 1T -] ! 03400 i Hia, %
Flongaiion |n & in. [#63 mmi, min, % ] -
EJongaton ia & i (B0 AL N, B o [P - P et ol L ooa L 1 O oD Fita, (128 k3
= - WA i ghozd e L nns Lag 1 om i) Hrs, *®
Elrsrgakian in 8 s, |29 mesy, min, % =
In & s oy, B e [l - AL i eed BlA od Las i [alien] it ia &
‘cn the DAsnmEan subsecBan e Taimske Teats sesbon of Spscifcadion il LS A 02 Lag 1 01400 i His B
ey SRS L R
S i fangs g owee 430 B J034 kpim], Ba 00 kel [R50 MPal Elorguakion (nin #1 a7 [ LAS i i ira, (I8 s
FRAMTLE Ignste Slreag S5as N1 ARIRY and N minImem alangaken 2 n. |50 I‘
rrnu- 9 % appilen. [Tensike josl) =] B Lags 1 EA500 Hia Hes )
mn-:ﬁumnﬁmhmwuhlhnﬂnﬂhrmm
Dw-ulummwnumm far fesr plat. il (k=g b} ) Lao ! ] ity His, "
T Prar plates wider Fuan 54 G (00 srenl e sdings e ieliasard b raduzsd
=0 pamEntags pom. ptly =



PPAP — Print Notes SAMPLE CERT PROVIDED

E BETASTEEL

£900 5. Beischiry Reied
Fastuge, Indinn 46365

= *MATERIAL CERTIFICATION**
FART UL

MLLORDER: N FAOEHUMERR:  |of |
WUREEE: QTG FoEATE i, PRIVTED TIADS JRET
£} 5 Vachimhs el s PP
BT Weskgs G Pty HT 40N Maend [
L0 T8 el v om0 B 249 1o

'_wtfrlc',!llmr[hrl:s]

Use Chemical Weighted % from
material cert. and transfer to print
notes PPAP Page.

Mechanical Results to be transferred
to print notes PPAP Page.

Signature on Cert. approving material

**SIGNATURE REQUIRED
FOR PPAP APPROVAL**

CARGIARLTA TR ME A SLIREMET R

g -
[1_,’ B uibel 2 TEM SEFCATION e .
l it A - i Piaca 2
* Coll was net lavind It = L 1 |aseun 36 PLATE 05* T
! o e - - MAK vemgraa % . LA 0.4800 e
I _ ulbd - HEA, [T LaB i 03400 [y
B becd- B Chace P - M weighod % ™ T T 1 0.0080 ™
A S - MK wosgred S s oS \E-E' 1 0 L 250 L
51 - MAX wighed ™ 04 Loty 1 0.0000 ™
WE HEREBY CERTIFY THAT THIE MATERIAL WAS TESTED BN ACODRIMNCE WTTH THE AFFE ol - MAX waishsd % R, [-F LAl e L g ey
% Ekagailon in fen lach geags length. Bl agpatiia (s ) ar 1] LaB h‘_' ITE g
= " " Tensle (ks 54 L] LaB 1 £9300 e
v i) 35 LaB 1 ABEN0 P
FORM Crion
lsane Duse | 00000




PPAP — Print Notes PAINT

Includes Paint & Coating Test Results

COVER INTRO PPAP REQUIREMENTS DIMEMNSIONAL PSW PRINT NOTES PRINT NOTES - PAINT PRINT MOTES - WELDING APPEARANCE

|mARl°“ PRINT NOTES .

(PAINT PROCE SS TE ST RESULTS)
.............. 7 Gty Stnee T

ORGANIZATION: | | SUPPLIER TO MARION BODY WORKS | |
MEW FART NUMBER: | | [EART NaME

d C CILITY: | / /i .
e _— 1. Document what print standard, Industry Standard, &
Supplier reguired to provide mafked up drawing o identify sll "PRINT NOTES™ werifed.

Document Painting Method / Industry Standard used to prepare tl components. PrOCeSS Steps that Were used to Coat the part
Requirement on Drawing: \
Cl=sning Standard Utized:
Pretreat Standard Utlized: (
[Wster Brask Teat \

E

Method # / Finihi

STAMDARD SFECIFICATION/

~
1 ) 2. Prime Coat Verification: Permeability, Adhesion,
rasres Sulaaiaiiii Sl 1 #ﬁ\ﬁwm e g | Thickness Salt Spray Results, Ambient Cure Time & Oven

Prime Coat: H
et e | Cure Time
Thick ness® /\
Thicknesz (including blast prodle™ 2

\
oS p—— \\T/’ 3. Top Coat Verification: Permeability, Adhesion, Thickness

Salt Spray

o Cost: Salt Spray Results, Ambient Cure Time & Oven Cure Time

Total Thickness {reference]” \‘ [

Ch

Thickness {owver primer®

- { 3 ) 4. Supplier Sign Off
|

re Time (if uised)
{if used)
“Wgction wfl nat be made hased on costing HCK 550 SNCRSS OF the K U 2l00s, AUt 0N 2 SUBSEOUEN! perDAmANCE falune per MIL-DTL §3072 SeC 4133

|Blanket of conformance are unacceptable for any test results. |

FENE \ SIGRETORE TICE CATE ‘




PPAP — Print Notes PAINT: SAMPLE

COVER

INTRO PPAP REQUIREMENTS DIMEMNSIONAL

6. ALL WELDS SHALL BE (AN MIL-3TO-1261. CLASS 2.
OR AWS DI 1701 0M,

T. UNLESS OTHERWISE SPECIFIED, ALL DIMENSIONS
WITHOUT TOLERAMCE SHALL BE £1 mm.

=AY

&, IAHISH_ FINAL FROTECTIVE FINISH 1AW |2420325 METHOD 4
oR 1,

. DIMENSIOMAL LIMITS APPLY BEFORE PAINTING.

PRINT NOTES

(PAINT PROCE 55 TEST RESULTS)

CRGANIZATICN: |

| SUPPLIER TO MARION BODY WORKS |

PSW PRINT NOTES PRINT MOTES - PAINT PRINT MOTES - WELDING APPEARANCE
1. Print Note Paint Note Requirement
2. Document what print standard or Industry Standard
the part has been painted to.
3. Prime Coat Verification
g 1. Reference standard for each process step

MEW PART NUMBER: |

MAME OF INSPECTICN FACILITY:

CATE]

ENGINEERING REVISION LEVEL

2. Document blast profile

[Seppier requred to provide marked o drawing o identity =l FRINT NOTES” werifed.

Document Painting Method / iIndustry Standard used to prepare these components.

3. Document actual thickness including profile

4. Ensure that the thickness spec includes blast

(1.0mil blast profile + 1.3 mil primer = 2.3 min

thickness including blast profile)

Mathod £ / Finishing Reguirement on Draving A N
Ciaaning d Utiizes: N
Pretreat Standard Uslized: 7\
[Wister Bragk Test
o STANDERD S e Y ary. | SUPPLIERTEST RESLLTS (DATA) | ‘NOT
[Tanc T we | wm | wax TESTED ["Figee 1 | Prm2 | Peced oK
Prime Coat:
Blast Profile
Thickness™ ‘\

4. Top Coat Verification

L 3

 Thic igghuding blast proflg)™
v ed)
4 ime: (if used)
Top Coarr
reference)’

Totsl Thickness |

5. Supplier Sign Off

Thickness {over primer}®

Per meability

| Adhesion

| Ambient Cure Time (if used)

Cure Time (if used)

- Rajecion i) not be mads based 0n Soating KISk S550 Sx0ssE

o the m axk um alane, buton

2 subsoquent pe darmance falurs

per MIL-DTL 53072

Z=cez iz

5
|Blanket statements of conformance are unacceptable for any test results.

"F'EI'NTN!«L’E

TMCE

CEATE

NV



PPAP — Welding Specification

COVER INTRO PPAP REQUIREMENTS DIMEMNSIONAL PSW PRINT NOTES

—

Ei:—mlz.q\ yi S

TN | SUFFLIER N

[NAME OF INSPECT[IN FACE ENGINEERING AE) [VEN

caTe] ! \ g 1 N\ I

500 ier requimd to Novkde marked up prit o MR ALL W eld Rems * X
DoRs ‘:C =0 CWFoANANCS

TEM WELD SYMBOL WELD DESCRIFTION WESE e e EcxTon CRMAN o (M7
i WELDSZE | WELDLENGT= | WELDQTY %

: e

Blank et staty nts of £ gre unacceptsble for any testres uls .
RINT NAME S NAT TILE CATE

PRINT NOTES - PAINT PRINT MOTES - WELDING APPEARANCE

*

1. Document the Welding Symbol / Weld
Description from “bubble print”.

2. Document WPS / PQR (if not prequalified)

3. Document visual verification of weld size,
Weld length, Weld Quantity.

4. Supplier Sign Off

Note: WPS’s, PQR’s and welder certifications may
be requested and must be provided upon request.



PPAP — Welding Specification: SAMPLE

COVER

INTRO PPAP REQUIREMENTS DIMEMNSIONAL

PSW

PRINT NOTES

PRINT NOTES - PAINT

PR e b,
(WELDING)

A Tradition of Quality. Stace 1905
[CREANZATIY” { N V 3\ [FarT novEER. 7 S
suprLER N \ ) | 3 ] [rarTnare: ] 4 PR.GTT.5-TON PANAMA

\ N L \ yA \ yA
NAME OF N\~ Aoumy: | MBW e [EMGINEERING REVIS B
DwTE] | | 172017 AN | |
[Supoiier required b *ﬂe maked up print 10 KengALL Welkd Rems
=
TEM WELD SYMBOL WELD DESCRPTION wpsE el ax 9T
Senrm WELD WELD QTY oK

wi | BENETE S - MEW-WPS-

Wi | _'_‘_.. Do T STLai3 02 X
v - MEW WP S- .

w2 ET riois 02 x

7 5, ——
Lt . - MEW -WPS- .

N DoU LET s 02 x

w R MEW-WPS- .

W4 ARE BEV i 0z x
ws e e LET W "';;\__’;:f' 025 4235 E ®

-
7. R MEW-WPS- . -
NE LLET WELD i 025 CONTINUOUS x
TRT TARE T ;\AT-\:Q TIE TATE

results.

Make sure the design record (bubble print)
matches the numbering on the dimensional

PRINT MOTES - WELDING

*

1. Document the Welding Symbol / Weld
Description from “bubble print”.

APPEARANCE

2. Document the Welding Specification /Weld
Symbol from “bubble print”.

3. Document WPS / PQR (if not prequalified)

4. Document visual verification of weld size,
Weld length, Weld Quantity.

5. Supplier Sign Off

Note: WPS’s, PQR’s and welder certifications
must be provided upon request.



PPAP — Questions, Comments or Concerns

For any questions, comments or concerns regarding PPAP
documentation, please contact:

ppap@ marionbody.com



mailto:ppap@marionbody.com
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