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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards
bodies (ISO member bodies). The work of preparing International Standards is normally carried out
through ISO technical committees. Each member body interested in a subject for which a technical
committee has been established has the right to be represented on that committee. International
organizations, governmental and non-governmental, in liaison with ISO, also take part in the work.
ISO collaborates closely with the International Electrotechnical Commission (IEC) on all matters of

electrotechnical standardization.

The prog¢edures used to develop this document and those intended for its further maintenance_ar

lanation on the meaning of ISO specific terms and expressions related to conformity assessmer
information about ISO’s adherence to the World Trade Organization (WTO) principles in tk
Barriers to Trade (TBT) see the following URL: wwwxiso.org/iso/foreword.html.

as well
Technic

This doqument was prepared by Technical Committee JSO/TC 69, Applications of statistical method
Subcomrpittee SC 8, Application of statistical and relatéd methodology for new technology and produ
development.

Alist of gll parts in the ISO 16355 series can bexound on the ISO website.
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Introduction

Quality Function Deployment (QFD) is a method to assure customer or stakeholder satisfaction and
value with new and existing products by designing in, from different levels and different perspectives,
the requirements that are most important to the customer or stakeholder. These requirements are
well understood through the use of quantitative and non-quantitative tools and methods to improve
confidence of the design and development phases that they are working on the right things. In addition
to satisfaction with the product, QFD improves the process by which new products are developed.

REported results of using QFD Include mmproved customer satisiaction with products at time g¢f launch,
ithproved cross-functional communication, systematic and traceable design decisions, efficient use of
r¢sources, reduced rework, reduced time-to-market, lower life cycle cost, improved reputatipn of the
organization among its customers or stakeholders.

This document demonstrates the dynamic nature of a customer-driven approachy~Since its inception
ir] 1966, QFD has broadened and deepened its methods and tools to respond €te,the changing|business
conditions of QFD users, their management, their customers, and their products. Those who have used
older QFD models will find these improvements make QFD easier and faster to use. The methods and
tqols shown and described represent decades of improvements to QFD;-the list is neither exhaulstive nor
exclusive. Users should consider the applicable methods and tools as’siiggestions, not requirenpents.

This document is descriptive and discusses current best practice; it is not prescriptive by fequiring
ecific tools and methods.

%)
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Applications of statistical and related methods to new
technology and product development process —

Part 8:
uidelines for commercialization and life cycle

Scope

1

This document describes after optimization of product design to address non-fun¢tional requirements,
fqr example, test, produce, commercialize, deliver, support, and eventually retife a product from the
nlarket and provides guidance on the use of the applicable tools and methods/The goal is to ideptify and
assure key processes and measures in order to satisfy and deliver value te‘eustomers and stakgholders.
The topics in this document are not exhaustive and vary according to.industry, product, and jmarkets.
They are considered a guide to encourage users of this document.to explore activities npeded to
a¢complish the same goal for their products.

DTE Some of the activities described in this document can be{used at an earlier stage.

N

Upers of this document include all organization functions{necessary to assure customer satlsfaction,
irfcluding business planning, marketing, sales, research and development (R&D), engjneering,
irfformation technology (IT), manufacturing, procurement, quality, production, service, packdging and
ldgistics, support, testing, regulatory, business proCess design, and other phases in hardware, Joftware,
s¢rvice, and system organizations.

2| Normative references

The following documents are referred to in the text in such a way that some or all of their content
constitutes requirements of this‘document. For dated references, only the edition cited applies. For
uhdated references, the latest edition of the referenced document (including any amendments) applies.

I40 16355-1:2015, Application of statistical and related methods to new technology and| product
development process ——Rart 1: General principles and perspectives of Quality Function Deployment (QFD

3| Terms and\definitions

For the purpeses of this document, the terms and definitions given in ISO 16355-1 apply.

190 and,IEC maintain terminological databases for use in standardization at the following addresses:

—t_JEC Electropedia: available at http://www.electropedia.org/

— ISO Online browsing platform: available at http://www.iso.or

4 Basic concepts of QFD
The basic concepts of QFD are described in ISO 16355-1:2015, Clause 4.

© IS0 2017 - All rights reserved 1
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5 Integration of QFD and product development methods

5.1 QFD support for product development methods

QFD support for product development methods is described in ISO 16355-1:2015, 5.1.

5.2 Flow of product development with QFD

The flow of QFD methods and tools varies according to the organization and project requirements.

Typically
Figure 1

deploym|
that are

5.3 Cu

Stakehol
are also

, they begin with broad concerns and through prioritization riow down to speciIics.

[1] shows the flow of product development from quality to technology to cost to reliapili
1sed in new product development.

stomers and stakeholders

ders include external customers and internal members of business and“work processes wh
mportant in development of new products, services, information systems, and processes.

6 Types of QFD projects

QFD prd
products
Clause 6

7 QFI

7.1 QF

Cross-fu

jects encompass new developments, as well as generational improvements to existiy
. The types of QFD projects are described in ISO 16355x1:2015, Clause 6 and ISO 16355-2:201
Notes.

) team membership

D uses cross-functional teams

hctional teams are described in 1SO6355-1:2015, 7.1.

7.2 Core team membership

Core tea

m membership is described in ISO 16355-1:2015, 7.2.

7.3 Subject matter experts

Subject 11

7.4 QF

QFD tear

hatter experts.inivolvement is described in ISO 16355-1:2015, 7.3.

D teanleadership

hleadership is described in ISO 16355-1:2015, 7.4.

ents. This document begins with components deployment and describes additional-analysé
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8 Lifestyle and emotional quality deployment

While QFD focuses on the functional and performance factors of a product, lifestyle and emotional
quality deployment focuses on non-functional factors such as aesthetics, attraction, and sensory
responses to a product, its packaging, and its branding. Many products from fashion to industrial
products can convey pride in ownership through these factors that lead to brand loyalty, repurchase,
and recommendation to others. Consideration of these factors early in the design phase can lead to
individualistic configurations that address customer lifestyle and emotions with little cost impact
to the maker. One approach that has been long integrated into the QFD process is called Kansei
engineering[30]

8.1 K4nsei engineering

Originally developed as a human factors approach to engineer an appealing product by addréssing how
people ipterpret inputs from the five physical senses of sight, sound, taste, touch, and-smell, Kansgi
engineering now bridges the traditional industrial design, marketing, and engineering functions($l.
Lifestyle|deployment uses the following steps:

—_

a) setpgroductimage strategy;

b) identify stakeholders and customers;

c) visitlcustomers to understand context of use;

d) intefview and do ethnographies to understand customer lifestyle and self-image;
e) deriye lifestyle words with a customer lifestyle table;

f) havdtarget customers create an affinity diagram to<structure lifestyle words and extract produft
metg-metaphor;

g) makg a hierarchy diagram translating lifestyle-words into the five senses;
h) identify product attributes and set up experimental trials;

i) havd customers quantify lifestyle words with product samples and images; conduct statisticpl
analyses of which design attributes best explain customer lifestyle words;

j) deplpy to design and development.

8.2 Setting product image strategy

Product image should,support the brand strategy of the organization. Brand strategy, as with other
strategid initiatives,,is described in ISO 16355-2. It should consider trends in market and sales,
technology, fashidgnj)and style, and other preferences.

8.3 Identifying stakeholders and customers

Brand strategy is customer specific according to such demographics as age, sex, culture, geography,
occupation, and other factors. The customer segments table described in ISO 16355-2 can be modified
to include these factors.

8.4 Visiting customers and stakeholders to understand context of use

Lifestyle is communicated through words, behaviour, body language, and physiological responses. The
gemba visit team should include industrial and fashion design, marketing, brand management, retail
sales, merchandising, and engineering. Setting up and conducting customer gemba visits where they
work and play are described in ISO 16355-2. The gemba visit table described in ISO 16355-2 can be
modified to clarify emotional and lifestyle words such as beautiful, powerful, cute, and elegant.

4 © IS0 2017 - All rights reserved
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8.5 Interviewing and doing ethnographies to understand customer lifestyle and
image

self-

Customers and stakeholders are interviewed to discuss their lifestyle choices, preferences, aspirations,

motivations, and other matters related to how they wish to appear to others and how they thi

nk about

themselves. Depending on who the customer is, what his or her peer group values, what advertising
message is conveyed (direct ads, product placement in movies, etc.), fads and favourites are constantly
changing, creating opportunities for new product excitement and differentiation. Ethnographies help

understand the values, beliefs, wishes, dreams, self-image, projected image, future, past cultural
ppsitives and negatives ahout the targeted segment This psychological profile of the segment is
dynamic, and ethnographies are updated frequently to keep information fresh.
EXAMPLE Sample ethnography questions for lifestyle deployment for office wear.
a) Whatis your biggest opportunity, concern, challenge, difficulty?
b] Who in your life do you relate to most? Who is your favourite politician or movie star?
c)] Whateventin the last 6 months has affected you the most?
d) What does your clothing say about you?
e) What clothing article do you care most about and why?
f)) How much time do you spend selecting clothes?
g] Whatbrands do you like to buy and why?
h] How long do you usually wear clothes in terms of houfs;seasons, years?
8(6 Deriving lifestyle words with a customer lifestyle table
The gemba visit table clarifies lifestyle itenis'and ethnographic responses should then be arranged in
acustomer lifestyle table (CLT), as shownin Table 1. The CLT attempts to parse and make serse of the
s¢mewhat random language in the ethfhiographies and translate them into lifestyle words[2Z].
Table 1 — Customer lifestyle table for office wear
Ilam a [who] going to [where]\in the [when] because I like to [what activity] because it makes mg feel
[Why]; so I want [how praduct fulfils], and therefore I usually buy [which brand].
Who Wheré When What Why How Which Lifestyle
activity product brand words
fulfils
Urban Work at the |Year-round |Ilike tolead |Many years |My clothing |Thereforel |Leader,
Uptown, client’s place people and |of experi- should be buy experienced,
Money and\ /| of business projects. ence have subtleand |Kenneth prominent,
Hrains led to promi- |distinc- Cole. smaft,
nence in my |tive. My respgcted,
field. I am ties should teacher,
respected exude power power, subtle,
and expect- |without distinctive
ed to teach |pretension.
others.
© IS0 2017 - All rights reserved 5
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8.7 Affinity diagram of lifestyle words

The affinity diagram process is described in ISO 16355-4. Additionally, the affinity diagram should

include a meta-metaphor statement that describes the most abstract lifestyle or emotional ideal. Th
ideal is sometimes used as an advertising tagline.

is

EXAMPLE Mazda Motor Corporation™1) in the design of the MX-5 (Miata) employed the meta-metaphor
“horse and rider as one” to personify that the automobile was a natural extension of the driver’s mind and body

and that they performed as if a single organism.

8.8 Hiprarchy diagram of lifestyle words

The hierfarchy diagram process is described in ISO 16355-4. In lifestyle deployment, the hierarck
diagramfis inserted into a table that includes the sensory organ affiliated with the lifestyle word ‘and t}
product pystem or subsystem and the design elements and quality characteristics of the;somponen
that intefface with the sensory organ. After the analysis is completed, a target performiance value
specification for characteristics of the component is added.

EXAMPL Table 2 shows the flow of information from the meta-metaphor to the,sensory organ to the pg
system, design, and quality characteristics. In the lifestyle domain, “Words that daw; attention” is the desire
image of e target customer (engineering consultant) who wants to be seen by hepclients as elegant, responsiv
and soph|sticated. Her pen should be beautiful, well designed, yet warm and curvy. These lifestyle words a
sensed through sight and touch. The physical domain includes pen systems-such as the body and clip, wi
design elgments and quality characteristics of body dimensions such as length of pen and clip design such as cl
materials

Table 2 — Lifestyle words hierarchydiagram for pen

Lifestyle domain Physical domain
) ) Quality Target
Metajmetaphor Primary Secondary Sense System | Design element - o
characteristic| specification

Ly
1e

T oo ® ars

beautiful sight  body bodydimension length
elegant good design sight  clip clip design clip materials
warm feel body body design body colour
curvy touch  body body dimension curvature
"Wqrds that 2 :
resporsive feel t touch  bod, bal tre of
drawlattention” p < eels easyto use. (I)uc .o y alance centre of gravity
looks easyto write  sight  tip shape roundness
with
expensive looking  sight  body body design bodymaterials
, . protractor/retractor o ,
- high class sound  mechanism o audibility of click
sophisticated characteristics
Hoder sight—body——bhody-dimenstons——volume{dinmetery—
thick sight  ink ink characteristics  optical density

1) MX-5 (Miata) is the trade name of a product supplied by Mazda Motor Corporation. This information is given for

the convenience of the users of this document and does not constitute an endorsement by ISO of this product.

6 © IS0 2017 - All rights reserved
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8.9 Identifying product attributes and set up experimental trials

The quality characteristics and the lifestyle words in the hierarchy diagram are used as the product
attributes to be tested. The results of the trials are statistically analysed to identify which lifestyle
words are preferred by the customers and which product attribute best explains this preference.

NOTE If too many attributes are tested, the effort asked of the customer to evaluate can increase
substantially.

8.9.1 Selecting product concepts to be evaluated

Product concepts are evaluated by the customers while experiencing the concepts with the ap;l)ropriate
s¢nses. Concepts can be actual products, images of products, or unrelated products that'sharg similar
attributesl13]. Each product attribute performance level is exhibited at least twicg,in the|selected
product concepts.

NPTE If too many concepts are tested, the effort asked of the customer to evaluaté,can increase subftantially.

53|

KAMPLE Figure 2 illustrates three product attributes (length, volumej/colour) at different|levels of
erformance (short-long, thin-fat, and red-blue-black-silver). There are three shert pens and six long pens, four
thin pens and five fat pens, and two red, two blue, two black, and three silver\pens. Pen #1 is long, thin, §ilver, and

s¢ forth.
1 : ]
"
3 4 5

1 2 6 /

ength (3-short, 6 long) long long long long short | short | long
violume((4 thin, 5 fat) thin thin thin fat fat fat fat

colour (2 red, 2 blue. 2 black, 3 silver | silver blue black | black | silver | blue
silver)

o

short
thin

red

—

Figure 2 — Pen concepts and product attributes

8.9.2 C(Creating survey of concepts and lifestyle words

Customers are asked to evaluate each product concept against each lifestyle word in a survey. Because
the lifestyle words are more emotional than functional, a more psychologically friendly survey method,
the semantic differential, is recommended[32]. The semantic differential survey uses polar opposite
adjectives along a 5- or 7-level scale, with the upper levels expressing the more desired adjective. The
opposite words are antonyms or “not” constructions, with the latter considered a bit more unnatural

© IS0 2017 - All rights reserved 7
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sounding but less likely to be misinterpreted. Examples of antonym polar opposites include hot-cold
and expensive-cheap. Examples of “not” constructions include hot-not hot and expensive-not expensive.

EXAMPLE1  The following 10 polar word pairs were used in a semantic differential survey. Customers were
instructed to view the sample pens in Figure 2 and respond on a 1 to 5 scale (5 being most desired) according to
how they felt about each pen. The results were recorded in a response grid in a statistics app.

1. Beautiful 5-4-3-2-1 ugly

2. Good design 5-4-3-2-1 bad design

B. High class 5-4-3-2-1 low class

1. Modern 5-4-3-2-1 conservative
b. Curved 5-4-3-2-1 straight

b. Thick 5-4-3-2-1 thin

/. Easy to use 5-4-3-2-1 hard to use

B. Easy to write  5-4-3-2-1 hard to write
D. Warm 5-4-3-2-1 cool

10. Expensive 5-4-3-2-1 cheap

EXAMPLE 2  See Figure 3 for the result of a customer’s evaluation.ef-pens. For beautiful vs. ugly, the customgr
felt that pen #1 was a 3 on the 1 to 5 scale, pen #2 was a 2, pen #3*was a 2, pen #4 was a 5, and so forth for ea¢h
pen and each lifestyle word pair.

,'
2 3 4 5

1 6 7 g
1. Beautiful 5<4-3-2-1 ugly 3 2 2 5 1 2 1 4 4
2. Good design 5-4-3-2-1 bad design 5 4 1 4 2 5 2 4 4
3. High class 5-4-3-2-1 low class 3 3 2 5 3 3 2 2 4
4. Moderp 5-4-3-2-1 conservative 5 5 3 3 4 5 1 4 3
5. Curve 5-4-3-2-1 straight 2 3 4 4 4 3 5 ) 4
6. Thick 5-4-3-2-1 thin 3 4 2 4 5 5 2 5 4
7. Easy to use 5-4-3-2-1 hard to use 4 4 3 4 4 4 1 4 3
8. Easy to write 5-4-3-2-1 hard to write 5 3 3 4 4 4 1 5 2
9. Warm 5-4-3-2-1 cool 4 2 4 5 4 2 3 4 5
10. Expensive 5-4-3-2-1 cheap 4 2 2 5 3 5 4 4 4

Figure 3 — One customer’s evaluation of pens per each lifestyle word
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8.10 Statistical analysis of customers’ evaluations of products

The survey is fielded to pre-qualified customers within the segment identified in 8.3. The sample size
of respondents should reflect the confidence intervals as described in ISO 16355-4. All responses are
entered into a statistical app worksheet aligned to the attributes in the trials in Figure 2. Statistical
analyses include factor analysis, principal component analysis, and bivariate correlations to identify
which lifestyle words best reflect the customer’s lifestyle, which product quality characteristic best
explains the lifestyle word, and which performance level is preferred.

NOTE Survey sample size can be affected by the number of concepts, number of lifestyle words, number of
afftributes, and number of Tevels of each attribute. The [arger the number of words and Ievels, the Iarger the sample
n¢eded. Studies with five concepts, five lifestyle words, three attributes at two levels each were conducted with
few as 60 participants.

2

EKAMPLE1 In Table 3, the lifestyle words are entered in the columns and evaluations of-the ning pens are
s}own in the rows. To the right of the responses are the trials describing the attributes/given in Fi 2. This
p H

rticular statistical app requires that length be expressed as a 1 for short or 2 for long,as well as a 0 (foff) for 11

amd 1 (on) for 12 if the pen is long. In this example, pen #1 is long, thin, and silver as indicated in Table 3

Table 3 — Survey responses for pen entered into a statistical package worksheet

Semantic
differential

Length and Volume Colour and

lifestyle words levels and levels levels

&
ng": w'g g i AiA
EHEHHEBRSH EEE HEE HHAE
HEEIHEIEEEEI HEIE HEE BEEEE
HHHBEBRZEAE BIA ARD ARDRLE
ARHBERAEHEBE B ARR ARDNE
2 1] 2]3d ]2 3]3] 4]z o[ 11| 1] oN2] 0] 1] o]0
. AR ANANEE BOR AR BBRNAE
o ]2 a]a]s]al 4] 430 1] of2] o] R3]0 0] 1]0
2, 2ps 3535 4[4[ 2[sh1]1]of2]o]tf1][1]0]0]0
& ] 2] 2] 15| 2] ]3[4l o] 1Rzl o] tR2] 0] 1]0]0
ARARBENENE HBR B0 ARR0E
a4]al3]af4a]3]2]s]af1]1[ o]t o4 o]0 0]1

EKAMPLE 2  The principal components analysis extraction in Table 4 indicates that MODERN has|the most
variation In common with the other variables. The higher the number 1n the extractions column, the more
communality it has.
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Table 4 — Principal component analysis communalities

Communalities
Initial Extraction
Beautiful 1,000 0,827
Good_design 1,000 0,913
High_class 1,000 0,645
Modern 1,000 0,986
Curved 1,000 0,625
Thick 1,000 0,520
Easyuse 1,000 0,977
Easywrite 1,000 0,802
Warm 1,000 0,859
Expensive 1,000 0,762

Extraction Method: Principal Component Analysis.

EXAMPLE 3  Abivariate correlation is run to determine which levels of each qualifiy characteristic best explajn
MODERN] Table 5 shows that a short (11), thin (v1), silver pen has the highest‘correlations to MODERN for the
target cutomer segment.

Table 5 — Bivariate correlation

modern 11 12 vl v2 silver blue black red
Pearson 1 0,189 | -0,189 | 0,239 «[\.>~0,239 | 0,756 -0,714 | -0,071 | -0,071]
correlation
modern | Sig. 0,626 0,626 0,536 0,536 0,018 0,031 0,855 0,855
(2-tailed)
N 9 9 9 9 9 9 9 9 9

8.11 Deploy to design and development

Based o1] the above analysis, moreSpecific shortness, thinness, and silver variations can be prototypgd
and further tested with target cistomers. The use of lifestyle deployment for packaging is discussed |n
Clause 15.

9 Component deployment

9.1 Gedneral

Once thq functional and performance requirements of the high level design have been optimized as
described in’ ISO 16355-5, ISO 16355-6, and ISO 16355-7 and non-functional requirements (aesthetids,
lifestyle, emotional quality) have been examined as described in Clause 8, the design should continue
to be analysed to the component level. A series of L-matrices and tables deploy quality, technology, cost,
reliability, and other factors from the high level design to the component level.

NOTE According to the product, components can be specific parts or assemblies of parts from the bill of
materials of a physical productl[36], ingredients of a processed food or chemical product, human tasks in a service
product, or objects, entities, or lines of code in a software or information technology product.
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9.2 Modern Blitz QFD®2)and the maximum value table (MVT)

When using the maximum value table as described in ISO 16355-5, critical components occupy one
or more columns. The maximum value table only deploys the design and development of components
critical to high priority customer needs.

EXAMPLE Table 6 shows the deployment of toaster functional requirements and characteristics to selection
of a quartz heating technology to the critical components of heating elements, conveyor motor, feed ramp, and
thermostat. Specifications and performance targets columns are added after testing and confirmation with
customers.

Table 6 — Maximum value table for toaster in airport breakfast kiosk

Customer |Customer|Customer] Customer

Project

Toaster

Project
tasks

Technology Reliability | Manufacturing

characteristics

characteristics problem needs

- N Locate
I can make a X Contamination|
Heating o artzbulb | Surface quartz
healthy Maxfeed rate lemeﬁE: during installatio e toaster
choice f w—»
i\ I vendor
\¥ s
Business | Looking ["Nothing <] i A \ b o
. — > Training fin
g woman |atdisplay] here | Icangeta] Toast colour ™ Qu /Conveyor e — contamination
5 changing | counter,| looks | tastel like heatin, motor .
> | planesi . " b testing
& |planesin hub.| frowning| good. i
~
; [ can make an| <
3 appealing Toast Feed rai Final assembly
@ ; 9
A consistency HR
o2
Feed o.penmg S’I‘hermostat lnspecn-()n and
height testing

9(3 Functional requirements<components matrix

9{3.1 Purpose of the functional requirements-components matrix

This L-matrix identifies which components have a strong relationship with the functional requjrements
(product characteristics and capabilities). It also records component level quality characteriptics and
tqrget values, component functions, process capability targets, current component cost, apd other
fdctors. The matrix transfers functional requirements priority weights into component priority|weights,
wthich helps.the QFD team allocate technical resources to components with high value to custgmers.

NPTE The functional requirements-component matrix is labelled matrix 3-1 in the Comprehensive|QFD flow
c:[art in'Figure 1. If this matrix is done with proportional distribution as described in ISO 16355-5, cpmponent
tqrget costs can also be calculated. Readers familiar with the 4-phase QFD model developed by builf-to-print
auto parts suppliers can notice that this matrix is the second matrix in the series. Readers familiar with the
matrix of matrices can recognize this as the A-4 matrix[23].

9.3.2 Building the functional requirements-components matrix

The L-matrix is used for the functional requirements-function matrix. This document follows the
convention of using matrix rows for the already-derived information and weights and the columns for

2) Blitz QFD® is an example of a suitable product available commercially. This information is given for the
convenience of users of this document and does not constitute an endorsement by ISO of this product.
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the to-be-derived information and weights. This means that the 3-1 matrix in the comprehensive QFD
flow chart is rotated 90° counterclockwise, considering the following steps.

1y

The functional requirements and weights from the columns of the customer needs-functional

requirements matrix (house of quality) described in ISO 16355-5 are inserted into the rows. If the
weighted design planning table described in SO 16355-5 is used, the adjusted priorities are used.

2)

The components at the same level of detail as the functional requirements, usually the tertiary

level of detail, are inserted into the columns. Components should be organized into a hierarchy
diagram of systems, subsystems, and components.

3)

4)

5)

EXAMPLE 1

Component characteristics and target specifications are added.

Using the cause-to-effect approach and working row-by-row, the strength of the relationship
eachl component to achieving the functional requirement is determined. The icons and symbols
desdribed in ISO 16355-5 are used.

The Jpriorities of the functional requirements are transferred into priorities for the,eomponen
following the steps described in ISO 16355-5. If component cost deployment is;ta’be used late
then| the proportional distribution is used instead of the independent or ideal distribution wh¢
calcyilating component weights. Optionally, the prioritized components can also-be rank-ordered.

In ISO 16355-5, the customer needs-functional requirementsimatrix (house of quality) w

introducdd for the airport breakfast kiosk service. A bagel toaster was added*to improve customer satisfacti
with nunpber of heating options. However, standard bread toasters require approximately 6 min to toast

bagel, so
quality il

character

h new toaster was required that could toast a bagel in less thail 1 min. In Table 7, a toaster house
ustrates how customer needs priorities are used to prioritize toaster functional requirements af
istics with an L-matrix and symbols explained in ISO 16355*5.

Of

[S

=

Table|7 — Customer needs-functional requirements matrix (house of quality) for toaster in
airport breakfast kiosk-/(ideal distribution)
Toaster Characteristics D B
5 | g
b L]
2R - 5 7 ==
Z *xT o &3 278 T 5
2 S 9L 8= s | $a3
& ~& 5 =3 | £8 |=o=
Customer Needs TC1 TC2 TC3 TC4
. D
I can make a healthy choice |19,3%
0,000 0,000 0,046 0,000
: 5 @ @
I can get a taste 1 like 60,6%
0,000 0,068 0,068 0,000
I cin make an‘appealing o D
. 11,6%
Ch pD1Ce 0,058 0,058 0,027 0,000
. [ & D
I can choose quickly 8,6%
0,086 0,010 0,000 0,020
T Absolute Weight 0143 0,135 0,141 0.020]0.440 |
3 !
) Toaster Characteristic Weight 32,6% 30,8% 32,0% 4,6%(100,0%
$ Toaster Characteristic Rank 1 3 2 4
=]
w9 <} o ® O
—_ = 20 = =
Target Value g2 E &8 3 %) =
£ 289
SRSEE 828853x
EXAMPLE 2  The toaster house of quality is then cascaded into Table 8 by rotating the columns into rows and

transferring the toaster characteristics into component part priorities and characteristics target specifications
following the steps in 9.3.2. These are displayed with an L-matrix and symbols explained in ISO 16355-5.

12
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Table 8 — Functional requirements and characteristics-component parts matrix for toaster in
airport breakfast kiosk (ideal distribution)

functlon matrlx to the most detalled level.

4.1 Purpose of the component-sub-function matrix

9|4.2 Building the component-sub-function matrix

94 Component-sub-function matrix and valie engineering

bes) versus how it is made. The goalis to improve performance with reduced cost. QFD mat
tistomer needs and weights to .engineering perspectives as a driver of the calculations of co
performance, function, and cost ratios.

2) A component level sub-function tree 1s built for each component This is done by exam|]

Component Parts =
(7] — “;;
on E (=] =)
= >
2 =T} O = a, =i
= = = > 8 = =
: || 83| 52| §8| £
& T o | O & R =
Toaster Characteristic P1 P2 P3 P4
i o o 9
© |Max feed rate 32,6%
0,326 0,326 0,162 0,037
~ 0 [ ) .
© |Toast colour 30,8%
0,308 0,000 0,000 0,153
o . ® 9
© |Toast consistency 32,0%
0,320 0,160 0,000 0,076
<+ . . 9 . o
© |Feed opening height | 4,6%
= p g g ’ 0,023 0,000 0,046 0,000
2 Absolute Weight 0,977 0,486 _()'0,208 0,266|1,937
ED Component Parts Weight 50,4% 25,1(%&0 10,8% 13,7%]100,0%
= A
2 Component Parts Rank 1 2 4 3
2
Target Value E
&

9

The purpose of the component-sub-funetion matrix is to set up a value engineering study td identify
anhd eliminate high component costs and poor performance based on functions (what the co
d
C

mponent
rices add
Imponent

1) The components-from the bill of materials or components build list are inserted into th¢ rows of
the matrix./This can differ for processed products (ingredients and additives), services (j
software{objects). Component weights come from the columns of the functional requi
componeits matrix explained in 9.3 and shown in Table 10. Since this is used for cost calqulations,
the ratio scale weights and proportional distribution described in ISO 16355-5 are used.

bbs), and
rements-

ning the

EXAMPLE1 Table9 is an example of a function tree deployed to three levels. Steps for building a function tree
are described in ISO 16355-5. Here, the primary level function of the master cylinder is to locate components,
the secondary level function is to hold parts and affix parts, and the tertiary functions include hold fluid, hold
pressure, attach body on vehicle, and so forth. The table has been truncated for confidentiality[11],

© IS0 2017 - All rights reserved
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Table 9 — Component function tree for vehicle brake master cylinder (partial)

Locate components Hold parts Hold fluid

Hold pressure

Affix parts Attaches body on vehicle

Attaches reservoir cover

Attaches reservoir gasket

3) The lClatiUlthilJD thVVUCll thc aub fullLtiUllD Cllld thC LUllllJUllClltb, VVUl}\ills TUVV by ITUVY, d e
examined. Since this is used for cost analysis, the full nine levels and the ratio scale values descrihgd
in ISP 16355-5 are used for the relationship weights.

4) The [component weights are transferred to the sub-function weights using the proportiongl
distibution method described in ISO 16355-5 since this is used for cost analysis.

EXAMPLE 2  Table 10 shows a truncated view of the calculation of component part weights. Functionpl

requirempnt weights are calculated in the customer needs-functional requirements matrix (house of quality)

which is hot shown here due to confidentiality[11ll. One functional requirement, master cylinder (MC) weight

(mass), has relationships to many component parts, including the warning label, which is discussed below. The

functionall requirement weight is transferred to the component part weights, whi¢h-5°0,01 or 1 %.

Table 10 — Functional requirements-component matrixfor-vehicle brake system
Component parts
>\ ~
< —~ | ®
2 LN
= a =
) = 00 .
2 g s | = 5 2
= 9 ElE| o] & =
& 3 sl w| Bl 2] 8 0
. S o Q. [ o E E o0 = S E
Functional 2 3] g g sl €| 8| = o g £
. S © < > [ g
requirements SIS | S| 8|2 2|2 &8[8|8]%2
5 [Ratio h
s | B
= | £ |Width L
>
= E Resistance lever applyforce ® D ™
D [Master cylinder weight { ® D | @ D D O D) ™ D)
§ Lever force vs itravel [ ] [ ]
[L
§ 1 |Lever deadystroke [ ] O
© =
é 5 |Force vs\pressure [ ] [ ]
) 7
“5 & |Stroke vs Deceleration (lever)| @ [ ]
A 3
FCH.ever reach [ ] [
S
Absolute weight
Component parts weight 0,01

EXAMPLE 3  Table 11 partially illustrates the transfer of component weights into sub-function weights.
These are displayed with an L-matrix and symbols explained in ISO 16355-5. Table 11 has been truncated for
confidentiality and does not show the calculated weights[11].
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Table 11 — Component-sub-function matrix for vehicle brake master cylinder (partial)

Sub-functions ° = b g
5 o ] _ =
=) > 7} o0 = 2
S| 8| & £ S S
AR s ozl Elglg]e| 2 g
el S| E || 8| E|E|e|c|E|2z|E2|Z] |.|2
] 218 b b < S 2 & 2 2l 2|3 s |1 Sl =|= S| =
5 2| 2 2 21 o % S| = = = = | 2 a2l e 5| = = 2] =
= a2l ===l < % 2]l e8| 8| 8 S|l 81| == ol =
= =] S S < s & =1 = = = = 2 © =1 = 2 = = =3
s|ls|sls|ls|l S|l sl =888l sglalelsglelzal8] 3] ¢
Component parts T |zl =] < % SlaelalalalE|ldole | ElE ]|l s |&]<
Master cylinder body [ ] [ ] [ ] [ [ [ ] [ ] [ [ ] ] [ J [ ] [
Clamp 'y '
Clamp screws [ ] ([ ] ]
Lgver [ J [ J [ J [ J [ ] [ J [ ]
Pjvot pin ([ ] L) (] ™
Bpshing (lever pin) O O 9l D
Retaining ring (lever)
S|ght glass D
Absolute weight
Sub-function weight
NPTE xxxxx and yyyyy represent confidential information.
9|4.3 Value analysis (VA)
The purpose of value analysis is to put cost into areas that’have the most value to the cusfomer or
stakeholder. Value analysis takes the percentage cost of each component based on tota] system

re¢quirements-component matrix. A ratio of 1 would be a component with equal cost and v
phrpose of VA is to identify components where theratio is greater than 1, indicating that the c
component is greater than the value the component provides.

EKAMPLE In the vehicle brake system, the*warning label has a high cost to value ratio of 66,06
cadlculated by taking the cost of the warninig-label/total cost of all parts which is 0,66 % (actual cos
shown, just the ratio). The value of the warming label is the component part weight for the warning labe
0J01 as shown at the bottom of Table-I0> The value ratio is then calculated as 0,66/0,01 = 66,00 round
d¢cimal places. Each component cost-to value ratio is plotted as a line graph as shown in Figure 4 w
do¢t indicates a component. Dots above the 45° line indicate the component cost exceeds its value and e
mpade to reduce the cost or ingrease the functionality of the component through value engineering wher
is|to achieve a target cost and value ratio of 1. The value analysis can also be displayed per componer
chart as shown in Figure-5(11],

component cost and examines its ratio to the valuérof the component calculated in the fynctional

hlue. The
bst of the

which is
[s are not
1 which is
ed to two
here each
fforts are
e the goal
tin a bar
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VA Chart

% Cpst

% Value

Figure 4 — VA chart showing % component cost against % valu€ of component to system

Ratio (Cost/Value) by Master Cylinder Part
66,06

70,00

60,00

50,00

40,00

Ratio

24,77

30,00

20,00

10,00 8,12 7,77 7,42

2,48 1,94 181 173 1,59 1,39 1,28 0,88 0,79 0,42
) y ) : , , , ) , 0,30 0,25 0,13 0,11
0,00 I:I I:I I:I O o e o e o= e— e e e ——e |

Warning Retaining  Clamp  Cover  PivotPin SightGlass Bushing_ ~ Wiper  Primary McBody  Cover Clamp Lever  Retainer  O-ring Cover PistonCap Piston  Spring
Label  Ring (lever) (lever pin) Cup Gasket  Screws (spring) Screws

Part

Figure 5.==VA bar chart showing value ratio of each component

9.4.4 alue engineering (VE)

Value engineering (VE) is one way to increase the functionality of components. The VE analysis takés
the perc¢ntage cost of each component based on total system component cost and examines it againft
the perc¢ntof function it provides in the system as determined in the component-sub-function matrjx
in 9.4.1. A ratio of 1 would be an equal cost/function percentage. Components with a ratio greater than
1 are investigated for adding functions or combining its functions into other components.

EXAMPLE In the vehicle brake system, one proposal was to mould the warning label into the cover of the
master cylinder which would combine functionality into one part and reduce the per-piece cost of having two parts.

NOTE The value engineering community uses additional techniques such as function analysis system

technique (F.A.S.T.) diagrams. These diagrams build on the function trees shown in Table 9, but do not have the
customer-driven weights that QFD provides[38].
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9.5 Function-subassembly and component matrix

9.5.1 Purpose of the function-components matrix

Another approach used to improve component performance and function and reduce cost is this
L-matrix which identifies which components have strong relationships with product functions. This
is useful in developing product modularization and platforms[14]. The purpose is to look for customer-
driven product variations that can share an internal interface in a common platform. These product
variations address different customer uses and applications.

NPTE This matrix is not included in the 4-phase QFD, comprehensive QFD, or matrix of matrices\Iis a more
rgcent analysis often used in the automotive industry.

9(5.2 Building the function-component matrix (unweighted)
The following steps are considered.

1) The functions from the function tree described in ISO 16355-5 are inserted into the rows.

N

The components from the bill of material are inserted into the columns.

3) Using the cause-to-effect approach and working row-by-row, the strength of the relatignship of
each component to performing the function is determined.’The icons and symbols des¢ribed in
[SO 16355-5 are used.

4) Functions that are performed with fewer parts are.identified. Parts which could be madified to
perform more functions are identified.

s3]

KAMPLE In Table 12, function 2 requires three patts. Is it possible to do it with only two parts and|eliminate
irt 47 Similarly, part 1 is required by functions 1,2, and 4. Could it also do function 3? If both condftions are
ssible, part 4 could be eliminated.

o T

Table 12 — Function-component matrix (generic)

Part1 | Part2 | Part3 | Part4
Function 1 [ O D
Function 2 [ o D
Function 3 o
Function 4 & ([

9162 Subsystem-components matrix

9.6.1 Purpose of the subsystem-components matrix

This matrix is used to solve engineering bottlenecks as described in ISO 16355-5. By looking at critical
components in a subsystem, it is possible to solve a problem and then look at the impact on quality and
cost. Subsystem priorities and costs are then allocated to components using proportional distribution
as described in [SO 16355-5.

NOTE The functional requirements-component matrix is labelled matrix 3-II in Figure 1. If this matrix is
done with proportional distribution as described in ISO 16355-5, component target costs can more be accurately
calculated. Readers familiar with the 4-phase QFD model developed by build-to-print auto parts suppliers can
notice that this matrix is not included. Readers familiar with the matrix of matrices can recognize this as the C-4
matrix[23],
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9.6.2 Building the subsystem-components matrix
The following steps are considered.

1) The subsystems from the function-system/subsystem matrix described in ISO 16355-5 are inserted
into the rows.

2) The components from the bill of materials are inserted into the columns.

3) Using the cause-to-effect approach and working row-by-row, the strength of the relationship of

4) The priorities of the subsystems are transferred into priorities for the components following the
stepp in ISO 16355-5. If cost deployment is to be used later, then the proportional distribution fis
used instead of the independent or ideal distribution. Optionally, the prioritized coniponents cdn
also|be rank-ordered.

5) The target cost of the subsystems is allocated to the target cost of the components.

6) Components that are problematic to the subsystem, such as qualitycand cost, are identified.
Usinlg proportional distribution as described in ISO 16355-5, subsystem costs are transferred |
component costs. Actual costs per component are estimated, and ways to bring target and actupl
costfin line are looked for and investigated.

=}

EXAMPL Table 13 is a matrix transferring key breakfast Kjosk subsystems and costs from the
function-$ystem/subsystem matrix described in ISO 16355-5 to the\components, which are the products and
service tdsks in the kiosk. The subsystem target cost of €1,00 is¢proportionally distributed to the component
product gnd service tasks per the component weights and target costs at the bottom of the matrix. These afe
displayed with an L-matrix, symbols, and proportional distribuition explained in ISO 16355-5.

Taple 13 — Subsystem-components matrixfor airport breakfast kiosk (proportional

distribution)
Component tasks PREPARE DISPLAY
o . [
= 4 Q 2 7}
g |l NI a| & | 8 .
S 2 e )= 2 80 ] B ]
£ =g ol 8 S = £ k] & @ 9
3 Q = = — » O =% - = o
2 e g B <3 o B =
2 Tz3 = BE | = 25 S |[32%| B &
2 SEUNRE | aE | Es5 | ES £ |XT&| aa
Sybsystems 2 TasKl | ' Task2 Task3 Task4 Task5 Task6 Task7 Task8 Subsystem target cost
A . ) ©) . . . .
nutrition 7,62% e
0,000 0,066 0,011 0,000 0,000 0,000 0,000 0,000 %
) menu 20,0 ) ) ) ) )
z £ ‘m 0,062 0,000 0,014 0,000 0,000 0,000 0,125 0,000 0,201
[~ % . . . .
= order-taking 1 %
2 <\ 0,000 0,000 0,000 0,000 0,000 0,000 0,102 0,000/ 0,102
S ) . [
order fulfilme \) 14%
0\% ’ 0,000 0,000 0,000 0,017, 0,017, 0,091
z d . ) [ . (
g bagels. \ " |27,88%
E g)\ i 0,081 0,000 0,018 0,162 0,000 0,279
< p d . . . o .
= t 19,62%
= =\ 0,061 0,000/ 0,000 0,000/ 0,122 0,196
= . ™ .
& Weatin 2,789 e
A ‘& g % 0,000 0,000 0,000 0,003 0,000 0,025 0,000 0,000/ 0,028
el . . . O .
= (O utensils 2,66% 5 0027
03 000+ 000 005 000+ 000+
2 Absolute Weight 0,225 0,066 0,043 0,181 0,144 0,060 0,249 0,033 Target cost 1,000
%, Component Weight 22,5% 6,6% 4,3% 18,1% 14,4% 6,0% 24,9% 3,3% 1,00 100,0%
; Component Target Cost 0,225 0,066 0,043 0,181 0,144 0,060 0,249 0,033| | Component target cost
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9.7 Component-failure mode matrix

9.7.1 Purpose of the component-failure mode matrix

This L-matrix is used to identify subsystem and component level failure modes by looking at critical
components in a subsystem. It is used with other reliability methods to solve or prevent the failure modes.

NOTE The component-failure mode matrix is labelled matrix 3-IV in Figure 1. Readers familiar with the
4-phase QFD model developed by build-to-print auto parts suppliers can notice that this matrix is not included.
Readers familiar with the matrix of matrices can recognize this as the D-4 matrix[23].

9!7.2 Building the component-failure mode matrix
The following steps are considered.
1) The subsystems or components from the bill of materials are inserted into thé-rows.

2) Failure modes from a component level fault tree as described in ISO 16355-5 are inserted into the
columns.

3) Working row-by-row, the strength of the relationship between the components and the failure
mode is determined using the symbols described in ISO 16355-5:

4) The component weights are transferred to the failuré, mode weights using the ind¢pendent
distribution method described in ISO 16355-5. Note key~components for FMEA.

33|

KAMPLE Table 14 shows the relationship matrix portion. The component and failure mode wgights are
omitted for confidentiality.

Table 14 — Component-failure mode matrix for flashlight

Light not focused
Lens distorted
Uneven
light |Cracked| Lens Lens
pattern [reflector| warped | cloudy
§ Substrate o o
o)
=
& “[Mirror coating C) O
Optical elements [ [
%]
§ |Rotator ) (
=
Holder C) (

98~ Component failure mode and effects analysis (FMEA)

9.8.1 General

Component failure mode and effects analysis (FMEA) is a qualitative and quantitative analysis of failure
modes known from past experiences. It is used as a guide to preventing similar failures in the new
product. Here, FMEA is applied at the product, system, subsystem, component, process, and equipment
levels (see References [1], [29] and [40]). FMEA helps prioritize which failure modes have the greatest
impact on customer satisfaction by analysing the impact failures have on component performance
and function. These evaluations are simply verbal as described in ISO 16355-5 or they are quantified.
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When quantified, ratio scale numbers for each factor improve the accuracy of the calculation of the risk
priority number (RPN).

NOTE

FMEA is associated with the components deployment level matrix 3-IV in the Comprehensive QFD
flow chart in Figure 1. Readers familiar with the 4-phase QFD model developed by build-to-print auto parts
suppliers can notice that this is not included. Readers familiar with the matrix of matrices can recognize this as
the F-2 tablel23].

9.8.2 Risk priority number (RPN) calculation

In additipn to the detailed information about the nature of the failures recorded in the FMEA table 151
prioritizfition of the failures that focuses the engineering efforts on which failure to resolve first,\QF
through the flow down of customer needs weights to function weights as described in ISO 16355-5 ar
then to dJomponent weights, aids this prioritization process. The FMEA table is then applied-to’recor
the analysis of the risk-of-failure components before and after solutions. Risk is a calcdlation of t}

impact o
detect th
to each
ISO 1635
mathemj
the inter
hierarch

9.8.2.1

Severity
as shown

the product when the failure occurs, how frequently the failure occurs, and how easy it is 1
e failure when it occurs. Traditional FMEA uses a verbal scale with ordinal,niimbers assignd
bf 10 levels, and then multiplies the ordinal numbers to calculate the RPN. As discussed
5-2 and ISO 16355-4, ordinal scale numbers do not contain sufficientdnfermation to perfor
itical functions like +, -, x, and / due to lack of absolute values and in€quality of ratios betwesg
vals. The accuracy of the RPN calculation is improved by ratio scalenumbers, and the analyt]
y process (AHP) as described in ISO 16355-2 and ISO 16355-4 is-tised.

Severity of impact of failure (SEV)

of impact of the failure on the product is estimatedon'a verbal scale and scored in ratio sca
| in Table 15.

Table 15 — FMEA severity of impact score in verbal and ratio scale scores

Severity Score
Hazardous/safety effect 1,00
Potential hazard/safety effect,but can be stopped 0,71
Inoperable, but no hazard/safety concern 0,50
Performance severely degraded, but functional 0,34
Performance degraded;ybut operable 0,24
Moderate perfonmarice reduction, can be repaired 0,16
Minor performance reduction, no repair needed 0,11
Slight performance reduction frequently noticed 0,08
Slightperformance reduction occasionally noticed 0,06
No‘effect 0,00

1

~

S

S5 B 5 Qo

iC

le

9.8.2.2

Frequency of occurrence

Frequency estimates cumulative failures per 1 000 pieces or transactions[40l. These numbers are
recalculated into ratio scale scores as shown in Table 16.

Table 16 — FMEA frequency of occurrence score in numerical and ratio scale scores

20

Occurrence (cumulative # of failures/1 000 Value Score
parts/transactions)

Failure almost certain 500 0,494 279
Very high number of failures likely 316 0,312 385
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Table 16 (continued)

Occurrence (cumulative # of failures/1 000 Value Score
parts/transactions)

High number of failures likely 134 0,132 467
Moderately high number of failures likely 46 0,045 474
Medium number of failures likely 12,4 0,012 258
Occasional numbers of failures likely 2,7 0,002 669
Few failures likely 0,46 0,000 455
Very few failures likely 0,006 8 0,000 007
Rare failures 0,006 3 0,000 006
No history of failures 0,000 6 0,000 001

> 1011,6

Ne)

8.2.3 Detectability

Ehse of detection is estimated on a verbal scale and scored in ratio scale\as shown in Table 17.

Table 17 — FMEA detectability in verbal and.ratio scale scores

Detectability Score
No detection method known 1,00
Detection method unreliable 0,71
Very low effectiveness of detection method 0,50
Low effectiveness of detection method 0,34
Medium effectiveness of detectionymethod 0,24
Moderate effectiveness of detection method 0,16
High effectiveness of detection method 0,11
Very high effectiveness(ofidetection method 0,08
Extremely high effectiveness of detection method 0,06
Certain detectian 0,00

Ne)

8.2.4 Prioritizingfactors

—

raditional FMEA<~assumes that severity, frequency of occurrence, and detectability arg equally
hportant to €hé“project. It is possible to balance these factors differently using the AHP mgthod[37]
pscribed in\FSO 16355-2 and 1SO 16355-4.

Q=

918.2:5/~ Calculating RPN with AHP

T afollowinag ctanc ara concidarad
e TOWHRE-S ae-cohStaerea-

TC-TOTT IS i

1) The severity, frequency, and detectability factors are balanced using AHP. The results are entered
in the FMEA table next to each factor.

EXAMPLE1 In Table 19, the QFD team determined that the severity (SEV), frequency of occurrence (0CC),
and detectability (DET) were not equally important and used the AHP grid in Table 18 to determine that in this
project, severity is 63,3 % concern, frequency of occurrence is 26 % concern, and detectability is 10,6 % concern.
These factor weights are entered in Table 19 in the relative importance of factors area.
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Table 18 — RPN factor weighting with AHP for flashlight

RPN factor weight SEV occ DET sum row avg
SEV 1 3 5 0,652 0,692 0,556 1,900 0,633
occ 1/3 1 3 0,217 0,231 0,333 0,781] 0,260
DET 1/5 1/3 1 0,130 0,077 0,111 0318] 0,106
1,533 4,333 9,000 1,000 1,000 1,000 3,000 1,000

Inconsistem

2) Ahigh priority component and its failure modes are entered into the FMEA table. This is detetimingd
fron] the component-failure mode matrix in 9.7.

EXAMPLE 2  From Table 14, the reflector substrate component and uneven light pattern failure mode wete
selected.

3) The [initial severity of impact is estimated using the verbal scale and corresponding SEV scote
entefed into the FMEA table. This SEV score is then multiplied by the SEV fdctor weight to calculate
a glgbal SEV score.

EXAMPLE 3  The severity of impact before the improvement was estimatéd to be “performance degrade¢d
but opergble” and the corresponding value of 0,24 was entered from Table'l5. Since the severity factor was
determingd to be 63,3 %, these two numbers are multiplied (0,24 x 0,633)to calculate the global severity factpr
weight of|0,15 entered into Table 19.

4) The pbove step is repeated for frequency of occurrence and-detectability.
5) The global scores for SEV, OCC, and DET are summedto calculate the RPN.
6) High RPN failure modes are addressed first as they are most important to customer satisfaction.

7) Solutions to the failure modes are developéd and tested until a fix is found. Responsibility ard
deadline for implementation of the solutign are assigned.

8) The [solution is confirmed to work and'a new RPN is calculated. The new RPN is confirmed to e
acceptable by the QFD team.

22 © IS0 2017 - All rights reserved


https://standardsiso.com/api/?name=9a89f400a7c9b2a39d68c3d24222f7a8

2017(E)

ISO/TR 16355-8

Table 19 — Component FMEA table for flashlight with AHP
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9.9 (Quality assurance (QA) table

9.9.1 Purpose of the QA table

The QA table is used to improve communications between the design and manufacturing departments.
This table is created by both departments to assure key component characteristics are consistently
assured, and to describe the impact on customer satisfaction if they are failed.

NOTE The QA table is positioned between components FMEA and production method deployment in
Figure 1. Readers familiar with the 4-phase QFD model developed by build-to-print auto parts suppliers can
notice that this table is not included. Readers familiar with the matrix of matrices can recognize this as the|\Gt1
tablel23]. [[he QA table is described in JIS Q 9025:2003, Annex 7[22],

9.9.2 Building the QA table

The follojwing steps are considered.

1) Unlike the QFD matrices where one information set is transferred to another, the QFD tables
elabprate details about each row item. In the QA table, each row item is a cofmponent.

2) End product and component characteristics are described.

3) Wheather component characteristics are critical to function or safetyis determined.
4) Component characteristic tolerance and expectation are identified.

5) The mpact on customer if component characteristic cannotbe met is identified.

EXAMPLH Table 20 identifies the importance of the toastéf’heating element producing 2,5 KW of power
along the[length of the element so that the bagel is consistently-toasted and toppings can be spread easily.

Table 20 — QA table for heating element for airport breakfast kiosk toaster

Component Product Component |‘Function/ Tolerance Expected Impact on
name characteristic | characteristics|- safety value customer
satisfaction
Heating Toast Power F 2,5 KW+ 0,5 KW |[Consistent |Inconsistent
element consistency heatalong |toasting reduce$
length of spreadability of]
element topping

10 Production method (manufacturing and process) deployment

10.1 General

10.1.1 (bjective

The purpose of QFD at the pre-production stages is to assure that quality in the manufacturing and
process stages is assured to meet key customer needs, and with ease of manufacturing at minimal
costs. Manufacturing and process deployments examine the relationships between manufacturing,
production, or other build and implementation methods and equipment and quality, technology, cost,
and reliability. Agile, lean, and world class manufacturing activities are also supported. Deployments
for service and software can be different.
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10.1.2 Composition

As shown in the reliability deployment section of Figure 1 (bottom section), production deployment

consists of the following matrices, tables, and charts which transfer priorities from the customer needs to
a) component manufacturing (see 10.3),
b) quality control process planning table (see 13.2),
c) quality control tables (see 13.3), and
d) work standards (see 13.5).
10.2 Modern Blitz QFD® and the maximum value table (MVT)
When using the maximum value table as described in ISO 16355-5, critical implémentation grocesses
ofcupy one or more columns. The maximum value table only deploys the design and development of
processes critical to high priority customer needs.
EXAMPLE Table 21 shows some of the columns related to the number one ¢ustomer need of “I don’t|catch any
disease while at the sleep centre”. The manufacturing process must prevent introduction of harmful syibstances
into the air flow to the patient’s lungs. This includes using a sonic sealing‘ptiocess instead of adhesive that could
flake off and assuring that the moulded plastic filter housing has accotinted for materials shrinkage during the
moulding process to ensure that no gaps between the housing and the'filter media could allow microbgs to pass.
Specific moulding process parameters such as melt flow pattern,.compressing of the melt and others aye critical,
ag is the filter media pleating and insertion into the housing and the sonic sealing of the housing.
Table 21 — Maximum value table with columns for manufacturing and process factoxs in a
medicalfilter
Manufacturability | Quality metrics | Progess parameter | Production/process| Assembly/value
optimization capability stream|map
Sonic sealing to Moulded part shrinks|Die design and wall Filter media|pleating,
prevent introduction |age is critical for thickness are very filter media fnsertion
df adhesives into internal diameteriof |important. Melt flow into housing, sonic
ir flow, injection housing for preper |pattern, compres- soldering of housing
oulded [75 % sealing of HEPA filter. | sion of melt, land .
olypropylene length, back pres-
(PP) and 25 % low sure are important
ensity polyethylene | Die design and wall |factors in die design.
(LDPE)] housing. thickness are very
important. Melt flow
pattern, compres- Optimal combination
Injection speedand |sion of melt, land for low shrinkage.
ressure critical to |length, back pres-
niform internal sure are important
all thickness. factors in die design. | The optimum con-
ditions are injection
speed (90 % r/min),
melting temperature
(240 °C), injection
pressure (110 bar),

holding pressure
(96 bar), holding
time (5 s), and cool-
ing time (10 s).
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mponents-manufacturing operations matrix

This L-matrix is used to prioritize manufacturing operations and determine if existing manufacturing
operations and equipment constraints can achieve desired component characteristics without the need
for new facilities. The matrix also identifies key operating parameters and control points.

NOTE

Figure 1. Readers familiar with the 4-phase QFD model developed by build-to-print auto parts suppliers can

The components-manufacturing operations matrix is labelled production method deployment in

notice th3
equipmer]

t this is matrix III. Readers familiar with the matrix of matrices can recognize this as similar to the|\Gf2

t deployment table[23].

10.3.2 Building the components-manufacturing operations matrix

The follo

1) The
inse

2) The

wing steps are considered.

components and their weights from the functional requirements-components matrix in 9.3 ate

"ted into the rows.

manufacturing operations necessary to build the components are ihserted into the columns.

3) Usin|

the cause-to-effect approach and working row-by-row, the Strength of the relationship pf
eachl manufacturing operation to achieving the component quality is determined. The icons ard

symbols described in ISO 16355-5 are used.

4) The priorities of the components are transferred into priorities for the manufacturing operations
following the steps described in ISO 16355-5. Optionally, the prioritized components can also Qe

rani-ordered.

5) Manpfacturing equipment and operating pardieters and control points are added for eagh

manpfacturing operation.

EXAMPLJ

Table 22 shows that the quartz bulb-installation is most critical to fulfilling the characteristics fpr

the heatijg element and must remain oil free,

26
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Table 22 — Components-manufacturing operations matrix for airport breakfast kiosk toaster

11 Testing, validation, design review, and-prototyping

1.1 General

L =

are tested for customer acceptance, human factors/usability, efficacy, regulatory cof
nlanufacturability, reliability, saféty, and other factors. Deployments for service and softwaf
d|fferent.

1.2 Testing

[1.2.1 Purpose of.Components-test matrix

1

The purpose ofithis chart is to evaluate how well a test checks the performance of a componer]
characteristie~For incremental product upgrades where only a few components are changed, }
d{fficulty-regarding testing of unchanged parts is identified to help in prioritizing new tests.
N

DTE The components-test matrix is not included in Figure 1, the 4-phase QFD, the matrix of mat

Manufacturing 2 g = o0
. s © Iy v © > S
Operations ) 25 = ) =] = L=
= 2 » = > & = -E 7]
B -z | B2 ) = B o= & @
£ RS s v o S > s ] o
5 2 o S 9 = E 23 % g2 &=
= S« (=] o
£ =3 | &5 | 22 | EE|SE| 28| £EF
Component Parts MO1 MO2 Mo03 MO4 MO5 MO6 MO7
. [ J () L )
% |Heating elements |50,2%
0,000 0,502 0,250 0,000 0,000 0,056 0,250
- [ [ [ J D
& |Conveyor motor 24.4%
0,000 0,000] 0,058] 0,247 0,247 0,242 0,058]
™Y . . . . ™ ™
£ |Feed ramp 10,4%

0,104 0,000 0,000 0,000 0,000 0,012 0,012
3 [Thermostat 15,1%

0,000 0,000 0,075 0,000 0,000 0,075 0,075
= Absolute Weight 0,104 0,502 0,383 0,244 0,244 0,387 0,394 2,257J
— v
= Manufacturing Operation Weight 4,6% 22,2% 17,0% 10,8% 10,8% 17,10/30\47,5% 100,0%
g Manufacturing Operation Rank 7 1 4 5 5 3 2

et
o0
£, 3§ 3§ Y5 3 5 g
. -] =8 =28 o= = = £
Equipment g8 S5 g5 59 3 g =)
g8 sz =2 e = = E
= = s
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ligh priority characteristics, parameters, functions, and other design and development difensions

npliance,
e can be

t quality
listorical

rices, nor

theI$ Q 9025. It has been useful in the automotive industry where extensive testing for durability andl safety is

required.

11.2.2 Building the components-test matrix

The following steps are considered.

1) The components to be tested are inserted into the rows of the matrix. Component priorities come

from the functional requirements-components matrix in 9.3.

2) The tests required by the company, customer, stakeholder, or regulatory body for the components

are inserted into the columns.
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3) Using the cause-to-effect approach and working row-by-row, the strength of the relationship of
each test to achieving the component quality characteristics is determined. The icons and symbols

described in ISO 16355-5 are used.

4) The priorities of the components are transferred into priorities for tests following the steps

described in ISO 16355-5. Optionally, the tests can also be rank-ordered.

5) Historical difficulty in achieving the test specifications is noted.

EXAMPLE Table 23 identifies which component tests are most critical to component performance of the

toaster. Hi eberaturere Ica ofareg oncern-dueto-the-chanaceinheatinaelemen o3 HReR a

quartz lamp.

Table 23 — Component-component characteristics test matrix for airport breakfast kiosk toaster

3] - O
Tests ao - - — = s 2
= g 3 = ol ) ]
o— - =S g - c <
S o @ £ |3 3=) »n 90 -
= [ I-T)) =3} [TR-T] 1= =) g (T
z =g Sa S & 9 = = 2u
2 (T E £ = O = 0 O a0 E (5]
2 [~} e 3 ok = L@ D =
(- o > (S (N7} < ZshE ] = s o
(omponent Parts Test 1 Test 2 Test Test 5 Test 7
; [ ) J ) ®
1 |Heating elements |50,4%
0,504 0,251 0,251 0,119 0,000 0,119 0,504
4 |Conveyor motor 25,1% e ) e @ °
0,251 0,000 0,059 0,028 0,251/ 0,251 0,125
4 |Feed ramp 10,8% e e
0,000 0,000 0,000 0,000 0,108 0,012 0,012
4 ) () d ()
¥ |Thermostat 13,7% .y
0,000 0,137 0,068 0,137 0,032 0,068, 0,137
1 Absolute Weight 0,755 0,388 0,379 0,285 0,391 0,451 0,779| (3,428
Test Weight 22,0%  11,3% 11,1% 83%  11,4%  13,1% RN 100,0%

1

Test Rank

Historical difficulty

no diffulty
extremely
difficult
difficult
no
difficulty
no
difficulty
moderatel
difficult
extremely
difficult

11.3 Vallidation

11.3.1 General

Validatign with objective evidente confirms the product meets customer and stakeholder need
including quality and reliabjlity/concerns.

11.3.2 FKocus groups

Focus grpups as described in ISO 16355-2 are convened to review the product prototype and confirm

market dcceptability.

11.3.3 Kano surveys

g

Kano model surveys as described in ISO 16355-5 are repeated to confirm that function, feature, and

performance levels meet exciting and expected levels of satisfaction.

11.3.4 Conjoint analysis

Statistical methods such as conjoint analysis are conducted to confirm feature package and price point

levels[16].
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11.4 Design review

QFD team members representing all critical departmental functions including marketing, engineering,
implementation and manufacturing, support and others should conduct a formal, documented,
comprehensive, and systematic review to confirm the product adheres to design requirements.
Quality problems predicted for production are examined and solutions are proposed for any problems
discovered. Design reviews are conducted at different stages in the development process.

a) Planning stage design review is conducted after the transfer of customer needs to functional
requirements such as the house of quality as described in ISO 16355-5.

b] Prototype drawing and pre-production stage design review is conducted to assure design meets
functional requirements including quality, reliability, and impact on environment, and.subsequently
customer and stakeholder needs as identified in prior QFD matrices and tables.

c] Production stage design review is conducted to assure that manufactured or ouftsourced
components and their assembly meet functional requirements and subsequently custdmer and
stakeholder needs as identified in prior QFD matrices and tables.

NPTE Design review is described in JIS Q 9025:2003, 7.3[22],

11.5 Prototyping
P

Fototype components, build, and assembly processes aré€ refined to assure the products are
shu)ccessfully built and satisfy customers. In QFD, prototypes are used to confirm that the flesign is
correct and not just to troubleshoot.

12 Production planning

12.1 General

o8]

hild planning (manufacturing and pre-production planning, quality planning, pre-launch control plan,
s¢rvice planning, software architecture, and other planning activities) is linked to the desjgn plan,
procurement and supply chain management, process flow charts, process validation, material handling
and storage, equipment and toeling, and floor plan layout.

Efuipment and facilitiesrneeded to build systems, subsystems, and components are investigated for
critical performance, functionality, quality capabilities that meet or exceed their specificationg, process
hrameter optimizatien, and process capability studies.

p

Make-or-buy decisions, as well as supplier qualification, production part approval plan (PHAP), and
syipplier quality-assurance, are done. Periodic critical component supplier assessment visits may also
bg done. Deployment for service and software can be different. Critical component manufacturing
operationsdre reviewed for process capability and optimal operating conditions[41].

122 Process capability

Process capability and performance studies based on current products are conducted to assess how
consistently repeatable a process can meet component specifications. Suppliers may also be asked to
submit process capability studies[5]. Process capability is explained in ISO/TR 10017[21].

12.2.1 G

The process capability index C;, describes how the allowable tolerance is spread between the upper and
lower specification limits. The higher the number, the tighter the tolerance is around the specification.
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12.2.2 Cpk

Cpk simultaneously describes both the spread and the shift in the mean value of the process.

12.3 Optimize process

Component process design is made robust to controllable and uncontrollable process conditions or
control factors. Optimization calculations are explained in [SO 16355-6 and ISO 16355-7. The goal is to
produce the most optimal functional requirements with minimum variation. An efficient investigation
should test a subset of control conditions, called an orthogonal array

EXAMPLH In Table 24, controllable production conditions such as flour protein level, yeast type, and'yeast
level are pombined with uncontrollable process conditions such as water temperature and age of wheat floyir
(wheat mpisture evaporates with age). An L-4 type orthogonal array identifies four combinations of controllablle

and uncoftrollable conditions to test. Taste panel results are averaged ( y ) and variance calculated (0‘2 ). For
consistenftly good bagels, the following recipe is recommended.

a) 12,5pPA flour protein gives highest average taste evaluation and lowest variance.
b) Liquld and dry yeast yield equal average taste evaluation but liquid has lowest yatiance.
c) Doulled normal yeast quantity gives highest average taste evaluation and lowest variance.

d) 12,5PA flour protein, liquid yeast, 2x quantity are recommended.

Table 24 — Optimization of process conditions for airport breakfast kiosk bagels

Trial # Controllable Uncontrollable (noise) y 2
(L4) Flour Yeast Yeast Water Water Water Water °
type: type: | level: 1x 65 °F 45 °F 65 °F 45 °F

protein | liquid or | or 2x old old New New

12,5% | cream wheat wheat wheat | wheat

or 14 %
1 12,5% 1 | liquid 1 1x1 3,2 3,8 4,5 4,2 39 0,18
2 125%1 | dry2 2x2 3,5 3,6 5 4,8 4,2 0,46
3 14 % 2 liquid 1 2x2 2,7 3,2 3,8 3,8 3,3 0,19
4 14 % 2 dry 2 1x1 2,3 2,6 39 4 3,2 0,58

Taste panel evaluations 1-5 scale

12.4 Mjke-or-buy de¢ision
Based oph equipment. availability and process capability, the decision to produce or outsourge

compongnts is magde. Where multiple vendors exist, vendor selection is made using the analytiic

hierarchy procéss (AHP) described in ISO 16355-5 for technology selectionl2].

EXAMPL

Based on the decision to use par-baked bagels and supplier capability studies, the followi

Illg

200
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Speclflca\_xuua weTtTTTauc S CtTaoIit™=Z g

30

© ISO 2017 - All rights reserved


https://standardsiso.com/api/?name=9a89f400a7c9b2a39d68c3d24222f7a8

ISO/TR 16355-8:2017(E)

Table 25 — Specifications to supplier for airport breakfast kiosk bagels

Bagel specifications

Specification to bagel supplier

Frozen dough characteristics

Bagel is par-baked and frozen.

n 1+l ialel 3 pa|
U05C1 IIavvo lellLl\l_y dllu 15 UVUITT cau_y.

Finish baking requirements

Bagel takes 6 min to finish in oven.

Bagel is hot and fresh from oven.

Bagel allows you to produce to business demands.

Bagel has a consistent quality day to day.

Bagel flavours

honey wheat.

Bagels come in two flavours of the month.

Shelf life
Bagel has frozen shelf life of 6 months.
Bagel has refrigerated (un-finished bake) shelf life of 2 d.

2.5 Project work or task management

VT QY

b not to cause later delays jn the product development process.

ﬁa‘m

ncerns such aspessible failure modes if not done in a quality way.

Bagels come in four to six flavours: Mandatory flavours aré plain, onion, raisin and

Foject work or task management.concerns related to managing resources, skills, tools and testing,
st, milestone and prototypes schedules, risks, changes to scope and schedule, and other|areas of
roject management are examined. It is important that critical-to-schedule tasks such as laporatory
sting and others that require‘advance scheduling to be identified are scheduled as soon as pagssible so

KAMPLE 1  Table 26\breaks down several project tasks (what) into responsibility (who), timinfg (when),
cations (where), in‘what way (how), to what quality level (how much), for what reason (why), and other

© IS0 2017 - All rights reserved
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Table 26 — Task management table for airport breakfast kiosk

What Who When Where How How much Why Other
Finish-bake |Mike Galvin |By Aug.28 |Inhouse Test Until com- Specs for Failure
bagels T-4 associate equipment |fortable, but |baking modes:

no lessthan |method safety speed
12 batches of service
issues
Order bagel |Joe Campbell|By Aug. 25 |In house Purchase Atleast three|For start of |Study failure
baker order for each test- |projectin modes and
ing unit plus |unit diagnostics
one backup
Order Joe Campbell |By Aug. 23  |In house Test order |Six of each Different Possible
topping for each test |types of equipment
scoops unit toppings, other than
portion scoop,
control, breakage
speed of
sefvice
EXAMPLE 2  An electrical power utility uses tools, resources, and systems and-seftware to develop complé¢x

regulatorfy filing responses (testimony, discovery interrogatory production of-documents, issue summary
briefs) for rate case filings and to identify, interpret, and translate highly technical risk issues into executiye
level sumjmaries for responding to government regulatory filings. Such riskand regulatory project managemept

J}Te coordinated efforts of highly-skilled and experienced subjett matter experts, along with the use pf

involves

regulatorfy processes, protocols, and task tracking matrices.

13 Build and process planning

13.1 General

The purpose of process planning is to assure thatbuild and assembly processes meet the design quality
ents. The charts communicate to alt departments involved in production from material supply
nt of the completed product.

require
to shipm|

13.2 Qyality control (QC) progess planning table

The QC process planning table-<communicates the component design to the production process. It shows
the relatjonship between each-component characteristic and the manufacturing or assembly step in the

build prdcess. Critical contrel points are identified to indicate process control concerns.

NOTE

EXAMPLJ

Table 27 identifies key areas in the assembly of the toaster, particularly the installation of the

The QC proéess planning table is shown at the bottom of Figure 1. Readers familiar with the 4-phage
QFD modgl developedby build-to-print auto parts suppliers can notice that this matrix is not included. Readefs
familiar with the matrix of matrices can recognize this as similar to the G-3 equipment deployment table[23].

quartz hgating element bulb. The process control points include inspecting the bulb for cracks and scratchds,

cleaning any oil and debris, and proper fit into the bulb power terminals.
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Table 27 — QC process planning table for airport breakfast kiosk toaster manufacturing process

Manufacturing and .
> . Component characteristics
assembly conditions Process
No.|Process Equipment | Index Glass Cleanliness| Power|Position control points
surface
cracks,
1 |Remove bulb glove [ ] >
scratches
. free of oil and
2 |Clean bulb wipe o debris
3 |orient bulb o | parallelo
terminals
4 |Insert left terminal 9 (] spring tension
5 |Insert right terminal 9 [ J spring tension
6 |Place protective cover ([ ] gaps in cover

1B.3 Quality control (QC) tables for component prodaction and assembly

standards, develop operator training, communicate process specifications, control points, in
tdlerances, abnormality handling, and other processAfactors.

familiar with the 4-phase QFD model developed hy/build-to-print auto parts suppliers can notice that th|

The QC process table describes each of the build process:steps in greater detail in order to set dperation

spection,

NPTE The QC tables for component productionsand assembly are located at the bottom of Figure 1. Readers

ese tables

affe similar to matrix IV. Readers familiar withthe matrix of matrices can notice these tables are omitfed in the

mlatrix of matricesl23],

s3]

KAMPLE Table 28 details the pregess for installing the quartz heating element bulb for the airport toaster.

Table 28 — QC table for.assembly of airport breakfast kiosk toaster heating elemgnt

-
Product name: bagel
toaster Process: quatrz Gh’mstallation Approvals: Control rjo. QCS1-006
Part no. QCS1-500B Issue date:(5/2)97 Plant mgr. QC Engineering  Production  Purchasing
MJones L Ferrara Stazinowski A Philips R Smith
Process Control points
Maihyprocess Control items (check by results) Sampling method
Man,
Part, mat'l ’ Ab li M t
art, ma Rawmat'l | Cost | Control | Contentsof| machine, | Degreeof | Inspection nor@a ) Sampling| CASUTEMENT poson
work ) . . Tolerances |determined| Frequency method and
. process | process | items | process | method, | importance item method | | charge]
station ) by instrument
material
Quartz Conditi Presence of|
\ / tion of Wareh
14dmps bulk Storage Method B onditiono oil stainson| 100 % | Regular Visual arenouse
. box workef
ft Ladin bhaox
box from Surface
inventory wipe
remove dirt| Method ¢ lm.pfegnatlo Control Per 10 Regular Visual  [Line worker]
. . A Wiping chart boxes
() oil, foreign
matter on
bulb
Air spray
with
compressed|
Control 9:00
<> air to Machine A Air pressure | 2,5+/-0,5 ontro 2/d M pressure gage|[Line worker
M chart 2:00pm
remove all kg/cm
foreign
matter
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13.4 Process FMEA

Process failure mode and effects analysis is used to identify process problems and improvement.
Process FMEA follows the same steps as shown in 9.8.

NOTE Process FMEA is included in the cause analysis of problems at the bottom of Figure 1. Readers familiar
with the 4-phase QFD model developed by build-to-print auto parts suppliers can notice that this table is omitted.
Readers familiar with the matrix of matrices can recognize this as the G-6 table in the matrix of matrices[23].

EXAMPLE Table 29 shows problems with the reflector substrate injection moulding process. The process
engineer has elected toinstall an automatic injer‘finn temperature and pressure controller to reduce micchnping

of the mofilded substrate.
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Table 29 — Process FMEA table for flashlight with AHP
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13.5 Work standards

Based on the quality control (QC) process tables for production and assembly, standard operating

procedures and work standards, inspection standards, and check sheets are prepared to assure that
manufacturing specifications and tolerances are met, which will, in turn, assure customer satisfaction
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with the final product. Work standards should indicate the performance measure, tools to measure,
and control method.

13.5.1 QC process table based work standard

This table summarizes critical work measures from the QC process table described in 13.3. It illustrates
each process step and critical process point, defines the process control conditions and tool to measure
along with the relevant standard, the relevant component quality characteristic, inspection method
and documentation, and the reason that the control item is important.

NOTE This table is not shown in Figure 1, the 4-phase QFD, nor the matrix of matrices[23].

EXAMPLH Table 30 describes the injection moulding process for the flashlight reflector substrate. |It
illustratef the mould and cut points, lists the injection moulder and thermal cutter equipment and ‘operating
setting cgnditions of injection pressure and cutting temperature, the frequency with which these settings {te
controlledl and with what tools such as the pressure gage and thermometer. It includes the commponent qualify
characterjistics of reflector shape and dimension and their specification values. The quality-confirmation and
inspectioh method is detailed for frequency of inspection, the tool such as micrometer, wheis responsible fpr
doing the|inspection such as the operator, and how they will document the inspection pesults, such as recording
in an x-balr and R chart for statistical process control (SPC). Finally, the reason that this is important is explaingd
as needed for magnification of the light and to improve the reflective power of the flashlight.

Table 30 — QC process table for flashlight

[F] Part critfical to Department moulding |Prepared by: TR Date; Partno. (internal): 3345AZ3
function 3/9/92 Part no. (customer):
[S] Part critfcal to Checked by: JR Date: Part name: Reflector
safety 4/12/92
[R] Part critfical to Approved by: NG Date:
other regulgtion 4/14/92
Process Process Process control Step./Process |Control |Spec. Quality confirmation Reason fof]
flow point No.”|name item value control
Condi- Frequen- | Method Std. (equip, |(qual Freq |Method Chkby |Doc
tions cy mat’l) |char)
Injection 1 Mold Shape f55+0,1|1/lot|Microm- |Opera- |x-R |Magnifica
@ @ moulder sub- dimen- t=2mm|1/ eter tor tion
strate sion lot
[F]
Mat’l: PVC YN 54905 |Inj. press.{17h Gage IP Finish 77 1/h |Glossme- |QC Sht |Reflective
30 kg/, 62 ter A6 |pwr
cm?
\\ Thermal |1/h Thermom- |T34 |2 Remove |No flash |0 All  |Visual Opera- |Chk |Ease of
@ cutter eter flash tor Sht |assembly
K7 [350°C
|__flach

13.5.2 L-matrix based work standard

13.5.2.1 Purpose of the functional requirements-process matrix

This matrix is used to transfer the product functional requirements and characteristics and priorities
from the customer needs-functional requirements matrix (house of quality) described in ISO 16355-5
into prioritized process steps and parameters that are related. Control charts for SPC are described in
ISO 7870 (all parts)[20],

36 © IS0 2017 - All rights reserved


https://standardsiso.com/api/?name=9a89f400a7c9b2a39d68c3d24222f7a8

ISO/TR 16355-8:2017(E)

13.5.2.2 Building the functional requirements-process matrix
The following steps are considered.

1) The functional requirements from the customer needs-functional requirements matrix (house of
quality) described in ISO 16355-5 are inserted into the rows of the matrix.

2) The process steps related to the production of the product are inserted into the columns.

3) Using the cause-to-effect approach and working row-by-row, the strength of the relationship of

D’J!‘]’\ prnr‘ncc cfnp o ar‘]'nn‘nnn fhn hrnﬂnr'f anr‘hnna] rnnlnrnmnnfc anr] nna]lfv rharnr‘f ristics is

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

determined. The icons and symbols descrlbed in ISO 16355-5 are used.

4) The priorities of the functional requirements are transferred into priorities for procésses following
the steps described in ISO 16355-5. Optionally, the processes can also be rank-ordered.

Add process specifications and parameters for critical process steps.

5
NPTE This table is not shown in Figure 1, the 4-phase QFD, nor the matrix of matrices[23].

™

KAMPLE Table 31 shows the importance of each final baking process,step to achieving the baggl product
haracteristics of texture, volume, appearance, and fermentation by-preduets. Key process steps afe baking
mperature (360°) and time (6 min). If these are not kept, then all the\previous work on developing the best
bagel and service will be lost to the customer. From this, Table 32 canbe made to give clear instructipns to the
workers.

ot
mﬂ

Table 31 — L-matrix for bagel characteristics-baking process for airport breakfast Kiosk

Baking Process o \\.r 2 o )
2 c a g
< Q S g § 5
g 5 V2 © S| wk &
5 S8 T | S2|gE| 28| =
8 S 7} = < ©
£ 7 a 5 | &8 | m & 5
Bagel Characteristics . Cr1 BP2 BP3 BP4 BP5 BP6
= 9 o [ o
2 | Texture 56 \{
A '&O) 0,000 0,280 0,280 0,133 0,563 0,563
N N [ L
g |Volume . 5,1%
. 0,051 0,025 0,025 0,000 0,000 0,000
\\ . d . ) )
o
Q |Appearance % 34,29
= pp ...O ’ /0 0,081 0,000 0,170 0,000 0,342 0,342
<+ |Fermentation . T ) . .
S Ry 4,5%
products ( )° 0,022 0,000 0,011 0,011 0,000 0,000
2 ~ Absolute Weight 0,154 0,306 0,487 0,144 0,904 0,904 |2,899 J
£ Flnctional Requirement Weight 53%  105%  16,8% 50%  31,2%  312%| 100,09
'g Functional Requirement Rank 5 4 3 6 1 1
& 2
g g * B =5 g
- 2 = £ & = 5 5
Specifications £ © o 3 8 P £
] ~ ¥ e b n gz ©
@ ; o = = el g
= § o™ = < ]
S = =
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Table 32 — Standard operating procedures for airport breakfast kiosk workers

3 Ordering 1 Order by case if freezer has room, or order daily through commissary.
# orders/week Note all orders in order log.
2 Keep bagels frozen for best shelf life.
Any frozen bagels kept longer than 3 d must be discarded. Note in inventory.

5 Display 1 Bagels mustbe at least 50 % of display case.
spot count of std met Set out sufficient display trays for this quantity of bagels.

2 Display atleast eight of each variety during breakfast.

Whenever there are less than eight, lay the rest flat to create a full appéarancg.

7 Storage 1 Bagels must be at least 50 % of display case.

S

4 inventory sold/week Set out sufficient display trays for this quantity of bagels.
2 Display at least eight of each variety during breakfast:

Whenever there are less than eight, lay the rest flat to €reate a full appearanceg.

13.6 Other tools and methods

In additipn to the above QFD tools, other product development methodsfare used.
a) production part approval plan (PPAP)[4];

b) design for lean manufacturing[10];

c) spedific design for six sigma elementsl9];

d) design for X (DfX) studies, for manufacturability;assembly(24];

e) total productive maintenance (TPM)[8];

f) world class manufacturinglZ];

g) flexiple manufacturing[43].

14 Build

14.1 General

Quality ¢hecks during-full production launch, service start-up, software detailed design, and other
activitie are made,

14.2 Applicable tools and methods

The following ethods are cormmonty used:

a) 5S (from Japanese words for workplace improvements meaning sort, straighten, shine, standardize,
and sustain)[31];

b) poka-yoke (mistake proofing)[39];
c) statistical process controll21];
d) Kaizen and continual improvement[19];

e) design for Six Sigma phase activities, elements and tools[2];
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f) Six Sigma method to design, measure, analyse, improve, and control (DMAIC) and quality
improvement teams linked to design and build plans[3];

g) quality improvement storyboards, 7 or 8 discipline charts (7-D, 8-D)[12].

15 Packaging design, logistics, channel management, consumer information, and
operating instructions

15.1 Functionalpnackaging
r O 1=]

Phackaging engineers are involved at the design phase to better protect customer safety for food,
pharmaceutical, medical, and similar products from damage, loss of sterility, insect and debris
ifffiltration, and other damages. Similarly, packaging engineers are involved at thé design phase
tq better protect product integrity from damage and loss of usability during shipping and handling.
Phackaging engineers are involved with marketing and sales to assure attractivenéss, legibility of legal
and marketing language, retail-applied labelling, and shelf or point-of-purchase plan-o-grjamming.
Similar considerations are made to product usage, warnings and cautionsi~installation and gperating
instructions, and other information.

EKAMPLE1 A manufacturer of glass lighting fixtures failed to involveZpackaging designers early|on in the
d¢sign of a new product shape. Existing packaging materials were used.dand resulted in 100 % breakagelwhen the
product arrived at dealers.

EKAMPLE 2 A beverage company created a new size bottlé by increasing its height instead of wjdth. This
cijeated a problem for the retailer stockperson, an intermedidte customer, who must change all the shqlf heights
td accommodate the new bottle height.

5.2 Aesthetics and packaging

1

Packaging design can also affect customer\perceptions and emotional quality. Lifestyle deployment
dgscribed in Clause 8 has been successfully used to help in graphic design for packaging[13].

E

KAMPLE 1 A diet product supplementwith a female target segment uses curvy graphics to commuhicate the
benefits to body shape of their product;

EKAMPLE 2 Studies have shown that packaging colour and sound can affect the perception of faste. For
example, blue packaging makesyfood seem to taste saltier, a benefit to older people who tend to add mére salt to
tHeir food due to declining §ense of taste, thus risking higher blood pressurel42].

15.3 Logistics
P

anners are involved with packaging to better protect product during shipping, storage, and handling,
particularly \for effects of temperature, humidity, expiry dates, and other relevant factogs. Other
considerations are packaging size to optimize transportation concerns for weight, dimensions, and
nlaterialchandling. Logistics should also consider delivery quantity and availability commitments to
clistomer(17].

EXAMPLE A manufacturer of electronic devices using a new circuit must secure suppliers of the printed
circuit board so that shipping quantities are sufficient for the gift-giving season.

15.4 Marketing claims

When new products add new features and performance levels, marketing, efficacy, safety, and
environmental claims are tested and certified for requirements of regulatory agencies involved[26].

EXAMPLE A cleaning product reformulated for use on human skin must test and provide evidence not only
for its anti-microbial efficacy but also for safety over long-term use by seniors, adults, and children.
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15.5 Marketing collateral, operating instructions, service and repair documents,
service parts

All promotional documentation is updated to reflect new features and functions in the product.

Installati
repair in
available

on and operating instructions are updated prior to product launch. New maintenance and
structions, service and replacement parts and consumables, and special tools are made
prior to product launch[17].

16 Customer support

16.1 Gdneral

Customef support (technical, sales, and other field activities) and service (including parts, servige

training,

consumdgbles, setup, and other concerns that customers and users could encounter is-Cteated. Suppoft

databasd

expectatjons and needs. Records of all transactions with customers are kept~for an appropriate

duration|

EXAMPLH
of uptimg

necessary (marked as N) or recommended (marked as R) for the platinum leyelt34].

and other support activities) are made. Information related to design changes{iiew features,

s, support staff, support levels (such as gold, silver, bronze) are created in line with customer

Table 33 identifies several service availability packages for IT services and the appropriate levels
, downtime, outage instances, and so forth. Table 34 describes the‘technical domain requiremenfs

Table 33 — Service availability targets for IT provider

Platinum |Gold Silver Bronze
Service availability (uptime) 9995%to |999% to 99,9 % to 99,9 % to
100 % 99,95 % 99,95 % 99,95 %
Total hours uptime per year 8760
MTTRS target (unscheduled) |<15 min <30 min <4 h <8h
Maximum # of incidents per <12 <12a <24a >24b
year (unscheduled)
Scheduled downtime None Required Required Required
MTTRS means mean time to.yestore service.
a  Varies based on actuaf total hours uptime required. This example assumes 6 570 h/year
(18 h/d).
b Based on histofical data rather than derived from uptime and MTTRS.
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