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What is Process failure mode & effect analysis (PFMEA)?
PFMEA stand for process failure mode & effect analysis, method to identified potential failure mode in process & effect of
those failure mode. It is risk management tool.

PFMEA is a team oriented systematic, qualitative, analytical method to evaluate potential risk of failure of process. With this
we analyse the cause & effect of those failures, document preventive & detection action. Recommend action to reduce risk. In
PFMEA we analyse technical risk to reduce failure and improve safety in product & process.

Failure mode & effect analysis (FMEA) Background

FMEA was developed by US aerospace & military sector in 1940. Later by 1960 FMEA was adopted by automotive industries as
a tool to analyse potential failure modes in components, system & manufacturing process. Later this methodology was
adopted by healthcare, electronics, software industries. By 1990 FMEA was integrated with Quality management system- TQM
& Six sigma. AIAG added it as copyright standard & published various edition. Latest revision is AIAG- VDA 5t edition published
in 2019. The new AIAG-VDA FMEA handbook was released in June 2019. Automotive Industry Action Group (AIAG) and
Verband der Automobilindustrie (VDA), Germany’s associations for automotive manufactures and suppliers issued the first
edition of a joint FMEA book.

Why PFMEA is used?

With PFMEA we identify function of process steps, associate potential failure modes, effect of those failure mode, cause &
control of those failure in process. Also recommend additional action to reduce potential risk.

PFMEA is joint activity done with CFT, in which we do brainstorming to identify failure modes. It is qualitative approach with
single point failure analysis.

FMEA is meant to be a “before-the-event” action, not an “after-the-fact” exercise.



What are benefits of PFMEA? :
FMEA is joint activity between customer & their business partners, with PFMEA we try to find maximum failure effects and
severity & reducing risk by analysing over those technical risk.

Direct improvement can be seen in followings:-

Product safety will improve

Product quality will improve

Smooth production launch

Regulatory compliance

Inter department communication

Customer Satisfaction

When we need to do FMEA?
When there is new technology, new design & development & new process.
When there are changes in existing design & process like- Change in location, Engineering change in Existing design.

What are changes in latest FMEA with respect to New FMEA?

Major changes are in format. Some new item added in new FMEA. Changes are as followed:-

For continuous improvement, issue & revision history added

Structure analysis is new addition. Process divided into process item, process step & process work element
Functional analysis is expanded according to function of focus element, function of process step & work element.
Failure analysis- No change

Risk analysis (Occurrence control / Detection control)- RPN replaced by Action Priority

In Optimization, Recommended action divided by Prevention action & detection action, also status column added




Changes in Latest FMEA with respect to old FMEA

OLD FMEA

Planning & preparation (s changed

Item

Core Team

PFMEA No.

Process Responsibility Page.  of

FMEA Origin Date
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Company Name:
ABC

Subject:
Process Step Name

NEW FMEA

Manufacturing Location
Plant No- Sec, District, State

PFMEA start Date
02- Mar-2025

PFMEA ID no.
ABC/FMEA/01/001

Customer Name
XYZ

PFMEA Revision Date:
08-Aug-2025

Process Responsibility
Line No/Line leader Name

Major changes are in format

Model year/Program
2020/X/123

Cross Function Team:
Team List

Confidential Level:
Confidential/Business Unit
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0 " (°2 UM o 10 Drilling  |Operator Ship tOw@nt : Assemble with wheelassy, |\, 4 oo, |loads parto K & [Drill Miss Tncomplete Operator Wi 5 [Visualnsp | 8 | M T [Mr.XYZ |DDMMYY |implemented DOMMYY| 6 2 2 T Poka yoke
B\ v o - st when apples e v e affect o effe ——t————_|Power failure oL operation | ser mementes
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O In status column, we will consider Untouched, Under discussion, In process, Completed or Discarded.

What is methodology of FMEA?
Latest FMEA is based on 7 step implementation process. This FMEA is divided in 7 steps which provide systematic approach for
failure mode analysis & risk mitigation.

7 steps are as followed:-
Planning & Preparation
Structure Analysis
Functional Analysis
Failure Analysis

Risk analysis
Optimization

Result documentation

Here first 3 are related to system analysis while 4-6 are related to failure analysis & risk analysis. Step7 is basically risk
communication.

If 1 ask you which step out of these 7 step is important, guess what it could be?



7 steps in FMEA (AIAG+VDA)

o o

N AUTO

QUALITY
CENTRE

PFMEA ID no.
ABC/FMEA/01/001

Process Responsibility
Line No/Line leader Name

Confidential Level:
Confidential/Business Unit

m
SLLELEERAASISISTEpi2) Step-1-> Planning & Preparation
Step-z 1. PrOceSS 2- PrOCESS 3- PrOCESS COmpanv MName: 5ubiect:
- —————————— lltem Step Work Element ABC Process Step Name
Station No. 4M Type Manufacturing Location PFMEA start Date
Plant No- Sec, District, State 02-Mar-2025
FUNCTION ANALYSIS ( Step 3) —
Customer Name PFMEA Revision Date:
Step-3 1. Functionof  |2.Function of Process |3. Function Process XYz 08-Aug-2025
e —— »|Process Item Step Work Element Model year/Program Cross Function Team:
System Station No. 4M Type 2020/%/123 Team List
-Ve Failure Mode -Ve Failure Cause
FAILURE ANALYSIS ( Step 4)
Step-4 :m; . |2. Failure Mode ( (3. Failure
O e e e e e e e e e e e e e e e ———— +{1. Failure Effect (FE) | € o |FM) of the Cause ( FC) of
v O
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Understanding Each Step of FMEA

Step-1: Planning & Preparation
It is clear definition of the scope, set by the management team. Planning is done based on Five T’s. Information from this step
is basis for step-2. So, this is very important step of FMEA.

Purpose:- To describe what product /processes are to be included for review in the PFMEA Project .

During planning & preparation objective is to project plan, consideration of analysis boundaries, project identification for this
following information need to collect

What are customer expectations (Internal & External).
Technical requirements

Drawings & specifications

BOM & Risk assessment

Error proofing requirements

QFD — Quality function deployment (CFT)

In-Tent } ------- -» Why are we doing FMEA?
Here is the information of step-1
; Timing  |-----» When is due date of FMEA?

Company Name: Subject:
ABC Process Step Name . . .
Manuf ing L i PFMEA D PFMEA ID PrOJECt plannlng IS f |

anufacturing Location start Date no. — Team e . : 3
Plant No- Sec, District, State | 02- Mar-2025 ABC/FMEA/01/001 done based on 5 T’s. \ / Who will be in team for FMEA:
Customer Name PFMEA Revision Date: Process Responsibility r )
XYZ 08-Aug-2025 Line No/Line leader Name Team -——-» \What work needs to be done?
Model year/Program Cross Function Team: Confidential Level: ) .
2020/X/123 Team List Confidential/Business Unit Tool > How dO we conduct the analysisp
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Step-2: Structure analysis CENTRE

This step is used to identify and breakdown the system (Design or Process) into the system, subsystems and component
element so that a comprehensive risk assessment can be conducted. This information is the basis for the next step.

Purpose:- to identify and breakdown the manufacturing system into process items, process steps and process work elements.
Obijective of this step is to make structure tree of process, identification of process step & sub steps, to be base for function

analysis. [

Process Item } ************* { Process Step } ************* { Process Work Element ]

—— —— ——

The highest level of The element in focus. This is the The element that is the next
integration within the item that is topic of consideration level down from the focus
scope of analysis. of the failure chain. element
N I'::r""":‘"s . Structure Analysis (Step 2) FUNCTION ANALYSIS ( Step 3) FAILURE ANALYSIS ( Step 4) RISK ANALYSIS ( Step 5) Optimization ( Step 6)
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0 OP-10Drilling  |Operator Shid 6 D® pperet 1004‘ 8 ™M mor:mew" \lnosou:\ Mr. XYZ [DDMMYY |implemented Pota DDMMYY| 6 2 4 L | Poka vol:ed
1. Process Item 3. Process Work : o tion | I5P EOL s mpementec:
End 2. ProcessStep | It is the end result of all P e
System 4 Sitsiem ble AM Type of the successfully a>
In A A i i i
Breskcrum ST N i Cporator el iaen FroEsss SHEps. 'tis a manufacturing It is the lowest level of the process | | e
achining Line 3 |07 “100FUNE |Drilling Machine |, | e s mamtenance " operation or station. Y2 1P . updated.
Heennnenes o  Breakdrum | ool Britineiviefroot : rovere | | OP flow or structure tree. It contain Pt
bre .. . - riting . . q Q
Machining Line 3 Work instrugtion potentlal causes of failure.
Pro Coolant
i~ Operator
Break drum 10 Drillin i des Break drum . Greasing Device
Machining Line 3 OP -10 Drilling oril Shi . A OP _20 Greas|ng g
ass{  Machining Line 3 Grease
nd)
B Environment
\ \




\i\ AUTO
] =QUALITY
e CENTRE

Understanding Each Step of FMEA

Step-3: Functional Analysis

This step is used to analysis of indented function & requirements of system element identified in step-2.
Obijective is to visualization of product & process functions. Finding requirement & characteristic of functions. This will become
base for Failure analysis.

Function of - ( Function of . Function of Process
Process Item | Process Step Work Element

— = —— —

A description of what A description of what A positive description of how the work is

the process item is the operation or completed including the positive process
expected to achieve station must achieve characteristics related to each 4M.

-ve of this=> Failure Effect -ve of this=> Failure Mode -ve of this=> Failure Cause

X Inf:r':::::m Structure Analysis (Step 2) FUNCTION ANALYSIS ( Step 3) E ANALYSIS ( Step 4) RISK ANALYSIS ( Step 5) Optimization ( Step 6)
] w 9 2 c c c § s £ g s
i 3. Function o ey S 8y S S 2 2 s 2 s
History / Change 1. Function of Process Item 2.Function of 5 : \Current S |Current o) B =] @ g g ] k) Z a g < B P
oo | Authorization 1. Processitem 1, brocess Step zle:"::t“ Work ¢ stem Process Step :Imce“lwwk o roEaEg ) :"\:)al"';‘::eMwe( 3. Failure Cause m g @[petection (S F| T § Eg 8 E < % gl B 3 58 3 § 8 T s
ssue (As Applicable) | Station No. i Station No. emen S z - FC) of the work  [Control PC o ‘ﬁwfg& §5/ <% s ¢l & 2 2 Z 2 503 = a B % 2 g % <% 5
Optional ystem MType Oposite -VE Failure Effect Ve Failure Mode | ' TYP® g |Process FC 3 |ofFcormwid | g g2 T g g g g 5 gl 7 3 a ] =
-Ve Failure Cause & s & .& &0 ; 8 3 E 3 S E
[=} 3
Internal function Break drum machining Kaizen
as peNspecification sheet,
0 - Breakdrum  \op 10 rillng  [operator Ship to pRq : Assemble with wheel assy, |y pyoje;  ['02ds Parton - Shipto FUNCTION ANALYSIS ( Step 3) DOMMYYimplemented |12 [oommvy| 6 2 4 L Poka yoke
Machining Line 3 and qualify flqction test. machine with wh| yoke Impemented.
End User - stops“ghicle when applies End Usej master
break 1. Function of Process Item 2.Function of 3. Function Process fist
] — System Process Step Work Element
Iar;t::rlaslpf::ilfc;l:t?oireak drum hining i Machine
Break drum . ) ~ |ship to plant : Assemble with wheel a%y, |PCD as per o Ship to A Station No. 4M Type history PM check sheet
Machining Line 3 OP -10 Drilling Drilling Machine and qualify function test. ec. Maintain PCD with wh . . . . DDMMYY [Implemented card, DDMMYY 8 2 4 cc L updated.
e e apples \ w1 Oposite -VE Failure Effect -Ve Failure Mode |-Ve Failure Cause
break % Product Characteristic
Internal function Break drum machining as )
N e Drill 4 Holes loadf part on m/c \ \ \ \
Process Item: Solder components with per SpECIflcatlon
PCB with treacibility : i righi +Aanl ..
kel ion Cornp Asy. O PCB it Ship to plant : Assemble with wheel assy, and Drill 8 Process Characteristic
Break drum " . desired solder joint . Drill Dia 10+/- ) . ’ H
Machining Line 3 |OF ~10 Prilling - Drill Ship to plant : Assemble with Housing  |10mm Do drill lify f ti test PCD as per spec |Seqyences of drill ] ] ] ] ]
Assemble with indicator assembly quality tunction test. Lubricate Drill Coolant flow
End User - Turn signal should ON with . . !
oo oo e ot N End User - stops vehicle when applies break 4M Related to Process
[ ] | | ] | [ ] [ [ Characteristic -
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Understanding Each Step of FMEA

Step-4: Failure Analysis
The purpose of the Failure Analysis Step is to identify failure modes, failure effects and failure causes to establish the basis for the risk
assessment. Objective is to establish failure chain. Identifying potential failure effect, failure mode & failure causes of each process

function.

Talk about What happen? Focus Element Talk about Why happen?

Know your customer
Failure Effect FailureMode ¢ - Failure Cause 1.  Internal customer (Next operation)
External customer (OEM)

2.
, 3.  Regulatory body (Government)
4.

It is related to function of It is related to function of It is related to function of process el
process item , negative of it process step , negative of it work element , negative of it will
will be Failure effect will be Failure Mode be Failure cause

O Failure mode will give failure effect & failure cause. So, we have to work first on failure mode.

Continous Structure Analysis (Step 2) FUNCTION ANALYSIS ( Step 3) FAILURE ANALYSIS ( Step 4) RISK ANALYSIS ( Step 5) Optimization ( Step 6)
n Improvement
" o 2 [ B s <l s ‘ 5 ‘ ‘ £ o ‘ 5 ‘ E
. . . 3. Function = = S 2 S8 2 S 2 1 = S 2
History /VCh‘ange 1. Process Item 3. Process Work |- Function ClEocss e P Process Work % 2. Failure Mode ( , vurrentv 2., Curren‘t N’E\ENQ ‘g % § < g & = E = 2 > g s S g 2 ]
\ssueft Authorization 2. Process Step i System Process Step Element 1. Failure Effect (FE) 2 |fm)ofthe 3. Failure Cause ( |frevention g 2 Detection | — 2 oS 5 2 8 H €
( As Applicable) s Station No. s Station No. % 7 FC) of the work ontrol PCof | § 6 |ControlDC| § 5| < E\N g = £ In failure mode rocess could cause the roduct
Optional ystem R Oposite -VE Failure Effect Ve Failure Mode |*M TYP® g |Process c S |ofrcorrm| § ] g TN g 2 P p
Ve Failure Cause 3 g g |2 &0 N 8 i i i i
s not to deliver or provide the intended function.
Internal function Break drum machining EXBmple:
as per specification Interdy| effect- Rework offline .
Break drum ” Ship to plant : Assemble with wheel assy, loads parton  [Ship to ant effect : Does not assemble L FAILURE ANALYSIS ( Step 4) N 1. Loss of process function
0 - <" |op-10Drilling  |Operator ’ : Drill 4 Holes ; ] 6 [oriimid — \
Machining Line 3 and qualify function test. machine with wheel 2 . .
End User - stops vehicle when applies End User effe¥- No effect 9 2 . Pa rt]al fu nct| on
break & 2. Failure 8 . . .
: = .Failure cause (| | 3. Degradation of process function (Too High/Low)
1. Failure Effect (FE) £ 4 |Mode ( FM) fh « Il ) ]
Internal function Break drum machining g - |of the Process FC) of the wor 4' |nterm|ttent functlon
as per specification Internal effect- 100% part aped > I
Breakdrum | oo Drilling Machine |51 to plant : Assemble with wheel assy, |PCD as per Maintain pCp |51 to plant effect : Does nothgsemble P . s | 5 Unintended process function_ Wrong operation
Machining Line 3 ) riing rifing Machine and qualify function test. spec. aintain with wheel H " *
Er::al:ser- stops vehicle when applies End User effect- No effect Internal effect- Rework | | 6 . Wro ng pa rt assem bled
offline ; Operation | ;
) o P 7. Delay process function
Process Item: Solder components with Ship to plant effect : Does 6 _ |Drill Miss Incomplete 8. Dim NG / Surface NG, etc
PCB with treacibility not assemble with wheel I Power failure : ’
Internal function Comp Assy. On PCB with i
Breakdrum | o ol desired solder joint . Orill Dia 104/~ | End User effect- No effect
Machining Line 3 | -0 18 " Ship to plant : Assemble with Housing ~ [10mm o art (\ I
Assemble with indicator assembly R G ——

End User - Turn signal should ON with
desired flash rate.
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Understanding Each Step of FMEA

Step-5: Risk Analysis
The purpose of the risk analysis is to estimate risk by evaluating severity, occurrence and detection, in order to prioritize the need for actions.
Obijective is to Evaluation of Action Priority after assignment of detection control & prevention control of failure causes. This become bases

for optimization step. Risk Evaluation:- 3 rating criteria for evaluation of risk

— High Action Priortiy S= Severity of failure effect

.
Current Prevention Control:- Control that SxOxD=AP Medium Action Priortiy ~ O= Occurrence of failure cause
.
— D= Detection of fail
eliminate the failure cause or reduce its rate of | Low Action Priortiy = betection ot Tallure cause
occurrence in production facility. = = - B g
2 5 9
Current =  |Current - E A o < B o
(O] = (@)
. (' . c — (@]
Prevention 2 “s Detection S o ft s 5 9 O
© =] — O [
Control PC of S o |ControlDC | § 2 E & © © g
o | 4 o =
. Q =y =) © —
L
Current Detection Control:- Control that detect FC S |of FCorfM| 8 5 g 5| =
(%]
. . i
the failure cause/mode before the item leave the |
process.
X I;:r':‘i::’“":"t Structure Analysis (Step 2) FUNCTION ANALYSIS ( Step 3) FAILURE ANALYSIS ( Step 4) RISK ANALYSIS ( Step 5) Optimization ( Step 6)
_ " 2 2 s | ST < 5 | s £ v e | s
. . . 3. Function = 5 S S8 2 S 2 =3 s = S g S
History / Change 1. Function of Process Item 2.Function of 5 . Current S |Current o1 B 35| & g g 3 k] z_ a o c 3= g ”
Authorization & (e 2. Process Step b s Ui System Process Step (AR ey . 2 & Rl 3. Failure Causd ( |Prevention % < |Detection = b < ‘g? ‘g g § ? i ; g 2' 2 3 ] s ‘; % 2 é g < E é
Issue# ) 3 Element N Element 1. Failure Effect (FE) < |FM) of the Q o c bl e = 23 et k) S 25 o ® = X c = [ 5 o 235 o = £
( As Applicable) syst Station No. AM T Station No. M, £ b FC) of the worl Control PC of § S [ControlDC | 6 & :(( 5 T O K] g S 2 2 oo & 8 s % & g T s :(( s o
Optional ystem ype Oposite -VE Failure Effect Ve Failure Mode ype g |Process FC S |offcorfM| o g2 i g 2 s g 5 £ S a g2 | 3 «
Ve Failure Cause g g i |z a5 g g g : ] s as | =
& 2
Internal function Break drum machining Kaizen
as per specification Internal effect- Rework offline operation 100% Fixture 100% sheet,
; - ; - ) 6 . 6
0 . Mif;:(ndgr:':ea OP-10Drilling  |Operator ::g’;::::y":u'nﬁfjﬂzliW“h wheel assy, |0 i1 4 Holes :::gf‘izzm’" :::::,’hzlz‘m effect: Does notassemble | |\ pe Incomplete Operator Wi 5 |visuallnsp| 8 | M n'";‘:med'" Visual  |Mr.XYZ |DDMMYY|implemented :2:: DOMMYY| 6 2 4 L m:;’:;z::d
End User - stops vehicle when applies End User effect- No effect Power failure EoL operation Insp EOL master
break list
Internal function Break drum machining h
as per specification Internal effect- 100% part scraped Next Bearing 100% m:;r':e
; - ) ] . ) 6
Mif;:(ndgr:':e 5 |op-100riling |riling Machine ::g’;::::y":u'nﬁf:ﬂzzW“h wheel assy, :;:Cas per Maintain PCD :::: :,’hzlzrt effect: Does notassemble | o |, g Bearing fail Pmr::t!::ice 4 |process 4 | ™ :‘;:cggfom func.  |Mr.XYZ |DDMMYY|implemented |card,  |DDMMYY| 8 2 4 cc L :Z’d?::;k sheet
End User - stops vehicle when applies End User effect- No effect Poka yoke parts Insp. PM check
break sheet
Process Item: Solder components with
PCB with treacibility
Internal function Comp Assy. On PCB with
Break drum . . desired solder joint . Drill Dia 104/~ .
Machining Line 3 |OF 20 Prilling Dl Ship to plant : Assemble with Housing ~ |10mm Do drill
Assemble with indicator assembly
End User - Turn signal should ON with
desired flash rate.
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Action Priority:

» High Action Priority:- The team must identify an appropriate action to improve prevention and or detection control or justify and
document why current controls are adequate.

» Medium Action Priority:- The team should identify an appropriate action to improve prevention and or detection control or justify and
document why current controls are adequate.

» Low Action Priority:- The team could identify an appropriate action to improve prevention and or detection control.
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Understanding Each Step of FMEA

Step-6: Optimization
It is the step where plans (Preventive & detection plans) are developed that reduce risk and increase customer satisfaction by improving the
design or process. Objective is To identified actions to reduce risk, assign responsibility, deadline, base for refinement of product/process

requirements. (At a minimum the statement that “No further action is needed” must be included)

* Open
* Completed
Opgmization ( Step 6) * Noimplemented

—
) - — S n =
S c 2 € s c g s [ c A 'S
o Fe] (] (O o > o T 0 a o
= O ¢ = O = 5 w0 ~ c S ) c o o 2 =
=] = w = 1) d 4 < d o o o S E
c O 5 .2 c o O 4 2] 85 24 & e 5 s 3 o
o B o B o c| s ad © 2 a o « g = @ — © <
. . > O = O a o © IS [a - c g [a > 3 4+ © © w <
Action taken for prevention & o<l o< 9o+ all e s 81 8| &| 85| =28
fut ) o = o S X o n o O =
a e Y o RS o ° Y c w S . .
i i © A fA Eff
detection of failure cause to reduce = ? ssessment ot Action Effectiveness
. . pe . aizen — R . f S . D . &
risk. Example- Process modification, : ating of Severity, Detection
Fixture 100 % Imol heet,
ified i ° PN ill revised &
new poka-yoke added, etc. modified in | Poka occurrence will revise
¢ Visual Mr. XYZ |DDMMYY |ment K DDMMY 6 2 4 L
nex oke dingl AP will com
Insp EOL ed accordingly new AP will come out.
Operatlon naster
st
—
Continous Structure Analysis (Step 2) FUNCTION ANALYSIS ( Step 3) FAILURE ANALYSIS ( Step 4) RISK ANALYSIS ( Step 5) Optimization ( Step 6)
M Improvement
o = - s
sty Ch 3. Function = i £ 8| s § s 8 | $ g £ gy | §
) . b = g o ] 2 3 8|2
istory / Change ) o cess Item 3. Process Work |- Function of Process ltem A - - ork e m urrent o urrent s <z 3 B < g & a ” Tz 2 z g s R <z L
Authorization 2. Process Step System Process Step . 23 WPrevennon @ & |Detection |2 2| 7 § 5 8 c = @ 2 £ 2 3 s 2 o T & 5 58 ] 3
Issue# . . Element 5 Element 1. Failure Effect (FE) < |FM) of the S o c | e £ 2 e =} S 25 o= = x c = g 5 Q 235 o = £
(As Applicable) | Station No. s Station No. z u FC) of the work W S S |ControlDC| & 5| < 5 ] g = ] 2 2 S e 2 R 5z 3 2 R <5 £
Optional ystem vype Oposite -VE Failure Effect Ve Failure Mode |*™ TYP€ g [Process FC ~3—_|of FCor M| § ] ] I g 2 s g 5 £ o o g2 |3 “
-Ve Failure Cause @ 5 £ = & o 2 @ 5 =1 S & o s
& S @ 2 & o 3 kd 8 S 2
& 2
Internal function Break drum machining Kaizen
as per specification Internal effect- Rework offline ) Fixture sheet,
. . N N R Operation 100 % e 100 %
0 - Breakdrum |0 15 briling  |Operator Ship to plant : Assemble with wheel assy, | 5, 4 oo [l02ds parton [Ship to plant effect : Does notassemble | o |0, \yicc Incomplete Operator Wi 5 |visuallnsp| 8 | M modifiedin .. al  |Mr.xvz |oDMMYY|implemented  |7°X%  [oommyy| 6 2 4 L Poka yoke
Machining Line 3 and qualify function test. machine with wheel o fail EoL next \ oL yoke Impemented.
End User - stops vehicle when applies End User effect- No effect ower fatlure operation | P master
break list
Internal function Break drum machining .
PR . Machine
as per specification Internal effect- 100% part scraped Next Bearing 100% history
Breakdrum |0 10 briling |Driling Machine |TiP t© Plant : Assemble with wheel assy, |PCD as per Maintain pcp | 1P to Plant effect : Does notassemble | g o0 Bearing fail Preventive 4 |process 4| ™ repalcement o o Mk XYz |DDMMYY|implemented  |card,  [pDMMYY| 8 2 4 cc | |PMchecksheet
Machining Line 3 and qualify function test. spec. with wheel maintenance Pok « every 8000 \ PM check updated.
End User - stops vehicle when applies End User effect- No effect oka yoke parts nse- . Ct ¢
break Shee
Process Item: Solder components with
PCB with treacibility




Understanding Each Step of FMEA ' N, AUTO
= QUALITY
g CENTRE

Step-7: Result Documentation
This is final step, here we documented the FMEA study. The results of the FMEA investigation should be summarized in a

report .
The report should be to communicate the results throughout the organization
The results need to show the success & relevance of the analysis.

THANKS
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