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FMEA

Failure Mode & Effect Analysis
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:>  FMEA overview.
What’s FMEA? {T 4ZFMEA?
Why perform FMEA? A {1t A E{MFMEA?
Benefit of FMEA? FMEA F {1 4?2
* How to perform FMEA? E A {{iFMEA?
* Routine / Tool (add a link)
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@ FMEA Overview

What’'s FMEA? {1t 24 &FMEA?

FMEA is Failure Mode & Effect Analysis.
HEEXMBEARBRSth

Pro-active and systematic method of reducing the

occurrence of quality and reliability problems before
reaching the customer

« —MRERHE, AE:
e 107, AT, HERFRAC B ER
« MEMEBEREANARS, F=mAIEN SN
o TRE MR AI8E R A
« /DN ERITEY
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Find the failure before it appears!

IKEA TASC PPI



Because...so | have not been effected by....
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(Effect)
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(Cause)

(REE: 1~5) (REHE: 1~5)
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@ FMEA History Hg,j_’ E

* A product of the aerospace industry in 1960’s
 Formalized in MIL-STD-1629 (Nov 1977)

. Eé‘(%iﬁ&iﬁﬁFMEAE:201E§E6O$1‘EFF§HEE3€I!IEEI"J—

« HA70ER, EE /YIS T HE By IBAHLER B #E 5 X I
R, EXEH-1629FhIEX 1L,

7055, FMEA#XESETIWSRMSIA, AR
it EEN—#HI A,

 FMEAREI ZMBTHEHMTTIL, m: IRE. DX, 1B
M. MSEII].
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@ FMEA Benefits:

Improves the quality, reliability and safety of products.

mETFmARE, FROTEENRZ2Y;

Helps increase customer satisfaction.

RWENERREE;

Reduces product development timing and cost.

W IR B A S

Reduces the amount of rework, repair and scrap.

RMOBRT, HEMRENNE;

Documents and tracks actions taken to reduce risks.

G R FFERER AR L KBS T SR ERBY 1T 20;

Prioritizes deficiencies to focus improvement efforis.

RAFEEMBNHEMREIEF, SEFIE.
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« FMEA overview.
What's FMEA? {1 4 ZFMEA?
Why perform FMEA? A {1 A E{IFMEA?
Benefit of FMEA? FMEA B {1 4 1F%?
» How to perform FMEA? E 4 ff{FMEA?
* Routine / Tool (add a link)
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Who perform FMEA? iff R fiiFMEA?

One team of 2 to 6 person (IKEA engineer, production and quality
engineer from supplier or sub-supplier) who are familiar with the related

process.

HASHE REHIRMRIEIFPMA(ZERA)RAR.

ERRIISEAFMEAT{E, wIRSEMMANKERSEH, FHH
FMEAGIA DAL BF5E, IREEH, WIRALIRELE T FH
R E P2

AN

IKEA TASC PPI 11



@ When perform FMEA? {1 4 B3 & {ilFMEA?

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

To achieve its greatest value, FMEA must be performed before
a design or process failure mode has been designed into the
product

Time spent in doing an FMEA well at the beginning will ensure
that product/process changes can be easily and inexpensively
implemented

kMR ERFMEANREZERRZ—, EE—1M“ERHNTA”,
mMAZ“ERMITAHY, ARXRBEEND, FMEARREIRITRSERY
BRAWETEHPA iR RZAET,

W TF---RITHAR G R Z BB T &R it, EF=h
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When to do?
Start as early

as possible !

o
-
[
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How to perform FMEA
Process FMEA

Process and function 2

Failure modesk # & X

Existing control I T ¥

Calculate risks iF{& K £ (S.P)

Recommend Corrective

action [F & X B2 B ¥ & 18 &

Implementation R H iE & AY
¥ i

Check E # iF & X B8

SYYIVYYYN

IKEA TASC PPI

Effect fg R —

Seriousness/Severity

™ £ E(S)

Potential root cause FE —»

Probability
RERSIE (P)

14




@ How to perform FMEA

Process FMEA Steps

Describe

. Determine
Product or Failure Modes Effects of Causes
Process Failure

function

Step 1 Step 2 Step 3 Step 4

Calculate
Method) Risk

Action

Step 5 Step 6 Step 7 +
IKEA TASC PP P Step 8 15




@ How to perform FMEA
00 ?®? @

1
\
TASCFMEA LIGHT Risk an¢1lyze ond'preven’nve,ac’nons ﬂhﬂﬁ&uﬂ}i?‘*ﬁﬁ \ 0%
Supplier: |  Yintong : Date g 16May y ; 55 \ Respops|b|e Jowen .
Arficle: | Detolf I Edition i , | 1 Coni'rfbufors Laurent, Vali, Jet
Description i ! Investigation I \ Valve | ) Value R
= A )
I ! : v S| P Resp| F. | S| P 4
Po l Faill¥e Existing | & | &% Corrective | fa%k| dateST | & | &5
s | Process(filfE) | modekMiER | Effectim g Root CauselRE | controlBfTHZH]| & | $E octionsB#tEHE| A |HAE| B |E VerifielfiiA
5 |Glass preporo‘ion 0 0
Y first item
worker input wrong size |approved. Use a program for
7 can not in computer (manual ~ |E##IA. And 5 2 110 each different Jun 50 1
Cutting 1% wrong sizeU T $51% |assemble, claim |load) T AMIAEIHE iR |inspection Report. version LL  |4,2007 On process
First item
approved.Grinding
8 sharp machinery maintain not |process control by 5 1 ] ]
GrindingBill  |edgeifi % %7 Injury customer |good enoughfR % A4  |PQC per half hour.
Check grinding
tool before
production every
i day. Mon. Wed. 4 1 4 4
Uneven Customer Grinding tool small maintain, Fri.
sufaceREARF  |unhappy brokenBil TE#EZ  |big maintain
IKEA TASC PPI 16
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B HliEhmt

Step 1: Describe Process

* lllustrated Process Flow i iz &
* Process Description Sheets il f2#id
* Product Specifications (function at

the related process) il T #x:

TASC FMEA LIGHT Risk analyze and preventi

Supplier: Yintong Date 16.May
Article: C—— Detolf Edition 1
Description i ‘N Investigation
’ \
Po| / v Failure
s |/ Process(#l38) ' ImodeXk¥E| EffectER | Root CauselR[H
_Glass preparation ‘.
] ! can not worker input wrong
l assemble, size in computer
1 | | wrong claim (manual load)
Cutting 13 IsizeRT4EIR | THREER | TABMASRER
.‘ '
2 \ ! Injury machinery maintain
\ ! sharp customer not good
Grinding/Eil s/ |edgeib%igF |EREZG enoughf{RFF 1%

IKEA TASC PPI™. N R
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Flow Chart of Glass

IKEA TASC PPI

J& /A & Glass

v
21 {7 Cutting

v

B FIPSN 2
Grinding

v
Eagt, TURLCE
Cleaning and Drying

v
gl

Tempering

v
2E

Packing

18



-cStep 2: Identify Potential Failure Modes

ﬁi &R BB ER R IR

Function

Y

How is Function
Accomplished?

List of Potential

Failures?! i A BE I3

v
What Describe potential failure
CoudGo | {5 T A AE tH LA B
rong?

TASC FMEA LIGHT Risk analyze and preventi

—

Supplier: Yintong Date 16.May
Article: Detolf Edition 1
Description L7 TS Investigation
‘ N
/
/ . :
Po ) Failure

s Process(#l#8) | mode%?ﬁ*ﬁ:’&\\_ Effecti5 2 | Root Cause/H[E

Glass preparation

1
1

— | —

;:cm not worker input wrong
\ assemble, size in computer
1 1 wrong ,clcum (manual load)
Cutting 1% sizeR<TEiR | ARERE, R | TAMAREEEIR
7 19
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@Step 2: Identify Potential Failure Modes
FE=_FiRREENRMERX

A process fail any time it creates an unacceptable output ( not
match the requirement, customer will not accept it).

AHESHE, ERETTW, MHEEREFRERL , XNEFRIFERE

damaged, Lost
Zﬁig?&ﬁ function 4
1) = Re JTC EE E* &£

ThiE,

Some dimension

Q out of

w ;;2, specification
&4 RS BEEHR

Q3 439 : ERLETRZIE

IKEA TASC PPI 20
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(Sample)

Process

/ Failure mode

™~

etching logo
D=

/

wrong etching FlJ 5

etching not clear, or smearing 1 2 1= 44}

wrong positionfif &

/
/

IKEA TASC PPI
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‘Siep 3: Describe Effects of Failure and its
seriousness E=F:HHiR MIER MR ™ EE

In terms of what a customer/
client might notice

MEFAREIEHESEMS:

* How it affects the function
8L B30 R 55 MR T R

* How it affects other systems, functions,
parts, etc.
MEmARmMEE RS, het, BHFEFESF

* How it impacts customer experience
8 PS40 7] 5 R 2 R ik 32

 What is the impact beyond our own product
BRTEINBCSHFE&I, BRI ARWRE

* Performance degradation

T RE PR (X

IKEA TASC PPI
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GHT Risk analyze and preventive actions X\ & 14 Az T B

Yintong Date 16.May
Detolf Edition 1
Investigation
. / : \
Failure ! v Existing
modek¥#&x| EffectiFR | Root Cause[R controlI{TIEH]
1 .
l. " |
-can not worker input wrong | I
_'assemble, size in computer first item approved. - -
wrong claim (manual load) BHRiL. And 'S : 2 10
size R <1§8iR (FREREC, RIE | T AMAEEREEIR inspection Report. | !
| ; First item ! !
. . approved.Grinding | I
‘lnjury machinery maintain |process control by PQC'l 5 [ 1 5
sharp customer not good per half : -
edgeilizxi&d |BHEZH ,{enoughﬁ?*ﬁf;ﬁ]? hour. B ¥EIA, K16 v !
\ /' N7
N o

IKEA TASC PPI 23



Definition of customer:

(1)IKEA Store or end user
EXREM, FEE

IKEA TASC PPI 24



Definition of customer:

(2) Downstream process

THEIF

IKEA TASC PPI
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@ Reference for rating of the seriousness

Seriousne
ss/l5 R Rule of rank of seriousness FiE#N: FERAOTEE Rating
None/not
notice | None or not noticeable effect to product or customer, some parts may
able be needed to be reworked at the original station 7o &M EL 4 7= & 6 1
IR KRB TFRBEEETFRLRIAMERT, BRIEERMNB R
730
Small failure in production, some parts needed be reworked, small
Low effect to customer but will not return or claim. £F= &R WIFKIE, o 2
(i3 FRREEEEFZLRAEIMRTI, FRES. IMMFRAFFEER,
AEELANBAREZRRE,ASERERRIE
Significant effect to production, many parts need be reworked.
Medium Noticeable effect to customer (but no return or claim) =& WIF R 3
& FE, FARREXALEB)RI, FEHXSEHHEERETR, ERSR
iIFEFRSBRERRIE)
Serious failure and effect to production, most parts needed be
Serious reworked or scrapped. Clearly noticeable effect on customer, a
- return or claim is a possible. £EFXWIFHRE, FREBIRE, HEH
BT, EFSEREXRR
Total failure in production, big scrap. May hurt the operator; may hurt
Total the end user, main function lost. Or non-conformance to law, claim
RE R and stop production/shipment is a must. £ =& = E#HIF, B 5
FRFRE, FREEFVISNKERES, FERKRTFRRE2EREBEF
IKEA TASC PP FEBEN. 26




- Siep 4: Determine the potential cause (1)
57 5 T /.ﬁ*ﬁ'ﬁﬁiﬁl

GHT Risk analyze and preventive actions JX\ B -4 B2 71 B

Yintong Date 16.May \ 55
Detolf Edition 1 7 \
Investigation ,. . Value
I. “‘ S P
Failure ) - Existing & | &%
mode k¥(#&3\| Effecti5R | Root CauselR ‘ controlI{Ti=HI E | nE
! \
can not | | worker input wrong
assembile, - |size in computer firsi item approved.
wrong claim ' (manual load) HHEMIA. And S 2 10
size R~THi% FREEE, R || TARABIRRER inspection Report.
V\ 1 ’Firsi item
S '\ / approved.Grinding
Mjury achinery maintain .’process controlby PQC| 5§ 1 5
sharp customer _ _ 4not good /| per half
edgeinthishl |EAEZH  |ehough®R%ETH  / |hour BRI KR
\ /'
Y ,
-, -

IKEA TASC PPI 27
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Potential causes that may result in occurring of the
failure, the failure will be eliminated or controlled (
defective parts have been screened out, not flow to
downstream or end customer) if the cause is
eliminated.

EREXFARARENRE, ZEREMER, ATLEXNY
BRI IEB R,

IKEA TASC PPI 28
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Generally, use C&E diagram (fish-bone) and 5-WHY for the analysis.
SMRBEESDE, MEARBRLUSIENXINSHEH, ANEAIF
LETTEIXR, NRA“AMATA? "Fik, NAERRBEFERLE.

]
Environmentf%u?‘i

Man * J
Methodj*

Materialf]

IKEA TASC PPI 29



WEMERD 5.Why?

IKEA TASC PPI

In short, itis a.....
o =
bE.O.

Problem
) &
Solving
B R
Tool

TH

30



UKEAD \What's 5-Why?

Why did this
happen?
At rakE?

Progressively becomes more difficult and a more
thought provoking assignment.

Symptom
1 BRI

I Symptom 2 arly questions are usually superficial, obvious

g2 the later ones more substantive.

FrfE—RSLtREm. Kk,
wwhy” L, Symptom3| {EEETROAESTHLURAZE.
vy %3

“why” I Symptom

4i5%4
And more “why’s’> Probable Root Cause FJ&EEIIR AR E

Check the logic in reverse direction. IRi¥ERIFE T HBEHXY.
— Probable root cause can cause symptom 4 to occur
— Symptom 4 can cause symptom 3 to occur
— Symptom 3 can cause symptom 2 to occur
— Symptom 2 can cause symptom 1 to occur
— Symptom 1 can cause failure

“why’

IKEA TASC PPI 31



LAKEAY When to use 5-Why?

It should be used when:
 The potential cause is not so apparent;

* By existing control solution, the failure
recurred still in a higher frequency. 5-Why
should be used to detect the root cause.

Note : It SHOULD NOT be used when the cause is apparent. Do not
waste resources to “reverse engineer” a 5-Why analysis from a
known cause.

#F: SRERARNFAREERE, FRREBFRER“RAIE",

IKEA TASC PPI 32




@ S-WHY sample:

Problem: Machine is down ¥l HF A& T!

?  WHY: Machine down (stopped)? At 4\ ET?
-- Fuse burned. fREE£HFT
?? WHY: Fuse burned? At 4 S HSLLHR?
--Because overloaded, fuse burned. EAGHIE X, RISLERT
??? WHY: Overloaded? At a&ffid K2 ?
-- Bearing not lubricated enough. Bl A& IR 5 A 5508 .
?2 22 WHY: Not lubricated enough? At 2 F5id82 2 2
-- Pump don’t work well. B A;#5#R KA Lk .
22?2 ? WHY: Pump don’t work well? A{t 2R A Eil? 22?2
-- Nozzle worn and loosed. I EER, &7,

Filter not installed, and then some dross entered to block it.
EAzAREKIIESE, BHERET .
Install the filter... RIEiT K2
IKEA TASC PPI 33
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]

)L

tep 4: Determine the potential cause (2)

TR thiAEREA

Probability of the failure
Due to eacl\ cause

GHT Risk analyze and preventive actions KUK T4 & FiBf

Yintong Date 16.May
Detolf Edition 1 \ 55
Investigation \VpTUe
s [P
Failure Existing & | IR%E
modeki1ET,| Effect/FR | Root CauseR controlIR 1T [ |.'. S
|
can not worker input wrong l
assemble, size in computer first item approved. -
wrong claim (manual load) BH#MiA. And S 2 Ill o
size RTHiR REERE,ERE |TABMABUIEREIR inspection Report. I
First item L :
approved.Grinding | '
Injury machinery maintain |process controlby PQC| § \ 1 1! 5
sharp customer not good per half . ‘,'
edgeifi#f] |(EMEFY  |enoughRFERS hour. B4R, KA o
\LY
IKEA TASC PPI 34



@ Reference for the rating of the probability

Potential Rating of
Probability percentage of probability
R & AT RE T failure AJRERYERFYE * 9 B 2
very low: Failure almost don't occur
RIE: RPAFAKAERE, LFTELHEE 1/1000,000 1
HBREBRAEZTEN
Low: few occurrence {&: RDJLR54
i 2 XM i 1/20,000 2
Medium: Same failure occurred from
time fo time % LIAEHAEREE 171000 3
High (&: —BR5UE&RREXHHT
BHLNIZE%) 17100 4
Very high (B%: XBLFEFTREM 10% .

* - to be used as reference only, depends on industry...

IKEA TASC PPI 35



Step 5: Existing controlzE 7155

V.

MITHT =

GHT Risk analyze and preventive actions X & 14k Az 7 B

Yintong Date 16.May
Detolf Edition 1 55
Investigation Value
/ - ] ) h N\ = P
Failure 7 Existing | EE | BE
modek1E5,| EffectiFR | Root Cause[R & I’conirolfﬂ!ﬁ}?ﬂiu . B | E
/ -\
can not worker input wrong 1" '
assembile, size in computer | first item approved. ‘I 5 2 10
wrong claim (manual load) | E#ERRIA. And :
size R~T$RIR FRERE,ZE | TAMABIESEIR |inspection Report. .
First item I
‘approved.Grinding /
Injury machinery maintain |process control by PQC |/ 5 1 5
sharp customer not good pk{ half 1
edgeiigighl |EMETY  |enoughiRsiFis hour. BREMIA 1 7
N\ ~_ . 7/
IKEA TASC PPI
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Existing control I14T 15

» Existing control solution to eliminate or reduce the

probability of the causes and failure from
occurring; or identify and reject to screen out the
failed part, don’t transfer the failure to
downstream process and end customer.

« JEiE HECK A KB e R

ll

R

A RA, BRI
AT RSN, BREIEAR A M Sk R 2 USRS

JRT LEANE = AR BRI T I PP 55

IKEA TASC PPI
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@ Three type of control solution
- WREERIITE, A =P AR R 7%k

First one: Prevent or reduce the occurring of the causes and failure.
Such as: applying Poka-yoke design to keep no wrong orientation

of part on fixture. E—F 5% Bﬁt%&&ﬁl/ﬂliﬂﬂﬁﬁi BV HEHE
HRIRTEENE, m: RERAMAIMKEIRIT, BHLEER, BER

« Second one: Detect the failure and cause, then find out corrective
action. F.g: By analysis of initiate data to find the special cause of
deviation then solution accordingly to make the process under
control. EZMZHIGE: EHHXBMBIRE/INE, MMkt IEREHN.
fltm, BEMRBEEDAR, HHEZEHEFE, MNRERERE, #id
B,

* The third one: Identify to detect the failure then screen out. F.g:
final inspection to reject defective. E=EH 5 %: EERLXFERK,
fln, FIAFRHSEREREENRE (BDEANERX) , BRWYIERENE.

IKEA TASC PPI 38



@ Poka-Yoke

 Whenever possible, Error-Proofing is the best

Countermeasure.
AR, i i=msxFHXNR,
— Why?

e it is not human dependent for effectiveness.
AR BRI ARBERIUEE 3K

* it can be designed to catch a simple mistake before
it causes a defect/problem..

EiRbE/FBRKEZR, BESBENMAHAHIR

IKEA TASC PPI



“Process” Mistake Proof Example

Post — Surgery Process Assurance. ..

Instrument Tray

E—

More People Die In Hospitals Due To Errors Than Are Killed in Car Accidents!
IKEA TASC PPI 40



“Application” Mistake Proof Example

Do 3 hle

File Edit ‘ew Insert Formakt  Tools [Data Window  Help
eEs®m SV §B2E- i 2 Arial ~ 10 ~ B 4
(3 T ¥ 55 e |
v fx 3250
A, B i ] E F =
1 Gap Length  Width Offset PartX Part DeltaX Part Delta¥ Offset PasteX
2 18 27 e 1.2086 C b.4138 -4 80920
a 18 27 Ja 1.1315 C 5.7181 -4 F0E2Y
4 18 27 35 1.1314 C 5.7181 -4 RYR3S
5 18 27 35 1.2086 C b.4135 -4 BY557
b 18 = - -4 Bo45
7 18 Microsoft Excel 4 F139
o 18 -4 5RYR2
d 18 ' E Do you wank to save the changes wou made to 'PivotTable,x(s'? -4.54784
10 18 = -4, 420244
11 18 Ve Mo Cancel ‘ -4 401549
12 18 -4 37490
13 18 27 e 0.0349 C 48511 -4.20825
14 18 27 Ja 077481 C 72341 -4 13681
15 18 27 35 1.50R1 C 5.3544 -4 03965
1k 18 27 35 1.65061 C 5.0544 -4 250

Application “Warns” User That He Is About To Lose Changes

IKEA TASC PPI
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UxEA]
Limit Switch
R X N,

POKAYOKE to find
No Hole

Bk REREL T~

POKAYOKE to be sure
Right Side & Left Side

UERET e e

WORK T

IKEA TASC PPI 43



@ Three type of control solution
- WREERIITE, A =P AR R 7%k

First one: Prevent or reduce the occurring of the causes and failure.
Such as: applying Poka-yoke design to keep no wrong orientation

of part on fixture. E—F 5% Bﬁt%&&ﬁl/ﬂliﬂﬂﬁﬁi BV HEHE
HRIRTEENE, m: RERAMAIMKEIRIT, BHLEER, BER

« Second one: Detect the failure and cause, then find out corrective
action. F.g: By analysis of initiate data to find the special cause of
deviation then solution accordingly to make the process under
control. EZMZHIGE: EHHXBMBIRE/INE, MMkt IEREHN.
fltm, BEMRBEEDAR, HHEZEHEFE, MNRERERE, #id
B,

* The third one: Identify to detect the failure then screen out. F.g:
final inspection to reject defective. E=EH 5 %: EERLXFERK,
fln, FIAFRHSEREREENRE (BDEANERX) , BRWYIERENE.

IKEA TASC PPI 44



@ How to perform FMEA

First one is the first option

The third one is the one when we can’t exactly identify
the roof cause

=RGER, WERHFE—H, ARAF—H, BERAF=

#

REHERHF LTI EEZH,

The worsf one is no conftrol for currenf process

Quality is produced buft nof inspecfed

EIRERI i EREL KL, TPELELRE !

IKEA TASC PPI
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Siep 6: Calculate the risk
7/\/' . mmﬁﬂl-l-g

] Risk
Serlou.sness; X Proba.biliiy = | Priority
Rating Rating Number
FEE DU ES RS
Yintong Date 16.May
Detolf Edition 1 35
Investigation Value -~
S P
Failure Existing E | &%
mode’k3153\| EffectiFR | Root Cause[R controlIN{TI=Hl E | E \|
|
can not worker input wrong | '
assemble, size in computer first item approved. ' :
wrong claim (manual load) BEHMIA. And S 2 : 10 I
size R~T$&iR AR, ZERE | TAMAREER inspection Report. I
First item l !
approved.Grinding I ,'
Injury machinery maintain |process controlby PQC| § 1 “ 5 |
sharp customer not good per half \ !
edgeii5igh] |EAEFH  |enoughlfRFETE hour. B # ik, {4k v !
IKEA TASC PPI b



@ Higher numbers represent greater risk.
RPN &, B MK

* The seriousness (S) of effects of the failure mode times the
probability of occurrence (P) of the failure mode due to
the cause times the effectiveness.

RBEIEFFZAES. PRIGRE, WENESR, =EIPTIRAYIKREIE 2K
RPN (Risk Priority Number)

It will provide the priority for different failure mode of
different process

EAILRASENWNEHEREE2BTHEF, MMmAKNRE
TRRDEHRERFRHESE, WRPNXAXFRKXMERR
YIEHER, UKD ERMBE,

IKEA TASC PPI 47



@ Step 7: Corrective action
1= +H
ETtD:. NS
Refer to the rating of risk to take corrective action to decrease the risk for
appropriate process. And should determine the responsibility and target

implementation date. And give the new rating of S,P.

B UBEEE, SHEXFEREFEXHEGEE. EEHGART A RitX5EMH

EHiit4. = -
S | P .~ |Res| F. | S [P
Existing e | &% Cofrective | pfi|dateR | =& | K4
controlB{TiRH | B | iE aclionsBift ik |FA| HEM| B | %
0|/ 0 0
l. !
first item approved. "|Use a program for |
BH#IA. And S 2 | 10! each different Jun 5 115 |
inspection Report. !version LL |4,2007 '
First item \ .
approved.Grinding \ /
process control by PQC| § 1 5 [ 5 0.
per half N K¢
hour. B fIA, K N 17
e ~ e ,

]
"—-_‘

IKEA TASC PPI 48
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Step 8: Verify

FI\D: REBTERYTIA

Assess the result to see
if the corrective action
is effected or not, will
re-analyze to find right
solution if not effective.
Then document the
solution in appropriate
procedure, work
instruction or quality
control plan.
MRRPNFHREER, MK
BRANEHRRIGE
it R B B a3 R
; MRMERBEEXR, W
EEZREH—RHEINEN
, EE FRPE], HEIF]
AL

IKEA TASC PPI

Res| F. [ S | P ' \
Corrective pf |date | “E | X4 ! _
actionsi{i#tHEME |TA| K BHA | B |50E  Verifiefj i\
0 0 ! :
i i
Use a program for I !
each different Jun S 1 5 : I
version LL |4,2007 ] On process:
| I

S o

\

50




@ When to update FMEA?

The FMEA should be reviewed and updated immediately in
the case:

EIFRA T, BRI EEHEH:

* Product (including material) or process changed;
= Ga X il #2 SE Qi B
 Same failure reoccurred in high frequency;

REHAXNES R EN;

* Big complaint or claim from customer;

EF’E*E’J?QIEJZIE , %I

 Sudden or obvious drop of production pass yield;
EFEREHETRE;

 New failure occurred which has not be covered in existing
FMEA.

#hiA)RE HH .

‘ Update if any changesﬂ;?ﬁﬁ‘ﬁ:ﬁfgﬂ |
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@ Summary -- Keys To Success /il Jj 1) o<

- lIdentify purpose...BE SPECIFIC!
iR3HaY... B!

- Understand effects...INVOLVE CUSTOMERS, IOS, &
SUPPLIERS!

BRCm.. BEE,. &P NERESEHE!

. Link to the process flow. 53 EE B ®

- Use to prioritize efforts, allocate resources.
AREEMBHHEMREF, SERIE.

- Use as a risk assessment/prioritization tool based on
predicted impact.

EA—HETA AR EH LA RRE TG/ REHIFA TR,
- Use to build consensus on prioritization.
AREXTFNERE LXK —HEN,
- Encourage creativity...TEAMWORK!
o BB SIS, .. EIBA T ¢!




‘; Question

I E'J I""‘,
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FMEA overview.
What's FMEA? {+ A ZFMEA?
Why perform FMEA? A {T A E{{FMEA?
Benefit of FMEA? FMEA Bt 45 %?
How to perform FMEA? E 4 fiFMEA?
Routine / Tool FMEA :

FMEA light finalv2.xls
QUIZZ
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CNBCEA]  W. Shop : What do you think of this FMEA?
— ou thin

—

IKEA T,

AEEY

PROCESS CONTROL Risk Analysis and Preventive Actions

Supplier Name: Rz Date: 8/2/2007 ~
Responsible: Ymsesi Made by: Yau Chi Kit
|Description Dt Investigation _ Value Correcl
No| Process Failure mode Cause Existing control Effect P|S Correcuve actiol
4 |Precut&Pre-[ o\ or mis-form Operation skill Manual Waste 211 traini ig . operatio
form Insuiction
Glue missing, Glue opening Cleaning & Component drop -> training , operatio
£3f SMF firocess lacking blocked or dry maintenance function failure 1(3 instruction
Stencil design or Pre-testing & Reliability -> function training , operatio
S iecess oo muchi(giue) wear out Maintenance failure 12 instruction
Worker 100 % Inspection ’ ’ training , operatio
3 | SMT Process| Wrong component Hisplace/mistse and ICT function failure |4 |2 instruction
machine problem machine machine
4 | SMT Process | component missed | (sucking power not maintenance & function failure |1 |2 maintenance &
enough) inspection inspection
operation instruction,| damage board & training . oparation
5 Drying Time too long Wrong setting recording & components -> 113 insgt;uc?xf.;n
inspection function failure
operation instruction,/| Component drop training . operatior
6 Drying Time too short Wrong setting recording & during wave soldering( 1 [ 3 i,,ft,'uct.mpe
inspection process
’ operation instruction,| Component drop training , operation
7 Drying Temperature wrong Wrong 59“'?‘ o recording, inspection |during wave soldering 113 ‘ngm:cmn
machine failure 2l !
& regular calibration process
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Supplier Name: e Date: 8/2/2007 ~
Responsmia,.m Made by: Yau ChiKit _—
|Description P h%_t_h‘ﬁﬁ.%{ll/ tN r\nfrnl’)? Value
No| Process Failure mode s e ing*condrol P " =" Eifett” | [P[S Correcuve actio
1 |Pre-cut&Pre-l groak or mis-form Operation skill Manual Waste 2(1| 2 | g operato
form Insuiction
> IrswTP Glue miqsiug,__Ghle_apenjng__Gleaning& Cnmpnnpntdr p-> 4l 'ning operati
rocess . . . . . '
ckin «( - blogked o y aintenanc unctio s s instruction
Usually offf§ trainitf§°tafi’t solVe&VerytiTHY 2"
Stencil design or Pre-testing & Reliability -> functio training , operatio
S iecess oo muchi(giue) wear out Maintenance failure / 12| 2 instruction
Worker 100 % Inspection ’ ’ training , operatio
3 | SMT Process| Wrong component Hisplace/mistse and ICT function failure| |4|2| 2 Instruction
machine problem machine machine
4 | SMT Process | component missed | (sucking powepret—mainterance-&—— 12 maintenance &
v | Sololretotisk —and-it-is-bHrde :
operation instruction,|  damage board trainier - o :
. . : , operatior
5| Dung | Tmewokng | wongsetinnQ Needrornecimveractiond| 3 | | insucton
inspection function failure
operation instruction,/| Component drop ining , operat
6 Drying Time too short Wrong setting recording & during wave soldering| 1|3 | 3 inetraclion
inspection process
; operation instruction,| Component drop tralning .
7 Drying Temperature wrong ﬁrac:;ginsefttal |rl‘ gror recording, inspection [during wave soldering| 1|3 | 3 :gm
SIS & regular calibration process
N\ 74




UxEA] QUIZZ

* Individual answering to 10 questions
* 10’ answering time

e target is to see your understanding about FMEA

FMEA Quiz

Answer to following questions by ticking (V) one of the options 1), 2), ...

Q1 What's FMEA?

Yr. answer

1) FMEA is a corrective action after quality problem reaching to customer ( feedback from customer).

2) FMEA is to find the failure after it appears!

3) FMEA is to find the failure before it appears.

IKEA TASC PPI
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« Totally, FMEA is an effective and systematic solution for
preventing failure from occurring for product design and
manvufacturing process

o —HE TR I HEERRI B A A
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