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$B s ™ ok R s ™ oR o &
step [i=a v EEMFFERA BERGIR BERYER P E BENRE C & ERiERE it P ® HEFRIRIR "EA HIREANRIRIER ' c & Ed
No. Process Step Key Process Input Potential Failure Mode Potential Failure Effects v o Potential Causes c Current Controls DET N 2 Actions Recommended Resp. Actions Taken v c T
SIS ARIN ? SHEREFER| NEFERES™ SRER o N N PLERTRARANRIT T ?
- N " ’ - BarEHA A7 ARNTRE TS 7 BAKEHER ? N o - N , .
MR | s monie e | T ey | TEUOARUBRI 7 SEREER O ? AN TR ? gy | SOHLSRPRSLEGIGL ] | BARBRK Y SRR AR R A ? HERRIRISEA 2 R, RO
Process. = y - N In what ways can the Key Input go | What is the impact on the Key Output Variables | How Severe is the What causes the Key Input to go How often | . . € and p v What are the actions for reducing the occurrance of the Cause, or improving Whose Responsible for the What are the completed actions taken with
What is the process step [ What is the Key Process Input? ! F (inspection and test) that prevent eith the cause or the | detect cause or - N .
steps wrong? (Customer Requirements) or internal effect to the wrong? does cause or " . detection? recommended action? the recalculated RPN? Be sure to include
. Failure Mode? Should include an SOP number. FM? !
requirements) ? cusotmer? FM occur? completion week/month
MENEZEFITE , WTRASHTIHE. $E
N . ’ s N SR EAE .
o s ES iTRERTEE [ares A . SCRRIEIE RN, omersond . »
business Receive Customer Order Order information unclear Affect production and delivery Translation not done in time @ designated personnel to accept customer's order,
translate the contents of the order and email the
important information to all person in charge
. RS STENT , AR N 2R i
e TS ARSI | WEseR R iTEmERIEE BB TR ROV
20 . . production order is not clear and the N . 4 AN 2 . " 4 32
Production management |Issue production order ontent i not complete Affect production and delivery Order content identification error Verify with PO and BOM list
w R Rk PRRIGHER e s ARKIR ,  |pomssTEReOME s 2
procurement Purchase material Erroneous of material purchase Affect production and delivery Human error Verify with PO and BOM list
w© o SEEIRE PR BRI e s ARKIR ,  |pomssTEReOME 3 2
warehouse Receive material Quantity is incorrect or wrong parts sent |Affect production and delivery Human error Verify with PO and BOM list
3 " " EHAITE SREHEIIR TR IRAEHR S
it RS 4 SREMRIARE 2 |Q§J;:‘_sl :f r‘:ir{l& Materiﬁeiﬁ;&s From 5 40
Missing Incoming material Inspection [ Affect production and delivery schedule Error in 1QC spect rep
HHEHATS suppliers
50 1ac
h Incoming Quality Inspection s . R .
IRINEISHIR LN 6 SREHGIMR ) SREHGIR AR IRA IR 3 36
Erroneous inspection result Affect production and delivery schedule Errorin 1QC 1QC Inspect report& COC(Certificate) From suppliers
RMRIZISR, 29 s N
B3 ) BEET K] 65
DERA Raw material easy to be contaminated and 3 ERERRFIIANERN 3 HE 4 36
Package was destroyed affectod by damp conditions External force during packing 65 checking
e [RATEIETE
60 . ) 5 P50 ISR i
warehouse Store Raw Material TRHRAR BAEFAIBE 5 BRI AR ) |eeE . w0
Raw material damaged Affect production and delivery schedule External force during packing 65 checking
R 2 4 SRR 3 EFEEAK , TN 3 36
Wrong quantity Affect production Mistake in inventory control Inventory management ledger , Cycle count
RN | AEERINE | i SMUEEEN , RESIFR, BER C R R RS SRR AR SR ST,
. . . . iy = S RIRRR
e e RIS FRETHER , P RRREA R ARIFRGEASIINT PRI | SRR,
70 ; N . o 6 Packaging lacks labels for date, part 2 Warehouse verify the quantity and identification card 4 48
production department | Material Requisition Use of wrong part number and/or Rework or scrap,hard to trace for quality issues or date, par ! ; " :
o FIFO number, etc.; warehousing staff did not of material Clear labelling, organise labelled materials
quantity; J comply with FIFO according to FIFO
w0 P JERI PRSI PR AER . AR . |memmemEss . 2
production department | Loading Material Wrong material Does not meet requirements of product Error i loading process Material Lot Usage
- N
3 £ L 18] IN: PP
werhsT [ PBRRSHIEIRES ERTEsHE
) 5 Undesirable setup of preheating 2 3 30
Overheating Poor part performance ) Approved parameter sheet
i temperature and time
90 EF%B Pre-heat Material
production department (1t applicable)
o —
o 4 L 18] &§ IN: PP
R PRI 5 ﬁﬁtﬁf 2:3 of Zialin 2 SELZBHE 3 30
Insufficient pre-heating Poor part performance P otP € Authorised parameter form
temperature and time
100 £ iz RREE HEIRIR s TRERIERRE ) RRZEMEESH 3 30
production department |Mold Setup Dropping of mold Mold damage Incorrect mold setup Mold setup Wi
k) it . EBESTAN ,  [|meTssmx 5 .
Short shot Affect function Injection pressure not enough Authorised parameter form
gk A s BT ,  [|meTssmx . w0
. Sink mark Affect appearance Molding conditions not optimised Authorised parameter form
)
1o d t‘EP:EB rt it ﬁgl‘;gé%’&g ters Sett
procuction department | Molcing Farameters Setup BBB4FIRRIR B RIERE s EBRME . ZRTEHE s 20
Brittle & Broken Affect function and performance Molding conditions not optimised Authorised parameter form
IR A . BT ,  [|meTssms s s
Unmelted Particles Affect appearance and function Molding conditions not optimised Authorised parameter form
SN NG
Appearance NG FANRER . BN ,  [|meTssmx s s
SN TRAERPCM Affect product quality Molding conditions not optimised Authorised parameter form
Refer to PCM for standards
TCAGMREEARSTE $0) FNF= AT 5 EEBRMANE 3 ZETZ88F 4 2
Flash (Free of flash on the AAR surface) ~ [Affect assembly Molding conditions not optimised Authorised parameter form
EHEI/ R R  iie BRI s IRRRRR L |EeHeKRS s 3
120 1PQc Check of the production st part / [ Missing First-off-Part Inspection Affect production and increases production costs QC Inspector negligence First-Off-Part Inspection Report
inprocess production parts /
production last part
IR BRI . IR L |eenms . i
Erroneous inspection result Affect the production and delivery schedule QC Inspectors not competent enough First-Off-Part Inspection Report
RYEE
Dimensions out of tolerance , N rsay
Ao [ . TSR ,  |meTEsse s s
rfer & ’Id,’ =1 ‘t, e Affect assembly Molding parameter not optimised Authorised parameter form
efer to molding inspection plan for
dimesions
BER o SEFRIET , EHHEE FIRIBIES BEKIFIL
BEEAR. ! 6 " 2 BRI RIS 2 24
Painting F_‘?“ f“”,TE X Parts need to rework, hard to trace Failure to follow instructions “@mm’g E_%% X i
Finishing issue on painted surface. Spray paint inspection work instruction
[ e o " o a a Anae
; . . FEmRERERINE PR TaHRE ARRIEIRGTR 103 R100%18E
Complete inspection of painted 6 - 1 L= 2 12
orodincts Scratches on part surface Rework or Scrap Staff negligence 100% full inspection
IRAGHIZE RECH TR , SRS ABRFL
SRR SR R A R BIE R, ESBR , SHEHEHER , MIFEXPERICR.
ARG BIA RS The paint layer abrasion resistance test of the 7 ARG R 1 Make the mixture according to the paint 6 2
Wrong paint mixing ratio part after painting failed to meet the Staff negligence manufacturer's formula, record the ratio into the spray
requirements. painting operation instructions. ixing each
batch of paint, make relevant mixing records.




LIEDIAFENREER , RRErREER
e
2 HRTCEEL.

SHRZEBED Paint Mixing
i Py ‘ _PEMEA .
SIS | 7RI ER SRR WS, WRER , EHGHELSTIRL, , SAUHE
N ZIERKA , AEAFEER, AN WHESH., SBR™SRIES PERIE.
S, B, REREUFREE. 1. The adhesion does not meet the standard {EA A RASTBREHIZAC T . . .
Wrong paint, hardener and thinner were |requi i The operator not sure of the paint Record the paint, thinner, curing agent models and 18
o g paint, requirements, the surface of the part will have fcrmu“’a P ratios into the spray painting operation instructions.
: orange peel patterns after spray painting. - Each batch is prepared in strict accordance with the
130 mEE 2. The paint cannot b‘e cured. instructions.
painting 3. After the painting is completed, the
appearance and feel of the part are quite
different from the standard color plate, the color
does not meet the requirements.
1ERIEVRSK EFUHTIIE A,
BERRER |, RAERIFREE |, 1E PR ERRREREREETE 2 FEMTERAHTESS | BREREEETEER
BRI PRI R, PR T ENBIERE NESRE,
Spray painting process During the painting process, dust fallson |1 - After the part was polished, the dust on 1. Operators are required to clean the site every day on 45
the surface of the part, causing defective the surface was not cleaned and and off work.
part particles. brought into the spray paint room. 2. After the part is grinded and polished, clean the
surface dust before flowing into the spray paint room
FEITHUERE , AT EIESH. RTK
SHRBSAEUE R RS N ” N » ESBERIEL,
ESREERRRE  |eenasyrs, ATy IESBERIRL, .
The heating temperature is too high after| L . . y . Determine the heating temperature and add it to the 30
¢ 5 Resulting in part deformation defective Improper heating temperature setting nethe > "
paint spraying spray painting instructions. Employees work according
. to instructions.
BERERE TR
Heated parts after spray painting N . o
? prey painting RIPIERE , MAZBSELESS. RITK
RS HHERERIE SRR TS | MEDE. N » ESPEKRIFIL.
A : ’ BUEBEIRERY - ) .
The heating temperature is too low after |As a result, the paint cannot dry completely and N . Determine the heating temperature and add it to the 36
N - ; Improper heating temperature setting ne e’ 8 "
paint spraying has poor adhesion. spray painting instructions. Employees work according
to instructions.
LA e o N o a = Ana
; . . FEmRERERME PR TERE ARRRIRGTZ 1RIRR100%18E
140 Fac Complete inspection of painted ) . N 12
oroducts Scratches on part surface Rework or Scrap Staff negligence 100% full inspection
150 HFEER MR NG EIR FOF R TERRAEUARLE RS 18
production department |Paste protective film The position of the film is deviated Affect part quality Film work process not standardised Film work instructions
TBROERT , BRARSETR , MAENEHT
. {F4EHEES, Before the video inspection, the packer
A = X N - ° X
TSR E mﬁ/ﬁ’f’ﬁm’iﬁf?m%g eariy b SHFRET | B HRRATZ picks up the part and carefully inspects all the sides. . A N/A A A N/A A N/A
Video Recording Check 3;;::"” notable to capture clearly BY | o, ts need to rework, hard to trace Staff negligence ( BHSRLMTAREHTRE , FRIEERE.
No angle will be specified and parts are subject to
check at any angles. )
RIS AESH , GRETRETEAR
; - o -
TR, o . RSN, L IEREMISIARIT R | ARMEGR.
K ; SHEFRINIAR. EFRT. ¥ . . Appropriate packaging materials are designed
Packaging does not effectively protect el , Failed to choose suitable packaging P s 5
e Resulting in poor part appearance, rework again. AN according to the part shape, the packaging can be used
part : in batches only after it has been verified by free fall
and can protect the part is intact.
160 . EF:%B AR | RIS S
production department S RN, . o .
DEFRIREITR, SHRHIFR. EHET. . . et
The process of packaging parts is o . The packaging table has no protection N N 45
’ ‘ Resulting in poor part appearance, rework again. i ble Cover the packaging table with foam.
[aEs3 defective. against leakage, it is easy for parts to be
Packaging bumped during packaging operations.
EMHIERAESANSEESHR , OMBANCE
EIERENL , fEFRRT T ABIREISRER.
ERFRTAEE  E SRR RIAE 8 A BRI The specifications and amount of packaging materials
[l i paca i:‘ ;ZDME' ‘o ot Know the are written in the packaging instructions, the packaging 2
Wrong packaging material used. The part cannot be packaged or the part is not BINE person ot ¢ materials are placed in a fixed location in the
) packaging material specifications. ! .
properly protected after packaging. warehouse. When used, a designated person will pick
them up at the location.
AEALRITRER N 13 HEREEARMREH T
o N AU RUTISEIR SHERET | SR S ARRIRRATR i "
170 warehouse Storage Improper packing or incorrect Parts need to rework, hard to trace Staff negligence @sﬁmlﬂo%%j 12
9 identification label g ele Labeling and 100% full inspection
BE 57 PRI R FarmRitaE B RS HERN IRHEI NS S TR
180 36
warehouse Product storage Expired shelf life of finished goods Affect function and performance Failure to follow FIFO Receving Stamp and FIFO Management
190 BE HER RS, DHE BEFLEF IRIFIZII R Rz 5
warehouse Outgoing Shipment The delivery is short of quantity Affect customer production line Not checking the invoice carefully invoice
RIS, DHE BAEFLEF IRIFRIZII R RERE 5
The delivery is short of quantity Affect customer production line Not checking the invoice carefully invoice
200 o e BN
i =] P 0 =
warehouse Forwarding despatch =amR ERER DuE = EapPEERS
Improper protection during 45

Products to receive damage

Affect product quality

transportation

Preservation of product procedure
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HANSIN Production Quality FMEA SEVERITY RANKINGS

FAFS5(Customer Effect)

HANSIN Factory flli&/47= /55 (Manufactory effect)

#7AE ( Criteria:
Severity of Effect
Defined )

Effect

5
( Ranking )

BERRE TS
{EFREE AT ST
EAUETY. SRR RS
T

Potential failure mode affects
safety or involves noncompliance
with government regulation.
Failure occurs without warning.

TRERRAFIR (HEEaEE ) Tk

s

Hurt operator  machine) without warning

May endanger
operator. Failure
mode affects safe
vehicle operation
and / or involves
noncompliance with
government
regulation. Failure
will occur WITHOUT

Hazardous-without warning

BRI TS
(EFREE AT ETRT

Potential failure mode affects
safety issue or involves
with

EAUET. SRR
T

regulation. Failure occurs with
warning.

ATRERRIFIER (HEEaEE ) (85
o

B

Hurt operator ( machine) with warning

May endanger
operator. Failure
mode affects safe
vehicle operation
and / or involves
noncompliance with
government
regulation. Failure
will occur WITH

Hazardous-with warning

TREATRE (PR
BEIE(T , (ERRAIRE
)

Loss of primary function (Product
cannot be used but does not
affect safety)

PR AR 100%EFF
FEEIEHE ISR

Product may be scrapped 100%
stop line, stop shipement

Major disruption to
production line.
100% of product
may have to be
scrapped. Vehicle /
item inoperable,
loss of primary
function. Customer

Very High

ERINRERER (FmAT
51T, (BMERERIRIE
%)

Primary function reduced
(product can be used, but
functional preformance degrades)

FEERAT RS, (DT 100% L4
EF. TBCEPHIRE (5%
R R RIEINAL )

A part of product can be used, (less than 100%)
may be scrapped. Major process has problem (
production line speed will be slower or increase
manpower)

Minor disruption to
production line.
Product may have to
be sorted and a
portion (less than
100%) scrapped.
Vehicle operable,
but at a reduced
level of
performance.
Customer

High

IREETNRETK (F=EAT
1517 | (BEFIETIRERE
%)

Loss of minor function (product
can be used but with loss in
functions such as convenience)

R THE100%R T2 &

Must rework the 100% product off-line before
use. A part of product may be scrapped

Minor disruption to
production line. A
portion (less than
100%) may have to
be scrapped (no
sorting). Vehicle /
item operable, but
some comfort /
convenience item(s)
inoperable.
Customers
experience
discomfort.

Moderate

REREREE (F=&AT
54T | (BERISTIRERE
1)

Reduction of minor function
(product can be used but with
degradation in functions such as
convenience)

— BB R REITR T

A part of product must be rework off-line before
use

Minor disruption to
production line.
100% of product
may have to be
reworked. Vehicle /
item operable, but
some comfort /
convenience item(s)
operable at reduced
level of
performance.
Customer
experiences some

PR | (BRI
HRETMEFEHE
HASE (>75% ) BF
SRIUXLARE

Product can be used but aspects
such as cosmetic appearance and
sound insulation doesn't meet
spec; majority (>75%) user can
detect these defects

PR AME100% LR T2 &

Must rework the 100% product on the
production line before use

Minor disruption to
production line. The|
product may have to|
be sorted and a
portion (less than
100%) reworked. Fit|
/finish / squeak /
rattle item does not
conform. Defect
noticed by most
customers.

Very Low

FmEIAER | (BRI
SRESREREE
FFS (50% ) BFER
DX LR

Product can be used but aspects
such as cosmetic appearance and
sound insulation doesn't meet
spec; many (50%) user can detect
these defects

— BB RERURES LR T

A part of product must be rework on the line
before use

Minor disruption to
production line. A
portion (less than
100%) of the
product may have to
be reworked on-line
but out-of-station.
Fit / finish / squeak /
rattle item does not
conform. Defect
noticed by average
customers.

Minor

FrEREIER | {BRSNR
WRSFAETEMHE ,
FHE (<25% ) BPHR
HENEFPRRIUR LR
&}

Product can be used but aspects
such as cosmetic appearance and
sound insulation doesn't meet
spec, some (<25%) user can
detect these defects

XA | (ElEf Pl RERENAME

Make inconveinence for process , operation or
operator

Minor disruption to
production line. A
portion (less than
100%) of the
product may have to
be reworked on-line
but in-station. Fit/
finish / squeak /
rattle item does not
conform. Defect
noticed by
discriminating
customers.

Very Minor

IRETRANESR

2
&

No identifiable effect

IRERRBIRE

Even operator find out the defect, no actions
needed

No effect.

None

PFMEA
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RPN{SS) SXITRE R ARER

( RPN value and corrective actions matrix )

FR B9 YRR &
(Grade) (RPNvalue)  |(Action standard) Notes
s 512 Rt EE
(Design change)
A 216 —EE TR
(Prevent action required)
B
B 2100 SRR
(Take actions if possible)
c 227 BT
= (Take action considering manufactoring impact)
D 7 MET TR
(Take action considering the risk)
Occurance>7 or —EE TR FINA
Severity>7 or (Preventive action required, it is imperative to act regardless of the RPN (same as|
Detection>7 value) A)




HANSIN Production Quality FMEA OCCURRENCE EVALUATION RANKINGS

associated with almost
identical processes

BT ERL A RAEITHIRN

= "
BETHE o e (#)
( Possible Failure Rates ) Ranking
T2 —om Persistent failures, | "
>= 100,000 ppm.
Failure is almost inevitable | S5 L2580 1in3 <033 >=50,000ppm < | 9
100,000 ppm
High: Generally -
associated with processes 1ing <051 > 52006%?]0;;‘:“” “ |2 8
similar to previous B RS REEERR ’
SR Occurrence about 1
processes that have often Lin20 <067 per month or >= ;
failed - 10,000 ppm <
20,000 oom
Occasional Failure of]
Generally about 1 every 3
associated with processes 1ingo <083 months or>= |05 6
similar to 5,000ppm <
N " N 1000000m
g REFESZAIBRAERE Occurrence about
previous processes which |#g2/S(i55 Lin 400 o every6t012 |, s
have months o >= 2,000
nom < 5.000 pom
experienced occasional
failures, but not in major 1in 2,000 <117 1000ppm |01 4
proportions
Low: Isolated failures |z oo .
: FISTAIS R ETEA S H .
associated with similar [0ty 1in 15,000 <133 s00ppm  [0.05 3
Very Low: Only isolated e ]
failures associated with mﬁﬁ L ISTRYSSIREAERSTE 1in 150,000 <1s 100ppm  [001 2
almost identical processes |55
[Remote: Failure is
likely. No fail L RES G . FEXEY
uniikely. No Tailures ever ST REIEHR 25 1in 1,500,000 <167 10 ppm <=0.001 1
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B
( Detection )

RheE
SFIS

HANSIN Production Quality FMEA Detection Rankings
3

|imtE : BUIEEHIZIRESHE

i

Measure

Almost Impossible

NERTRE

w3

(Ranking)

WELERN , B,

(No way to detect and inspect)

Very Remote R

IFEFEHITTEAFTRERRI | {NBELAIE)
ARG BRI E IR

(Current control processes cannot
detect; can only be detected via
indirect or sampling methods)

Remote Wi

PHEEHEERBRIMEERN
RAELA B SRR
(Current control processes can detect
with a low possibility; can be detected
with visual inspection)

Very Low RIE

DS ERBRIMRER ,
WATEERE | FE LIRS
BERAFLUSHERT , BTWER
MUEERIAE )

(Current control processes can detect
with a low possibility; cannot be
detected on-site and requires engineers
to use equipment with complex
procedures or repeated visual
inspection to detect)

IUES TS ACTRERTLART |, {8538
FTERRRARREREIN , Reef
ERF5E (LN : spC) SARHEH
(Current control processes may be able
to detect but loss in efficiency is
difficult if not impossible to detect;
control can be achieved only with
graphical methods (such as SPC chart)

Moderate hE

WAEEHIT5AATRERT LRI | (BREE
TSR R ERRETIRER
I

(Current control processes may be able
to detect but gauge or measuring
instruments must be used to detect)

Moderately High ft

PHEEHEEERIFNE SR , &
FERSRA R PERISE , SIS RlL
AR OB E RS
(Current control processes can detect
at a high chance; failure can be
detected in the subsequent operation
or through pre-operations preparation
and during FA inspection)*

High

WEEHSEEREFNEERL , &
TR , SifEsR Flbch
IR

(Current control processes can detect
at a high chance; failure detection can
occur in the current operation or the
the subsequent operation)

Very High /S

IESHITE VT AT LURT |, BUAH
ISIREBIRT B IMTERI | S
EARERET

(Current control processes can detect
almost all the time; on-site production
facilities can determine and detect
failure automatically. Unqualified
products shall not pass.)

Almost Certain NF¥&EE

PR ESET RN , Bigit
TR | SRR RE

(Current control processes can
definitely detect; prevention ensures
that failed products do not occur)

* Note:_Identical to Manual except for Rankings of 6 and 4. Words “OR gauging performed on setup and first piece check” moved from a detection of 4 to a detection of 6
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