
Item         :

Part Name :            

Part No./Drg.No.            :  

Customer  Name  : 

Model Year(s) /Vehicle(s)  
:

Prepared by   :  

Core Team       : Drg.Rev /Date 

NP 100 % material to be scrapped 8

CE Performance Failure 8

EU Performance Failure 8

NP 100% Segregation 6

CE Performance Failure

EU Performance Failure

NP 100% Segregation 6

CE Performance Failure

EU Performance Failure

NP
Part of the production  may have to be 
scrapped

7
1) Faulty Instrument( Temp and Humidity 
Indicator)

Calibration for Temp. & Humidity 
Indicator 

2 Visual 7 98 727

CE Performance Failure

EU Performance Failure

NP 100 % material to be scrapped 8

CE Performance Failure 8

EU Performance Failure 8

NP 100% Segregation 6

CE Performance Failure

EU Performance Failure

NP 100% Segregation 6

CE Performance Failure

EU Performance Failure

NP
Part of the production  may have to be 
scrapped

7

CE Performance Failure
EU Performance Failure
NP 100% rejected 8
CE Performance Failure
EU Performance Failure

NP
Part of the production  may have to be 
scrapped

7

2)  Moisture in chemicals Appropriate packaging 2 Raw Material testing 6 84 726

3)  Insufficient venting system in mold Vents are provided in Mold 3
Mold Inspection and preventive 
maintenance/Tool History sheet

6 126 736

4)  Less bumping Defined in Process chart 3 Visual 7 147 737

1)  Excess clamping pressure Defined in Process chart 3 First piece approval report 5 105 735

2)  Low Compound flowability 
1) WI  of mixing process
2) Timer 3 Rheological properties testing 5 105 736

CE Performance Failure

EU Aesthetic issue 4)  High Temp. of Mould 1) Temperature controller provided. 3 Temp indicator/Set up Approval 6 126 736

NP 100% of Products have to be scrapped 7 1)  Less Loading Weight

1) Blank Cutting 

2) 100% weighing of rubber blanks 
3

Weighing balance
First Piece approval

5 105 735

CE Fitment Problem 2)  Improper blank size Blank size defined 3 First Piece Approval 5 105 735

3)  Insufficient venting system in mold Vents are provided in Mould 3
Mould Inspection and 
preventive maintenance

6 126 736

4) Less clamping pressure Defined in Process chart 3 First piece approval report 5 105 735

5) Less bumping
Bumping strokes are defined in respective 
part process charts.

3 Visual 7 147 737

6) Improper flow of material W.I. for mixing 2 Rheo test 5 70 725

CE Performance Failure 7 2)  High temp. during curing 1) Temperature controller provided. 3 Temp indicator/Set up Approval 6 126 735

NP 100% of Products have to be scrapped 1)  Improper mold grooves Mold design 3 Mold preventive Maint. 5 105 735

CE 1)Fitment Problem 2)Performance Failure

EU Performance Failure
NP 100% of Products have to be scrapped 7

1)  Low dosage of curatives added during 
chemical weighing

Semi automated weighing m/c 3 Rheo tests done 5 105 735

2)  Less Temperature of Moulding press 1) Temperature controller provided. 2 Temp indicator/Set up Approval 6 84 726

EU Performance Failure
NP 100% products to be  Scrapped
CE Fitment issue
EU Performance failure

1)  Excess / less material loading during 
molding 

Blank size defined 3 First piece approval report. 5 105 735

2)  Low Moulding pressure Preventive Maintenance 3
Pressure gauge/In process 
inspection

6 126 736

EU Low life, Warranty Failure 4) Mold wear at matting / land area Preventive Maintenance of Mould 3
Visual through First piece 
approval 

5 105 735

NP
Portion of the production may have to be 
scrapped. 7

CE Performance failure 7
EU Performance failure 7

NP
Portion of the production may have to be 
scrapped.

1) Mould Loaded on less tonnage machine. Tonnage defined on process chart 3 Set up approval 6 126 736

CE Performance Failure
EU Performance Failure

NP
Portion of the production may have to be 
scrapped.

1) Mold worn out Monitoring of mold life 3 First Piece Approval 5 105 735

CE Performance Failure
EU Performance Failure
NP 100% of Products have to be scrapped 7
CE Fittment issue
EU Fittment issue
NP Flashes on parts
CE Customer dissatisfaction
EU Customer dissatisfaction

NP
100% reinspection of parts /  supply of NG 
parts to customer

4

CE Performance Failure
EU Performance Failure

NP
100% reinspection of parts /  supply of NG 
parts to customer

4 1) Appraiser variation Trained Inspector 2 MSA 6 84 726

CE Performance Failure 7
EU Performance Failure 7

NP
100% reinspection of parts /  supply of NG 
parts to customer

1) Calibration sticker not available on 
instruments

Calibration sticker provided 2 Start up set up check sheet 6 84 726

CE Performance Failure
EU Performance Failure
NP 100% reinspection of parts 4
CE Performance failure
EU Performance failure

Full proof method for finished parts not to 
mix with unfinished parts.

2 Visual 7 98 727

Training 2 Skill Matrix 7 98 727
2) Unskilled operator  Training / WI 2 Skill Matrix 7 98 727

CE 3)  Blunt Cutter used for trimming Work Instruction 2 Visual 7 98 727

EU Flash groove worn out. 2 Mould Preventive maintenance 5 70 725

Blank size defined 2 Weighing balance 6 84 726

NP 100% of Products have to be scrapped 1) Unskilled operator  
Training / WI/ Defective Sample 
photographs

2 Skill Matrix / Visual

CE Performance Failure
EU Performance Failure
NP 100% of Products have to be reworked  1) In adequate  Finishing by Tool Proper Setup of finishing tool 2 Work Instruction 7 98 727
CE Performance Failure
EU Performance Failure
NP 100% of Products have to be reworked
CE Performance Failure
EU Performance Failure

NP
Portion of the production may have to be 
scrapped.

7 1) Improper test method visual 2 visual 7 98 727

CE Performance failure 7 2) Faulty test equipment Load cell calibrated 2 Calibration certificate 5 70 725

NP 100 % Rewrok at station 4 Less dipping time
Buzzure provided for indicating completion of 
time

2 Buzzure 6 48 626

CE Performance Failure 7

EU Performance Failure 7

NP 100 % Rewrok at station 4 Less chemical added in tank. Ratio of chemical with water defined 2 Visual 7 98 427

CE Performance Failure 7

EU Performance Failure 7

NP 100 % Rewrok at station 4

CE Performance Failure 7

EU Performance Failure 7

NP 100 % Rewrok at station 4 Less chemical added in tank. Ratio of chemical with water defined 2 Visual 7 98 727

CE Performance Failure 7

EU Performance Failure 7

NP 100 % Rewrok at station 4

CE Performance Failure 7

EU Performance Failure 7

NP Supply of defective part to customer 7

CE Performance Failure

2) Semi Skilled Inspectors Trained inspectors 2 Visual 7 98 727

3) Uncalibrated instruments used for 
inspection

Instrument Calibration system in place 2

 status of calibration verified 
before inspection with sticker 
pasted on the measuring 
instrument

5 70 725

NP
100% reinspection of parts /  supply of NG 
parts to customer

4

CE Performance Failure 7

EU Performance Failure 7

NP
100% reinspection of parts /  supply of NG 

parts to customer
4

CE Performance Failure 7

EU Performance Failure 7

NP 100 % Rework 6

CE Performance Failure 4

EU Performance Failure 4

NP NA

CE (i) Customer dissatisfaction

EU NA

NP Financial loss to company

CE NA

EU NA

NP NA

CE
(i) Customer dissatisfaction
(ii) Cust line stoppage

EU Performance Failure

NP NA

CE Performance Failure

EU Performance Failure

NP NA

CE
(i) Customer dissatisfaction
(ii) Cust line stoppage

EU Performance Failure

NP NA

CE Customer dissatisfaction

EU NA

NP Financial loss to company

CE NA

EU NA

NP Financial loss to company 7

CE
1) Customer dissatisfaction
2) Delay in dispatch of material

EU NA

NP NA

CE

EU

NP NA

CE
(i) Customer dissatisfaction
(ii) Cust line stoppage

EU Performance Failure

3 02

2 01

1 00

Sr.No Rev.No.

Anty rust oil application process( C-45) added 26.09.2024

5 105 735

Visual 7 98 727

Required pH  to be attained

Less pH
Phosphating solution not changed as per defined 
frequency

 Frequecny  of solution change defined 3 Record of solution change.

105 735

High Pointage Excess chemical added in tank. Ratio of chemical with water defined 2 Visual 7 98 427

7 147 737

Required pointage not achieved

Less Pointage
coating solution not changed as per defined 
frequency

 Frequecny  of solution change defined 3 Record of solution change. 5

3

High pH Excess chemical added in tank. Ratio of chemical with water defined 2

Visual

C 30
Phosphating

Uniform Coating to be done for better 
bonding in non-ferrous parts.

Colour variation due to 
insufficient coating

Basket with parts not shaked properly W.I. for coating

7

Note : i) If severity 9 & 10, & RPN >10- Action compulsory 
          ii) If severity 8  & RPN >120- Action compulsory
         iii) If severity 1 to 7, & RPN 245 - Action compulsory
         Note :- NA - NO ANY POTENTIAL EFFECTS(S) OF FAILURE   1)  NP- Next Process  2)CE- Customer End 3) EU-End User.

98 727
7

Part Perpendicularity 
Not ok 

Part having bend 
Loader  provided for loading of parts in 
mold.

2 Visual

First Piece Approval3 5 105 735

loading / Unloading check sheet followed. 2 Visual 7 98 727

Performance Failure
Visual 7 98 727

5

4) Damage 7  Loading method not followed Trained operators 2

98 7273) Supply of wrong part Packed material identified with wrong part Verification of part no. during packing 2 Visual 7

Initila Revision 09.02.2024

C 05A
Storage of  Final Batch

Final batches should be stored 
under controlled condition

Temp and Humidity not 
as per spec.

7

Special Char.

Shelf life not monitored
Shelf life defined & monitored through 
white board.

2 White board displayed

DRAWING NOTE SR.NO. 9 FINISH UPDATED TO 
PHOSPHATING

30.03.2024

7 98 727

727

Revision Details Rev.Date

2) No control on storage condition Storage condition defined and monitored 2 Visual

Shelf life Expired 5 80 825

7 98

FIFO not followed FIFO not controlled through Use me first FIFO colour coding system in place 2 Visual
6

Issue of wrong batch No identification on batch
Dedicated location and identification 
provided to specific compound

2 Visual

7

84 627

84 627

6

C 10
Moulding  & On line Inspection

Part shall be free from surface 
defects like air entrapment, 
Foreign material, 
Flow mark, 
Under fill, 
Cracks,  
Cut marks, 
Under cure, 
Ouvercure ,
Dent mark,  
Carbon deposition. 
Also dimensions of the parts shall 
be maintained as per customer's 
requirement.

 Tool loaded on wrong 
Machine 

Specific make machines are not available Machine-Tool matrix is available 
7

7

Under fill / Rubber short 

7 98 737

7

727 Mold mismatch Mold alignment issue
Alignment of mold and machine taken 

care during mold design
2

2 Visual

Autonomous maintenance 
check sheet

5 80

 Air Entrapment

1)  Temp. drop during molding. Digital Temp. controllers provided 3 6 126

CE Performance Failure/Aesthetic Issue

7
EU Performance Failure

736

Portion  of Product may have to be scrapped 7

3)  Less Loading Weight
1)  Blank Cutting 

7

Digital Temp indicator/Setup 
Approval

3 105 735
Flow Mark

NP

First Piece approval
5

7371)  Erratic ejection by the operator
1) Trained operators
2) W.I. for removal of components 

Visual

2)  Use of MS Rod for component ejection

7
EU Performance Failure

NP 100% of Products have to be scrapped 7

Cut Marks 7

EU Performance Failure 7

 Tear / Cracks 

3) Improper application of releasing agent 
in mold cavity & core

3 7 147

Set up approval.

147 737
1) Trained operators
2) Defined in process chart

3 Visual 7

Brass rod provided 2 6 84 726

Scorch bit Rubber sticking to mould
Frequency defined for application of 

Mould release agent
2

Visual during in process 
inspection

CE 1)Fitment Problem 2)Performance Failure
7

EU

7 98 727

Performance Failure

 Under Cure  

NP 100% of Products have to be scrapped 7

CE 1)Performance Failure
7 3)  Less Curing time 

1) Process chart specified curing time
2) Timer provided

3 Temp indicator/Set up Approval 6 126 736

OD Under Size
7 Cavity pin wear out. Preventive Maintenance 2 First piece approval report. 5 70 725

Thickness  Variation

NP 100% of Products have to be scrapped 7

CE
(ii) Leading to Customer end fitment 
problems

7
3) Mould Mismatch Guide pin verification 3 First piece approval 5 105 735

 Dent Mark/ Damage Mould having damage mark Tools preventive maintenance 3 Visual 7 147 737

 Profile not OK
7

2) Shifting of mould
Frequency defined for replacement of 
guide pin.

First Piece Approval 5 105 7353

Dimensional Variation  7
2) Excess Loading weight Loading weight defined

No Air Cleaning 6 Lack of awareness of operator
Providing air cleaningtreaning,skill 
operator

2 Visual 7 84 627

Inspection shall be done as per 
work instruction.

 Wrong Inspection 
method 

Work Instruction not available Work instruction displayed 2
7

Visual 7 98 727

It shall be ensured that only 
trained operators are  deployed 
for inspection of parts.

Wrong measurement by 
Inspector

2) Semi Skilled Inspectors Trained Inspector 2 Skill Evaluation 7 98 727

Calibrated instruments to be 
used for inspection

Non Calibrated 
Instrument used

7
2) Calibration plan not followed Calibration plan available 2 Monthly review 6 84 726

Instruments shall be verified 
before taking for inspection.

Selection of wrong 
Instruments

No identification of Instruments
Instrument identification number is 
ensured before procurement

2 Set-up approval
7

C  20
Finishing

There should be no untrimmed 
flash and parts should not have 
cut mark while finishing

i) Untrimmed Flash

NP 100% of Products have to be reworked

7

6

4) Thick flash leading to trimming difficulties

84 726

Performance Failure

(ii)Deep cut Marked 7 7 98

2 Visual 7 98 727

2) Improper part deflashing Manual deflashing 2 Visual Inspection
727

1) Operators unawareness.
Training / WI/ Defective Sample 
photographs

2) Operator not ensure Burr Removal

2

WI for Burr Removal

Skill Matrix / Visual 7 98 727

C 50
Packing

1) Required Qty to be packed as 
per packing standard,. 
2) Care to be taken during 
packing to ensure there is no 
Damage, Cut mark to the parts, 
no mix -up of parts takes place 
and there is correct part No. on 
identification tag.

(1) Less Nos. packed 5 1) Operator not following the WI

(2) More nos.packed 7
1) Operator not following the WI .                           
2) Operator adds more numbers to the box

Packing slandered 
work instruction display 

2 Product Audit Report 7 70 527

1). Packing slandered
work instruction display .                                        
2) Electronic ratio scale used for counting

2 Cross Check during PDI 7 98 727

(3) Mix-up 7 Similar sizes of parts are kept side by side Similar sizes kept separately 2 Visual 7 98 727

( 4) Cut marks on the 
part

7
Damage due to opening a box using knife 
blade

Sponge packing sheet provided over the 
parts before packing

2

5) Worng Parts Packed 7 Dispatch Plan not available Daily dispatch plan verify.

Visual 7 98

98 727

727

C 60                                                        
Dispatch

1) There shall be no dispatch of 
short or excess qty, no wrong 
part to customer.
2) Ensure damage free part 
during loading on transporting 
vehicle.

1) Less Nos Dispatched 5
Required no. of boxes not loaded into 
transporting vehicle

5) Worng Parts 
Dispatched

7 Packaging not verified during loading

Verification of qty. before loading 2 Visual 7 70 527

2 Visual 7

Visual2) More Nos Dispatched 7  Operator adds more numbers to the box Electronic scale for Counting 2

RESPONSIBILITY  
& TARGET 

COMPLETION 
DATE 

CURRENT PROCESS CONTROL 

PREVENTION
oc
c

S
E
V

Action 
Taken 

Effective 
date

PROCESS FUNCTION / 
REQUIREMENTS

REQUIREMENT
POTENTIAL 

FAILURE MODE
POTENTIAL EFFECTS (S) OF FAILURE

S
E
V

C
L
A
S

30/10/2023 FMEA Date (orig) :  26.11.02
M/s. Endurance Technologies Private Ltd.

Arshi Azad

Part Specific FMEA Rev.: 02
Date- 26.09.2024

F2BW027020
Key  Date : 

FMEA Rev No :- 19  Date : - 17.03.2020

CFT MEMBER - Arshi Azad, Nilesh Patil , B Shankar ,Narayan K, Rahul Chavan , V. Mehta, Amol B, 
Harshal, Suraj, Sarika.

PFMEA - MOULDING

MOULDING 
Process Responsibility : HOD - MOULDING FMEA no :- JPPL / FM / MLD / F2BW027020

Bonded Bump Stop_DIA 33 SPD P3

POTENTIAL CAUSE (S) / 
MECHANISM (S) OF FAILURE

O
C
C

D
E
T

D
E
T

R
P
N

XH / 05.03.2024

DETECTION

R
P
N

SOD as 
per 4th 
edition

RECOMMEN
DED  

ACTIONS

Sampling plan defined

7
EU Performance Failure

2

It shall be ensured that only 
trained operators are  deployed 
for inspection of parts.

Visual 7 98 727

2

C 40
Final Inspection

Correct Identified and Defined 
Gauges are use only

1)  Wrong Inspection 
method 

1) In adequate acceptance criteria 

2) Wrong measurement 
by Inspector

 Semi Skilled Inspectors Trained Inspector 84 726

It shall be ensured that only 
trained operators are  deployed 
for inspection of parts.

3) Wrong measurement 
by Inspector

 Semi Skilled Inspectors Trained Inspector 2 84 726

627

Shelf life not monitored
Shelf life defined & monitored through 
white board.

7

80 825

FIFO not followed FIFO not controlled through Use me first

5

6

2Shelf life Expired White board displayed

6Skill Evaluation

Skill Evaluation 6

FIFO colour coding system in place 2 Visual 84

C 05
Storage of BOP Part 

Final BOPs should be stored 
under controlled condition

627
Dedicated location and identification 
provided to specific compound

1)Unfinished material mixed with finished 
material.

(IV) Loose flashes 
stucked on the Part

7

842 Visual 7

Trained operator

C25
Product Performance Testing

Part to be tested as per 
standard.

1) Bond failure part skip 
to customer.

Issue of wrong BOP No identification on BOP
6

(iii) Burr From Tooling 7

2 Skill Matrix 6 48 626
C 45

Rust Prevantive oil appliction
Ensure that rust is completely 
removed

Improper  Application Semi Skilled Inspectors


