® Problem :-

@ Fishbone

(® Probable Causes

Man Machine sr. No. Probable Cause Verification Jud (0/X)
i ! 1 Negligency Done by Training record available for same 0
Flatness Obs. 0.30mm Against & Nov'23 —— Negligency Done by Inspector
0.10mm in core Plate 3W4S Inspector
2 Heating parameter Heating Parameter Observed 261°C o
disturb against 270+20°C
X Improper Lug Matching . .
Improper lug Matching ~ — <+— I-!eatmg Parameter 3 Sequence Lug Matching Sequence was Disturb X
Sequence Disturb : :
Un-Even Holding — > 4 Un-even Holding Time Holding Time Found ok (40 Minutes) o}
Time <4— Improper Inspection
. 5 Improper Inspection Sample Collected from One Box X
Material
Occur / Outf. Problem Why-1 Why-2 Why-3 Why-4
Occurrence Flatness Obs. 0.50mm Against 0.20mm Improper Lug Matching Sequence Lug Matching Sequence was Found Disturbed Due_to improper material handling during POSSlIbI|ItIes was not Considered in
heating Heating W.1
Check Point was not Available for
Outflow Flatness Obs. 0.30mm Against 0.20mm Improper Inspection Defected Parts was Not Detected During Sampling Inspection Sample Collected From one Box Sample Collected from Multiple
Boxes.

Occurrence Countermeasure

= Check has been Added in Heating W.I .

= OPL Has been made for Lug Matching Sequence..
= PFMEA Has been updated for lug Matching

= Training Provided to the Operator.

= Allactions horizontal development in all Core Plate

lllustration

OPL Heating Work Instruction

®

Outflow Countermeasure

Final Inspection W.I has been Updated.

Training to be given to the concerned persons.
Sampling inspection has been started to collect the
sample from multiple Boxes.

100% marking has been Implemented on Outside of the
Bunch

SOP made and adhere for flatness checking

Training

= Note : All countermeasure will be implemented-Done

Illustration

Final Inspection W.I

...... T
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Problem )

Possibilities was not considered in Heating W.I

Improvement ) Check Point has been added in heating W.I
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BEFORE

AFTER

AR CEEENGG POTENTIAL FAILERE MODE AND EFFECT ASALYSS :“u;wu :
[ 1 & L . 13 ‘ ] ) “"‘I‘ B ¥ ) T e “i ™ ‘ i'l. ;3 .-l e _.' ‘l. L
5 WORLS FRICESS ol AR CEE 455 [ POTENTIAL FHLLFE WDE A0 EFFECT ANALYSS ok NG
rtnse (o Fers sty Al tentey | A e A0 < voxs5 FI0EGS PN Pt 0
= p— : Pt Vame - TR LA Freners Serer ity - 2 Toam Momhery | FINEA Wb - PTEA-T
i W b Pt Mo - Sasrsuy)| Propand By~ Aokt Gaghs:
Wkt L8 oot By Vs e [ m Apaewend By - Wha s
Centome v TR TIDRLOGE 115 i) 1301 Cusame Wi ENDURAMCE TECHMLOGES (1T AR Dl 1 92021
g Ve A4 [ EMGG VIS Pevicin Mo - 5
S hoicmissesns e o curTomne | e Ghma, 0 Ve Shama W et Lol e
Crvlowm | S D Vi U B S L e Arenca e B 1 e 1 fihe
w % Curverd Process Ak Resslt
L ko / !' - i s N Y.
™ Orttmen vt L/ Topawrt | Powd Foar by | "o Kl of j; Pl Cune # Fbre if | Atem TR T
i § ecomented |PPORINL 4 i Lokl Provtion (38 Catds Delachon z Oua | Tk :g '
: Sz ™ M::ua ! o —— : g el IR PR e ] s 1211 4
1 ok e | §| G | om (31} i Py s mien
Y-ho ! Cmglen i oA [ | iainaina e i ow ol <= | Sund g Renrad | e
! 8 10 8 M be Laled £ ity -
v Ry Ao Dedmratans |, o | oot M’:m‘_ P Ll [ Oensewrtondass | Bomserdwicion |, | abSaeddorest | o) - S P s
P ol s | Oeotwpeatnomeoless | Dnvmspoliena (0| | Semocoale at eofng ‘“::’" 1 m.-"’” e e | )2 84 ol onthon o cusoes end | Semaciughe s wedurg eges | we peadt e
pictes colime il ety
e Pebavrgd
e Na'.l Reststoddbese | Soersirbenng Ve ket m‘f“m‘: ] yoxs weock w":’::m 2 'm:ﬁ”‘iv‘" 5 o i i S
et e e O
W0 e Raeving | Sypun Sobey Pt 8 :
Fitwas ol b 3 | Sovss oy bew sy | Gt ol & g o4 w":.:m ”::"""
ipeciam a3 1 fom . | 1114 )

Problem )

Possibilities was not considered in PFMEA

Improvement )

Lug matching issue covered in PFMEA and adhered
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#Training provided for Proper Lug matching Sequence to Avoid

Problem

~o~

Lug Matching was Disturbed During Heating
Process

Improvement

)

Flatness Issues
#OPL made and adhere
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Problem )

Check Point not Covered in Final Inspection W.I

Improvement ) Training provided

Check Point Covered in Final Inspection W.I.
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Problem > Improvement > OPL has been Made and Displayed at Concern Department
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Problem >

Improvement

> SOP made and adhere for flatness inspection & Gauging




Actions Taken (Inspection Side)

BEFORE

AFTER

Marking was not available on parts

Improvement >

100% marking has been Implemented on Outside of the Core Plate Bunch
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Problem ) Receiving Gauge Validation Plan was not adhered Imorovement # Gauge verification started on daily basis from 6 months
P # SOP made for inspection and verification —-Done
# Training Provided




Actions Taken (Inspection Side)
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Problem )

OPL made for inspection by snap gauge & training given for

Improvement >
the same.




Actions Taken (Inspection Side)

BEFORE

AFTER

N/A

Problem )

Improvement )

Q-Sustenance Monitoring Sheet Has been Started and
adhered.




