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=50,000 ppm <
100,000 ppm

s

ltigh: Generally associated
with processes similar to
previous

processes that have often
failed

1ing

<051

>= 20,000 ppm <
50,000 ppm

B RS,
cr=l

1in20

<067

Oceurrence about 1
per month or >=
10,000 ppm < 20,000
ppm

: Generally
associated with processes
similar to

previous processes which
have

experienced occasional
failures, but not in major
proportions

(S RIS RT/RA AN
ESbbl]

1in80

<083

Occasional Failure of
about 1 every 3
months or >=
5,000ppm <
10,000ppm

1in 400

Occurrence about
every 6 to 12 months
or >=2,000 ppm
5,000 ppm

1in 2,000

<1

1000 ppm

0.1

|Low: Tsolated failures.
associated with similar
processes

M TSR ETEAS I
[ El89855)

1in 15,000

<133

500 ppm

|Very Low: Only isolated
faiures associated with
almost identical processes

HER(E : MUBISEREERSE
4550

1in 150,000

100 ppm

|Bemote: Failure is uniikely
No failures ever associated
with almost identical
processes

R TR . EASHAY
TR HBiRE RIS

1in 1,500,000

<167

10ppm

<=0.001

HANSIN Production

Quality FMEA Detection Rankings

Rl

( Detection )

R
sFis

ATieE

Visual

17 - SIS Z AR
Criteria: Likiihood the existence of a
defect will be detected by test content

Lo
(Ranking)

‘Almost Impossible

NERATRE

WETEAN | hiRERE.

(No way to detect and inspect)

Very Remote

‘B

IEEERIA AT AR | {RAELLEME
RS E AT

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

Remote

B

MEEAERERIMIEERN | 7
BELA BRI ERIA TS

(Current control processes can detect
with a low possibilty; can be detected
with visual inspection)

Very Low

RIE

MEESERERIMEERL | 0|
AEIEES | RE LRGN AEES
HFRSEET | REIWEEMEE
RIXBEH

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

BERBIAEATRERTLURR | BSNE

| RegEE
75 (HCHD : sPC ) SGABIRH)
(Current control processes may be able
to detect but loss in efficiency is dificult
if not impossible to detect; control can be|
Jachieved only with graphical methods
(such as sPC chart)

Moderate

g

BERBI AT RERTLURR | BREEE
IR B A R RS E SRR
(Current control processes may be able
to detect but gauge or measuring
instruments must be used to detect)

Moderately High

L3

MEEHAEARTFNEERN | TE|
AR RIS | SIS VAT
| EFIE AR RN

(Current control processes can detect ata
high chance; failure can be detected in
the subsequent operation or through pre-
(operations preparation and during FA
inspection)*

MEEHAEERTNSERN | AT
FAEW AT RIS | BUESFl P AT
EZESESY

(Current control processes can detect at 3
high chance; failure detection can occur
in the current operation or the the
subsequent operation)

Very High

MEERBIE VTR LR | TS
REMAEMHELN | TRT

(Current control processes can detect
Jlmost al the time; on-site production

Faciltes can determine and detect failure
lautomatically. Unqualfied products shall

t pass.)

Almost Certain

NFEE

MERBIAERETLURD | Bigit T
Bht R RARRE

(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




