
Example - Cleaning Process
P RO D UC T : FM EA  N O .
S U BS YS TEM S PA GE O F

PRO CES S  FM EA
D RA W IN G  O R S P EC :

EX AM P LE - PA RTS  CLE AN ING  INS IDE  C LEA N RO O M REV :

P RO C ES S  D ES C RIP T IO N P O T EN T IA L P O T EN T IA L S P O T ENT IA L O C U RR EN T D RPN A C T IO N C O R REC T IV E RES U LTIN G
FA ILU RE M O DE EFFEC T S  O F C A U S E(S ) O F C O N T RO LS PR IO R IT Y A C T IO N

FU N C T IO N FA ILU RE FA ILU RE S O D RPN

C lean  p o ten tially 
con tam inated  parts 

to  C ode 100 
cleanroom  

requ irem ents

C ontam inated  parts 
escape clean ing  p ro cess

Product failu re due 
to  contam inated  

surfaces, reliab ility 
failu res

8 Inadequate 
clean liness specs 
fo r new  designed 

parts

5 M aterials  lab  test 
for NVR

3 120 B D evelop  
clean liness 

specifications 
and  rev iew  

curren t 
pro cesses

8 3 3 48

C lean in g  residue on  
parts

Fail particle count 
test

6 Incom plete clean ing  
cycle

6 V isual 
inspection , no  

set p lan

8 288 A Install tim er to  
p reven t operato r 

from  ad justing  
clean ing  cycle

6 3 1 18

Equ ipm ent 
m alfunctions

3 W arn ing  ligh t 
tem peratu re not 
m et, no  con tro l 

for overheat

5 90 C A dd  au to  
shu tdow n fo r 

over tem p

6 3 1 18

C ontam inated  
clean ing  so lu tion  
due to  failu re  to  
com plete P M  as  

schedu led

2 Visual 
inspection  tw ice 

per sh ift

6 72 C A dd extra filters 
to  system

6 2 3 36

Preven t parts from  
being  dam aged

Parts dam aged, b roken , 
ben t o r stained

Parts rejected , 
scrapped

5 Incorrect racks used  
due to  availab ility

6 N o  instructions 10 300 A A dd  rack type to  
p ro cess 

instructions, 
evaluate 

availab ility

5 2 1 10

O perato r no t tra ined  
due to  job  ro tation

2 Lead  w orker 
m onito rs and  

trains n ew  
em ployees

2 20 D A dd  rack type to  
p ro cess 

instructions, 
evaluate 

availab ility

5 2 1 10

D ET EC T IO NO C C U R REN C ES EV ERIT Y RP N = O x S x D



Example - Accounting Process



Example - Design Rules

PRODUCT: FMEA NO.
SUBSYSTEMS PAGE OF

PROCESS FMEA
DRAWING OR SPEC:

EXAMPLE - PROCESS-SPECIFIC DESIGN RULES REV:

PROCESS DESCRIPTION POTENTIAL POTENTIAL S POTENTIAL O CURRENT D RPN A CTION CORRECTIVE ULTING
FAILURE MODE EFFECTS OF CAUSE(S) OF CONTROLS PRIORITY ACTION

FUNCTION FAILURE FAILURE S O D RPN

Analog signal used 
to process a sensor 
signal

Output stuck - high or 
low

Instrumentation 
shows zero readout 8

Short circuit due to 
insufficient space 
allotment between 
conductors

2 Computer 
simulation 10 160 A

100% test to 
verify validity of 
design rules

8 2 1 16

DETECTIONOCCURRENCESEVERITY RPN = O x S x D



Example - Reducing Occurrence

PRODUCT: FMEA NO.
S UBS YS TEMS PAGE OF

PROCES S  FMEA
DRAW ING OR S PEC:

EXAMPLE - REDUCING OCCURRENCE REV:

PROCES S  DES CRIPTION POTENTIAL POTENTIAL S POTENTIAL O CURRENT D RPN A CTION CORRECTIVE ULTING
FAILURE MODE EFFECTS  OF CAUS E(S ) OF CONTROLS PRIORITY ACTION

FUNCTION FAILURE FAILURE S O D RPN

Deposit a uniform, 
defect-free oxide at 
desire thickness

Particulate 
contamination Reduced reliability 6 Flaking of the 

quartzware 7 Inspect oxide 
after deposition 4 168 B

Increase 
frequency of 
quartz cleaning

6 2 4 48

Implement an 
automated 
vision 
inspection 
system

6 2 1 12

DETECTIONOCCURRENCES EVERITY RPN = O x S x D



Example - New Equipment or Process
PRODUCT: FMEA NO.
S UBS YS TEMS PAGE OF

PROCES S  FMEA
DRAWING OR S PEC:

EXAMPLE - NEW EQUIPMENT OR PROCESS REV:

PROCES S  DES CRIPTION POTENTIAL POTENTIAL S POTENTIAL O CURRENT D RPN A CTION CORRECTIVE ULTING
FAILURE MODE EFFECTS  OF CAUS E(S ) OF CONTROLS PRIORITY ACTION

FUNCTION FAILURE FAILURE S O D RPN

Connect device to 
circuit

Open circuit Non-functional 
circuit

9 Lifted wire at the 
device due to non-
optimized wirebond 
process

6 Conduct 
process 
optimization at 
wirebond 

4 216 A Document 
process window 
in process spec 
to assure that 
the process 
meets visual 
and 
performance 
standards

9 2 4 72

Cratering on the 
device due to non-
optimized wirebond 
process

4 Conduct 
process 
optimization at 
wirebond 

4 144 B Same 9 2 4 72

Broken wire at the 
lead frame due to 
non-optimized 
wirebond process

3 Conduct 
process 
optimization at 
wirebond 

4 108 B Same 9 2 4 72

DETECTIONOCCURRENCES EVERITY RPN = O x S x D



Example - Weakness of Manual Inspection

PRODUCT: FMEA NO.
SUBSYSTEMS PAGE OF

PROCESS FMEA
DRAWING OR SPEC:

EXAMPLE - WEAKNESS OF MANUAL INSPECTION REV:

PROCESS DESCRIPTION POTENTIAL POTENTIAL S POTENTIAL O CURRENT D RPN ACTION CORRECTIVE ULTING
FAILURE MODE EFFECTS OF CAUSE(S) OF CONTROLS PRIORITY ACTION

FUNCTION FAILURE FAILURE S O D RPN

Pack and ship right 
product to the right 
customer

Mixed product Fails to meet 
customer 
requirements and 
expectations

8 Mis-read product 
label

3 Visual 
inspection of 
product label

8 192 B Install barcode 
system for 
product 
identification

8 1 1 8

DETECTIONOCCURRENCESEVERITY RPN = O x S x D


