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Abstract

Purpose — The purpose of this paper is to present a structured way for the definitions of the Process
Failure Mode and Effect Analysis (FMEA) attributes, such as potential failure mode, potential cause
and potential effect, in order to make it simpler to define the controls and scores.
Design/methodology/approach — This study performs, through a case study in incoming
inspection of raw material, the comparison of a conventional application of the Process FMEA with a
proposal based on the concepts of process approach defined by ISO 9001.

Findings — Even written in a form similar to a script, the application of Process FMEA is a very
complex activity and, like most quality tools, before being applied, FMEA should be clearly understood
by the team. One way to facilitate this understanding is considering the sequence of events in the
failures analysis to understand their causes and effects, just as are the sequences of inputs and outputs
in the definition of the process approach addressed in ISO 9001.

Originality/value — This paper shows a simple way to better structure Process FMEA, facilitating
meetings with multidisciplinary teams.

Keywords ISO 9001, Process approach, Process FMEA
Paper type Case study

1. Introduction
In recent years, a large number of organizations have been using the Failure Mode and
Effect Analysis (FMEA) to develop their processes. However, the technical specification
ISO/TS16949 requires the use of this tool for the whole automotive supply chain,
during the development of a new product, which made them look at FMEA more
seriously. Unfortunately, despite the published reference manuals and constant
training, hardly any organization is able to use all the benefits that FMEA provides.
A search at the ISI Web of Knowledge site shows that in the last ten years in the
research area of engineering presented 123 works with the acronym “FMEA” in the
title, and only 40 of the total were scientific papers. From these 40 papers, the Year 2013
was presented the largest number of published articles (eight). However, what stands
out is that the number of citations to these 40 papers is increasing between 2007 and
2013, starting with less than ten citations and coming to the end of that period to more
than 90 citations. Figure 1 presents a summary of this survey.
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Figure 1.
Published and cited
papers about FMEA
in engineering area
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Through a survey in some companies in the automotive segment, Aguiar et al. (2010)
conclude that most of people who know and use FMEA do not see it as a powerful tool,
but as something that needs to be done in order to satisfy regulatory requirements. One
of the main reasons for this approach is that most FMEA are erroneously constructed
and used.

FMEA should be applied as a key element of quality planning in companies’
processes. Authors such as Stamatis (1995), Palady (1995), Reid (2005) and Teng et al.
(2006) converge on the idea that organizations which use FMEA correctly save
resources and reach high levels of customer satisfaction. FMEA can be a very powerful
tool when applied accurately. Like any other quality tool, before being used, it must be
understood and, once this understanding is obtained, and added to the commitment of
the team involved, it becomes possible to identify the financial benefits which will
result from improvements to their products and processes.

Companies that implement a manufacturing process connected to most of the
controls defined in the FMEA are able to develop systems that provide accurate data on
the impact of the failure, the rate of occurrence, as well as the detectability of failure.
Due to this precision, the risk of each failure can be clearly identified and, if required,
some changes in the production process can be made. However, it would be necessary
to review the Process FMEA and Control Plan, in order to determine the impact of such
changes.

To demonstrate the differences between those companies which do and do not use
Process FMEA correctly and efficiently, this paper presents an application of this tool
based on the concepts of process approach defined in ISO 9001, which is the newness
regarding this subject in this paper. In order to demonstrate how significant is this new
approach, a comparison with the conventional application is performed in a case study
at an automotive company’s incoming inspection activity.

2. ISO 9001 and the process approach

The standards of the ISO 9000 series were edited for the first time in 1987 by the
International Organization for Standardization and rapidly became a reference for
managing quality in companies (Pinto et al, 2008). As written by Rusjan and Alic
(2010), the standards have been revised approximately every seven years by developing
their requirements and expected effects on business performance. In November 2008 the
fourth edition was issued (following editions in 1987, 1994 and 2000), this revision of the


http://www.emeraldinsight.com/action/showImage?doi=10.1108/IJQRM-09-2013-0150&iName=master.img-000.jpg&w=148&h=114
http://www.emeraldinsight.com/action/showImage?doi=10.1108/IJQRM-09-2013-0150&iName=master.img-001.jpg&w=145&h=116

Downloaded by UNESP At 05:37 07 May 2019 (PT)

norm, compared to the 2000 version on which this study is based, represents fine tuning, Implementation

rather than a thorough overhaul.

According to Wahid et al (2011) the new standard does not contain any new
requirements. Furthermore, the structure and outline of ISO 9001:2008 is identical to
that of ISO 9001:2000. The ISO 9001:2000 contains five main clauses such as quality
management system, management responsibility, resource management, product
realization, and measurement, analysis and improvement. Pinto et al. (2008) complete
the setting with other important points such as: process approach structure; emphasis
on the continuous improvement of products and services, stronger commitment of the
company’s management to the quality management system, focus on the measurement
and the analysis of the organization results and monitoring of customers’ satisfaction.

These guidelines are focussed on procedures, controls and documentation, with
standards designed to help companies identify vulnerabilities, streamline operations
and ensure a consistent level of quality (Kartha, 2004). With the issue of the ISO
9000:2000 requirements like customer focus, process orientation and continuous
improvement are emphasized and hence more benefits are expected (Rusjan and Alic,
2010). The worldwide spread of these standards has boosted the advancement of
quality management and its current stage of evolution in organizations allowed to pass
their adoption to be recognized in the market as a quality assurance certificate.

The requirements of the latest two editions of the ISO 9000 more strongly emphasize
the effective implementation of business processes (Rusjan and Alic, 2010). One of the
most striking aspects is related to the process approach, whose basic concept provides
a new way to structure and manage the activities by processes in a systematic and
integrated way, aligning the expectations of customers to the effectiveness of the entire
organization. In designing the most frequent process is any activity or set of activities
that takes an input, adds value to it and provides an output to a specific customer as
shown in Figure 2, based on concepts from ISO 9001:2000.

3. Process FMEA

The method for FMEA, has its first recorded use concept in 1949 (Marriott ef al., 2013),
from US military development in order to determine the effect of the occurrence of
failure to systems and equipment. The first formal application was made in the 1960s,
the USA’s aerospace industry, specifically in the Apollo Project of the National
Aeronautics and Space Administration (NASA) that, as reported by Sharma et al
(2005), developed a method to identify, systematically, potential failures in processes by
defining the causes and effects, and from this, define actions to reduce or eliminate the
risk associated with these failures. According to the Society of Automotive Engineers
(2001), in the late 1960s and early 1970s, several professional groups have begun to
publish procedures for performing the FMEA, among these are:

«  SAE ARP 926, published in 1967 titled “Fault/Failure Analysis Procedure”; and

« MIL STD 1629, published in 1974 titled “Procedures for Performing a Failure
Mode, Effects and Criticality Analysis.”

Process approach (ISO 9001)
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FMEA

591

Figure 2.
Process approach
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Figure 3.
Events that address
Process FMEA

In the 1980s, the FMEA started to become a benchmark for process development,
initially in the aerospace industry. In 1988 the Ford Motor Company published a
manual “Design and Process FMEA” that applies the methodology for product
development and manufacturing process (Society of Automotive Engineers, 2001). The
automotive industries have developed standards for their suppliers to assure the
quality of their products. In order to harmonize into a single set of quality requirements
to be applied in the supply chain, the US automakers General Motors Corporation,
Chrysler Corporation and Ford Motor Company created in 1994 the QS-9000 standard.
This standard has developed a program called Advanced Product Quality Planning
(APQP) where, among other methodologies, has joined FMEA with some changes,
primarily in the definitions of the scoring criteria. Currently, the quality systems of
Brazilian companies in the automotive sector follow the technical specification ISO/TS
16949 that somehow have inherited FMEA requirement from QS-9000 system.

According to Aguiar et al. (2010), FMEA should be used to perform risk assessment
of understanding what the impacts on the costumer if the process were to fail. The team
must analyze any action to minimize the risks of process and guide improvement
activities. FMEA is known as a live document that must be reviewed and updated
whenever procedures are changed, requiring its query and modification in cases where
the process has any quality problem, in order to ensure all possible actions to avoid a
recurrence in the future. Puente ef al (2002) emphasize that the FMEA evaluates the
severity of each failure on the impact into customers, as well as its possibility of cause
occurrence and failure detection before achieving the customers. The use of the FMEA
is currently considered a key element in quality process planning, according to
Stamatis (1995), Palady (1995), Reid (2005), Teng et al. (2006) and Vinodh and Santhosh
(2012): the organizations save resources and they have high levels of customer
satisfaction when they perform a full application of FMEA. Thus, FMEA is a very
powerful method when applied correctly, but, otherwise, does not show its benefits
(Devadasan et al., 2003; Xiao et al., 2011).

Chang et al. (2013) and Cassanelli et al. (2006) state that the FMEA is known to be a
procedure for analyzing a given system, used to identify potential failure modes, causes
and effects on process performance and its analysis performed preferably in advance,
within the cycle development so that the removal or relief of the failure mode is valid
and effective preventive way. This analysis can be started once the process is defined.
Reid (2005) also highlights that the FMEA provides the ability to quantify the risks of
the process so that the highest risks are more easily identified, which is of great
importance, since in the field of quality, the actions to be taken should not be defined
intuitively. Thus, Process FMEA should be represented as a sequence of three events
defined as: causes, failures and effects, as shown in Figure 3.

Process FMEA is applied by the team responsible for manufacturing in order to
ensure that an assessment of the failure modes of the process and the consequent
definition of control mechanisms. According to Ahsen (2008) and Mandal and Maiti
(2014), the objective of FMEA is to prevent unacceptable failures from reaching
the customer and to assist management in a more efficient allocation of resources,

Failure Mode and Effects Analysis (FMEA)
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due the identification of potential failure modes of the process, evaluating their causes Implementation

and their effects.

Chang and Sun (2009) repot that FMEA is a decision-making tool for prioritizing
corrective action to enhance product/system performance by eliminating or reducing
failure rate. The use of Process FMEA eliminates the weaknesses of process, reducing
the risk of failure to acceptable values. When effectively used, Process FMEA, besides
being a powerful method in the analysis process, enables continuous improvement and
works as a historical record for future studies. The use of FMEA is to identify the
process characteristics that are critical for the various failures modes, by questions
regarding the consequence of failure, probability of occurrence and probability of
detection before they affect the customer (Slack et al, 2007). Thus, the relationship
between the severity of the failure mode, the frequency which failure can occur and the
probability of detecting a failure, Process FMEA aims to define, demonstrate and
improve the engineering solutions in response to the quality, reliability,
maintainability, cost and productivity. The use of Process FMEA is recorded in a
standard form that combines the potential failure modes associated with the causes,
effects, recommended actions, among others as shown in Table 1.

FMEA begins with the formation of a group of people to identify the process
to be analyzed, its functions, the types of failures that can occur, the effects and
possible causes of such failures. Then the group evaluates the risks of each cause
of failure.

FMEA is a decision-making tool for prioritizing improving action to enhance
process performance by eliminating or reducing failure rate, and, in FMEA, there are
three factors that determine failure risk priority (Chang and Sun, 2009). The first factor
is severity (S), which is the seriousness of effect of the failure. The second factor is

POTENTIAL FAILURE MODE AND EFFECTS ANALYSIS
(PROCESS FMEA)

Key Date: FMEA Number:
Project Page of

Item Prepared By:
Core Team FMEA Date (Orig.): (Rev.)

Action Results

Process Function Potential [ Potential Effect
Requirements ~ | Failure Mode| (s) of Failure | ; [ ©

Recommended
Action (s)

Actions | 3] €| ¢
Taken |y [u|e| x

R
P
N

of process
FMEA
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FMEA form
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Figure 4.
Process FMEA
within the process
approach

occurrence (O), which is the probability for each potential cause becomes a failure.
The third factor is detection (D), which refers to the ability to detect potential failures
before the impact of the effect is realized. As stated by Estorilio and Posso (2010), the
RPN is the product of the severity, occurrence and detection rates and its purpose is to
indicate the priorities for recommended actions.

Sant’Anna (2012) pointed out that the team examines all actions that can be taken to
reduce risks. These measures are analyzed for viability, and then those that can be
deployed are determined. One way to control the outcome of these measures is by the
FMEA form, through columns where are recorded the measures recommended by the
group, name of responsible and duration. A record of the measures actually taken must
be produced before undertaking any new risk assessment.

Within the process approach defined by the ISO 9001, Process FMEA fits as shown
in Figure 4, where the failures and the causes to be analyzed are within the current
process and its effects are treated as outputs. Eventual causes or failures previous
processes should be analyzed in these earlier Process FMEAs, considering the effect of
impact analysis in this current process.

4. Research method

Yin (1994) defines case study as an empirical inquiry that investigates a contemporary
phenomenon within its real life context, especially when the boundaries between
phenomenon and context are not clearly defined. The case study developed in this
study has some descriptive characteristics, as aims to signal to the reader a reality he
does not know. Not seeking to establish relations of cause and effect, but just showing
reality as it is, although results may be used later in hypotheses formulation of cause
and effect.

Due to confidentiality issues, the company selected for performing this case study
was called “ABC Company.” The reason for selecting this company is based in
attendance in some pre-determined criteria. Table II presents the criteria used and how
they were met.

As techniques of data collection, semi-structured interviews with the coordinator
of FMEA in “ABC Company” and direct observation of the FMEA forms already
developed and implemented were performed. For purposes of this study, was used as
the unit of analysis, the Process FMEA incoming inspection of “ABC Company.”

5. Results and discussion

According to Eisenhardt (1989) the case should be chosen by reason of having certain
desirable characteristics. In a research conducted in automotive companies, Aguiar and
Salomon (2007) identified some specific aspects in the Process FMEA implementation
that, according to the cited references, were classified as irregularities that are
detrimental to quality management throughout the stages of the process manufacturing
automotive parts. Among these steps, there is the activity of incoming inspection, where
the characteristics of the products purchased are checked in order to assess their

Process FMEA

__________________________________
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Selection criteria Criteria acceptance

Company from automotive sector whose The object of study’s company is from automotive
application of FMEA is a mandatory sector, with ISO/TS16949 certification for quality
requirement management system

FMEA application based on the concepts of The company applied in the process of incoming
process approach inspection the two techniques in an integrated way
Absence of a formal systematic process to Before performing integration and achieving their
identify reference as a way to obtain a greater  results, the company had no formal system for the
effectiveness in management integration of different techniques

Development of management projects that may The developed method is great potential for

be interesting to other companies extending the supply chain of “ABC Company”
Willingness to provide access to information, The “ABC Company” belongs to the group of
data and time available for interviews companies that have partnered with the

educational institution in which the authors of this
paper belong

Implementation
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Table II.
Selection criteria and
how they were met

conformity to specification requirements described in the purchase orders. As this is not
a stage where changes occur in the product, many companies do not devote enough
attention to this activity, but any failure can cause very serious effects, including
production of parts with the material different from specified.

Adopting multiple cases, a higher degree of generalization is achieved (Yin, 1994),
therefore aiming at a deeper evaluation, a single case is adopted. This situation is
presented in Table III, which depicts a typical condition of Process FMEA application
in sheets receiving in a metallurgical company that belongs to the Tier 2 automotive
supply chain.

In this example it is possible to point out some irregularities in the application of
FMEA which reflect a condition of less value added regarding quality management.
Initially, it is clearly possible to identify that the definition of failure mode does not
consider the function of the process in analysis. Besides being set in a generic way,
without specifying the actual failure mode, these are failures that belong to earlier
processes and should be analyzed in the corresponding Process FMEA, where there is
the possibility of such damages. It is important to make clear that in FMEA failure and
defect is not the same thing.

Failure occurs when a component or system fails to perform its function, and the defect
occurs when a component or system does not meet a technical specification measurable,
more applicable in Design FMEA. Thus, whether material is out of specification should
be seen as an effect of the failure whose function would be something related to the
production of material, but not inspection. For the incoming inspection procedure,
the material is one of the inputs, and if it is in accordance with the specification or not, it is
considered to be the output of the previous process as shown in Figure 5.

In order to avoid defining the failure mode referring to a process input, Palady (1995)
recommends that it should be written as a negative expression of function of the
process. Since the function of the inspection process is related to ensure product
conformity, the failures of this process can be summed up in “approving material not
conforming” or “rejecting material conforming,” however, for greater consistency in the
scores, it is necessary to specify the characteristics of the material according to the
causes and potential effects.
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To define the effect, the word “may” contained in the definition “it may cause lack of [mplementation

material in the part” (see Table III) is redundant, since the effect is already considered
as a possibility by its definition: potential effects of failure. The same occurs when the
effect is defined by the term “may damage the material” (see Table III). Defining the
effect, it is also possible to identify generic definitions such as “does not allow
continuation of the process” and “prevents the correct process of the part” (see Table III)
that do not specify what the real potential impact to be generated in process sequence, it
1s not possible to assure the definition of a consistent value for the severity score.

Besides this situation, it is possible to see another kind of inconsistency in the
severity score: assigning two different scores to the same effect, or severity with value 5
to the effect “it may cause lack of material” and severity value 4 for “it causes lack of
material” (see Table III).

In the case of identification of potential causes of failures, since the FMEA of
Table III has not identified a failure mode related to the incoming inspection operation,
neither causes defined refer to the process in analysis. It is valid to comment that, if it
were a FMEA from manufacturing process of sheets, the causes defined would be
actually failures. For a proper adjustment of the terms “suppliers’ fault” and “Fault
in the purchase order specification” (see Table III) as a cause, we must find situations in
which these types of failure could occur, and in the first case the fault is described in a
very generic way, that is unable to identify which of the many “functions of the
supplier” could fail. As the score of occurrence is an attribute directly related to the
definition of the causes, and these are not related to the process of incoming inspection,
we can state that the occurrence values in this FMEA are not in accordance with the
failures that should be being analyzed.

The definition of causes unrelated to the process in analysis might impossibility the
correct definition of preventive controls, linking them to factors that are not control,
such as “quality certificate before sending the material” (see Table III), or simply not
putting any definition. This definition of failure which does not consider the function of
the process results in problems for the correct definition of detection controls as well.
The terms “measuring tape” and “certificate of quality” (see Table III) are actually input
to this process as shown in Figure 5, and no controls for detection, whose purpose is to
detect the failure before it becomes an effect, avoiding possible negative impacts on the
process sequence or even the end customer.

As detection score is performed in accordance with the detection power of the
controls and the controls defined in the FMEA are not relevant to the process of
incoming inspection, it is easy to say that, like the occurrence score, the values of the
detection score are not according to the failures that should have being analyzed in
this process.

From the incorrect setting of the values of scores of occurrence and detection, and
identification of the inconsistency in the severity score, it can be stated that the FMEA
form shown in Table III has not being properly applied, once the NPR scores are not

Process approach (ISO 9001)

- Raw material Raw material - Approved raw material
- Specifications inspection - Rejected raw material
- Measuring instruments

of process
FMEA
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Figure 5.
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interpretation for
incoming inspection
operation
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Table IV.
Occurrence of
irregularities in the
Table Il FMEA

able to measure the risks of the process. This incorrect identification starts from the
eight types of deficiencies identified in this FMEA application. Table IV shows the
synthesized form, such irregularities in accordance with the number of times that each
of them occur within the five possible occurrence of this application Process FMEA.

Combining the concepts of Approach Procedures in accordance with the premises of
ISO 9001 with the concepts of Process FMEA discussed in Section 3 of this paper, it is
possible to propose an application of FMEA in the process of incoming inspection form
implemented as shown in Table V.

This proposal shown in Table V is specific to the receiving sheet for the laser cutting
process, thereby making easier to drive the potential effects in accordance with the
following operations in the production process. Unlike FMEA shown in Table III,
at this proposal the material identification is not considered as a function of process of
the, since the traceable and inventory management issues are guaranteed by the label
of the steal sheet supplier.

With consistent scoring criteria based on failures, causes and controls actually
related to the function of the activity of incoming inspection, the FMEA presented in
Table V allows the quantification of risks more adequately. It is possible to identify the
values of NPR that link the weaknesses of this process and, from these values, an action
may recommended in order to minimize the risk of failure as shown in Table VI.

The recommended action “Receiving during business hours” (Table VI) has a
preventive character, acting to prevent the occurrence of the cause “Material received
after working hours” (see Tables V and VI) reducing the occurrence scores from 7 to 2.
As this is a control, this formalization should be set in the Control Plan of this process,
whether a situation of receiving outside the hours set occurs, a reaction plan should be
started in order to provide the containment of this issue, avoiding that potential failure.
Within the quality management systems, the response plans are formal documents
previously defined by the quality team and in this case it could be detailed in a specific
procedure for the receipt of materials in an emergency way.

6. Conclusion

This study allowed making a comparison between a conventional application of the
Process FMEA without proper implementation of their concepts with a updated
proposal based on ISO 9001 concepts, specifically the case of the process approach
definitions. In this comparison, made in the activity of incoming inspection of raw
materials, it was possible to identify the differences between the FMEA improved by
ISO 9001 concepts application in contrast to an example where the usual FMEA is
performed only for caring regulatory requirements.

Irregularities Occurrence/application
Failure Mode unrelated to the function of the process 5/5
Generic description of the effect 2/5
Inconsistency in severity scoring 2/5
Causes unrelated to the process 5/5
Occurrence scoring unrelated to causes of process failure 5/5
Preventive control does not act in cause 5/5
Detection control unrelated to failure mode 5/5

Detection scoring unrelated to detection control 5/5
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Table V.
Updated Process

FMEA form

(partially completed)
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FMEA form (fully

Updated Process
completed)

Table VI.
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Even written in a form similar to a script, the application of Process FMEA is a very Implementation

complex activity and, like most quality tools, before being applied, FMEA should be
clearly understood by the team. One way to facilitate this understanding is considering
the sequence of events in the failures analysis to understand their causes and effects,
just as are the sequences of inputs and outputs in the definition of the process approach
addressed in ISO 9001, aspect that exposes the originality of this paper.

It was concluded that the practical implication of this research can be seen by
comparing Tables IIl and VI. In Table III we have a conventional application of Process
FMEA, which scores are performed in a scenario of great uncertainty, resulting in
mnaccuracy of the RPN score and not presenting the weaknesses of the process under
analysis. On the other hand, Table VI shows a process with the weaknesses identified
and corrected, which is possible due to the more complete definition of the factors to be
scored and consequently more consistent score. FMEA within the process approach
(Figure 4) can be clearly seen as a bridge in the gap between theory and practice, which
can be widely applied in training, so it can be possible to extract the maximum benefits
that FMEA makes available to users.

A proposal for future study could be measurement of the impact of occurrence
of each irregularity and obtain a classification within a hierarchical scale. This
measurement should address the shortcomings that the weaknesses of the process are
identified resulting in the false impression that the risk of failure is reduced to
acceptable values.

References

Aguiar, D.C. and Salomon, V.A.P. (2007), “Evaluation of process failure prevention using
decision-making methods”, Revista Produgcdo, Sao Paulo, Vol. 17 No. 3, pp. 502-519.

Aguiar, D.C., Souza, H]J.C. and Salomon, V.A.P. (2010), “An AHP application to evaluate scoring
criteria for failure”, , Vol. 2 No. 1,
pp. 3-13.

Ahsen, A. (2008). “Cost-oriented failure mode and effectis analysis”, || NG
, Vol. 25 No b5, pp. 466-476.

Cassanelli, G., Mura, G., Fantni, F., Vanzi, M. and Plano, B. (2006), “Failure analysis-assisted

FMEA”, . Vo!. 46 No. 1, pp. 1795-1799.

Chang, D. and Sun, K.P. (2009), “Applying DEA to enhance assessment capability of FMEA”,
&‘, Vol. 26 No. 6, pp. 629-643.

Chang, K., Chang, Y. and Tsai, L. (2013), “Enhancing FMEA assessment by integrating grey
relational analysis and the decision making trial and evaluation laboratory approach”,
| Vol. 31, pp. 211-224.

Devadasan, S.R., Muthu, S., Samson, R.N. and Sankaran, R.A. (2003), “Design of total failure mode
and effects analysis program”, A

Vol. 20 No. 5, pp. 551-568.

Eisenhardt, K.M. (1989), “Building theories from case study research”, | EGcNGGEGE
Bewiew. Vol. 14 No. 4, pp. 532-550.

Estoriliol C. and Possol RK. iZOIOiI “The reduction of irreiularities in the use of process FMEA”,
, Vol. 27 No. 6, pp. 721-733.

Kartha, C.P. (2004), “A comparison of ISO 9000:2000 quality system standards, QS 9000, ISO/TS
16949 and Baldrige criteria”, The TQM Magazine, Vol. 16 No. 5, pp. 331-340.

Mandal, S. and Maiti, J. (2014), “Risk analysis using FMEA: fuzzy similarity value and possibility
theory based approach”, ﬁ, Vol. 41 No. 7, pp. 3527-3537.

of process
FMEA

601



https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656711011054579&citationId=p_9
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&crossref=10.1016%2Fj.engfailanal.2013.02.020&isi=000318532600022&citationId=p_6
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710810873871&citationId=p_3
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710810873871&citationId=p_3
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&crossref=10.1016%2Fj.eswa.2013.10.058&isi=000331019800037&citationId=p_11
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710310476525&citationId=p_7
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&crossref=10.1016%2Fj.microrel.2006.07.072&isi=000240776100070&citationId=p_4
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&crossref=10.5465%2Famr.1989.4308385&isi=A1989AV14400005&citationId=p_8
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710910966165&citationId=p_5
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&crossref=10.5465%2Famr.1989.4308385&isi=A1989AV14400005&citationId=p_8
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&crossref=10.13033%2Fijahp.v2i1.69&citationId=p_2

Downloaded by UNESP At 05:37 07 May 2019 (PT)

JQRM
32,6

602

Marriott, B., Garza-Reyes, J.A., Soriano-Meier, H. and Antony, J. (2013), “An integrated
methodology to prioritise improvement initiatives in low volume-high integrity product
manufacturing organisations”, , Vol. 24
No. 2, pp. 197-217.

Palady, P. (1995), Failure Modes and Effects Analysis, PT Publications, Portland, OR.

Pinto, SH.B,, Carvalho, M.M. and Ho, L.L. (2008), “Main quality programs characteristics in large
size Brazilian companies”, A
Vol. 25 No. 3, pp. 276-291.

Puente, ], Pino, R., Priore, P. and Fouente, D.L. (2002), “A decision support system for applyin,
failure mode and effects analysis”,
Iisiisssiisi Vol 19 No. 2, pp. 137-151.

Reid, R.D. (2005), “FMEA - something old, something new”, Quality Progress, Vol. 38 No. 1,
pp. 90-93.

Rusjanl B. and Alicl M. iZOIOiI “Caiitalisini on ISO 9001 benefits for strategic results”,
, Vol. 27 No. 7, pp. 756-778.

Sant’Anna, A.P. (2012), “Probabilistic priority numbers for failure modes and effects analysis”,
, Vol. 29 No. 3, pp. 349-362.

Sharma, R.K., Kumar, D. and Kumar, P. (2005), “Systematic failure mode effect analysis (FMEA
using fuzzy linguistic modeling”,
Iisiissiasia Vol 22 No. 9, pp. 986-1004.

Slack, N., Chambers, S. and Johnston, R. (2007), Operations Management, 2nd ed., Sdo Paulo,
(in Portuguese).

Society of Automotive Engineers (2001), ARP 5580: Recommended Fuailure Modes and Effects
Analysis (FMEA) Practices for Non-Automobile, G-11 SAE Reliability Committee Publications.

Stamatis, D.H. (1995), Failure Mode and Effect Analysis, FMEA from Theory to Execution, ASQ
Quality Press Publications, Milwaukee, WL

Teng, S.G., Ho, SM., Shumar, D. and Liu, P.C. (2006). “Implementing FMEA in a collaborative
supply chain environment”, A
Vol. 23 No. 2, pp. 179-196.

Vinodh, S. and Santhosh, D. (2012), “Application of FMEA to an automotive leaf spring
manufacturing organization”, i i, Vo!. 24 No. 3, pp. 260-274.

Wahid, R.A., Corner, J. and Tan, P.L. (2011), “ISO 9000 maintenance in service organisations: tales

from two companies”, , Vol. 28
No. 7, pp. 735-757.

Xiao, N,, Huang, H,, Li, Y., He, L. and Jin, T. (2011), “Multiple failure modes analysis and weighted
risk priority number evaluation in FMEA”, _, Vol. 18 No. 4,
pp. 1162-1170.

Yin, RK. (1994), Case Study Research, Design and Methods, 2nd ed., Sage Publications, Thousand
Oaks, CA.

Corresponding author
Dimas Campos de Aguiar can be contacted at: dimas_c@hotmail.com

For instructions on how to order reprints of this article, please visit our website:
www.emeraldgrouppublishing.com/licensing/reprints.htm
Or contact us for further details: permissions@emeraldinsight.com


mailto:dimas_c@hotmail.com
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656711111150823&citationId=p_25
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656711011062372&citationId=p_17
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710810854287&citationId=p_14
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&crossref=10.1016%2Fj.engfailanal.2011.02.004&isi=000290920100003&citationId=p_26
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710610640943&citationId=p_23
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656711211216171&citationId=p_18
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710210413480&citationId=p_15
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710210413480&citationId=p_15
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F17410381311292304&citationId=p_12
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F17542731211226772&citationId=p_24
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710510625248&citationId=p_19
https://www.emeraldinsight.com/action/showLinks?doi=10.1108%2FIJQRM-09-2013-0150&system=10.1108%2F02656710510625248&citationId=p_19

Downloaded by UNESP At 05:37 07 May 2019 (PT)

This article has been cited by:

1. KharubManjeet, Manjeet Kharub, LimonShah, Shah Limon, SharmaRajiv Kumar, Rajiv Kumar
Sharma. 2018. The application of quality tools in effective implementation of HACCP.
International Journal of Quality & Reliability Management 35:9, 1920-1940. [Abstract] [Full Text]
[PDF]


https://doi.org/10.1108/IJQRM-11-2017-0236
https://www.emeraldinsight.com/doi/full/10.1108/IJQRM-11-2017-0236
https://www.emeraldinsight.com/doi/pdfplus/10.1108/IJQRM-11-2017-0236

