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 The aim of this study are to make an analysis for decreasing defect and effect 
during production and to increase quality assurance based on HACCP principle  by using 
failure mode and effect analysis (FMEA).   The determination of filling and retorting steps were 
studied due to huge quantity of defect 
                  Initially, studying a bout processing details and collect the problem that probably occur    
during production line , then brain storming with teams to find out failure mode and effect of each  
processing step . Later on risk assessment was done   by calculating a risk priority number (RPN). 
Showed high value   RPN (>125) of failure and high severity value (O >1)  were considered by 
FMEA team to decrease RPN value.  The Cause and Effect diagram and  Why - Why    Analysis tool 
were used to identify cause of problem and to fine out corrective action, then corrective action was 
undertaken.  After the application of corrective action, a second  calculation of  RPN   values   was 
carried out resulting in substantially lower values (max value 168 decrease to 105)  and the quantity 
of defect were reduced as following ,the average of defect  at production step was reduced to 
69.6%(from 501.8 to 152.3 PPM), the average of defect at sorting step was reduced to73% 
(from3420.9 to 921.65 PPM)  and NCP were also reduced to 33.82% (from 6.8 to 4.5 time/month) 
                   The result shown that FMEA application help to find out preventive approach and 
corrective action eliminate rate of defect and have quality assurance. Furthermore, discussion  made 
staff understand and provide more knowledge about manufacturing, so that they can imagine overall 
of process and get idea to deal with problem systematically, as this result, the process deviate was 
decreased. 
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