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In the high-stakes environment of automotive manufacturing and engineering, the margin for error is virtually non-

existent. As vehicle systems become increasingly complex, integrating advanced electronics, autonomous 

capabilities, and intricate software architectures, the methodologies used to ensure reliability and safety must 

evolve accordingly. The Failure Mode and Effects Analysis (FMEA) is a cornerstone of this evolution. Traditionally 

divided between the North American standards of the Automotive Industry Action Group (AIAG) and the 

German standards of the Verband der Automobilindustrie (VDA), the industry underwent a significant shift in 

2019 with the release of the harmonized AIAG & VDA FMEA Handbook. This article provides an in-depth

technical exploration of this unified methodology, its core mechanics, and its practical application in modern

engineering.

The Theoretical Framework of Modern FMEA

At its core, FMEA is a proactive, systematic analytical tool used to identify potential failure modes within a system, 

design, or process before they occur. The primary objective is to evaluate the risk associated with these failure 

modes and prioritize them for mitigation. The transition to the harmonized AIAG & VDA approach represents a 

move from a purely quantitative Risk Priority Number (RPN) system to a more nuanced, qualitative, and logic-

based Action Priority (AP) system.

Defining the Core Variants: DFMEA vs. PFMEA

While the methodology remains consistent, FMEA is typically categorized into two primary types based on the

stage of the product lifecycle:

•  Design FMEA (DFMEA): Focuses on identifying potential failures related to product design. It analyzes 

functions, components, and subsystems to ensure the design meets performance, safety, and regulatory 

requirements.

•  Process FMEA (PFMEA): Analyzes manufacturing and assembly processes. It assumes the design is sound 

but identifies risks stemming from process variations, human error, or equipment failure during production.

•  FMEA-MSR (Supplemental FMEA for Monitoring and System Response): A newer addition introduced in the 

harmonized handbook, focusing on how a system detects and responds to failures during actual operation.

The Seven-Step Approach: A New Standard for Analysis

The hallmark of the AIAG & VDA FMEA Handbook is the shift to a structured seven-step approach. This

methodology ensures that the analysis is not just a spreadsheet-filling exercise but a comprehensive engineering

study.

Step 1: Planning and Preparation

Technical success begins with defining the scope. This step involves identifying the project, the team (cross-

functional representation is mandatory), and the boundaries of the analysis. Tools such as 5T’s (InTention, 



Timing, Team, Task, Tool)  and Block Diagramsare utilized here to ensure clarity. The goal is to prevent "scope

creep" and focus resources on the most critical components.

Step 2: Structure Analysis

In this phase, the system is broken down into its constituent parts. For DFMEA, this involves creating a system 

hierarchy (System -> Subsystem -> Component). For PFMEA, it involves mapping the process flow (Process Step -

> Work Element). The visual representation, often a structure tree, serves as the foundation for identifying failure

paths.

Step 3: Function Analysis

Once the structure is defined, the team must assign functions to each element. What is this component 

supposed to do?Functions must be defined using a verb and a noun (e.g., "Transmit torque" or "Seal fluid"). This

step links the technical requirements to the physical structure, ensuring that every functional requirement is

accounted for.

Step 4: Failure Analysis

This is the analytical heart of the process. The team identifies potential failures by looking at how a function could 

fail to be performed. This creates a Failure Chain consisting of:Failure Mode (FM): The specific way a failure 

occurs.Failure Effect (FE): The consequence of the failure on the customer or end-user.Failure Cause (FC):The

technical reason why the failure mode occurred.

By connecting these three elements, the team creates a "Failure Net" that illustrates the cause-and-effect

relationship across different levels of the system.

Step 5: Risk Analysis

The identified failures are evaluated based on three critical criteria: Severity (S), Occurrence (O), and Detection 

(D). In the harmonized handbook, the rating tables have been refined to provide more objective criteria, reducing

the subjectivity that plagued earlier editions.

Step 6: Optimization

Optimization is where the engineering value is realized. Based on the Action Priority (AP)results, the team

identifies necessary actions to reduce risk. This may involve design changes, process improvements, or enhanced

testing protocols. The goal is to lower the Occurrence or improve the Detection of high-severity failures.

Step 7: Results Documentation

The final step involves communicating the results of the analysis. This is not merely a report but a living document

that captures the technical knowledge gained during the process. It must clearly state the risks identified, the

actions taken, and the residual risk remaining in the system.

Technical Comparison: AIAG 4th Edition vs. AIAG & VDA 1st Edition

The transition from the legacy AIAG 4th Edition to the harmonized handbook introduced several critical changes

that engineers must master. The following table highlights these technical shifts:



Feature AIAG 4th Edition (Legacy) AIAG & VDA 1st Edition (Current)

Structure Usually a 5-step approach or loose 
workflow.

Rigid 7-Step Approach for consistency.

Risk Evaluation RPN (S x O x D) - Focus on 
numerical product.

Action Priority (AP) - Focus on logical 
interaction of S, O, D.

Visual Aids Optional Boundary Diagrams/P-
Diagrams.

Mandatory Structure Trees and 
Function Nets.

Software Integration Often performed in Excel. Highly encouraged use of MSR-ready 
FMEA software.

Severity Tables General automotive context. Detailed criteria including functional 
safety (ISO 26262).

The Action Priority (AP) Matrix: A Deeper Dive

One of the most significant technical shifts in the new FMEA standard is the replacement of the Risk Priority 

Number (RPN) with Action Priority (AP). Under the old RPN system, two failure modes could have identical RPN 

scores (e.g., 360) but wildly different risk profiles (e.g., High Severity/Low Occurrence vs. Low Severity/High 

Occurrence). The AP system addresses this by categorizing risk into three levels: High (H), Medium (M), and Low 

(L).

•  High Priority (H): Action is mandatory. The team must either improve the design/process to lower occurrence 

or increase detection capabilities.

•  Medium Priority (M): Action is recommended. The team should evaluate potential improvements based on 

cost and feasibility.

•  Low Priority (L): Action is optional. The current controls are deemed sufficient for the level of risk.

Mathematical Logic of the AP Table

The AP logic emphasizes Severityabove all else. For example, if Severity is 9-10 (Safety/Regulatory issues) and

Occurrence is 2 or higher, the Action Priority is almost always "High," regardless of the Detection score. This

prevents teams from "gaming the numbers" by over-estimating detection to lower a total RPN.

Implementation Guide: Transitioning to the Harmonized Standard

For organizations moving from the legacy standards to the AIAG & VDA FMEA Handbook, a structured transition

plan is essential. This is not just a change in documentation; it is a change in technical culture.

1. Gap Analysis and Training

Begin by assessing current FMEA documents. Are they compliant with the 7-step approach? Organizations must 

invest in training for Cross-Functional Teams (CFTs) to ensure they understand the new criteria for Severity,

Occurrence, and Detection. Specialized training on the AIAG-VDA 1st Edition is critical for quality managers and

design engineers.

2. Software Tool Selection

The complexity of the 7-step method—specifically the link between structure, function, and failure—makes Excel-



based FMEAs increasingly difficult to maintain. Technical leaders should evaluate FMEA software that supports 

MSR (Monitoring and System Response) and provides automated AP calculation and Failure Net visualization.

3. Pilot Projects

Do not attempt to convert all legacy FMEAs at once. Select a new product development project or a significant

process change to serve as a pilot. Apply the 7-step method from start to finish to identify internal bottlenecks and

refine the workflow.

Case Study: Addressing Failure in an Electric Vehicle (EV) Power Inverter

Consider the design of an EV power inverter. Using the AIAG & VDA approach, the analysis would proceed as

follows:

•  Structure: Inverter -> Power Module -> IGBT (Insulated-Gate Bipolar Transistor).

•  Function: The IGBT must switch high-voltage DC to AC to drive the motor.

•  Failure Mode: IGBT thermal runaway (overheating).

•  Failure Effect: Total loss of propulsion (Severity 9).

•  Failure Cause: Insufficient thermal paste application (Occurrence 3).

•  Current Controls: Temperature sensor on the board (Detection 4).

Under the old RPN system, the score would be 108 (9x3x4). In many organizations, this might fall under the 

threshold for action. However, under the AP Matrix, a Severity of 9 with an Occurrence of 3 results in a High (H)

priority. The engineering team is then forced to optimize—perhaps by adding a redundant thermal cutoff or

improving the manufacturing process for paste application.

Common Pitfalls and Troubleshooting

Even with a robust handbook, technical teams often encounter challenges in FMEA execution:

•  Generic Failure Modes: Avoid vague terms like "Broken" or "Faulty." Be specific: "Fatigue crack at the weld 

interface."

•  Isolation of Data: FMEA is often treated as a "check-the-box" activity. It must be integrated with the Control 

Plan and Work Instructions. If a risk is identified in PFMEA, there must be a corresponding control in the production 

line.

•  Failure to Update: FMEA is a dynamic document. If a field failure occurs that wasn't predicted, the FMEA must 

be updated to reflect the new Occurrence or Detection data.

Synthesis and Future Implications

The harmonization of the AIAG & VDA FMEA standards represents a maturing of the automotive quality 

landscape. By focusing on the logical relationship between failure modes and their causes, rather than just chasing 

numerical targets, the industry is better equipped to handle the complexities of modern vehicle architecture. For 

technical professionals, mastering the 7-step method is no longer optional—it is a foundational requirement for 

ensuring product integrity in a global supply chain. As we move toward Industry 4.0, the integration of real-time

sensor data into FMEAs (Dynamic FMEA) will likely be the next frontier, turning these static analyses into living

digital twins of risk management.
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