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Abstract 

 

Failure Modes and Effects Analysis (FMEA) it is a predictive and preventive methodology specific to non-compliance 

and risk management. The aim of this study was the application of the FMEA to improve scalding cheese quality. 

Among the steps and activities required to apply the FMEA methodology is distinguished as specificity the calculation 

Action Priority (AP) depending on the severity (S) of consequences of manifestation of nonconformities to the 

consumer, on the probability of occurrence (O) of a potential hazard for food safety and on the probability of its 

detection (D). The AP was determined for each category of identified potential hazards: physical (P), chemical (C) and 

biological (B) for all ingredients and for all stages of the technological flow for cheese manufacturing. The highest 

value of AP (360) was observed for non-compliant pasteurization of milk, for B hazards. Through AP, a quantitative 

assessment can be made of the potential food safety problems in a system, and respectively a prioritization of 

implementation of preventive actions; the results are clearly the improving of quality and safety of cheese, based on 

lowering of potential nonconformities.  
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The Failure Modes and Effects Analysis 

(FMEA) is a modern tool used in the purpose of 

identifying potential failure modes, the causes and 

effects of each nonconformity for keeping under 

control the technological processes and to improve 

the quality of finished products. The aim of this 

study was the application of the FMEA 

methodology to improve scalding cheese quality. 
For a correct application of the FMEA 

methodology, the technological process must be 

very well known, being described in the 

documentation of the food quality and safety 

management system. Normalized and pasteurized 

milk is coagulated with selected cultures 

(Streptococcus lactis, Streptococcus thermophilus 

and Lactobacillus casei) for 30-45 minutes at a 

temperature of 32-35°C. Processing the coagulum 

involves cutting and mixing it for 10-15 minutes 

until pea-sized grains are obtained, followed by 

vigorous mixing for 5-10 minutes with the mixer. 

In this way, a good dehydration of the coagulum 

mass is obtained, a process that is continued by the 

second heating to 38-40 °C, during which the mass 

is subjected to continuous mixing. After the second 

heating, the curd grains are collected and pressed 

on the bottom of the valve, after which they are 

placed in a draining seat, with shredding to favor 

the elimination of the whey. The curd is pressed 

until a humidity of 46-48% is achieved, then left in 

rooms at a temperature of 22-24°C for 

fermentation, until a pH of 4.8-5.0 is obtained, 

considered the optimal value for scalding. The 

operation specific to the manufacture of cheese is 

scalding, and it provides the cheese with those 

plastic properties such as consistency and 

elasticity, with minimal loss of dry matter or fat. 

For this, the curd is cut into slices or small pieces 

and mixed with hot water at a temperature of 70-

75°C (it can even reach 85°C), for 1-2 minutes 

with continuous mixing of the curd mass with 

spatulas, thus that the curd becomes a soft and 

elastic paste and has a final temperature of around 

55°C. To remove the water, the scalded curd is 

kneaded by hand, stretched several times and 

overlapped in layers, with the dry salting of the 

scalded curd strips. Salting can also be done during 

scalding of the curd, adding a brine with a 

concentration of 8-12%. The warm paste is placed 

in cylindrical or parallelepiped forms of different 

sizes, it is left for 24 hours with periodic turning of 

the forms, after which they are removed from the 

forms and placed on shelves in airy rooms. The 

ripening process (three months) takes place in 

spaces with a temperature of 16-20°C and a 


