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Master Production Schedule Management Procedure
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Establish the Master Production Schedule management for CLADDING-Technology-Shanxi-

Co.,-Ltd, standardize the full process management of additive manufacturing and precision cladding
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products from order reception, plan formulation, process route determination to production execution,
ensure the delivery timeliness and quality stability of flange cladding, pipe fitting cladding, steel pipe
cladding, shaft sleeve cladding, mold cladding repair and metal component additive manufacturing

products, and achieve optimal allocation of production capacity resources.

2 SEFSE [ Scope

AN P3G T T2 =) A SRR i S A A e (A TR R ST R R, R EA
PR T

This procedure applies to the production plan formulation and execution management of all

cladding products and additive manufacturing products of the company, including but not limited to:
o VEZEHEIR SN Flange cladding products

o EEHESEFEHL Pipe fitting cladding products

o HANEHELEFE M Steel pipe cladding products

o HMEEHEIES M Shaft sleeve cladding products

o TR EMEIEIEE P2 5 Mold cladding repair products

o TIG 444 Hili& 7 & TIG additive manufacturing products

o MIG #4113 = i MIG additive manufacturing products

o BREEM KM 7 Gradient material preparation products

o Mb 2R A2 1 Ak 5 IS & 2 P2 Industrial component surface strengthening and

remanufacturing repair products

3 R 5% Responsibilities

3.1 £7755E B Production Operations Department
or AR Rt S A

e Responsible for the formulation, adjustment and issuance of master production schedule
o TIHEVIAN 5 TR UE MM

e Responsible for capacity assessment and resource coordination

o TUEHEREIRER S S AL E

e Responsible for production progress tracking and exception handling

o BT A RIS SR RERLRI A 1) E

e Responsible for monthly production plan and annual capacity planning formulation

3.2 44 B &P Sales Department
o TR TS TR RAIA
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e Responsible for customer order reception and demand confirmation

o BB RATHIR G 5% 14

e Responsible for order delivery commitment and customer communication
o DU AT AE B L

e Responsible for timely transmission of order change information

3.3 BRI Z & Technical Process Department

G377 i 2 2R 5 TS G fl

Responsible for product process route formulation and process document preparation
TSR B S FORB S TZ S8 €

Responsible for key control point identification and process parameter determination
B9 LA T S HORSCHF

Responsible for process change review and technical support

3.4 JiE &P Quality Department
BT it JoE AR 1) 1) S5 R T K 2

Responsible for product quality standard formulation and inspection plan preparation
DU TT R 1] A o B M A S 9
Responsible for quality monitoring and verification of key control points

PTG AL B o R ik

Responsible for nonconforming product handling and quality improvement

3.5 R EB Procurement Department
BT MRS AR R TE RI AT

Responsible for raw material and welding consumable procurement plan execution
B 5T A IV P S A B PR R

Responsible for supplier delivery progress tracking

3.6 W &P Equipment Department
T PR A IR BRI B B

Responsible for production equipment maintenance and status management
B BTBE AR T HE Pl 5 B i

Responsible for equipment capacity assessment and fault response
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4 BB AN A EFERF Management Content and Procedures

4.1 1] BiEl 5% 5R 9 #T Order Reception and Demand Analysis

4.1.1 1] B {5 B 462 Order Information Collection
BEREIE AT R, NAE 2 AN LAEH NSRRI E BRUEE S5 A

After receiving customer orders, the Sales Department shall complete the following information

collection and confirmation within 2 working days:

| (5825 | BAANE | %0 |

| Information Category | Specific Content | Remarks |

| P2 R | PR AR RS M. ST/ ZE | Product specification, model, material,
dimensional tolerance |

| MESRER | MEIREE. HEIR R . MR EE5K | Number of cladding layers, cladding
thickness, dilution rate requirement |

| LEER | TIGMIG LZEFE. 1S HEER | TIG/MIG process selection, welding
parameter range |

| FREARUE | SPUARE . TCHA I ESR )22 e 23K | Appearance standard, NDT
requirement, mechanical property requirement |

| RATER | Ae AT AT SIS K | Delivery quantity, delivery date,
packaging and transportation requirement |
4.1.2 B 7l T F & Technical Feasibility Review

PR T ZHRMIAE 3 A TAE H e R AT AT PR, B Al

The Technical Process Department shall complete technical feasibility review within 3 working
days, focusing on:
o UG HHER T ZHIILECE
e Matching of product structure and cladding process
o BN HHEIEMRLHIH AT
e Compatibility of base material and cladding material
o SOBRAEM AR R S
e Achievability of key control points
o PR ZEOR A BE S VA

e Equipment capacity assessment for special process requirements
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4.2 F & 7= %45l Master Production Schedule Formulation

4.2.1 11445 #%1/F#f Planning Cycle
| TERISRAY | il Jo 0] | B eV ] | STAERETT |
| Plan Type | Formulation Cycle | Coverage | Responsible Department |
| FEEEFERERLR | B4 12 H | IREE 1-12 5 | 778 B |

| Annual Capacity Planning | December each year | January-December next year | Production

Operations Department |
| HEEA =181 | & 25 Bl | A 1-30 H | 477187835 |
| Monthly Production Plan | Before 25th each month | 1st-30th next month | Production

Operations Department |

| AR | AR | A 17 B AP IS E AR |

| Weekly Production Plan | Before Friday each week | 1st-7th next week | Production Operations
Department |

| HA 7484 | B H 17:00 8 | R H A5 | £ 771878 |
| Daily Production Instruction | Before 17:00 daily | Next day production task | Production

Operations Department |
4.2.2 /ZEEPFE Capacity Assessment
AP B RS R AR VR RIET, ROEAT PR REVEAL,  VPAL N A

Before formulating the master production schedule, the Production Operations Department shall

conduct capacity assessment, including:
P& T Be Vi Equipment Capacity Assessment
| BRI | PRAG R | PR TT |
| Equipment Type | Assessment Factor | Assessment Method |
| TIG HEE TAESY | A RENLRS (8] AT (a] . Z4E97 0[] | Effective working time,

changeover time, maintenance time |

| MIG HEARE T AL | A8 [a] . Bt [a] . 447 8] | Effective working time,

changeover time, maintenance time |

| LS ]G 28 | A RAEMVITE] . 27 1 £ i) 8] | Effective working time, program

preparation time |
| HACF S | Ik FHRFF IR (8] | Furnace capacity, heating and cooling time |
| HLIN T e 4% | I L LR 2% JEi ] | Machining time, clamping time |
N RAFZRETRAE Personnel Capacity Assessment
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o TIGHFILAMIFILZE: 80%

e TIG welder effective working rate: 80%

o MIGFLAMMEIR: 85%

e MIG welder effective working rate: 85%

o IEMHIGIRAE A RAEALE: 82%

e Additive manufacturing operator effective working rate: 82%
o I HRELAR: 75%

e Inspector effective working rate: 75%

4.2.3 71245 %R Planning Principles
o  EFHAMSEIE I AR OREEAS R ST R

e Customer delivery priority principle: Prioritize orders with urgent delivery dates

o LZAMMMEEIN: AR SR Z K7™ b R b

e Process similarity principle: Products with same or similar processes are scheduled together
o WARMMRERMIEN: S AR T, B E

e Equipment utilization maximization principle: Reasonably arrange equipment load to avoid

idleness
o JoT A AT SN OB ) A TR R RN ] DR

e Quality risk controllable principle: Adequate time guarantee for key control points

4.3 T2 &5 358 ¥% 5 Process Route and Key Control Points

4.3.1 F X272 T Z#52E Flange Cladding Product Process Route
| TS | TR ARR | R . | A9 2K | brifE T |
| Process No. | Process Name | Key Control Point | Inspection Requirement | Standard Time |
| O1 | TTERPPHT | FARERIAIA | HEAR S e8P EAT1 | 2h |

| 01 | Order Review | Technical requirement confirmation | Technical document completeness
check | 2h |

|02 | BERMAGLSG | M BRUEMT . SN | B 5 i A% R SRIE I | 1h |

| 02 | Base Material Inspection | Material certificate, appearance check | Material report review,
surface defect check | 1h |

| 03 | JERTHES | BN, BV AL | SO RS, TSV EERIA | 2h |

| 03 | Pre-welding Preparation | Groove machining, cleaning treatment | Groove dimension check,

cleanliness confirmation | 2h |

| 04 | TRALLH | TRAGEFE . PRIGAS R | IR &0 | 1h |
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| 04 | Preheating Treatment | Preheating temperature, holding time | Temperature measurement
record | 1h |

| 05| TIG T JEAR | JRFRHL . IS SRR | R8N KA . AR R 124 | 4h |
| 05| TIG Root Welding | Welding current, arc voltage, welding speed | Weld appearance check,

dilution rate control | 4h |
|06 | TIG 378/ | J2 IR HEXRJESE | 2 RN E . JEEEA I | 8h |
| 06 | TIG Fill Welding | Interpass temperature, cladding thickness | Interpass temperature

measurement, thickness inspection | 8h |
| 07 | MG FAKLEE | e CRURIREE . ¥ AE S | AAKERE #I 490 5% | 6h |

| 07 | Post-weld Heat Treatment | Heating rate, holding temperature, cooling rate | Heat treatment

curve record | 6h |
|08 | HLANT. | I Tk, OISR | RSN RIS LA A | 4h |

| 08 | Machining | Machining allowance, dimensional accuracy | Dimension inspection, surface

roughness check | 4h |
| 09 | FE Al | A I VE BeliohnvE | UT/MT Al AR5 | 2h |

| 09 | Non-destructive Testing | Testing method, acceptance standard | UT/MT testing, test report
| 2h|

| 10 | SZHGL | AP, RSF. PERE | 22 K056 KGR | 2h |

| 10 | Final Inspection | Appearance, dimension, performance | Comprehensive inspection,

inspection report | 2h |
| 1T ERNE | Bidrdit. bril | B2 E . AFEC | 1h|

| 11 | Packaging and Warehousing | Protection measures, marking | Packaging check,

warehousing record | 1h |
4.3.2 EHELEZAR T 2 B2 Pipe Fitting Cladding Product Process Route
| TR | TP AAR | R | A B K | it T |
| Process No. | Process Name | Key Control Point | Inspection Requirement | Standard Time |
|01 [ 1T HPPHR | HOARZRIN | BRI RN A | 2h |
| 01 | Order Review | Technical requirement confirmation | Technical document completeness
check | 2h |
|02 | BERAFRSS | A BIERT . BEJZIE | MR B A% BEJEARI | 1h |
| 02 | Base Material Inspection | Material certificate, wall thickness measurement | Material

report review, wall thickness inspection | 1h |

| 03 | MRATHES | W EEFE Y SN | A B0 RS R A | 1.5h |
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| 03 | Pre-welding Preparation | Inner wall cleaning, groove machining | Cleanliness

confirmation, groove dimension check | 1.5h |
| 04 | FRAALBE | TG BE I 501 | 2 AU JE & | 1h |

| 04 | Preheating Treatment | Preheating temperature uniformity | Multi-point temperature

measurement | 1h |
|05 | MIG TR | SRS IEHCE | RGN MEIRKE A | 3h|
| 05 | MIG Root Welding | Welding parameters, deposition efficiency | Weld appearance,

penetration check | 3h |
|06 | MIG 3SR | R IANRE . HEARFRE | TRAE M. JE AR | 6h |

| 06 | MIG Fill Welding | Interpass temperature, cladding thickness | Temperature monitoring,
thickness inspection | 6h |

| 07 | J5 5 HAbBE | AL BE AT | FAEPE 2R 105 | 5h |

| 07 | Post-weld Heat Treatment | Heat treatment procedure execution | Heat treatment curve
record | Sh |

|08 | NFLALINL | FLARME . REFE | JLAKRN . FHREER A | 3h |

| 08 | Internal Bore Machining | Bore accuracy, surface quality | Bore inspection, roughness
check | 3h |

| 09 | JoAbtksrill | frill 77 v2:i%e 4 | UT/RT k. A4k | 2h |
| 09 | Non-destructive Testing | Testing method selection | UT/RT testing, test report | 2h |
|10 | BREZATES: | LR TEREIOIE | I3RS . S HHE | 2h |

| 10 | Final Inspection | Comprehensive performance verification | Inspection report,

qualification determination | 2h |
| 11BN | WALBI . Fril | AR & ARIE | 1h

| 11 | Packaging and Warehousing | Bore protection, marking | Packaging check, warehousing
record | 1h |

4.3.3 NE K273 T 2 B54E Steel Pipe Cladding Product Process Route
| TIPS | TR ARR | SRR . | RS 25K | brifE T |
| Process No. | Process Name | Key Control Point | Inspection Requirement | Standard Time |
|01 [ 1T HPFH | FARZRAIN | BORSCAFSe B | 2h |

| 01 | Order Review | Technical requirement confirmation | Technical document completeness
check | 2h |

| 02 | BEMAEL | MBIERA . U RSE | MR . RSTREI | 1h |
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| 02 | Base Material Inspection | Material certificate, geometric dimension | Material report,

dimension inspection | 1h |
|03 [ JRFTAER | RIMTALEE . SF L | RIS WO RS | 2h |

| 03 | Pre-welding Preparation | Surface pretreatment, groove machining | Surface cleanliness,

groove dimension | 2h |
| 04 | TAKEHE | FAGE FEF ] | IR RIS | Th

| 04 | Preheating Treatment | Preheating temperature control | Temperature measurement record |
1h |

|05 | MIG HEAR | SRS B IEBCR | SRR HENR ISR | 8h |

| 05 | MIG Cladding | Welding parameters, deposition efficiency | Weld appearance, cladding
thickness | 8h |

|06 | J7Ja AL EE | AAKEHE T 2T | AAE BT 210k | oh |

| 06 | Post-weld Heat Treatment | Heat treatment process execution | Heat treatment curve record
| Oh |

|07 | HUINL | /MERSE . RIS E | /MEAEI . AR A 2 | 4h |

| 07 | Machining | Outer diameter accuracy, surface quality | Outer diameter inspection,

roughness check | 4h |
|08 | Joftkarill | ki Tridi. B SobRvE | UT Al Al & | 2h |

| 08 | Non-destructive Testing | Testing method, acceptance standard | UT testing, test report | 2h

| 09 | S &AL | L2 A PEREIGAE | KGR . A M HI%E | 2h |

| 09 | Final Inspection | Comprehensive performance verification | Inspection report,

qualification determination | 2h |
|10 | BBRNE | Bidriit. Fail | BB E . AFEICR | 1h|

| 10 | Packaging and Warehousing | Protection measures, marking | Packaging check,

warehousing record | 1h |

4.3.4 HE S KI5 T Z B4 Shaft Sleeve Cladding Product Process Route
| TS | TR ARR | R R | A SR 2K | brifE T |
| Process No. | Process Name | Key Control Point | Inspection Requirement | Standard Time |
| O1 [ 1T HAPP e | FOARESRIIN | BRI 52 MR A | 2h |

| 01 | Order Review | Technical requirement confirmation | Technical document completeness
check | 2h |

| 02 | BEMARGES: | M BUER . ROTREEE | MR RSP R | 1h |
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| 02 | Base Material Inspection | Material certificate, dimensional accuracy | Material report,

dimension inspection | 1h |
|03 [ JRFTHER | WALORY . RIS | IRIPIER A TSN | 1.5h |

| 03 | Pre-welding Preparation | Bore protection, surface cleaning | Protection measure check,

cleanliness confirmation | 1.5h |
|04 | FRAALH | FAR LS SIE | 2 s BEDI & | 1h |

| 04 | Preheating Treatment | Preheating temperature uniformity | Multi-point temperature

measurement | 1h |
| 05 | TIG HEJR | fRMRE R I KGR | JRAESN UL MoReR AT | 6h |

| 05| TIG Cladding | Low dilution rate control, precision forming | Weld appearance, dilution

rate inspection | 6h |
|06 | 455 FAGEEE | AAKEHG BE AT | AACBE R0 5% | Sh |

| 06 | Post-weld Heat Treatment | Heat treatment procedure execution | Heat treatment curve
record | Sh |

|07 | HUINL | /MERE S RIS E | /MR, AR RS2 | 3h |

| 07 | Machining | Outer diameter accuracy, surface quality | Outer diameter inspection,

roughness check | 3h |
| 08 | JoAiar U | Asr il J7 ki £ | MT/PT Al AU i | 2h |
| 08 | Non-destructive Testing | Testing method selection | MT/PT testing, test report | 2h |
|09 | RZATI | LRATERRIIE | KSR . A H8 5T | 2h |

| 09 | Final Inspection | Comprehensive performance verification | Inspection report,

qualification determination | 2h |
|10 | BN | WALBI . FRil | AR E . AFRIC | 1h|

| 10 | Packaging and Warehousing | Bore protection, marking | Packaging check, warehousing
record | 1h |

4.3.5 A/ EF 745 T Z 546 Mold Cladding Repair Product Process Route
| TIPS | TR ARR | SRR . | RS 25K | brifE T |
| Process No. | Process Name | Key Control Point | Inspection Requirement | Standard Time |
|01 [ TTEAPFE [ BT M | BOR ST e B EAE | 2h |

| 01 | Order Review | Repair scheme confirmation | Technical document completeness check | 2h

|02 | SREGTEAL | SREGRAL. IREE. YR | SREGHRE IR | 2h |
| 02 | Defect Assessment | Defect type, depth, range | Defect inspection report | 2h |

10—
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| 03 | MRATHES | SREETEPE. ST [ VSBEBTER A . SRS | 3h|

| 03 | Pre-welding Preparation | Defect cleaning, groove machining | Cleaning quality check,

groove dimension | 3h |
| 04 | THAALHE | TR B 40 | IR E NS 1d5% | 1h|

| 04 | Preheating Treatment | Preheating temperature control | Temperature measurement record |
1h |

|05 | TIG #ME | SRS HL FERIEH] | RSN JETRAS T | 4h |
| 05| TIG Repair Welding | Welding parameters, penetration control | Weld appearance,
penetration check | 4h |

| 06 | TIG HEF | MEJRJEE . FfeR | AR, FRe a4 | oh |

| 06 | TIG Cladding | Cladding thickness, dilution rate | Thickness inspection, dilution rate
control | 6h |

| 07 | S5 5 A B | AR FE AT | bR 2610 5% | Sh|

| 07 | Post-weld Heat Treatment | Heat treatment procedure execution | Heat treatment curve
record | Sh |

|08 | HLINL | RSPRE . RIEE | RPAE . AR R 2 | 6h |

| 08 | Machining | Dimension restoration, surface quality | Dimension inspection, roughness
check | 6h |

| 09 | FEHAS I | K 7572064 | UT/MT R0l A6 R+ | 2h |
| 09 | Non-destructive Testing | Testing method selection | UT/MT testing, test report | 2h |
| 10 | AR50 | ROTHREIE . PERESIE | K030 . AHEHIE | 2h |

| 10 | Final Inspection | Dimensional accuracy, performance verification | Inspection report,

qualification determination | 2h |
|1 EBRNE | st il | BB E . NS | 1h|

| 11 | Packaging and Warehousing | Protection measures, marking | Packaging check,

warehousing record | 1h |

4.3.6 [@H & 743 T Z 846 Additive Manufacturing Product Process Route
| TP | TP AAR | R | A BR[| it T |
| Process No. | Process Name | Key Control Point | Inspection Requirement | Standard Time |
|01 [ 1T HPFHH | BOARZREIN | BRI MR | 2h |

| 01 | Order Review | Technical requirement confirmation | Technical document completeness
check | 2h |

|02 | BEMAGLES: | M BRUEM] . ROTASE | MR o RSIA | 1h |

11—
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| 02 | Base Material Inspection | Material certificate, dimensional accuracy | Material report,

dimension inspection | 1h |

|03 | 2B | BRI SR | TSP | 4h |

| 03 | Process Design | Path planning, support design | Process document review | 4h |

| 04 | JRATHES | FEBUE T REAES | VRN KA | 1.5h |

| 04 | Pre-welding Preparation | Substrate cleaning, fixture preparation | Cleanliness confirmation,
fixture check | 1.5h |

|05 | FAKEEE | FAGE P | IR B0 | Th

| 05 | Preheating Treatment | Preheating temperature control | Temperature measurement record |
1h |

|06 | FEIIIE S )it | MRS H. RN . BV | AR A . RT Al | 12h |

| 06 | Arc Additive Manufacturing | Welding parameters, interpass temperature, forming

accuracy | Process monitoring, dimension inspection | 12h |
|07 | 55 FAAEEE | AL HGI BE AT | AAREE I 260 5% | 6h |

| 07 | Post-weld Heat Treatment | Heat treatment procedure execution | Heat treatment curve
record | 6h |

|08 | SCHELER | £FRTTVE. RIPTE | KERFTEKR | 2h |
| 08 | Support Removal | Removal method, surface quality | Removal quality check | 2h |
|09 [ HUINT | RSPRERE Rt B | ROTRRI . RS FZAS 22 | oh |

| 09 | Machining | Dimensional accuracy, surface quality | Dimension inspection, roughness
check | 6h |

| 10 | JEHUAS I | K 7575048 | UT/CT Al AR5 | 2h |
| 10 | Non-destructive Testing | Testing method selection | UT/CT testing, test report | 2h |
| 11| AR | LR A VERRIRIE | KSRHR T . G4 F05E | 2h |

| 11 | Final Inspection | Comprehensive performance verification | Inspection report,

qualification determination | 2h |
|12 [ BBRNE | Bt Fril | BB E . AEICs | 1h|

| 12 | Packaging and Warehousing | Protection measures, marking | Packaging check,

warehousing record | 1h |

4.4 R4 ;B I Key Control Point Management

4.4.1 FZ1EFEH) 5 5 'JE Key Control Point Classification
| Pt S | PR | T | SRR |

12



@ NETHA (WE) ERAT

Cladding Technology (Shanxi) Co., Ltd.

| Control Point Category | Control Factor | Control Method | Record Requirement |

| RS | R RINR R R IR | WS HE . SRR |
WS HOL R |

| Welding Parameter Control | Welding current, arc voltage, welding speed, wire feeding speed |

Equipment parameter setting, process monitoring | Welding parameter record sheet |
| BERE ] | PR . R R AL . PG ER | R H 3 | R IR |
| Temperature Control | Preheating temperature, interpass temperature, heat treatment

temperature | Temperature measurement, automatic recording | Temperature record sheet |
| Rt | HERERE . DRSS AL A2 | Rl AR & | RO RE % |
| Dimension Control | Cladding thickness, machining dimension, geometric tolerance |

Dimension inspection, online measurement | Dimension inspection record |
| BUEAS | SPUBTE ToA I St RE | RIS AT . R R | AR IR |
| Quality Inspection | Appearance quality, NDT, mechanical property | Inspection execution,
report issuance | Inspection report |
4.4.2 Z1BFEH I #2E K Key Control Point Monitoring Requirements
RS H I IE Welding Parameter Monitoring
o TIGHEMR: ML M ZELS%, HINHEf%E+£0.5V
e TIG cladding: Welding current deviation £5%, arc voltage deviation £0.5V
o MIG HEMR: SRR A IMZELS%, HITH R ZEETV
e MIG cladding: Welding current deviation £5%, arc voltage deviation =1V
o JRELHEEMZEL10%
e Welding speed deviation £10%
o IRLHIEMELY
o Wire feeding speed deviation £5%
15 E M Temperature Monitoring
o THARIE: BE(HE10°C
e Preheating temperature: Set value +10°C
o JRIENRSZ: & T ZERER, WZE+20°C
e Interpass temperature: Control according to process requirement, deviation +20°C
o HAUCHRIRFT. HRHCE M &IAT, fWZEE+10°C

e Heat treatment temperature: Execute according to heat treatment curve, deviation +£10°C

13—
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4.5 £ 7231 %13# 4T Production Plan Execution

4.5.1 F47=#5% TiX Daily Production Instruction Issuance
AP E A 17:00 5 FA R HAE RS, NAEGE:
The Production Operations Department shall issue next day production instruction before 17:00
daily, including:
o E7(L45 | Production task order
o T Z3HF Process document
o BRI B Material requisition form
o JHEKER Quality inspection requirement
4.5.2 £/ ERER Production Progress Tracking
| BREFIIR | RIS N | BRER T 20 | SUE B |
| Tracking Frequency | Tracking Content | Tracking Method | Responsible Personnel |
| B H B | BHAPMES ERIE N | B8, KA | A1 |

| Daily morning | Daily production task status | On-site inspection, query | Production

supervisor |
R | M B R | B RGE | A |

| Daily afternoon | Daily production progress, abnormal situation | On-site inspection, query |

Production supervisor |

|BERER | TR ZE B oL T TR R | B b, U0 | A risE & |

| Weekly summary | Weekly plan status, next week plan adjustment | Data analysis, meeting
communication | Production operations manager |
4.5.3 Z 5458 Abnormality Handling

A R A I DA R AR GO, NSZ RS B R A BEAR T

When the following abnormalities occur during production, the abnormality handling procedure

shall be initiated immediately:

o W% HE Equipment failure
o FFELJEEE Material shortage
e JiiE [ Quality problem

o A GUEE) Personnel absence

o L Z5% Process abnormality
FH AL HFE Abnormality Handling Process

1. 5% K545 Abnormality detection and reporting

14
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524 IR R 43 #T Abnormality cause analysis
L3 77 24152 Handling scheme formulation
AbPETT Z AT Handling scheme execution
AL PR 25 L I0F Handling result verification

T 15 4 Jiti 1) '€ Preventive measure formulation

A T

4.6 7+ XA Plan Adjustment

4.6.1 712 BAH R S Plan Adjustment Trigger Conditions
o T HAFE Customer order change

Pa%,

o WA S 7§82 Equipment failure causing capacity change

o FARMILN 7% Material supply abnormality

o JiE M S #0R T. Quality problem causing rework

o XTI H4A A Urgent order insertion

4.6.2 11X FEFHIRER Plan Adjustment Approval Authority
| VREESE AR | MR | B AR | AR |
| Adjustment Type | Adjustment Magnitude | Approval Authority | Approval Time Limit |
| BRI E | AT B <3 R | AP ia B AT | 4 /T |

| Daily plan adjustment | Single order delivery change <3 days | Production operations manager |

4 hours |
| A TR | BT B IAAR <7 R | AP R | 8 /N |
| Weekly plan adjustment | Single order delivery change <7 days | Production director | 8 hours |
| HTERIHEE | AT AT AR <15 K | B | 24 /N |

| Monthly plan adjustment | Single order delivery change <15 days | General manager | 24 hours

5 IS B &% Supervision and Assessment

5.1 THXI5X B ZEE#% Plan Achievement Rate Assessment
| Az fehn | THEAX | BAME | B |

| Assessment Indicator | Calculation Formula | Target Value | Assessment Cycle |

| T HEIR S AT A | HEIRASATIT BB ST 5 K< 100% | 295% | L |

| Order on-time delivery rate | On-time delivered orders/Total ordersx100% | >95% | Monthly |
| THRIE e | 9B 5e = B/ oI HE < 100% | >90% | H FE |

15
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| Plan achievement rate | Actual output/Planned outputx100% | >90% | Monthly |
| BRI | SEBRAE ML (/7 AR LI 1< 100% | >75% | FE |

| Equipment utilization rate | Actual working time/Available working timex100% | >75% |
Monthly |

| IR B | — IR A By B A < 100% | >90% | I |

| First-time inspection pass rate | First-time pass number/Total inspection numberx100% | >90%
| Monthly |

5.2 Z155 R M A Assessment Result Application
o AEERERMNII GRS

e Monthly assessment results are included in departmental performance evaluation

o ELL=AHRIERR, JA3hT Tt

e [ftarget is not achieved for three consecutive months, special improvement is initiated
o TG TRE LD

e Outstanding departments are commended and rewarded annually

()}

MW Supplementary Provisions

6.1 38 3% 344 Related Documents

o AP I Production Management Procedure

o [ Z2E M| Process Management Procedure

o JREALGAE EEHIFE Quality Inspection Management Procedure
o WA HH|E Equipment Management Procedure

o GitE HHIE Warehouse Management Procedure

6.2 8% 23 Related Records

e A LIF Master Production Schedule

o 4 {E45 5 Production Task Order

o L& Process Document

o RESHIC K Welding Parameter Record Sheet

o M5k 3R Temperature Record Sheet

o JUsIAEME S Dimension Inspection Record

o I H 1Y Inspection Report

o AEyPHEEERERZR Production Progress Tracking Sheet
o SFHALFEILFF Abnormality Handling Record Sheet
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o TR AL Plan Adjustment Approval Form

6.3 &1 2% Revision History
| RS BT H I BT BTN | EHEN |
| Version | Revision Date | Revision Content | Revised By | Approved By |
| A/0|2024-01-01 | EXKAR | L= B | 4 H |
| A/0 | 2024-01-01 | Initial release | Production Operations Department | General Manager |
4t Prepared by: 27712 5 Production Operations Department
H % Reviewed by: £/ & i Production Director
fit7E Approved by: 1 2 ¥ General Manager
A2 H 3 Effective Date: 2024 4 01 /] 01 H January 1, 2024
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