Precise control, achieving excellent quality

G REFEE

* At GREFEE, a well-structured project management plan is the core of delivering excellence in every project. From RFQ to final delivery, effective project
management is the key to success.

* GREFEE aims to ensure that the mold design and manufacturing process meet customer requirements while ensuring the smooth progress of the

project.
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DFM Report (Design and manufacturing)

CSREFEE

GREAT FEELINGS

DFM report and proposal before mold design
for customers review
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Moldflow Analysis

@GREI—_EE

Mold flow report and proposal before mold
design for customer review and confirm

G)sREFEE Product model introduction

The product thickness is not uniform, the
average thickness is 5.45mm. The specific
thickness distribution as shown below.
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Gy srRerFEE Thefilling pressure of the inner sprue

Tirve Feama: 047818

free surtace defect can
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The filling pressure of the inner sprue is 0.93MPa

G S REFEE Time of first fluid arrival

The metal fluid enters the cavity in good
sequence when filling. For more information,

@GREFEE
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In the actual filling process, the temperature gradient of the metal fluid is regional, and no

metal fluid over 40 degrees (497.3) lower than the solid phase line temperature (537.3
degrees) is found in the whole cavity area. The surface quality of the casting is good.
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At the completion of filling, the pressure distribution of each position of
cavitv wall is uniform, and the filling pressure is between 61.5-59.3Mpa.
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Mold design ( 3D & 2D )

Provide 3D mold drawings to customers for confirmation
before mold manufacturing

i

Mold display
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Material Certificate

After the mould drawing is confirmed by the client, we will provide a schedule and update
the progress weekly, sharing it with the client in real-time

Offer all material certificate

GREFEE
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Standard Process of Mold Trial

AT FEELINGS

CSREFE

Meeting before Related materials: Mold Trial Plan, Mold Trial Report, Mold Trial

. Product Drawings, Core Dimension Inspection
Mold Trial Scheme, Inspection Tools, etc. Process

Project Engineer:

- Hold a mold trail kick-off meeting to assign specific tasks. Understand
the client's requirements clearly, explain the dimensional and product
surface requirements as well as precautions. Confirm the mold trial time, . . .

. Based on the material properties, set reasonable machine
materials, and the number of samp!es. . . parameters, molten aluminum temperature, cooling water
- Prepare the materials and equipment required for post-processing, temperature, and adjust supporting equipment such as
including the packaging method and packaging specifications. robotic arms

Machine parameter setting

Mold Department:

- Report the mold progress, confirm the mold completion time, and the
debugging status of each mold structure. Check the client's requirements, :

. h . . Spray the release agent, conduct a slow-pressure mold trial.
including accessories like date stamps, have been processed properly. Operate the equipment manually for more than 5 times to
Conduct pressure tests on the mold water runner as required confirm that the mold adapts to the working environment,
and adjust the number of slow-pressure injection shots

Mold Debugging

Die Casting Department:
- Get informed about the die casting equipment status, material temperature,

etc. Formal Mold Trial
- Confirm the matching information between the mold and die casting
equipment, including counter-tie rods, sprayers, part pickers, etc. Adopt the fast-pressure mode. Improve the process
L. parameters according to the product integrity to reach the
Machining Department: optimal production state and obtain the best parameters

- Familiarize with the mold trial products, understand the machining
positions according to the drawings. Apply for accessories such as tools
and fixtures, formulate the machining program in advance, and confirm the
machining radius of the machine tool.

Inspection Department: Record three complete sets of mold-making videos. Record the

- Get acquainted with the drawing information, key dimensions, and machine parameters, cooling water temperature, molten
inspection standards in advance aluminum temperature, and the operating conditions of all

- Prepare relevant inspection tools, including plug gauges and thread
inspection tools, and develop a full-size inspection report.

supporting equipment

Surface Treatment:

- Order the required raw materials in advance, understand the drawing
information, confirm the spray-masking positions and methods.

- Adjust the spraying equipment, confirm the spraying thickness, and
provide the inspection information required for surface treatment.

GREFEE PRECISION TECHNOLOGY CO.LTD



Mold Trial Report

@GREI—_EE

Record the entire process of the mold trial site. Enter all data into the system and
support the modification plan for product problem points
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Certificate of Quality for Raw Materials Aluminum Ingot Composition Analysis
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Furnace Aluminum Melt Composition Report Finished Product Composition Report
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Weigh the product with slag pocket
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Inspection Report

After the trial mold is completed, provide 3 pcs full-size inspection
reports and 3 pcs X-ray inspection reports within 3 days

Samplel

3 pcs CMM inspection report
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Project Summary Meeting

After mold trial, we will organize relevant personnel from various departments
to conduct a summary and analysis of the mold trial project
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