Precise control, achieving excellent quality

>>>BORN FOR GREAT FEELINGS<<<

* 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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Packaging information, Size, Weight, Package method... GREFEE PRECISION TECHNOL Y CO.LTD

Customers approve mold production, project specialist confirm transport mode
Approve Mold trail sheet, video, parameters, and pictures, parts dimension report (



DFM Report (Design and manufacturing)

DFM report and proposal before mold design for
customers review and confirmation

.E.H.E.FE...E 1.0varview of castings

Cuatomer: | Froject Name
hﬂ Trpe: ll:'J 1] ::-: ey Ffd'l - |.'|
 Part ame: | T NN | Sarface finisk: | WTIEE Inserts Location
Tosmags | Mold Sarwcture | 1. 200
GREFEE Zreae

6. Epeciion localion

. Ejecor nleava: DFDS .

L Epsctes sieave: DASDRI.

. Eppcnes pin: DAE .,
) Epcior pini DEME,
P L

Parting line

GREFEE 3. Gale location & tpe

Gate location

Surface finishing

Lifter line

. wWall thickness and Angle drafl anabyee
Wall thickness and

Angle draft analyze ' ‘
3 0 i

GREFEE PRECISION TECHNOLOGY CO.LTD

Slide line




Moldflow Analysis

G SREFEE

Mold flow report and proposal before mold
design for customer review and confirm
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Mold design ( 3D & 2D )

With all 3D mold drawings completed, the mold designer performs a self-check according to customer requirements.
The drawings are then submitted to the mold manager for review. Finally, the approved 3D drawings that meet
customer specifications are sent to the client for confirmation

Cavity Side |u

GREFEE PRECISION TECHNOLOGY CO.LTD



Mold Review Meeting

@GREI—_EE

The final mold review is conducted based on product drawings and machine specifications to ensure
the mold meets customer requirements. Additionally, an evaluation is carried out with various
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departments to ensure both mold quality and delivery timelines are met
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Ejection
analysis
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analysis

Mold safety

Machine
matching

Delivery
assessment

Analyze the product based on the product review form, including draft
angles for appearance, insert positions, ribs, and other draft angle issues

Understand material details through DFM and mold flow analysis,
assessing density, flowability, and mechanical properties to proactively
avoid potential production issues

Ensure mold meets production needs, confirm wall thickness, and
address issues like shrinkage or air traps, notifying the client

Discuss mold structure, assess core material, strength, stroke,
and surface hardness requirements

Choose suitable materials based on mold lifespan and surface
requirements, and decide if steel needs hardening

Select gate position, type, size, and components like pins and pull
rods. Discuss potential issues like deformation, shrinkage, air traps,
and pressure

Select mold temperature based on material, discuss coolant layout,
distance from product edge, size, and details, including sealing tests

Assess ejector pin layout, size, ejector plate position, stroke
interference, material choice, and potential issues like pin height,
deformation, and balance

Core programming and machining staff attend to optimize structure,
reduce machining time, lower costs, and ensure part interchangeability

Include A/B plate switches, ejector plate reset switches, stroke,
inclined ejector, and hydraulic cylinder reset devices

Confirm mold size matches machine requirements, including
nozzle type, positioning ring specs, SR, ejector plate return, pin
position, and thread size

Develop a machining plan based on customer requirements and
internal scheduling, reserve equipment, confirm processing cycle,
and submit a detailed progress schedule to the client

GREFEE PRECISION TECHNOLOGY CO.LTD



Weekly schedule report

@GREI—_EE

Must to be provide weekly schedule report to customer
check all processing every week
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G REFEE

Kl
prl\e/lr?;?gtéi]cl)n Confirm material code and type, check masterbatch code and ratio, and ensure the machine hopper is clean
. Mold Confirm mold number, check alignment with machine components such as positioning ring, nozzle, terminal
Pre-MoIdlng preparation box, and SR. Inspect special mold features like manual inserts and core pulling mechanisms
Preparatlon Machine Ensure no interference between machine and mold, ejector pins match, clean hopper, and check supporting
preparation equipment
Others Check drawings, samples, and inspection tools, and understand drawing requirements and critical dimensions
1. Pre-installation Check - Check machine 58S, verify positioning ring, ejector pins, terminal box, and mold
Mold appearance. Only proceed with mold installation if everything is in order
setting 2. Post-installation Testing-Test machine clamping force, adjust locking force, check cooling or heating systems,

and preheat the mold
1. Mold Opening - Check for issues like mold compression on the parting line during normal mold opening

Structure 2. Ejector Test-Confirm ejector pin position, check ejector plate function during mold opening and closing,
test adjust ejector force and stroke, verify ejector cycles, and check for interference with other components

3. Structural Test-Confirm the action sequence of special structures like stroke and inclined ejector, and check
for interference with the machine

1. Mold Setup-Complete mold parameter recording and ensure no air trap or other issues

Parameter 2. Parameter Adjustment-Adjust injection speed, position, pressure, etc., based on product shape

Trial Molding setting 3. Fi.nal Adjustmen.t-Once prodyct integrity is gonfirmgd, adjgst mold tem'peratu.re, inject?on pressure, speed,
cooling time, and find the holding pressure switch point. Verify product dimensions on-site

4. Automation Setup-Adjust robotic arm and other supporting equipment parameters to achieve automated

production

Steps

1. Material Recording - Record trial material code, baking time, and material temperature

Record 2. Injection Process Parameters-Fill out the injection molding process card and record core parameters of
Data saving | the injection equipment and supporting devices
3. Quality Control-QC inspects the product as required, saves samples for reinspection, and submits the
report to the client for confirmation

1. Pre-removal Check-Inspect and photograph key areas such as the mold parting line, structure, and hot runner,

ensuring no damage to internal and structural parts
Off mold : : : : :
d test 2. Pre-removal Preparation-Drain cooling water from the mold and apply rust prevention treatment to moving parts
and tes 3. Machine and Equipment Cleanup-Clean the machine, wash the screw, sort waste materials, return supporting

equipment like mold temperature controllers to designated areas, and move the mold to the designated holding
area GREFEE PRECISION TECHNOLOGY CO.LTD



Post-Testing Control Process
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Mold pre- shipping process

We need to make sure everything are going well in customer side, so after customer confirm samples, we
will make 4 hours dry run to test mold running status and open mold to check all components after
finished.We have a good packing for mold and parts for shipping, clean and safe
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Post-4-Hour Test-Take photos of the core areas and submit them to the client for confirmation Cavity & Core CMM Inspection Report
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Test & Package

Clean all parts, check for potential damage risks, and replace any defective components.
Ensure backups are available for critical parts such as nozzles, springs, seals, special
ejector pins, seals, and extended nozzles

e

Install Nameplate and Install Lifting Tool Vacuum Packaging

Junction Box
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