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High-Level Problem Definition
Low productivity when extruding alloy 6082.

+ A process scrap section is discarded after every fifth billet, but it
is not measured or recorded.

» The use of a non-optimized final extrusion length results in
increased process scrap.

» Lack of accurate information on the customer's required finished
product length, preventing optimization of the extrusion length.

Low Yield
Profile Initial Yield (Jan 2025) (%)
8231 56%
1857 43%
6188 65%
5747 62%
9723 42%
9258 65%

3332 73%
9273 57%
9544 57%

8327 59%

The objective is to increase the yield shown above by

optimizing the cut length of the selected extruded profiles.

In 2024, 9% of all profiles produced at ALCOMET were extruded
from 6082 alloy.

PasnpeaeneHue Ha cnaasuTe B 06LW,0TO

npoussoacTeo 3a 25MN npeca
9%

m 6082

B [Ipyrn cnnhasu

This study focuses on improving the efficiency of 6082 alloy
profile production on an 8-inch aluminum extrusion press
with a 25 MN pressing force. These 6082 alloy profiles
account for 34% of the total annual production on this
press, as shown in the chart below.

Cnnas 6082 Ha 25MN npeca npe3 2024r.

W [lpyrn npoduam ot cnaas 6082
(kg)

B Mpodunn, nsbpaHu 3a NpoeKkTa
(kg)
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KpaiHa Gb/AKHWHA OT KAWeHT
Based on our analysis, 10 profiles were selected for the project. crapo —
These profiles were selected because they account for 34% of the npoGun kpaiira ALmitHa Acbus | crpan |, | saroroska
annual production of 6082 alloy profiles. f;;; gggg Zg: ‘;;: ﬁgz igg
The average yield of the profiles included in the project was 58%. 6188 3500 65% | 35% | 1372 1136
By the end of March 2025, we aim to achieve the target yield of o747 2000 62% | 38% | 1289 1050
° 9723 4000 42% 58% 475 a84
65.8%. 9258 3000 65% | 35% | 962 1162
3332 3000 73% 27% 988 1210
9273 3000 57% 43% 1195 1144
9544 3000 57% 43% 1195 1156
8327 6395 59% 41% 870 1126

CpepneH paHpemaH

The objective of the project is to determine the optimal
final cut length for customer orders in order to prevent
the disposal of approximately 100 tonnes of extruded
aluminum.

Jan-25

TEKYLLOTO CHCTOAHWE Len
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LEAN 6G 3. Team building
Names and duties of people

*Ertan Adilov | Interpreter
Meeting dates:

e wnNeE

13.02.2025
05.03.2025
20.03.2025
25.03.2025
06.04.2025

*Tefik Fuchidzhi / Production Area
Manager

-Batuhan Anar / Production Engineer

*Tundzhay Redzheb / Production Area
Manager

Team photo
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4. Current state analysis

Establishing the facts Gench genbutsu):

Why is the billet being dlscarded’?
Because the final cut length of the profile is not optimized for the extrusion press.

*Why is the cut length not optimized?
Because we do not know how the customer uses the profile.

*Why don't we know how the customer uses the profile?
Because the discarded scrap is not recorded in the system, so the opportunity for improvement has gone unnoticed.
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4. Current state anaIyS|s

OLD

995 mm x 6 = 5,970 mm 6,350 mm - 5,970 mm = 380 mm (Scrap)

NEW

1,270 mm % 5 = 6,350 mm 6,350 mm - 6,350 mm = 0 mm (Scrap)
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KpalHa OBMMUHA OT KNHUEHT KpaiHa AbAXUHAa Hali-nogxogawa
Crapo Hoeo
KpaiiHa Ab/uKmHa 3aroToBKa KpakHa gbmKuHa 3aroToBka
npodun I/ nobue | ckpan | HeTo Kr/fy I/ npodun I/ nobue % | ckpan % HeTO Krfy I/
8231 4000 56% 44% 1389 885 8231 3500 69% 31% 1768 1260
1857 3800 43% 57% 1155 995 1857 3000 54% 46% 1488 1260
6188 3500 65% 35% 1372 1136 6188 3800 B68% 32% 1429 1260
5747 3000 62% 38% 1289 1050 5747 3800 75% 25% 1429 1260
9723 4000 42% 58% 475 984 9723 3500 63% 37% 652 1260
9258 3000 B65% 35% 962 1162 9258 3400 B68% 32% 1006 1260
3332 3000 73% 27% 088 1210 3332 3200 75% 25% 1005 1260
9273 3000 57% 43% 1195 1144 9273 3500 61% 39% 1281 1260
9544 3000 57% 43% 1195 1156 9544 3500 61% 39% 1294 1265
8327 6395 59% 41% 870 1126 8327 3950 64% 36% 0948 1275

The table above compares the situation before the improvement activities with the target
state after implementation. It demonstrates the impact of optimizing the final cut length of
the profiles on both the scrap rate and hourly production output.
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No CTbNKM Ha NpoekKTa 1 2 3
1 |M360p Ha npobaem #®
2 |MocTasaHe Ha uen %
3 |M3rpaxpgaHe Ha ekun #
4 |AHanu3 Ha TeKyLLOTO CbCTOAHME %
5 |MnaH Ha npoekTa $
6  [AHanu3 Ha NMbPBONPUYNHHUTE #
] |llpunaraHe Ha peLleHKATa
8  |KOHTpON Ha LenTa-pesynTaTute %
9 |CraHgapT13aLms %
10 |Pa3npocTpaHeHue |
A project timeline was established to define when the required actions would be implemented.
Project progress was regularly monitored during meetings with the responsible team members.
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MeTop,

Crpan, KoiTO He ¢ caegH
{ B cucremara)

Mpoiec, KOHTO He c& cABAM

MaTepuau

HenpagHAHO HIHMHCARBAHE HA
napaMerpHTe

He ce npaen nogobpeHne

HuCcBbK mponeHT

PaHIeMAH H BHCOK

OrpaHmyaBaHe Ha
BEBREZMOFEHOCTHTE HA
MAallHHATa Nopajgn
TEXHONOrHYHHTE NapaMeTPE

Junca Ha TOYMHO NO3HABAHE Ha
BLIMOAHOCTHTE HA MAalUHHATA

MawuHa

nﬁhﬂ}"l ABAHE Ha HETOYHA
uHdopMaLlA OT KAHEHTA

NPOUEHT CKPan npH
NPOH3BOJACTBOTO Ha
npodHIH OT CIIAB
6082

JaraMe Ha HeTOUYHH
AAHHH Ha NpoN3B0ACTBOTO

Xopa
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7. Implementation of solution

MNAH 3A NPUNATAHE HA NPOTUBOAENCTBUA

NO | bPBOMPUYMHA NPOTWBO/ENCTBYE OTTOBOPHMK DATA NOACHEHMA
1 Hucka egervsHocr or AHanu3 Ha npoduauTte ot cnnas 6082. TeQuk Qi'bHM,D,)KM, 06.01.2025
cnnas 6082 TyHaKan Peayxed
CKpan OT 3aroTOBKMY,
2 |KOWTO He e bun AHanu3 Ha 3aroToBKMUTE batyxaH AHap 06.01.2025
aHaM3MpaH
HeedeKTnBHM KpaiiHn |[pensyncaaBaHe Ha KpailHa AbAXWHA Ha
3 |ab/KuHM Ha npoduna |npoduna, nofobpaBaHe Ha edeKTMBHOCTTA Teduk bungku 07.01.2025
Cnopez npecara MY 1 0500PABAHETO My OT KIMEHTA
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Based on the study, several of the selected profiles have
already been produced. The table below shows the
productivity improvements achieved as a result of the
optimized production. The remaining profiles will be
manufactured as customer orders are received, and their
productivity will continue to be monitored. As shown in the
table, productivity is demonstrating an upward trend.

68.00%
66.00%
64.00%
62.00%
60.00%
58.00%
56.00%
54.00%
52.00% r

CpeaeH paHgemaH

65.80%

59.37%

65.80%

65.80%

65.45%

HAYANO TEKYLLIO TEKYLLIO R
Mpodmn lyield Jan-25 CbCTOSIHYUE yield | CbCTOSIHUE yield LEN (%) s p(Kr) L
(%) Feb-25 (%) Mart- 25 (%)

8231 56% 61.37 68.03 69 11936
1857 43% 53 55.75 54 11482
6188 65% 66 - 68 1308
5747 62% 64.7 76.22 75 3596
9723 42% 50.53 63.31 63 54775
9258 65% - - 68 15421
3332 73% - - 75 3809
9273 57% 58 - 61 3431
9544 57% - - 61 5234
8327 59% 62 63.94 64 3620

114610
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As part of the improvement initiative, dedicated Standard Operating Instructions (SOIs) were developed for the selected profiles.
During the production of these profiles, operators will follow the operating instructions stored in the production system.

F.8.03.02-12 ®OPMYISIP OT UHTErPUPAHATA CUCTEMA ALCONIET
e Texwonorw rapra sa JR—
Mpodun Ne: 500-9723
KnuneHTtckm Ne: Kg/m 9.04 Cnnas/CbcroaHue: 6082/T6
1.NPECOBAHE CnUceLK Ha
—_ ALCOMET
peca: g OnepayMoHHKUTE
Merouie BNGHORNN Moo KNGS CREATING SUSTAINABLE FUTURE TOGETHER KapT
3arotoeka____ ¢ 460 Konteimep _ _ 430-450
= e — = P — TS MNpeca Cnnae NpodmunNo | Nata Ha nycKaHe
3. AbNXUHU
Kpaiina gbmxusa, mm_ 3500 Mpepgen kpait, mm___ 2700 | 3arotoska, mm 1270110 | 25 M N 608 2 8 2 3 1 08 W 0 1 W 292 5
e e e —— 25 MN 6082 1857 | 13.01.2025
B e 25 MN 6082 6188 | 13.01.2025

25 MN 6082 5747 15.01.2025
25 MN 6082 9723 17.01.2025
- e e R e 25 MIN 6082 9258 21.01.2025

2. KpaitHa AbmkuHa

e 25 MN 6082 3332 | 22.01.2025

3. Mpo6onoaroTroska

L L 25 MN 6082 9273 | 23.01.2025
pos va pon JNIIE Bpoi penose X 25 MN 6082 9544 24.01.2025
25 MN 6082 8327 24.01.2025

AckoHa - oT 1Ba, Bcsika 10Ta n nocnegHa
MetoA saroroeka

PasTernsne %

Makpo aHanms:

OTrosopeH OIS
Pe" nPECLOP

Mokasaten: Paamepu

Mokasaten: MoBBLPXHOCT MeTon BuzyaneH
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NJ1AH 3A PA3IMNMPOCTPAHEHUE

CraTyc Ha pa3npocTpaHeHue

No MpunoxxeHu peincreua Moxe nn pa ce
- - Ako AA, Kvpe? OTroBOpHUK Cpok
pasnpocTpaHu
1 LLle npomeHMM dUHANHATA Ab/KMHA. [a 18 MN TyHaxKal Peaskeb 30 AHN

We plan to apply the improvements implemented on the 25 MN extrusion press to selected profiles produced on our 18 MN
press. By optimizing the final cut length of these profiles, we aim to reduce the number of billets discarded as scrap and

further improve productivity.
Due to ongoing investments and construction activities in the extrusion department, the current rollout will be limited to

the 18 MN press. In the future, we plan to extend the project to our new extrusion presses to further increase the overall
productivity of the department
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MNpoBepoyeH nucTt no 58

Basoa: | Ankower sorma_ | npeca 2500 fata 17.01.2025
O/:MTOp:l C. Hewescku 1S 2S 3S 48 58 O6LLO - Makc. 100 T.
060 To4KM 10 5 7 0 0 22
Bp. Bunpocu 5 5 5 5 5 25
CpeaHo Toukun 2.0 1.0 1.4 0.0 0.0 0.9
HeviHoctn no 1S - COPTUPAHE 01 4 |3a6.
1.01  Ha paBoTHOTO MSICTO Ce HamupaT camo HyXHuTe martepuwanu, Hall, n ap. Matepuanu, kouto | 2
He ca Hy>XHU 3a Tekyuiata paboTa ca oTcTpaHeHn OT paboTHOTO MACTO.
1.02 Ha paboTHOTO MSICTO C€ HaMUpaT CaMo HY>XHUTE UHCTPYMEHTM, NPUCNOCOGNeHusA 1 Ap.n. 2
VIHCTPYMEHTU, KOUTO He Ca Hy>HM 3a TeKyuwata paboTa ca oTcTpaHeHu OoT paboTHOTO MACTO.
1.03 Ha paboTHOTO MSICTO ce Hamupa camo HeobxoaAMMOoTO o6GopyAaBaHe. MalvHKu, cTenaxwu, 3
wkadhoBe, Macu 1 Ap. KOUTO ca N3Neanu ot ynotpeba nnu HeHy>XHU 3a TeKyLLIOTO
MPOM3BOACTBO Ca OTCTPaHEHU OT PaGOTHOTO MPOCTPAHTCBO.
1.04 Ha paBoOTHOTO MSICTO Ce Hammpa camo HeobxoauMaTa AoKyMeHTaums (BK. uHdopmauus no | 3
Tabnara). OCTapenu unu HeHy>xHU Aoknaau, Genexku, obsiBy, aduiun 1 Ap. Ca OTCTPaHEHN.
1.05 B cTaHaapta no 5S (pab. uHCTpykuus/cxema 1 np.) 3a paboTHOTO MACTO ca AeduHMpaHn 0 x
BCUYKN HY)XHU NPEAMETH 3a MACTOTO
OeviHoctu no 2S - CUCTEMHO MOOPEXOAHE 0|1 4 | 3a6.
2.01 TMpoxoauTe ca siCHO UAeHTUMULIMPaHN U HesanpeyeHn. Naxoaute ca ScHo AedrHUpaHn n 2
HesanpeyeHu.
2.02 MecTaTa 3a BCUYKM NpeaMeTH - € SICHO AiethHMpaHo, o4epTaHo U MapkMpaHo no pas3tupaem | 0 | x
HauvH. (mpedmemu ro rnoda - kyTum, Hall, MaTepuany, KONuYKK, NOYMCTBALLM CPeACcTBa,
naneTun 3a CTPYXKN U Ap.; npedmemu 1o dpyau Mecma - UHCTPYMEHTH, CTEeNaxmu 1 np.)
2.03 KonuuecTtsaTa 3a maTepuanmu, kKoHcymartuseu n Hall ca sicHo aedmHUpaHn, ovepTaHm n 1]
HaancaHu.
2.04 TllocTaBeHu ca eTUKETU U HaanucK 3a matepuanu, H3M, MalwuHKW, yd4acTbUu, NasuLm u np. 0| x
2.05 JAokymeHTuTe (BKN. MHcbOopMauwmsa no Tabnara) ca YeTMBO HaAMUCaHN N UMaT ACHO 3
AeUHUPaHO MACTO.
OeviHocTu no 3S - CUAVHA YACTOTA 01 4 | 3a6.
3.01 MMoposeTe ca YNCTU OT MPBLCOTUSA, Npax, OTNaAbLK, KOMNOHEHTU, ONaKoBbYEeH MaTepuan u 1 x
Ap. MapkvpoBkuTe no noAa ca B 406PO CbCTosiHMe. CTeHuTe, NperpaauTe, KOMoHUTe, ca
4ncTU.
3.02 MawwuHUTe ca YMCTU OT Npax, Macno, MpPLCOTUA 1 Np. (paBGoTHU NNOTOBE, Kanauu, CTONKU ¢ | 2
mMaTtepuanu n ap.)
3.03 Bcwuuku npeameTy - paGoTHM MacK, KyTUM, KyTUWU, KON, MHCTPYMEHTH, U Ap. Ca YUCTK, 2
He ca paskbCaHu unu nospeaeHn. Te ca NoapeaeHn No MecTarta cu.
3.04 [okyMeHTWUTe ca 41CTH, He ca NOBPEeAeHW, N Ce CbXpaHaBaT Ha MecTaTa cu. 2
3.05 Marepnanure n KOHCYMaTUBHTE 3a NOYMCTBAHE CE CbXPaHSIBAT HA TOYHO orpeaeneHo 0fx
MSICTO C MOAXOASILLA MaPKMPOBKA 1 Ca NIECHO AOCTbITHW MPpY HyXAaa.
OewnHoctu no 4S - CTAHOAPTU3VPAHE 01 4 | 3a6.
4.01  Wma rpadhmk, KOATO Nokassa Bpeme, 4ecToTa 1 OTFOBOPHOCTM 3a NOYMCTBAHETO Ha 0| x
MalmHUTE, cTenaxu, paboTHOTO NPOCTPAHCTBO 1 Ap.
4.02 Wma rpadmk, KOATO Nokasea Bpeme, 4ecToTa 1 OTFOBOPHOCTM 3a OTCTpaHsiBaHe Ha 0| x
oTnagbuuTe OT NPOU3BOACTBOTO.
4.03 BwbBeaeHu ca npeBaHTUBHU MepPKM 3a cnasBaHe Ha 5S uanckeaHuaTa (Hanp. Cuctemn 3a 0| x
CBLEMPaHe 1 OTCTPaHsIBaHe Ha OTNaAbUW - KOHTEAHEPU, KyTUM 1 Ap., )
4.04 Pesynrartute oT OAWT Ca NOCTaBeHW Ha BAVMMO 3a Lienuvs eKun MACTO. 0 x
4.05 ToukuTe 3a noao6peHme HaGenssaHn Ha NPeaxoaHUst OAUT ca U3MbIHEHW. 0| x
OenHoctn no 5S - CAMOONCLINITIMHA 01 4 | 3a6.
5.01 TMMpeacTtasuten Ha MeHMAXMBHTa € yyacTsan B eiHocTuTe no 5S kaTto oavTop, unu B 0| x
ApYTV AerHOCTU Npes nocneaHus 1 meceu.
5.02 EkunuTe (CMeHWTE) C Haii-ronsim NpuMHoc B ieHocTuTe no 5S ce otnuyasar. 0| x
5.03 3a peiHocuTTe Mo 5S ce oTAEnaT AoOCTaTbYyHO BpeMe un pecypcwu (Hanp. OnpeaenerHo 0| x
[HEeBHO/CeAMWYHO BpemMe 3a noyvcTeade, 5S nuaep v Ap.)
5.04 Bcwuuku onepaTtopw, NUAepU Y HavanHuuM nMaT 3aja4qv 3a uanbrHenve no 5S B pamkute Ha 1| 0| x
ceamvua.
5.05 Ekvina cTapTypa UHULMaTUBM 3a Noao6peHns Ha paGoTHOTO MSICTO, KOUTO He ca 0| x
onpeaenexn B 5S ogura.

AFTER

MNMpoBepoy4eH nucT no 58
3aeoa: | Ankower sora: | npeca 2500 Aata 08.04.2025
Oaurop:| C. Hewescku 1S 2s 3s 48 58 O6Lo - Makc. 100 T.
06110 TouKN 13 10 11 0 9 43
Bp. Bunpocu 5 5 5 5 5 25
CpeaHo Touku 2.6 2.0 2.2 0.0 1.8 1.7
HeviHoctn no 1S - COPTUPAHE 0[1|2[3]4]3as.
1.01 Ha paboTHOTO MACTO Ce HamupaT camo Hy>XHUTe maTepuanu, Hal, n ap. Matepuanu, kouto | 3 x
He ca HyXHK 3a Tekylara paboTa ca OTCTPaHeHM OT PaGoTHOTO MACTO.
1.02 Ha paGoTHOTO MSICTO Ce HamMMpaT Camo HY>XHUTE MHCTPYMEHTU, NpUcrnocoGneHus 1 ap.n. 3 x
VIHCTPYMEHTU, KOUTO He Ca Hy>KHM 3a Tekyliata paboTa ca OTCTpaHeHn OT paBGoTHOTO MSICTO.
1.03 Ha paBGoTHOTO MSICTO Ce HamMpa camo HeobxoaMMOTO oGopyaBaHe. MaluvHW, cTenaxwu, 3 x
wkadoBe, MacK 1 1p. KOUTO Ca U3NE3Nu OT yrnoTpe6a Ui HEHyXKHI 3a TEKyLLOTO
NPOU3BOACTBO Ca OTCTPAHEHM OT PaBOTHOTO NPOCTPAHTCEO.
1.04 Ha paGOTHOTO MSICTO Ce Hamvpa caMo HeoGxoauMaTa [AOKYMeHTauus (BKi. uHdgopmaumsi no | 4 x
Tabnata). OcTapenu unn HeHyHu aoknaau, Genexku, o06asun, acdun 1 Ap. ca OTCTPaHEHW.
1.05 B cTtaHgapTa no 5S (pab. nHcTpykuus/cxema u np.) 3a paGoTHOTO MSCTO ca AedrHUpaHn 0fx
BCUYKN HYXXHMI NPEAMETY 33 MSCTOTO
HewHoctn no 2S - CUCTEMHO MOAPEXOAHE 0/1]/2[3|4|3a6
2.01 MpoxoauTe ca SACHO MAEHTUMMLMPaHN 1 He3anpeYeHn. Maxoaute ca sicHO AedHUPaHn n 2 x
HesanpeyeHu.
2.02 MecTarta 3a BCM4YKU NpeaMeTH - € sICHO AedUHUpaHo, o4epTaHo U MapkupaHo no pasbupaem | 2 x
HauvH. (mpedmemu ro rnoda - kyTun, Hal, maTepuanu, KONuykM, NoYncTBaLLUM CpeacTBa,
naneTu 3a CTPYXK1 U Ap.; npedmemu rno dpyau Mecma - UHCTPYMEHTU, CTENaXM 1 np.)
2.03 KonunyectBaTta 3a matepmanu, KoHcymaTmem u Hall ca AacHo aeduHnpaHn, ovyepTaHn n 1| x
HaznucaHu.
2.04 TllocTaBeHu ca eTUKeTM U Haanucu 3a matepuanu, H3MM, MawuHn, y4acTbun, NaBuum 1 np. 1 X
2.05 [OokymeHTuTe (BK. MHGOPMauus no Tabnata) ca YeTNNBO HAANMCaHN U UMAT SICHO 4 x
AedUHIPaHO MACTO.
OeiHoctu no 3S - CUAVHA YMCTOTA 0[1]2]3]4]zas.
3.01 MopoeeTe ca 4MCTM OT MPLCOTYUSA, Npax, OTNaAbLW, KOMMNOHEHTU, ONakoBbYeH MaTepuan 1 2 x
ap. MapkupoBkuTe no noaa ca B 406po CbCTosHME. CTeHUTe, NperpaanTe, KONMoHUTe, ca
uncTu.
3.02 MawmH1UTe ca YMCTK OT Npax, Macno, MpbCoTUa 1 Np. (paboTHK NnoTose, kanauwu, CTolkn ¢ | 3 x
maTepuanv v ap.)
3.03 Bcudku npeameTv - paGoTHU MacK, KyTuM, Ko, MHCTPYMEHTH, U AP. Ca YMCTU, He ca 2 x
paskbcaHu unu nospeaeHu. Te ca NoapeaeH No MecTara cu.
3.04 [oKyMmeHTWTe Ca 4MCTu, He Ca NOBPEAEHW, N Ce CbXpaHsaBaT Ha MecTaTta cu. 4 x
3.05 Martepmanure u KOHCyMaTUBUTE 3a NOYMCTBAHE Ce CbXpaHaBaT Ha TOYHO onpeaeneHo 0 x
MSICTO C NOAXOAsILLA MAPKUPOBKa U Ca NTECHO AOCTBLIMHU NpU HyxXaa.
HOewnHoctn no 4S - CTAHOAPTUSVPAHE 0|1|2|3]|4]3as.
4.01  Wma rpadmk, KOMTO Nokassa BpemMe, HecToTa U OTFOBOPHOCTU 3a NOYUCTBAHETO Ha 0 x
MaluvH1Te, CTenaxw, PaGoTHOTO NPOCTPaHCTBO 1 Ap.
4.02 Wwma rpacdmk, KOMTO Nokassa Bpeme, HecToTa U OTFTOBOPHOCTU 3a OTCTpaHsiBaHe Ha 0| x
oTnagbUMTE OT NPOM3BOACTBOTO.
4.03 BbBeaeHV ca NpeBaHTUBHM MepPKM 3a cnassaHe Ha 5S naucksaHusTa (Hanp. Cuctemn 3a 0 x
Cb6urpaHe 1 OTCTPaHsIBaHe Ha OTNaAbLUM - KOHTENHEPU, Ky T 1 Ap., )
4.04 PeaynTtatute oT ©OAMT ca NOCTaBEHW Ha BAVMO 3a LENusi KM MsiCTo. 0| x
4.05 ToukuTe 3a nogobpeHue HabensisaH Ha NPeaxXoAHWUs OAUT Ca U3MbITHEHW. 0 x
HOewnHoctn no 5S - CAMOAVNCLIVIITMINHA 0|1|2|3]|4|3as.
5.01 Mpeactasuten Ha MeHMAXMBHTa e yyacTsan B AeiHocTute no 5S kato oauTop, unn B 0| x
ApYTM AeHOCTM npes nocneaxusi 1 mecew,.
5.02  EkunuTe (CMEHWUTE) C Hal-ronsiM NpUHOC B AerHocTuTe no 5S ce oTnuyaear. 0| x
5.03 3a peitHocuTTe No 5S ce oTAenaT AocTaTbyHO BpeMe u pecypcu (Hanp. OnpeaenexHo 2 x
[HeBHO/CeAMMYHO BpeMe 3a no4yucTteade, 5S nuaep v ap.)
5.04 Bcudku onepartopu, Nuaepu U HavyanHuumM umat 3aaayn 3a UsnbriHeHue no 5S B pamkute Ha 1| 3 x
ceamuua.
5.05 Ekuna ctapTvpa MHMUMaTMBM 3a NoA0GpeHus Ha paboTHOTO MACTO, KOUTO He ca 4 x
onpeaenenu B 5S ogura.
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