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Improving the Material Supply Process for the Automotive
Production Department

Leader: Svetoslav Nikolov

Team members: Monika Peeva, Myumyun Mert, Tefik Fuchidzhi

Champion: Georgi Apostolov

Field of activity: Manufacturing of Aluminum Automotive Components

Location / Factory: Alcomet AD, Shumen

Completion date: 31.03.2025
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The current material supply process for the Automotive
Production Department and its production equipment is
not optimized. The inefficient supply of the required
aluminum profiles and components affects production
efficiency and on-time delivery, leading to operational
delays, increased costs, potential production losses, and
reduced customer satisfaction.

Problem Definition — Key Aspects

Lack of a consistent and rhythmic material supply

process for the production department and its machines.

Frequent production interruptions caused by delayed
delivery of aluminum profiles.

The absence of a reliable and stable material
replenishment process limits production flexibility.
Inefficient identification and elimination of non-value-
added activities within the value stream.

Delays and errors in the material supply process create
risks that may affect customer deliveries and the
company's reputation.

Processes Included in the Project Scope

Identification and mapping of all process steps to
identify potential improvement opportunities.

Management of material flow and visual information
across production and logistics processes, as well as
communication between departments.

Development of an inventory management approach for
all profiles and components required in the Automotive
Production Department.

Synchronization of Press Shop, Logistics, and Automotive
Production operations.

Geographical Scope

The project covers the internal operations between the
Press Shop and the Automotive Production Department,
focusing on the supply of profiles and components to the
production area and its machines.
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2. Target setting

Target:
Improve the material supply process for the Automotive Production Department by optimizing planning and cross-

functional communication, developing a Value Stream Map (VSM) for process visualization, and optimizing the supply
of aluminum profiles from the Press Shop.
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LEAN.& 2. Target setting

Trend analysis:
As shown in the chart below, part 8850866-03 has the highest volume, with 318,267 pieces, representing approximately
14.4% of all orders. Therefore, it will be the primary focus of the process analysis, optimization, and flow visualization.
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Materrial info Before Improvments
Monthly Monthly
demand of |demand of [Extrusionbach [Bars from bach |Extrusion bach size |coverigein
weight per part| profiles |[sizein kg before |before in pallets before days before
No. |PartNo. Profile No. ( kg) (kg) improvements improovments |improvements improvments
1/BMW-1543319-03 [500-8413 15740 17314 13000 1241 16 14
2|BMW-1543328-01 |500-7958 8389 9228 6500 290 8 15
3|BMW-1543335-01 |500-9740 1332 1465 1500 71 3 19
4|BMW-1543336-01 |500-9740 1074 1181 1500 71 3 24
5|BMW-1543337-02 |500-8771 288 317 1000 564 1 593
6/BMW-1543338-02 |500-8771 259 285 1000 564 1 408
7|BMW-1543345-01 |500-7959 1845 2030 6500 182 7 62|
8|BMW-1543346-01 |500-7959 1845 2030 6500 182 7 62|
9|BMW-1543347-03 |500-8777 4170 4587 4900 168 6 21
10(BMW-1543348-03 [500-8777 4170 4587 4900 168 6 21
11|BMW-6885961-02 [500-8500 6260 6886 13000 441 15 47
12|BMW-6885962-02 |500-8811 3345 3679 5000 744 7 24
13|BMW-6885963-01 |500-8499 7200 7920 7000 285 8 18
14|BMW-6885964-03 [500-8812 3878 4266 5000 420 7 24
15/BMW-6885965-01 |500-7965 1345 1479 3000 506 4 163
16/BMW-8831100-02 [500-8127 2154 2369 5000 324 6 42|
17|BMW-6894795-04 |[500-9260 12485 13733 10000 264 11 13
18|BMW-6894796-04 |500-9260 12485 13733 10000 264 11 13
23|BMW-8850866-03 |500-9020 18411 20252 20000 702 23 18
24|BMW-9797867-03 |500-8720 5548 6103 13000 1145 16 87|
25|BMW-9797875-04 |500-8719 9289 10218 13000 2295 18 53|
122482 134730.1855 151300 182 70
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The analysis shows that, with the current ordering process, the weight of each extruded profile batch is
close to the total monthly demand, resulting in:

* Occupation of a large number of pallets;
« Congestion of buffer storage areas;

* Increased risk of logistics disorder;

« Limited material traceability.

Example:

A single delivery batch of 13,000 kg for part 8850866-03 occupies 18 pallets, filling the entire storage
area with this single part and blocking access to other materials.

The issues listed above have a significant negative impact on the profile cutting process and,
consequently, on all subsequent processing and finishing operations.
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29 000 pcs

18 davs

lonthly Order

Current Value Stream Map -SP56-07.02.2025

PRODUCTION CONTROL -ERP

Weekly schedule

Yearly call-off with

+/- 20%flex
/ oo}
Daily
Plastic Part Rework +Zone é Packaging
Cutting Machining Markin Passivation A bl Manvel Camera Manvel) For oyt
: . g ssembly/ o ( ) Shipping
Profilma 620 Chiron Karabay Packaging Ciit""(’,’l";'&f% I‘I (Eailic] shipping
3 shift . 3 Shift wand)  3hift 3 shift 3 Shift 3shift 3 shift e 3 shift . 3shift
5Days ‘} 5Days 2 Days ---.} 5 Days ....} % Days --u} o ....’ U -} Sonim .} o
00 (®) ®) o) I O looo ® o 0
1100 pc 2310pc * 600 pc Opc 432pc 200 pc 4466 pc 5148 pc
Metrics Metrics Metrics Metrics Metrics Metrics Metrics Metrics
C/T=10 sec C/T=85 sec C/T=10 sec C/T=12 sec C/T=2 sec C/T=59 sec C/T=48 sec C/T=18 sec
C/Q=0 C/Q=0 C/Q=0 C/Q=0 C/Q=0 C/Q=0 C/Q=0 C/Q=0
SR= SR= SR= SR= SR= RwR= RwR= SR=
OEE =90 % OEE =95 % OEE =85 % OEE=75% OEE =90 % OEE=% OEE=% OEE=90 %
8 days 0/5'days 2h 25h 3h 1 davs 3days
10 sec 85 sec 10 sec 12 sec 2sec 59 sec 48 sec 18 sec

Daily average demand = 13%91pcs
working time 75600 sec/day
Takt time (sec) =54.35

Total Lead Time =29.5 days

Total Process Time( VAT) =235 Sec

Total Lead Time
=29.5 days
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N LEARLD 5. Project plan

No Project Steps 1 2 3 4 5 6

1 Problem Selection 1.2025

2 Setting the Goal 1.2025

3 Building the Team 1.2025

4 Analysis of Current State 1.2025 1.2025

5 Project Plan 1.2025

6 Root Cause Analysis 1.2025 2.2025 2.2025

7 Implementation of Solutions 2.2025 3.2025

8 Results Control 3.2025 4.2025

9 Standardization 3.2025 4.2025

10 | Deployment %(;22%22?;
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6. Root cause analysis
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ISHIKAWA DIAGRAM

HUMAN FACTORS METHODS / PROCESSES . EQUIPMENT / TECHNOLOGY @
X Lack of personnel training % @ Undefined approach for managing
@ Incorrect identification of . inventories for each profile
Lack of communication ; necessary steps in the process ,. and part ;
@ between departments *\ ®
i k Non-optimized systems for
i ® \ x Lack of defined monthly x L y Lack of
g \ warehouse inventory \ rhythm in
X Non-compliance with : profiles \ mahagement
work procedures / plans \ *\ ® feeding the
b 1 \ @ . shop and
> ' ¥ | bt - machines
y o ncorrect determination o 1 .
X Non-optimized conditions s sl o/ lead time for each step in : with profile /
for material storage Yy ' X Receiving non-standard the process part details
. : ' profiles ®y
x Inconvenient working ; ’ x Incorrect measurement of required
conditions o / @ Material without labels / number of profiles / parts
y tags and information v compared to orders

® 4 9/

o

EXTERNAL FACTORS MATERIALS MEASUREMENTS
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ACTION PLAN FOR COUNTERMEASURES
NO ROOT CAUSE COUNTERMEASURE RESPONSIBLE DATE COMMENTS STATUS

Incorrect identification and R —_—_—

1 omission of necessary steps f\fSM 9 Svetoslav Nikolov 07/02/2025 Completed
in the value stream -
Undefined approach for managing | Use of “Supermarket” technique

2 inventories for each profile with proper calculation of min/max Svetoslav Nikolov 28/02/2025 Completed
and part quantities for profiles
Materials without visual labels /

3 cards for traceability of Implementation of Kanban cards Svetoslav Nikolov 07/02/2025 In progress
information

4 Ir.\correct determln?tlon of lead Preparation and monitoring Svetoslav Nikolov 07/02/2025 Completed
time for each step in the process | of VSM

o Synchronization between Press

5 Lasckaf commumcat!on betwesn Production, Logistics Svetoslav Nikolov 05/03/2025 Completed

departments and shifts " .
and Automotive Production
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Pesus IKan3EHICbCTe3aHMERI3aBOATANTROM e TIA]

Project: MopoobpsBaHe Ha Npoueca 3a 3axXpaHBaHe Ha Llex AyTOMOTUB ¢ HYXXHUTe npodunu
Part Ne: 8850866-03 TYPE LEGEND

Part designation: SP 56 B-Flanned ¥-Delay [no risk)

Time plan revision date: G-Completed 0-Delay (low rizk)

(Client Milestone Marker: 2 |.' P -Equivelent R-Delay [high risk)

Alcomet Milestone Marker: 1 |"

Markdste

Today 22042025 <

Timeline start date: 01.01.2025

Show Week of Project: T

TASK DESCRIPTION

Alcomet AD dates

WzroteaHe v cnegede Ha WEM

MsnosnsaHe Ha TexHuka ,,CynepmapheT’’ C NapBHIHHTE KaNyKaUMH H3 MMH/ MEKC. KONHYECTBO NpodHan
CHHXpOHH3ALMA Mesay pecoBo NpoM3BoacTeo, IOTHCTHRE W AYTOMOTHB NPOH3B0LCTED

HWmnaemenTupade Ha Kan Ban kapt

End Date Progress TYPE  Marker

07.01.2025 07.02.2025

05.03.2025 05.03.2025

01.04.2025 05.05.2025 I 20% E 1
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7. Implementation of solution
LEAN. &5
Planned Value Stream Map -SP56-07.02.2025
PRODUCTION
schedule
Monthly Order
Yearly call-off
m / e wih +/-
schedule —
Daily average demand = 1391pcs
o0 A working time 75600 sec/day
- Takt time ( sec) =54.35
Daily
Rework +Zone é fi
Cutti - - Plastic Part Packaging
) profilme RN Fassivation Assembly/ Comera v (Manuel) For Shipping e
o0 620+Marking Y Packaging Control 100 % shipping
3 Shift 3 Shift o 3shift —===—  3shift “HFO> if wand) 3SHIfE pend 3SHift wuud) 3Shift
N 5 Days 5 Days ﬂ 5 Dcllys ﬂ 5 Dcllys LO'P g%ht;\;s * 5 Dclys * ml 5 Dclys g
342 oo 3 o) o o ® o ©oo _oo |,
7 1 T i L3

o v i (I S -
11000 pcs G-t I'@

Metrics Metrics Metrics Metrics Metrics Metrics Metrics

C/T=16 sec C/T=85 sec c/1=12 C/T=2 sec C/T=48 sec C/1=59 sec C/1=18 sec

C/Q=0 C/Q=0 C/Q=0 C/Q=0 C/Q=0 C/Q=0 C/Q=0 .

SR= SR= SR= SR= RwR= RwWR= SR=

. —
OEE =90 % OFEE=95% OEE =75% OEE =90 % OEE=% OEE=% OEE=90%
’_Lm_\ 3 days 6.5 days 0.5 days 8h 3h 3h Total Lead Time =17.5 days
16 sec 85 sec 12 sec 2 sec I d8s0c 59'sec I 18 sec I Total Process Time( VAT) =240 Sec

Total Lead Time =17.5 days
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Monthly Demand vs. Extrusion Monthly Demand vs. Extrusion

Batch Size

Homep Ha geTaiin

Batch Size

25000 25000
§ 20000 § 20000
g 15000 g 15000 T
2 10000 - % 10000 .
S 5000 A B MeceyHo TbpceHe 3 5000 €CceyHo TbpceHe
0 - LM , M EKcTpysuoHHa naptnaa 0 - B EKCTPY3MOHHa napTnaa
22222222222 FTTTTT S S S

Homep Ha geTain

Change in performance metrics:

Following the implementation of the
improvements, the number of occupied
pallets was reduced from 182 to 98,
representing a 46.15% reduction. This
created significant additional logistics
capacity and is expected to reduce
press downtime.

_ UNIT BASELINE TARGET BEFORE AFTER

Occupied
Pallets

46.15%
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Visual/Digital Schedule (Weekly /

Daily)

« Day-by-day schedule showing which
profiles will be delivered, when, and
INn what quantity.

» Color coding based on urgency or
criticality.
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CTaTyc Ha pasrpblyaHe

NNAH 3A PA3IPbLUAHE

uexa

No MpunoxkeHun gencremna MoxKe nu pa ce Ako [IA, Kbae? e Cpok
pasnpocTpaHu
1 N3roteaHe n cnegeHe Ha VSM OA MpoekT Clar We BMW CseTtocnas Hukonos 01.06.2025
2 U3roTeaHe n cnegeHe Ha VSM OA MNpoekt G26 BMW CseTtocnas HmMkonos 01.06.2025
3 UsroTtBAHe u cnegeHe Ha VSM OA MNpoekT SP52 BMW CeeTtocnas Hukonos 01.06.2025
4 UsroTtBAHe U cnegeHe Ha VSM OA MpoeKkt RR25 BMW CeeTocnas Hukonos 01.06.2025
5 N3roTteaHe n cnepgeHe Ha VSM OA MNpoekt G70 BMW CseTtocnas Hukonos 01.07.2025
6 MN3no3nBaHe Ha TexHUKa ,,CynepmapkeT" OA Ayromotug fpoekTy 8 CseTtocnas Hukonos 01.07.2025
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First Audit. Points 9 Second Audit. Points 38
MNpoBepoyeH nuct no 58 Lot MpoBepoueH nucT no 58
Bason: | Ankomer All sona: | 1. UmpKynsipn nata 17.01.2025 3ason: | Ankomer All sona | 1. UMpKynsipn nata 07.map.25
OI:MTl)Dil 18 28 38 48 58 06LL0 - Makc. 100 T. Onmop:l 1S 2S 3S 4S8 58 OBLLO - Makc. 100 T.
OB TOuKM 2 4 3 0 0 9 OBLLO TOYKM 14 8 11 0 5 38
Bp. Bbnpocu 5 5 5 5 5 25 Bp. Benpocu 5 5 5 5 5 25
CpenHo Touku 0.4 0.8 0.6 0.0 0.0 0.4 Cpenro Toukm 2.8 1.6 22 0.0 1.0 1.5
JevHocTn no 1S - COPTUPAHE 0[1]2]3]4]3a5. [evHoctv no 1S - COPTUPAHE 0/1]2)3]4|346
1.01  Ha paBoTHOTO MSICTO Ce HamupaT caMmo HyxHUTe maTtepuanu, Hall, u ap. Matepnanu, kouto | 1 X 1.01  Ha paBoTHOTO MSCTO Ce HamupaT caMo HyxHWUTe MaTtepuany, Hall, u ap. Matepuanu, kouto | 4 X
He Ca HyXHM 3a TekylaTa paboTa ca oTCTpaHeHy OT PaGoTHOTO MSICTO. He Ca HyXHV 3a Tekyuiata paboTa ca OTCTpaHeHu OT paBOTHOTO MSICTO.
1.02 Ha paGoTHOTO MSICTO C& HaMMpaT Camo HYXXHUTE MHCTPYMEHTH, Npucnocobnexus v ap.n. 1 X 1.02 Ha paBoTHOTO MSACTO Ce HaMMpaT CaMo HYXXHWUTE MHCTPYMEHTH, Nnpucnocobnenus n ap.n. |4 X
VIHCTPYMEHTU, KOWTO He Ca HyxHM 3a TekyllaTa paboTa ca OTCTpaHeH oT paboTHOTO MACTO. VIHCTpYMEHTM, KOUTO He ca HyXHu 3a TeKyliaTa pabota ca oTcTpaHeHu oT paboTHOTO MACTO.
1.03  Ha paBoTHOTO MSICTO Ce Hamupa camo HeoGXoAMMOTO o6opyaBaHe. MaluuHu, cTenaxu, 0|x 1.03  Ha paGoTHOTO MSICTO Ce Hamupa CaMo HeobxoauMOTO o6opyaBaHe. MaliuHu, cTenaxu, 3 X
wkachose, Macy 1 Ap. KOUTO Ca U3NE3MNN OT YNoTpeba UM HeHyXXHM 3a TEKYLLOTO wKacghoBe, Macu 1 ip. KOUTO Ca U3NE3N OT yNoTpeGa Uik HeHyXXHM 3a TEkyLLOTO
NPOM3BOACTBO Ca OTCTPaHEHM OT PaBOTHOTO MPOCTPAHTCEO. MPOV3BOACTBO Ca OTCTPAHEH! OT PaBOTHOTO MPOCTPAHTCBO.
1.04 Ha paboTHOTO MACTO Ce HamMpa camo HeobxoAumaTa AOKyMeHTauma (BKN. MHcopmaums no | 0 | x 1.04  Ha paboTHOTO MACTO Ce Hamupa camo HeobxoavmaTta AoKyMeHTaums (Bki. nHcopmaums no | 3 x
Tabnata). OcTapenu unu HeHyxHn aoknaau, Genexkn, 06sB1, aduLum 1 Ap. ca OTCTPaHeHU. Tabnara). OcTapenu unmu HeHyxH1 Aoknaan, Genexky, 0bsem, acmuwm n Ap. ca oTCTPaHeHN.
1.05 B craHgapra no 5S (pab. HCTpykumsi/Cxema 1 Np.) 3a paBoTHOTO MACTO ca AedUHUPaHN 0|x 1.05 B craHgapta no 5S (pab. MHCTpyKuusi/cxema U1 np.) 3a paBoTHOTO MSACTO ca AedUHUPaHN 0x
BCYYKV HYXHV NPEAMETH 38 MACTOTO BCUYKM HY)XHW DEAMETY 33 MACTOTO
[OeitocTtn no 2S - CUCTEMHO MOAPEXOAHE 0[1/2]3]|4]3a6. [evrocTu no 28 - CUCTEMHO MOAPEXOAHE 0[1]2)3|4|3a6.
2.01 TMpoxoauTe ca SiCHO MAEHTUGMUMPaHU 1 HesanpeyeHu. MaxoauTe ca SCHO AedmHMpaHi n 2 X 2.01 MpoxopuTe ca ACHO UASHTUULMPaHN U He3anpeyeHn. MaxoauTe ca AcHO AeduHMpaHn 1 3 X
HesanpeyeHu. HesanpeyeHi.
2.02 MecTara 3a BCUMKM NPEAMETH - € ACHO ehVHNPaHO, O4ePTaHo 1 HO Mo 0fx 2.02 MecTata 3a BCU4KMU NPeAMETH - € SCHO AeHUPaHO, 04EPTaHO U MapkuUpaHo Mo pasbupaem | 1 X
HauuH. (mpedmemu o noda - Ky, Hall, maTepuanu, Konuuky, NoYnCTBaLLM CPeacTBa, HauwH. (mpedmemu no noda - kyTuu, Hal, MaTepuany, KONWUYKK, NOYUCTBALLUM CPeACTBa,
nareTy 3a CTPYXKI U Ap.; ipedMemu 1o dpyau Mecma - UHCTPYMEHTH, CTENaxy 1 np.) naneTu 3a CTPYXK! 1 Ap.; npedmemu o pyau Mecma - UHCTPYMEHTH, CTENaxuy 1 np.)
2.03 Konuuectsata 3a maTepuany, koHcymartuem u Hall ca sicHo aecdmHnpaH, odepTamn n 0x 2.03 KonuuecTsara 3a maTepuanu, koHcymaTtueu u Hall ca sicHo aeduHmpanm, oueptaHn u 0| x
HagnucaHu. Hagnucaxu.
2.04 TlocTaBeHu Ca €TMKeTM 1 HapnMcK 3a matepuany, H3M, MawmHy, ysacTbuu, nasuum v np. | 1 x 2.04 TlocTaBeHn Ca eTUKETM M HaanKey 3a Matepuani, H3M, MalwmHY, yyacTbuy, nasuum u np. | 2 x
2.05 [lokymeHTuTe (BKN. MHpopMaLMa No Tabnata) ca YEeTMBO HaAMMCaHN u UMaT SCHO 1 x 2.05 [okymeHTuTe (BKN. MHbOpMaLWs no Tabnara) ca 4eTnMBO HAANMCaHN 1 UMaT SCHO 2 x
e HIPaHo MSACTO. AeduHpaHo MACTO.
[leittocTv o 38 - CUANHA YNCTOTA 0[1[2[3]4]3s. [JlevirocTn no 3S - CUAVHA YACTOTA 0[1]2[3]4]3a5.
3.01 ToaoBeTe ca YMCTY OT MPBCOTUS, NPaX, OTNAABLY, KOMMOHEHTY, OnakoBbyeH Matepuan v | 1 X 3.01 ToaoBeTe Ca YMCTH OT MPBLCOTHS, NPaX, OTNALbLLM, KOMMOHEHTH, ONakoBbYeH Matepuan u | 3 x
np. MapKupoBKuTe no noaa ca 8 1060 CbCTOsHUE. CTeHuTe, NperpaauTe, KONOHUTE, ca Ap. MapkupoBkuTe no noaa ca B 406po ChCTOsiHME. CTeHUTe, NperpaauTe, KONOHUTE, ca
qucTn. 4ncTu.
3.02 MawmHuTe ca 4UCTM OT Npax, Macso, MpbCOTMA U Np. (paboTHW NNoToBe, kKanaum, CToiiku ¢ | 1 x 3.02 MawmH1Te ca YUCTM OT Npax, Macrno, MPLCOTUS W Np. (paboTHW NNOTOBE, Kanauu, CTOMK! C | 2 x
marepuanu u ap.) maTtepuanvi v ap.)
3.03 Bcuuku npeAmMeTy - paGoTHU Mack, KyTuM, KOGU, MHCTPYMEHTH, W Ap. Ca Y1CTH, He ca 0x 3.03 Bcuuku npeameTyt - paGoTHU Macu, KyTUM, KO, UHCTPYMEHTH, U Ap. Ca YMACTK, He ca 3 X
pa3kbCaHi Uiv nospeaeHu. Te ca nojipeaieHy no MecTara cu. pa3KkbCaHi Unv nospeaeHy. Te ca NOApPe/ieHn o MecTara cu.
3.04 [lokymeHTUTe ca YMCTH, He ca NOBPEAeHM, U Ce CbXpaHsiBar Ha MecTara cu. 1 X 3.04 [loKymeHTUTe ca Y1CTHW, He Ca MOBPEeAeHU, U Ce CbXpaHsaBaT Ha MecTaTa Cu. 3 X
3.05 Matepnanute u KOHCyMaTUBUTE 3a NOYUCTBAHE Ce CbXPAHSIBAT HA TOHHO OMPE/IENEHo 0|x 3.05 Marepuanure n KOHCYMaTUBMTE 3a MOYUCTBAHE CE CbXPaHsIBAT Ha TOYHO ONpPefeneHo 0| x
MSICTO C NO/IXO/sLLA MapKVPOBKA 1 Ca NECHO AOCTBITHN NpW HyxXaa. MSICTO C MO/IXO/iSiLLLA MapKUPOBKA 1 Ca JIECHO JOCTBHM MU HYXaa.
[enrocTu no 4S - CTAHOAPTUSUPAHE 0[1/2]3]4]3a6. [OeiiHocTtn no 4S - CTAHOAPTUSUPAHE 0[1[2]3|4]3a6.
4.01 Wma rpaduk, KoiATO nokasea Bpeme, HecToTa U OTFOBOPHOCTU 3a MOYMCTBAHETO Ha 0|x 4.01  Wma rpachmk, KOMTO Noka3sa BpeMe, YECTOTa U OTFOBOPHOCTY 3@ NOYNCTBAHETO Ha 0fx
MaLUVHUTE, CTeNnaxy, PaboTHOTO MPOCTPAHCTBO W AP MalWHUTe, CTenaxu, paBoTHOTO NPOCTPEHCTBO 1 Ap.
4.02  Vima rpadhuk, KOITO MoKa3Ba Bpeme, YECToTa v OTFOBOPHOCTY 3a OTCTpaHsBaHe Ha 0x 4.02  Vima rpadhuk, KOITO NOKa3Ba BPEMe, YECTOTa 1 OTTOBOPHOCTM 33 OTCTPaHSIBaHe Ha 0fx
OTNaabLMTE OT NPOU3BOACTBOTO. OTNaAbLMTE OT NPOU3BOACTBOTO.
4.03 BbBefeHu ca NPeBaHTUBHM MePKM 3a cna3sae Ha 5S unckeaHusTa (Hanp. Cuctemn 3a 0x 4.03 BbBeaeHu ca NpeBaHTUBHU MepPKM 3a crnasBaHe Ha 5S usuckeaHusTa (Hanp. Cuctemu 3a 0| x
CbOMpaHe 1 OTCTPaHSBAHE Ha OTNaAbUM - KOHTE/HEpH, KyTun 1 Ap., ) cbbupaHe 1 OTCTpaHsIBaHe Ha OTNaAbLY - KOHTEAHEPU, KyTuN U Ap., )
4.04 Pesynratute ot OAMT Ca NOCTaBEHN Ha BANUMO 3 Lienust eKknn MACTo. 0|x 4.04 Pesyntatute ot 0fWT Ca NOCTaBEHM Ha BAMMO 3a Lienus ekun MAcTo. 0] x
4.05 Toukwure 3a Habens3aHu Ha NPeaXofHNS OAMT Ca M3MbIHEHM. 0]x 4.05 ToukuTe 3a Habens3aHu Ha NPeAXO4HUS OAUT Ca U3MbITHEHU. 0x
[enrocTu no 58 - CAMOAUCLIMMNNHA 0[1/2]3)43as. LeitrHocTy o 5S - CAMOANCLINMINHA 0[1[2[3]4]3a6.
5.01 TpeacTasuten Ha MeHMAXMBHTa e y4acTsan B AeiHocTUTe no 58 kato oAuTop, Unn B 0| x 5.01 [Mpeactasuten Ha MeHMAXKMBHTA € yyacTBan B AeHOCTUTE Mo 5S KaTto 0AUTOop, UK B 0| x
APy AerHOCTY Npes nocneaHns 1 meceu. Apyrv AeiHOCTW Npe3 nocnegHus 1 Mecew.
5.02  EkvnuTe (CMeHWTe) C Hal-ronsiv NpuHoC B AerHocTuTe no 58 ce oTnuyasar. 0|x 5.02 EKvnuTe (CMEHUTE) C Hal-roNsiM MPUHOC B AGIHOCTUTE M0 5S Ce OTnM4aBar. 0]x
5.03  3a peviHocwTTe o 5S ce oTAGNAT AOCTATLUHO BpeMe U pecypcu (Harp. OnpeperneHo 0fx 5.03 3a aeitHocuTTe N0 58 Ce OTAENAT AOCTATBYHO BPpeMe i pecypeu (Hanp. OnpeaeneHo 0] x
[iHEBHO/CEAMM4HO BpeMe 3a nouucTBake, 5S nuaep v Ap.) [HEBHO/CEAMMYHO BpeMe 3a nouncTeake, 5S nuaep v ap.)
5.04  Bcuukv onepatopy, MMAEpU 1 Ha4anH1LM UMat 3ajiadqv 3a nambnHexve no 58 B pamkre Ha 110 | x 5.04 BcuuKku onepaTopu, MWAEPM 1 HaYarHULM MMaT 3a7aq 3a U3MbiHeHve no 5S B pamkuTe Ha 1| 3 x
ceammua. cegmvua.
5.05 EKvNbT CTapTipa MHULMATMBM 32 NOA0GPeHUs Ha paBoTHOTO MACTO, KOUTO He ca 0| x 5.05 EkunbT CTapTpa MHULMATUBM 3a NOA0GPEHUA Ha paBoTHOTO MSICTO, KOUTO He ca 2 X
onpegdenety 8 5S ogura. onpenenexy B 5S ogura.
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