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Security: Confidential / OEM Release

STANDARD OPERATING PROCEDURE: NON-CONFORMANCE CONTROL, REWORK & RE-
INSPECTION PROTOCOL
FERMmLES. RERTSENBITIRERFIRE (PRXTERARR)

1. Identify 2. Quarantine 3. Assess Scope 4. Disposition 5. Rework/Repl. 6. Re-Inspect 7. ReleaselReject 8. CAPA
RIiER TRIRMRES SEETG LETE ZISRT LIS BATIEN LY IEFAR
1. SCOPE & QUALITY POLICY (ZRSBES5#ZL )

1.1 Purpose & Scope: This standard defines the strict technical process for identifying, segregating, evaluating, reworking, re-
inspecting, and dispositioning non-conforming items across inflatable Stand-Up Paddle Boards (SUP), kayaks, and related accessories
manufactured under Qingdao Vatrad Group Co., Ltd.

1.1 BWSER: AHEMET & BHEBEAHABRATNERSER (SUP) . RREIIRKEEMGESHIEIREF, HRFEEENIR
Al FRE. 1T#H. BT, EN5AENERERAER,

1.2 Quality Mandate: No product or raw material failing defined acceptance criteria (approved golden sample, engineering drawing,
artwork vector file, BOM, and QIP) shall be processed, assembled, or packed for export without authorized disposition and 100% re-
inspection sign-off.

1.2 RESE: UFRAIMERWARE (BEHES. TEER. XEETE. BOMIRRERERIRITN) NWEMESFRa/ME, REERIT
BHRENR100%2MERET, MEKERE, KicgERHO,

2. MULTIDISCIPLINARY AUTHORITY MATRIX & MRB (B REMESIETHEEZERSR)

Defect Severit 4 Required Sign-off & D t (HEF
35'; SRSl Typical Trigger / Scenario (#%!1%5) Review Authority (& REEE(E) Se;;;r)e SRS CATAHEE

Minor (3ERFE) Minor accessory packaging Shift QC Lead + Assembly Line Standard NCR Sign-off within 2 hours.
misalignment, superficial carton smudge, ~ Supervisor (LEZHEAK) AEBNCRIRERZEH 512 R
slight EVA edge trimming burr (< Imm).

Major (EERIE) Slow valve air leakage, EVA misalignment QA Manager + Production Authorized Standard Rework Instruction
(> 2mm), missing accessory, color shade  Manager + Technical Engineer (SRI) + Full Re-test Report.
mismatch within delta tolerance. TISMRT TR+ ESN S,

Critical (TERFA) Drop-stitch inner burst, main seam rail Material Review Board (MRB) + Mandatory Concession Approval Form or
delamination under pressure, logo Client Written Approval (P ¥ME Scrap Destruction Certificate.
misprint/typo, unapproved spec change. i) W P B E L N SR E SRR,

3. END-TO-END 8-STAGE DETAILED TECHNICAL PROCEDURE (8B E&¥ AR # T2 M)

Stage 1: Detection & Immediate Containment (L% & 5EPBSFRET)

Upon discovering defects at IQC (fabrics, valves, glue), IPQC (heat-welding, gluing, EVA lamination), or FQC (inflation hold), the
inspector issues an immediate "Line Hold". The physical station is halted for that batch within 15 minutes to prevent downstream
spillover.

PiER1: RIMSEPRIPEET — TEIQCKRAEL. IPQCHAE/ME/EVAEMHFQCHRSRERMNP—ELMBE, WA TIAELIES, 150 A
EIfL, BEHERANTELR.

Stage 2: Labeling & Physical/Digital Quarantine (JA7Z&SITiR 5 WEFRE)

Physical Tagging: Attach fluorescent yellow "HOLD" or red "REJECTED" tag specifying NCR ID, SKU, Date, Defect Code, and Qty.
Digital Locking: Barcode locked in ERP/MES system to prevent scanning into next stage or shipping lot.

FiE2: fRREMRE — YIERESEK HOLD AR REJECTED 7%, HMINENCREES. SKU. BEARIRMENIS; FBIEERP/MESRAH
PEI MRS, LD HE,
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Stage 3: Boundary & Scope Assessment (%857 552 003E EE )

Quality Engineering traces raw material lot # (e.g., PVC fabric batch, adhesive pot-life timestamp, valve vulcanization lot). All boards
produced in the same 8-hour shift or using the same tooling are placed under quarantine for statistical AQL expansion testing.

PREZ3: SEEIEM FRETIREMPVCEEM S, BUKECHIENEIR. SEMAiR. RIPR. FEEEEFNFRERIRSBANEETE, BE)
AQLIN™ 4138 100% i Z,

Stage 4: MRB Disposition Review (MRBZ /54 B )R )

Options: [1] Controlled Rework (SRI-guided), [2] Component Replacement, [3] Supplier Return (RMA), [4] Scrap & Structural
Destruction, [5] Concession (Requires written client sign-off). Unauthorized cosmetic patching is strictly forbidden.

PiEga: RERE — REQE. BT, SHASM. HEBHRE (RVA) | YEEHERIRE. LPEKR WARFPEEE) . 24T
ANKRE T BRRIE

Stage 5: Standardized Rework Execution (B4R T AHE)

All rework must follow written Standard Rework Instructions (SRI). Parameters (hot air temperature 320°C-380°C, clean MEK surface
prep, two-component PU glue curing time 24h) are strictly recorded with operator badge ID.

PREZS: SHTIRT M — RITHIUKRSHIT, MIBIERIFLSEH FAXIEIEE320°C-380°C. MEKE FAFIREHASENL. WEMRPURIK24/)\
RMEREN) , BFIRRIELS.

Stage 6: Independent 100% Re-Inspection Protocol (JiiI £TiEIE#ITE)

Independent QA (not the rework artisan) executes re-inspection. For all seam/valve interventions: re-inflate to maximum rated PSI (15—
18 PSI), hold for 24—-48 hours; pressure decay must not exceed < 0.05 PSI at calibrated ambient temperature.

FiER6: 2IMIISIE BRI iz RN, FUSKkiEE. S, SIRERT, SMEHMTSELS-18 PSIHE, EFNIT24-48/N\BHRES
W, SRAMREEEREARSEEIZ0.05 PSI.

Stage 7: Release Sign-off or Permanent Scrap (BT SIRIFIEIRE)

Passing items receive QA Release stamp and ERP status release. Irreparable boards have their D-rings cut and PVC hulls structurally
slit into non-reusable pieces under QA supervision to prevent black-market or counterfeit circulation.

PREZ7: WITEIRE — SHNAREZERITHEMAS. MIRERE, TQANE THADINHIIKSE, MITHRIFEIRE, HBRRRBNK
BmT.

Stage 8: Root Cause Analysis & CAPA Loop ({REI% 54 EFAR5IAIT)

Whenever defect rate on any line exceeds 1.5%, an 8D / 5-Why investigation is initiated within 24 hours. Corrective actions (jig redesign,
adhesive mixing SOP revision, supplier audit) are verified over the next 3 successive production lots.

BiER8: CAPAFIF — U T HFARZKBIT1.5%0, 24/\BSAREEI8D/5-Why3 i, TIE5 T EI8TEESuEL 3t E =P IRHIIEE M.

4. SUP DEFECT DISPOSITION & RE-INSPECTION MATRIX (& iR B 5 S I85E0)

Standard Disposition & Engineering . L.
Defect Category Protocol Re-Inspection & Validation Benchmark

Slow Valve Leakage Isolate board. Dismantle valve core with Submerge valve housing in bubble solution; re-  Controlled Rework
SiEREERS calibrated torque wrench (25 N-m). Clean inner inflate to 18 PSI for full 24h pressure-drop test

threads, replace silicone O-ring, re-torque. (< 0.05 PSI delta).
Rail Seam Bubbles Quarantine shift batch. Heat-delaminate 100% visual/tactile inspection along entire 360°  Full Pressure Re-test
MEWNE S8 Eks bubble zone, remove residual glue using rail circumference; 1.25x proof pressure burst-

solvent, apply 2-component PU glue, heat- safety check + 48h airtightness hold.

press at 5 bar.

EVA Pad Skew / Lift Heat-assist peel using temperature-regulated Tolerance check against outline (< £1.5mm). Controlled Jig Rework
EVAPRS B milEA nozzle (80°C). Strip contact adhesive without 180° peel strength test on sample swatch.

fabric gouging. Re-align with precision acrylic Edge adhesion probe test.

Jig.
Branding Typo / Misprint Halt printing line immediately. Hold all printed Spectrophotometer color check (AE < 1.5). Client Sign-off Req.
EPFLogofihRIBE IR panels. Review vector revision with client 100% visual text alignment verification against

account manager. client-signed vector PDF.
Carton Packing Mismatch  Quarantine entire export pallet batch. Unbox Inline dynamic electronic checkweigher 100% Unbox & Re-check
kBt BB EERR and perform 100% BOM item-by-item validation (+30g variance). Optical 2D barcode

verification (pump, fin, leash, paddle, repair scanner verification against PO SKU.

tube).
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5. FORMAL NON-CONFORMANCE REPORT (NCR) & CAPA FORM (NCRiR /&R 8 151R)

NCR Report Number: NCR-2026-SUP-0814 Date & Shift: 2026-08-14 / Shift A (Morning)

Customer | PO Ref: OEM Client Code / PO# 20260801 Detection Stage: [11QC [11PQC [X] 24h Airtightness [ ] FQC
10'6" Touring Infl | P (Dual

Product / SKU: LZ;er)ourmg nfiatable SUP (Dua Batch / Lot #: FAB-202608-01 / GLUE-PU-88

Inspected Quantity: 120 Units Defect / Hold Qty: 3 Units (Airtightness decay > 0.1 PSI)

Defect Description: Micro-porosity detected around rear valve flange welding zone. High-res macro photo recorded in QC file #P2608-3.

MRB Disposition: [x] Controlled Rework per SRI-V08 [ | Return to Vendor [ ] Scrap / Destroy [ ] Client Concession

Replaced valve flange silicone seal; re-torqued to 25 N-m. 48h pressure test completed: Final pressure 15.02 PSI (Delta =

Rework & Re-Inspection:
W pect! 0.00 PSI). Result: PASS.

Prod Engineer: Li Ming

Signatures: Lead QC: Zhang Wei (QA-04) (ENG-02)

QA Director: Approved (QA-DIR)

Corporate Quality Commitment (5B @& £RE P RREE):
Qingdao Vatrad Group Co., Ltd. operates with zero tolerance for compromised water safety. Our open-door ISO 9001:2015 tracking architecture
guarantees that every SUP reaching international waters has undergone rigorous, documented, and fully validated quality release procedures.
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