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2.4.4 Actual Takt Time (A.T.T)
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RLERGE B 13.18
NIVUDY GB 2.16
gNV04 PW 1.08
st g iinng F 1.94
RGN B 13.18
119U9a4 PW 1.08
viulduguves F 0.65




M131990 9 HAAINITITNTAUIUIZIEN LAZIANINTEVY MTM — 2 AsuilSuilya (9e2)

68

au MTM - FLIZN
i Vunou 2 U (m.) 1781 (Sec.)
Fusa'lven 3R mner
Welding e 2.0 3.96
I GB 0.50
nansa ldaunih PB 0.86
Aundoud S 2.59
1muna Y 11 nner Welding S M 2.0 2.59

TOTAL




M3NN 10 LAAINITITMIMUIUILIZNIN HAZIDINNTEVY MTM - 2 nouTuilye (se3)

WHANUAUN 2

AU MTM - FLILN
i Tupou 2 1UIU (m.) 1721 (Sec.)
2 | dulAs ey 4 2.0 2.59
Wuso 'l urunew 20 MM 10.0 14.33

I GB 0.50
Hanso @i PB 0.86
Aundoud S 12.96
gnvodlasau 10 nang 55.01
COLRGE B 21.96
NIVVDY GB 3.60
gnvodlasay PW 1.80
Wunmise F 3.24
CRLERGE B 21.96
1NVOIAILUTD PW 1.80
W' lnguves F 0.65
Wusa Y Wraping 20 M 10.0 14.87
VI GB 0.50
wanso lUdumii PB 0.86
waeuiTagiinmin PW 0.54
Aundoud S 12.96
BNUDIAY 10 Nany 55.01
RERLN B 21.96
NIVUDY GB 3.60
gNV04 PW 1.80
wunth laldniinng F 3.24
RLRGY B 21.96
7119U0984 PW 1.80
W' lvguves F 0.65




MINN 11 HFAINITITMIMUIUIZIZNN HAZIDININTEVY MTM - 2 nouTuilya (sod)

AU MTM - FZYLN
f VUADU 2 1MUY (m.) 1781 (Sec.)
< A a v
wusoliasanay 24 AN 12.0 16.92
FUTOITY GB 0.50
wansa luaunin PB 0.86
ENGGRIT S 15.55

TOTAL

70



MINN 12 HFAINITITMIAUIUIZIZNN HAZNIDINNTEVY MTM - 2 nouuilye (ses)

WHANUAUN 3

71

au MTM - FLOTNN
i Vunou 2 U (m.) 1781 (Sec.)
IGEN 1 naey 6.08
RLRGE B 2.20
NIVUDY GB 0.36
gNV0Y PW 0.18
wunth g i F 0.32
gonIad B 2.20
11900984 PW 0.18
W' lvguves F 0.65
1A'l Stock 30 A 1.5 2.12
Aundoud 1.94
naeui Taeiinin 0.18
19Na04 1 naed 3.02
wunth laldinng F 0.32
OLRGE B 2.20
119U0984 PW 0.18
yiu'lvguves F 0.32
dundu Ui Leak Test 3 M 1.5 3.06
BNNang 1 naed 6.08
RLRGE B 2.20
NIVUDY GB 0.36
gNV0Y PW 0.18
wunth g i F 0.32
RERGE B 2.20
11970984 PW 0.18
v ldneuves F 0.65




MINN 13 HAAINITITMIMUIUIZHZNN HAZIDININTEVY MTM - 2 nouuilya (so6)

72

AU MTM - FLILN
i Tupou 2 U (m.) 1721 (Sec.)
1au'ly Stock 30 AN 1.5 2.12
@unaeud 1.94
naeui Taoiimin 0.18
19NA0Y 1 naod 3.02
wunih ldninng F 0.32
RLRGE B 2.20
11900984 PW 0.18
W' lvguves F 0.32
GundulUf Leak Test 3 AN 1.5 3.06
BNNang 1 naed 6.08
RLRGE B 2.20
NIVVDY GB 0.36
gNV0Y PW 0.18
wunth laldninng F 0.32
RLRGE B 2.20
119U09a4 PW 0.18
W lvguves F 0.65
@11 Stock 3 A 1.5 2.12
Aundoud 1.94
waeuiTagihinmin 0.18
19NADY 1 naod 3.02
st laldiinng F 0.32
RLRLY B 2.20
119U0984 PW 0.18
W lvauves F 0.32
@undu 17 Leak Test 3 M 1.5 3.06




MINN 14 LFAINITITMIMUIUTZHZNN HAZIDININTEVY MTM - 2 nouluilye (ve7)

73

AU MTM - FLILN
i Tupou 2 U (m.) 1721 (Sec.)
1au'ly Stock 30 AN 1.5 2.12
@unaeud 1.94
naeui Taoiimin 0.18
19NA0Y 1 naod 3.02
wunih ldninng F 0.32
RLRGE B 2.20
11900984 PW 0.18
W' lvguves F 0.32
GundulUf Leak Test 3 AN 1.5 3.06
BNNang 1 naed 6.08
RLRGE B 2.20
NIVVDY GB 0.36
gNV0Y PW 0.18
wunth laldninng F 0.32
RLRGE B 2.20
119U09a4 PW 0.18
W lvguves F 0.65
@11 Stock 3 A 1.5 2.12
Aundoud 1.94
waeuiTagihinmin 0.18
19NADY 1 naod 3.02
st laldiinng F 0.32
RLRLY B 2.20
119U0984 PW 0.18
W lvauves F 0.32
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AZNMNVIZUY MTM - 2 nouliuilge (aes)

@una 11N Leak Test

U

TTYSNN

(m.)

1391 (Sec.)

3

v
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M3 16 HAAINITITAIAUIUIZIENI HAZIAINNITZUY MTM — 2 naallsuilga

msvudeiagauludienisnin Welding

9 o ~ =
b1°lf‘1/\|‘L!ﬂ\‘i'l‘l'!L‘WEJ\‘W’I‘L!L@]EJ’J

au FLOLN
i Vuaou MTM - 2 1NUIU (m.) 1281 (Sec.)
a1 11 store v lasinswan S 20 AN 10.0 12.96
gnvodlasaiuy 3 naey 16.96
RLRGE B 6.59
NOVUDY GB 1.08
snvedldsniiy PW 0.54
Wudhmnse F 0.97
CRLRGE B 6.59
1NVOIAILUTD PW 0.54
wiulngnves F 0.65
115911 Flanking 10 5.0 8.39
VI GB 0.50
Hansn ldumii PB 0.86
waeui Taoihinmin PW 0.54
Sunaoui S 6.48
BNV 3 nNaod 16.96
CRLERGE B 6.59
NIVUDY GB 1.08
HGE PW 0.54
wunth g inng F 0.97
RLERGE B 6.59
119U0984 PW 0.54
W' lngnves F 0.65




M3 17 HAAINITITMIMUIUTLIZNN UAZIAININTEUY MTM - 2 Haa5uilge (ael)
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AU F2IZNY
i Tupou MTM - 2 NUIU (m.) 1721 (Sec.)
Wusa'l nner Welding 4 A 2.0 3.96
I GB 0.50
wanso @i PB 0.86
Sunaoud S 2.59
snvodlasaiu 3 naed 16.96
RLRGE B 6.59
NIVUDI GB 1.08
snvodlasay PW 0.54
Hunmise F 0.97
RLERGE B 6.59
19VDIAIVUTD PW 0.54
W' lnguves F 0.65
Wusa 1 ununeu 25 e 12.5 18.11
I GB 0.50
Hanse lUaumii PB 0.86
waeui Taeiinmin PW 0.54
Aundoud S 16.20
gNUDIAY 3 nany 16.96
RLRGE B 6.59
NOVUDY GB 1.08
BNUDY PW 0.54
st laldiinng F 0.97
goRad B 6.59
1199989 PW 0.54
W lvauves F 0.65
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M3 18 LAAINITITMIMUIUTLIZNI UAZIAININTEUY MTM - 2 aa5u1l53 (Ae2)

AU FLYLNN
i Tuno MTM - 2 U (m.) | 1321 (Sec.)

gnvoalasouy 3 GeN 17.28
Wu'lvguves F 0.32
goaad B 6.59
LGN GB 1.08
gnvoalasauy PW 0.54
Hunmise F 0.97
CRLERGE B 6.59
TNVDIAIUUTD PW 0.54
Wi lvguves F 0.65

1915011 Wraping 20 AN 10.0 14.87
VI GB 0.50
wanso lUaumih PB 0.86
waeui Taeiinmin PW 0.54
Aundoudi S 12.96

8NVYDIAY 3 naey 16.31
RLRGE B 6.59
NIUUDY GB 1.08
anVUDY PW 0.54
s lghuding F 0.97
goaIad B 6.59
11998989 PW 0.54

Wusandu'ly store v laring

MR 50 AN 25.0 33.77
SRR GB 0.50
wansa ldaumi PB 0.86
unaoud S 32.40
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HAZNAIMNNTZUY MTM — 2 Haaiuilya (de3)

FZYLTN
U (m.) 1381 (Sec.)
20 M
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