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Is there a procedure in place that defines how documentation is

The factory must have at least one written procedure that describes the process and activities they
perform to assure documentation is controlled. These controls may include, but not limited to

SET] BEA S (- HERF T » 2 B HRARERES

SC0L Rcuneecuie) controlled? L RE AR R ? revision control, authorizing & approving, control of obsolete documents, retention periods, where FERILS ST SRR - BOSEERIRF BIEE T URT | ST
‘ ] d 33 y y s F2 3 5 3 K 1 s /\;:5 N x .
Hocuments are located. e W RACRIRIA - SRR FRORE AR - R
The document control system is to provide a means of knowing what documents the factory has and
- X : ' : s M o AL e
5002 Document Control Is there a "Master List" of controlled documents? T REASSFER? their latest revision level. The factory must have a master list or some other means of controlling % i;‘};gg z;%im SR H LRSI L AL R A
their documentation. = G
During the document review (Examples: QA procedures, Production work instructions, SOP'S, etc.) |jse Tyt (40 @ R » PRRErsE S » FaiREiss
. . - e and during the factory floor walk thru, select or identify a sampling of documents and then compare |rfa: » =42 ) SehAH| LR TN SIS - ABEKEE
5003 Document Control Are documents in use the current version and are they authorized | T I{]EEEW HISTIFRRRTRA AU their revision level with the master list or whatever means the factory s using to track their IR RS M R T R T IR » S LA
and dated? A documents. The majority of the documents sampled are to have the same revision as indicated by |z -2 A5 Fl T S B HEEAVEIIR A « T HYPN RSO R B i it
the document control system and they are to have evidence of authorization such as a signature and |37 {75 & HBIERHII - ME4 » BT H RIS RAGTE -
Is there a procedure in place to ensure obsolete documentation is , |Review and ensure the document control procedure or procedures include a description of the T T HISCEERIRE R - BB T R S R - B dpdl
5004 Docurment Control removed from use? LI R AR A R 7R AR 7 process the factory uses to remove obsolete documentation from use. Look for evidence thatitis  |{Z{EFIAVAZRE « T HE (AR R A IE AR FH B ST SE -
ion readi si ; EBHY AET4 (71 TR 5 1 able a _— N S g 5
5005 Document Control I§ the documentation readily accessible by all relevant staff at all II: B HY ST RE B P AH S 01 T RERHEEF [ Interview ayd observe to confirm factory workers have reasonable access to the documents needed S E RIS KA S5 T A & TR SRR (T T TR S -
times? SEREUE 2 to do their jobs.
15 there a written procedure that defines how quality records are Review documented procedure on how the factory maintains quality records. The Procedure must  [BX LI BIREFFSCH: - TR AMa{RIFFAEIE T {iﬁi//\ﬁ !T%JL
5006 Document Control smrji Amgxm L’rmdu:llw:m(‘l of as \:CH as ’?d:ﬁny‘d :crnu;n E/tlk/:]: lf’f’*/ﬁ/‘tTF\'E ICFEAIA[7F  |indicate the retention period is at minimum 5 years after production has ended. Record review must | » BH4AF=4EH 5 » SR EIC O IHHRIER /VSE HEL H}{
ocument L6 o :dl,p e E “ 5 GEHnea T ‘JI T‘ VE » TERGEAPRFIA (AT Ay R 2 validate records have been maintained for a minimum of 5 years after production has ended; or ES 'L/J/ 17 | & EH D?f%ﬁﬂ\u
jrisiests maintained since the creation of the Document Retention Procedure. & SUEREES » DTS HEHT
Review an Organizational Chart to see where the QA or QC Department reports. If they report to 3 3o 0
A ZHEE SESTRBET S AR R o e
) Does the QA (Quality Assurance) or QC (Quality Control) AR - General Manager, President, etc. score a YES. If they report to anybody in the Production SR Aj & ﬁu%ﬁjl DBH?EF LHAEH ) L
oy Qi i ot department operate separately from the Production department? LB VRS T A ? Department, score is a NO. If organizational chart is not available, interview factory QA/QC YES » ARG TS A AENO «
a ? 5 b 8 4 P e
leadership. MFLAALIEE » BEEWI AIBHAR
5008 Quality Menagement Does the quality department have coverage during all shifts? LI BV N = BEE A R k630 T G SIS T |[Review random documentation of shift schedules. If shift schedule is not available, interview ENNCHRS LET"‘*JHLMM i o AEEAFTRIETE o BEE R
A duaitty depa < e =0 o {ENG ? factory QA/QC leadership. For every production shift, there must be QC coverage. ‘ E/\ 5 o B—PNEFHRELTEFRIEAL
S Quality Management Are measureable quality goals identified and actual performance T EEA R R B R SZFRATH [Review random documentation of quality goals performance results. Documentation must include  |BEAUZ S T B & B AR RIATEE R o S0 ~ 18 0 EFE =5
v . results collected? T4 2 goals and pass rate per product category. Must be available and complete. I i B AR ALER R - 10 Se RSN AT AR R LUE T A& -
The factory must have, at a minimum, weekly QC meetings to discuss production issues, defect BT RBEVERBT—RAERXW > UEITISAEF PEIEE,
D Quality Management Are documented, ongoing Quality Control (QC) meetings held at the | T.] JE A28 THFELAT ~ A7~ H6 1—[EZ0AYJF |issues, etc. Documentation must include production issues and corrective action taken. A PRI o ST IR = i B [ AR U e - 257
v & factory in which Production is represented? BEHEW > BEARWIEE? production manager or supervisor is to attend the QC Meetings. Must see evidence of the above in  |£ZHEEAE = FE RN Z R ARSI © ERESVOEFEFOIE R Ll
the documented meeting notes. RE SN EL]
SR BSOS » BE DR 5 - . . N . i = Ay o o =
. Do the ongoing QC meetings demonstrate measureable, continuous EFEP@EEK‘%S% E%/EE‘RIJ—E’]’F Validate by reviewing records, data collection, and interviewing leadership. Verify there is LT RRES IR T - HREEE » EEEEEY - KRR
5011 Quality Management . 2 SRR AR « HHAR T RS . = Sy A
improvement? e measureable continuous improvement. AR -
) Are daily or weekly quality goals and actual performance results SR ETT R BRMSRB RUTERES |, . ) FELE (AR > 155 T 9Bt E AR SRR P A R AR
5012 Quality Management stz o0 e i o) TR B 5 'While walking the production floor, look for posted quality goals and performance results. 2 RBET -
S Supplicr Management Is there an inventory control system with incoming/outgoing T RS R ST 2SR eI T4 49 [Review documentation to verify that all incoming / outgoing materials are monitored by an T T B E S RIL T » AL LA SR e S T
materials monitored and documented (location, quantity, etc)? et (iUt & ) inventory control system. Verify location, material type and quantity matches inventory records. AR - R YRR S EF L R AU -
. R R T Review documentation to ensue the site has: %Yﬁ;l ﬂmﬁfiﬁ-‘?ﬁ&ﬁﬁfj{#%ﬁ@ﬁ :
Does the factory have a documented supplier approval procedure, SRR AT ~ PRI - | A documented supplier approval procedure WA T A HEN P AR -
5014 Supplier Management including a list of approved suppliers for products, materials and e 1@/7 ot T%P*C; e {ﬁ; R A list of approved suppliers for products, materials and services impacting product safety, legality |—##i% FTHIHE I RGLEF=HIF= T8 - EP= T ~ MR E %S ~ A
services impacting product safety, legality, or quality? [ &%" ST A it B or quality JERUR TR EEK -
LA : Not Applicable will apply if factory does not manufacture a finished product. R T REF ARG » RREEX LT -
Procedt hall be established which include cl iteria fc i t and th . )
standrdsofperformance rquired, Ongoin ssessment iy ke o form of moorng. |0 IERAL ) REMENEE T HAGR RS
5015 Supplier Management [z T A v PR M el e G e i PR R Gl L L erformance through one or more ;jf the following: in house checks; certificates of anal asis‘ e - FOVHEEIURARE B NERE U - EBA
o = ongoing assessment and the standards of performance required? bR = A R A R ST A 2 pert - X N = > MRS iE » BENIEE IR - AEMIMR EEENER -
certificate of conformity; supplier audits; traceability checks, etc. MR RAEF BT » FRIEXAEE «
Not Applicable will apply if factory does not manufacture a finished product. I Lk D=
) . SR Supplier approval records must be retained for a minimum of 5 years after production has ended.  [#Z Nt RiBGEIZIC HEBIEEF GG » E/RE T5E -
a a ? B R FHER P B AL I 2 - . . oot <
a0 Sl Wi il i gl vl el L L R AR R IC TR Not Applicable will apply if factory does not manufacture a finished product. R T REFRARS > AEEXERF -
. . . JTN The factory is to have defined criteria for reviewing suppliers. There are to be records of the B T RYBE R e iZIE 5% > IESE L BRI IREEE AT e & RSt
= fi
5017 Supplier Management I o sy ity o EAMmWTIIGS o ST AT ) LI SR AR AT A A R AR suppliers being reviewed against this criteria. SR AR PR LR

defined criteria?

FIBERIRE ?

Not Applicable will apply if factory does not manufacture a finished product.
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Does the factory have a documented process to make sure that

T R MEF SRR FEA

Ask for the documented process and records. Documentation must include Standard samples and

T T ERZ RSO RIIE T, »

o018 B [ T S S T RS T SAUSHIT RIS ? |secifications. BT AR AR T -
specifications and quality standards?
1D P gy 0l SPEni8| g 0 e (i LI REA I RRGRILIRAR - SR Verify that there is a process documented to ensure all incoming raw materials, components and/or BT REARFPRIRIATHMLT (IR - FRA R
5019 Supplier Management incoming raw materials, components, and/or sub-assemblies conform | {4 K BieH 5 & S5 [EHT 27 2 B K R AERA M ey L PLEO D W SEEas s : A IRELI TS, GO 5 [E Y 22 R BORK R RA R EOK ©
; P sub-assemblies meet US Safety & Regulatory requirements. Paint tested for lead content, etc. o [ (A A T e
to U afety and Regulatory requirements? 3K 2 Sy S HE RS -
L — Verify that a process to review color critical material is documented. Documentation must explain  |#225 T~ HfEA I EAe EFLFF -
ERE— ML L oI o Ny N = S
o It it fa;tory hav? dpcumeqted RS T ey pr_oduct Iimgiﬁ ! fi?i{#ﬂ}l}{EE@Lf‘nnﬁ% how to evaluate material, quantity to check and how to use the light box. FEFE LA R RE T A S f SRR B R A EE
5020 Supplier and packaging material in the light box, under the current Target B EEHEGIGR  DFTERERL T TargethliE X . e r . X
Y s B AT R D T - LB (R e — S0 2 Not Applicable will apply if factory does not manufacture a finished product or there are no color ° ‘
’ - " |critical materials. R T RAEF= R » RREXAMEF -
- . R All raw material must be in an area wi actory perimeter, in a secure area that has a roof a %L L IR TR IR AR NE IS R e iE s -
A Ave materials stored in a controlled area to avoid theft, loss, damage, | T BB P & B fE— A I BRI All raw material must be in an arca x‘uhm the lji fory perimeter, in a secure area that has a roof and f\x?—lwﬂjﬁhﬁ/ T’//&%T g/wf???—iigl/ A P St RAFEY B i
5021 Supplier Management deterioration? LI 42 - F4 » FERRIE ? is not subjected to bad weather, water on the ground, etc. Raw materials must be placed on pallets |PAEFSEAZIRATRS, > HUEHTFR/KSE#0 -
o SR T T PR or stored on shelving. FEAR AR EE A
N - Verify production procedure documentation supports the factory production. Must be written in the &;Il—ﬂ’giﬁﬁgij{# : %EEF%E%%?}%\%EFE’J%%E
5022 Production Control o ckammend EODUCIION il e e i i fhey L REANHIIES AR - H T language that is understood by workers. Must be divided per department-process and operation PR - RSP R U FETT A AI AUV - D &
identify quality control poinis? A B 2 o e v Ay — peréer i PO\ A AP PRI L3 | RIS MR R R At
’ PREAEEFRIZER L -
5023 Production Control Are there documented PRODUCTION instructions present at each | T & BEE N TIEMZHITAE E=(E 455  |While on the production floor look for production procedures for each operation/machinery. Must  [#%S2 L] 4= EEHE N LS MEEIEIIESH - (Rl
production operation? 2 be written in the language that is understood by workers. ESBAIER T A DEFNIES BE -
Verify inspection procedure is suitable for the product, process and department. Must be written in [#%5% T HY¥:RRAIGLETE - BEEM T IEALEFHF= » £7fE
S R ca— Are there documented INLINE INSPECTION instructions at each [ TJ 7ERF MG TURE & MAY/5T i A48 |the language that is understood by workers. While on production floor, validate inspection FRET o HARISALAIE T AT AR E S 15 -
inspection operation? HESH 2 procedure documentation at each inspection area. These must be specific to that phase of production |EAF=ZE[A] » I MERKIKE R AR RICKIEST - RIEIESH
and indicate required frequency. IATHLTE > REIEVEFIER > RAMHNMAVEIR R
. Inline inspection report must be current and include the following information: production line, date. BT BYBLAR AR RS, » DA TN - EFE}E?E )
5025 Production Control Does factory keep internal INLINE inspection records? T SRR R T ? ; . L 5 T RIS HE 0 S TR AR o A BERRIRBEZAVE R
style, operation, frequency, defects, accept and reject quantity and inline inspector's name. S P
DRSS AR -
. . T REA TR o GG ) . ) ISR BYAQL = WAAVA TSR 2 SRAEBA T Ay SARE A Lt o7 it 492
Does the factory perform During Produ.cnon (DUPRO) inspections bR A R lé I AQLEY ﬁf}ﬁi& Yenfy Factory AQ]TA Must be documented and at least as strict as Target's. Inspections must S //’\%DTargelEI’jJ B’]‘E}% = ﬁ‘:‘:’E*g{E}Z ST o tﬁ}ﬁ) Ee
5026 Production Control to a standard AQL or acceptable statistical quality level that is equal s = s include workmanship and measurement when applicable. N - =
to or tighter than Target's AQL? iE? E?%*ETEE b?{%xﬂ’%ﬁgi}ﬁ@' o e+ Not Applicable will apply if factory does not manufacture a finished product. 25 @Tﬁhﬂuﬁﬁlﬁﬂgiﬁﬂ' .
BEZ AR E T BT T Target AQLITAE ? MR T REF BT  FREXMEF -
. . . . Verify internal DUPRO documentation is current. BT BEA R PSR -
9 =1 x A9 N
oy wdieiton Cemisl s i L el DA (reilem esenc) TSRS AR Not Applicable will apply if factory does not manufacture a finished product. HRT REF R » FREXMEF -
Does the factory use defect samples in the production area to show - B . Verify if defect samples or photo's are available. These must be located in the Production area. R T R RE WAV AL & IR R e A= BIA R o BRI,
o2y wdieiton Comisl examples of common defects? L RS DO T SR 7 Samples must indicate type of defect. must be written in the language that is understood by workers. | CAZ5AE #5 BB R TIE A SRS o SRR DAIUfSE F A2 7= T\ B DABEAZEA 18
- . . ) - . KT BEANERHIRIE IR » e bR B AR o N
5029 Production Control Does the faclo.ry hgve somevtype gf .llsung .to identify specific TR RS - R Factor)f defect listing must have cod.es for all defect types (similar to Target's DCL). Validate e 0 F Tareet RIS )« BRI HIKMIR S S BRI T
defects and is it being used in their inspections? utilization through review of inspection records. i
RIED IR -
Does the factory perform Final Random Inspections (FRD) to a T R EA A MR - LT BIAQL « AV BTG R 25 SR B LT Ay i A BT L o dit 2
B0 Production Control stan;iar 1A QLroyrlzlcce s —— ualitp evel that is equal to of SHFERR AR E B IEIEAQLAVAT A 1R IE ? B HE | Verify Factory AQL. Must be documented and at least as strict as Target's. Inspections must Zhr AR /DRI Target V5T B FEZ AR —BEE EA™F » [k
.11 hter than Tareet's ApQLV Ay 4 I EEZ R RS AR - HEEZ RS T [include workmanship and measurement when applicable. BB T AL AR R RS
¢ ses AR 7 Target AQLIFAE ? R LR » FRERMYF -
. . - Verify internal FRI results. Must be documented and up to date. This is an internal factory TN T B R AR BN LS 1L T2 « AT B M RIS ISR -
9 B 24 IR 2 Gt ] : ; :
Sl i Cloial Wil sy g gl I spesitm cgordhl LI R R R R U 7 inspection separate from the Target conducted inspection. AR I TR T AEERRILTE AR Target HVRTIRE
i O T R AR R 10 - SRR R 2 B e
. . . T B A BN SR & 75 S E 5 4645 [ Information regarding inspection of packaging and cartons must be documented on internal FRI 1‘43(‘}]3 E,Slﬁ » %m?ﬁhi? CHAARAEAT A R I AL
5032 Production Control Does the internal FRI include inspecting packaging and cartons? ks 7 form. Not Applicable will apply if factory does not manufacture a finished product, | SR E L BER AR S | -
S i ) MRT REF R  FREXMERF -
e B A (T e
I i iy o ] Qo] s om Factory must hold a meeting before production starts. Documented process must indicate when the MS’(E.}JI' AP AR SRR SIS MIN BT S1E AT
- - S s S st 0 . s . . ., 5 s e
5033 Production Control orocess? T BEANE RIS AR 2 izi?:sgp\ﬁg::giz ;;iinzllzr;;i(e;; ]1);:;2;1:: ;(;1;1]0(1 i‘ cn;\_;snt ll)r;;::;?; gsamples, product detail B U R 27 T AR + % -
i ’ ’ ' IR WAEVESR A A= R -
5034 Production Control DD;ZSL‘::}:;?CIOW lellde et s n gl el T EEEARAEF A HIEFF=R12 ?  |Verify pre-production documentation shows the meeting takes place prior to the start of production. [T HIF= Al T L= RIS N EEA AR Z G T -
5035 Production Control Do documented Pre-Production meeting records exist? T BEAFRISETE? Verify historical records confirm the existence of records. B L BRI BT S OE L ©
5036 Production Control gfdﬁgt?oir;iii;g gy QI sl g e = AP E T R AIFEAS A R S = Ri2x15 2 Verify documented representation includes Production and QC departments . B T IR OE e A A= TR RS T A ZS00
Are product specifications and approval samples reviewed prior to | L) £ EER AL Z HIEF=His L » A
5037 Production Control production or at the pre-production meeting and is this documented | G3/= SAFEFIF=RIEEET & ? 2100 E 7510 | Verify meeting notes document discussion of product specifications and approval samples. FE70/6 < =11 = S TR e e e =105 . v ¢ = 11 = 2 | O e

in the meeting notes?
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Are product test requirements and results reviewed prior to

T REERGE 2 AE e L &F

% Silk=y 5z [ [
5038 Production Control production or at the pre-production meeting and is this documented — |P* SR B RANMIALE R ? S POCTIEEIT | Verify meeting notes document discussion of product test requirements and results. gqi{g?l—ﬂ’jﬁ‘gu R A R RS T
in the meeting notes? ETHRNE? -
Are key product and quality requirements reviewed, identified and | T.J SR BEKITEF Z HISAETHi2 L » &% |Verify key product and quality requirements have been identified through review of pre-production s R N
o e I e AR SRS -
R Piwiingitorn Cliv documented prior to production or at the pre-production meeting? ~ ERIFC T S S R B R 2 meeting notes. BOEL RO A BOC e P R S AT A Sl S R PRAT I 72
B A Are Pre-production meeting notes/issues communicated to the TR A o DU IR 22 L 2% | Validate factory has a process to communicate the output or action plan of the pre-production SR BEARF IR A 22 B00T - REITTER
1 appropriate personnel? REHSAEEE AL ? meeting including action items including accountability and timing. EHERBIMERA G -
% HIRERE R 5 S0 S% 0 B it
Does a documented process and records exist for the factory to IJ EOERF RS0, ZEK T #Y [ Verify that there is a process where QC/Production compares the first production units off the line fk ) H/ﬁi’ rj{ﬁ‘t;‘f : ENIEER TR AT
) o R ’ SRR ) ) - I . . 2 B — R 1T FETRIAER T Z (T T EEXTHIA -
5041 Production Control compare first production units to client approval sample and M/\ FINARBT & 47 5 5 % P AYEf AR L |against the clients approval sample and specifications. Required documentation must include Kt - Z N .
o . - N i e o . e RETE R IL B RIAR ST ~ 451 ~ AR EES T2
specifications? BT IR A 2 verification of measurements, construction, workmanship and if applicable corrective action plan. CHTER]) -
- erify all fi an area the cure @ accessi ral factor: ation. [ HIFf SRy > i AREFHhHIX
A o Are finished goods stored in a controlled area to avoid theft, loss, | T/~ HIFe L S Rt /\% BRI Ven[yrﬂl finished must be ‘m mA netl?wl is SCALUI? and rAml acce! >1ble.by genelAﬂ factory populn}on % +I HY) MﬁESZ\ B2 f??‘?‘ L3 I,/t{ At ?@THJL—
5042 Production Control Jamage. deterioration? GRS ~ Fhe Wl TR This area must have a secure perimeter and a roof. There must be assigned personnel to monitor % ° 12 SEYINIZ I EAE
NI, (e ST SEERET N S (Y i ? this room. The goods must be on pallets or shelving. ik bRt 2E k-
Verify raw materials and components can be identified to ensure traceability. This includes: T T BRI 25 (R S A A A AR I, DR (7 Shfy ol
B N — Is the identification of raw materials and components adequate to | T HYEA I ZRC A2 & A IR 72 DA | packaging, processing aids, intermediate/semi-processed products, part-used materials, finished o fIE - AR 0 AEFEEh  HRIRIFE AR R o PR R > BR
1 ensure traceability ? HHERTA TR R B 2 products and materials pending investigation. This includes materials sourced from more than one | » {EH& R} - }Z’ﬂ’% SHELHE MR [B] BRI 63 R R = =
supplier. An example would be tracing a button to its supplier; or a screw to its supplier, etc. 2505« ARAEEWHIAR I AR A N R o SR ETHY LR S
j = 7 i, T RIS £
. Is traceability available from source of raw material and components | T RT3 £ 402 6 51 2 MEA R [ Select a sample of different finished goods and have the factory explain & demonstrate the lot/batch EIF&EM}EHQ ! Fzﬁ%fsziu‘?ﬁirﬁ/ LR EM AL
5044 Production Control - e e . R > TEDARAREA R B AIRRIN > LEF R o BILUEMRI RS
thru finished product? (R EI RS 2 identification of the raw materials & components used to manufacture these finished goods. A, e
SEpIA] - SR -
‘ N ‘ TR AN S g | ony the factory periodically confims tha ther traccability system is working. Ask the factory (0 | g s timm s sn o - T BRI AR AT R
5045 Production Control Does the factory test the traceability system to ensure it works? vy provide records in the form of reports or meeting minutes that would support the factory is ensuring
HIARE ? - o BT BB AR TIFIER -
the effectiveness of the traceability system.
X R . _ [Select a sample of different finished goods and verify: BESAECL 0 LR RIS AL -
= 1 G b s s A HRTRT: ; [P
B A a— Are final products suitably marked on packaging and/or product to ?;J— gﬁﬁgﬁgﬁiiﬁgigiggzg A. Children's products have traceability labeling on packaging and product. A LB SR 5 E B RIE B A EFRIEHIRIN -
. allow identification and traceability? }J% - - ’ < |B. All other products have traceability on packaging. B HAthAI=mAEZE B E%E LA EWIRA -
: Not Applicable will apply only if factory does not produce finished goods. R T REF AR » RREEXMEF -
requi i T2 E’ﬁﬁ)’%?‘if’ﬁ Fr X FBRBEALE T » ) . .
lis thefe e SOIPii R cust_omer emariovl vt s iag % f‘EE’] AL - 15# I+ 4 Pefzpras | Verify the factory's written procedures for notifying customers and obtaining approval when the 1 T BIRE SO B A = SR AR ~ Z800F ~ it ~ 472
. materials, components, design, or manufacturing processes that may =} 4 T X . X . 3 s o, atapiy A IS
5047 Production Control . . . ; N TR B M T BT = G 2 e ~ B factory is changing materials, components, design or manufacturing processes that could affect & T S TSI = SRy e 2~ ArAMEDUR 2K -
affect meeting safety, regulatory and quality requirements of the k2L =7 fet (i d qual . ts of the finished good T RS R AT -
oroduct? R R TR o T VS P A |Safety, regulatory and quality requirements of the finished goods. AFEZ E:
TR A ST F Target R R ER 7 SN &Y?Irﬂ’ﬂif‘ﬁi:@%ﬂﬁﬂ 0 %ﬁﬁiirﬁ@am%ﬁ%@ﬂﬁ?
5048 Production Test Plan EZZS ::13 efifffryr:ra\f[z ioi.;izié:?sfroducuon M) (L) A2 5 B A% -] (Production Test Plan) ? £ F [Ask for documentation that confirms the existence of a PTP. Targe}fﬁj RIDRZIMOFTRIERIRS - 2o EFIAR AR SR RUFIA
P s e : SIS I R PRI A RS ZER - RHVHAZR -
o - : - i -
m:iyfatchli rl:’g(:(:)(;c[?;l:mauon includes the following elements of testing, inspection and O T A P R R B A LR
. . ) T HY A= BRI R S A & Target BT & : LR, ~ ARG pT Ry 25 AY -
4 7 = 5 LT et
5049 Production Test Plan Does the PTP meet Target minimum requirements PRI 2 ) Fry::uency 2.3~ ROBORIAE = R A -
’ : 3. ~ AREGAN AP BT AR IR -
3. Criteria
- . R Is the factory's PTP appropriate when taking into consideration the product type, product risk level, |#2%f LI HY4: 7= R EZEHIRIZE B S EIEMm EEARLk - GE%E
. B A L ' L
5050 Production Test Plan Is the PTP appropriate for the product and processes involved? IFEUEZZEEPE@/’HEEEL%?IJ—EE site conditions, manufacturing capabilities and manufacturing controls and level of Quality Systems |F=SHfZEHE » [EFGEEL: » PUZFREE » A£7FfES] o EF- T R HIfIsE
ZEFRRIF= SR RIE R 2 . . o e iy
implementation. ik SR FESE AL ©
o Ficili o T Bl Are there records to support the PTP is being executed as T EEAHSRNCTRIESE T #F H A 427 [Review test reports, inspection results and manufacturing control records to verify the PTP is being  [#Z% L) HIAHSSMIRIB S ~ #U0RSAYES A4 Pk i0 S LUTF B
! documented? IR AR IT A T R AR 2 executed as written with regard to frequency, type of, criteria used, etc. PR R R IR R R R SR THY -
- AR ST » TR T R oS Al
Verify the factory has a written SOP which describes how non-conforming material is identified, ? ,,i,j J"—['EE%M; I%L%ﬁﬁféﬂ Hft ;'}Qiik ) LG
B o ‘ Dncs. the factory h;wi effective documcmcfl procedures for the A TR R SR A segregated or.knch‘ﬁ'nln .gc’nmgnplaccd back in with nr?rma] p{od‘m‘jnonj ) ‘-\I’so. ﬂj?,m isto hf i.l ‘ = EZ‘)« J%:/ R A= SRR o T:[EU = Sk -~ RIE
5052 Control of Non-Conforming Materials |control of non-conforming materials and products including o =5 e o vz e o |diSPOsition process where a documented decision is made to rework or repair, scrap or discard, use ity . o
identification, segregation and dispositioning? b TR ? SR R ? "As Is", etc. along with decisions to recertify or not, test, inspect, etc. The disposition is to identify X ‘7{%&1& A % - B = | AT et
e © - ’ ’ iR B R f*Z ‘u‘Wf W ~ 10565 - FrAHIAE I EIG N B

the person who authorized the actions.
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Are suspect and identified non-conforming materials, components

TSR SRR - %

Look for areas in the factory that are used only for segregated, non-conforming- rejected raw
material and product. These areas must be identified by labels, writing, etc. on the walls. Product

ST BV S IEATRE R A SR8 S DOR R A 2 TR R PR e
o BRSPS ARA SRR E R - -

5053 Control of Non-Conforming Materials ~ [and products clearly identified and segregated at all stages to prevent |BEff ~ it » FEREAEF=FF TT/2 & A HMTHIFR | can be finished or in-process. Non-Conforming product must be clearly identified by special ek e B TR R
further use? RFIE ISR - DB I — (s 2 colored tags or labels and/or placed in containers that are clearly identified or differentiated from | & &S FFH RS CAVFRIGECE BRI S » SEFERTAEH
normal production. BARIRAY ~ JEIEE LRI -
Verify that records exist that non-conforming material/product is monitored prior to re-work or T B R &L = iE R T s % 2 AN AR LS 10
destruction. Non-conforming can be product that has failed inspection, contains defects, does not o RERF=MmA R fERRTRITA RS » AR > SERTEZERAR
meet specs, etc. The records must include the following: % - REEF il TS TAE ¢
A. Quantity A, HiE
B. Type of non-conformance or defect B. A
) . ) ) o . . S s gy
S Control of Non-Conforming Materials Dg records of non-conforming materials, components and products R AR A R P i 5 2 C. Source or point of where identified as being non-conforming C. )\urﬁE{/ ?Z%‘%E%MI
exist? D. Current status D. BI{EAYIES
E. Resulting disposition E. IAEL
F. Person(s) making the disposition F. AT A
G. If reworked, evidence or documentation of reinspection G. WFRE T EHReHTILTE
H. Traceability to corrective action (remedial action) records. H. BB IERI TR HE e 5%
1. Traceability to engineering change requests and product specification changes. 1. BT =R P s Y I IC A L2 5
W T HIE TR T A "5 - S er= SR T S e
Is there evidence to prove that non-conforming materials and their | T.J JEEAMHARICT: » IEBHA S8} - 7= |Review documentation to verify that client requirements are being followed by the factory in PSR R s T E P IAEREK -
5055 Control of Non-Conforming Materials  |packaging are handled and disposed of according to customer PR ZE SRR P B R e A A M EEK | disposing of second quality, overruns and cancellations, etc. If factory is working for Target must be | 415 T 4= 7=Target (5 F SuRRF= 5 > Ni% 5T Target{E
requirements and/or legal requirements? T T EYHIAE ? consistent with Target's policy posted on POL > Brand Protection. www.partnersonline.comp¥i5 Brand Protection i [ AARHYAR S &= A HE
HUE °
S SRR RS I IR L
- Does the non-conforming material system allow for operators to T IR EH& 7= LB R GRS S VHR(E A 5 [Check during your tour if operators are separating defective units and identifying them. Usually i o M%F@ZJE’JQ&T BEETINHEMEA MR G AR ot
5056 el Nt o Ll identify and flag defective goods on the line? TEAEF= 4 EARRIRIFE S ? stickers are used or the units are placed in special designated containers P ERRItmE -
? 2 EFw ? s b e o e g s e -
e . e ’ ’ . R P BB R R e ShP AR B, -
T REARFSHE - UK B HTF(EZ [Review SOP documentation for direction of notifying customers when product has been identified |10 LI BYARAERRAERAZSCAFFIGAE » 4P SLIFIE SENEM - 254
Does the factory have procedures to ensure that customers are (St N P 5 " 5 " . o q NNy s g oy o 3 N
_— oo ’ ) N . EEGEROEEEM (SEEM - 254 + %7 [as being not in compliance with any rule, ban, standard or regulation and has potentially exited the | ~ 257k B i ISR A FFIN S ETFAEBEAR T A - Rl ag =
5057 Control of Non-Conforming Materials  |notified immediately on issues of product safety or legality (non- . o e % 8 . 3 s . e
compliance with any rule, ban, standard and regulation)? FRAE R RERARRE ) I > MR 817 |factory. Look for evidence (records) of this happening. Customer must be notified if any non- J
2 WL, B & = ’ 2 comforming product potentially exited the factory. 1 T AR LSS RATIE S B S8 T T Y R -
. - " . 'When out on the factory floor interview workers to determine if they understand the factory's SOP  |fES WL ZE[HES » [F T A FBERE LA EMA T2 T i 5
K r 3 = % . A
5058 Control of Non-Conforming Materials A;es::i:f?nzoﬁoin[;ii;ozssel;:fielingersLOOd By ity izggé;g%ﬁ%&ﬁxﬁ&mﬁﬁ?K &t on how to identify & handle non-conforming materials/products. Look for evidence of the factory —[SABER EH&YIEL - F= AR AERRIERRRE -
£ e v - e SOP being followed. BT #IHEST IR T -
a i 1 5 . . . . 2 LSBT AR TR (ERR @
It i f‘°‘°’¥ have.an eff.ecu.ve documemgd corrective acnox}. T BEANEUHE RS SR &&= AT | Verify the factory has a written SOP that addresses taking corrective action when product &Yfilieﬁ Lif;#r{ﬁ,fsrf‘ﬁﬁgijlﬁ Aem g T
. . . system for the timely investigation & resolution of nonconformities § . 9N ; ; : o . ENAZHWHRT - ME G AR T EZeE  EEANRIG B SR -
5059 | Corrective Action/Remedial Action Plans . . . = A T PRV 1) T R A 5 SR (= S & [nonconformance's related to safety, legality or quality are identified. Ask for and review records of | . S
that may affect meeting safety, regulatory and quality requirements G+ SR G R g . S e S R A — RAZILBNE AN 24 -
of the product? ar SRR Y . & property: BT AT B E I S S EAE R AT -
All of the following minimum Target requirements for corrective action system must be met: Target A 2 A ATRB BT RS
A. Problem statement - o
B. Root cause statement A, [EIRIE L
: ) ) ) . ) B. IRAFEA 7
C. Corrective action statement along with date of implementation. o =
. S e - . |C B ERHUTHER.
Does the corrective action system meet Tareet minimum D. Appropriate staff member is identified for the responsibility and accountability of the corrective D. ATE MRS A BRI
5060 | Corrective Action/Remedial Action Plans | © =~ ) b B T HYEUE SRR T & Target FIAREEK 2 [action (remedial action). E‘ ;QFE[EJ%E"JE‘!J? S SONVEEA IR
q : E. .Traceability to the occuz.'rence IIhaI triggered the initiation of the .corrective ac.Iion (.r.emedlal : ilﬂiﬂlﬁ ok %:{: ﬁ?zﬁ CEEL R AR A B
action) such as test results, inspection results, nonconforming material/product dispositions, etc. N e
F. If applicable, traceability to engineering change requests, specification changes and FADFERE » AREAE
ecertification tésting ? TAREAZEE » TZESFIERTAENRE
- =4 DE e g 2 g Sl 2 s T
G. Follow-up for determination of effectiveness of the corrective action (remedial action). G JEERIRER U TR AR T AT AL RIS B 5
T B RS TAHSREHE % =1 - iEs oo P
o . | R S IS . . - . B T L BT AR AT e R AL 5 -
Is Data collected, such as but not limited to: product testing results, [{ER{ZFETF : Review the SOP & corrective action records to verify they are initiated by product test failures, AT A R R A E SR ~ R S b PR R T SR
5061 [ Corrective Action/Remedial Action Plans |product inspection results, customer complaints and recalls used to — |-7= Al 455 inspection failures and customer complaints. Review product test failures, inspection failures and ‘L i R ! o e &
initiate corrective action/remedial action? Rl et customer complaints to see if corrective actions were initiated. e N N e,
N o o g s > HIERE > BSIERE ARG -
P R TS ENAUTE ~ A =l ~ 1SR SRR PR - RIER B T AU RS
Ask for the factory's corrective action records. Verify the factory is keeping these records and that |2 I HI£UEEE T
5062 | Corrective Action/Remedial Action Plans |Do individual corrective action/remedial action records exist? T REREMAIMIE - FRIEHIETE 2 these records are recording the minimum Target requirements for corrective action information as ~ |3&1E 1) 2R E MR U1 T3 HFH AT IEREHERT & Target V4
listed above. B ARG REEK -
. . . . . . - N Review corrective action records. Verify the corrective actions are appropriate for the stated ST LU -
HAUTE ~ Ak S e . ) :
5063 | Corrective Action/Remedial Action Plans A el doigsiine ililoiiffingtal aditos et ol LI HIZUIE - AN A A A R E R problem. Verify corrective actions are being implemented timely and closed out within the time IOIE A TEFE H R A5 A T & BRAY (e Rt =

completed within an appropriate and defined time period?

NI ZERR ?

frames specified in their corrective action SOP.

GIELH IEFE SR AT RMEART S ] PR AR R AL PP AL
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Is there a process to follow-up on each corrective action to ensure

TR AR TGS T T A AN EOE

Review a sampling of individual corrective action records. Do the majority of them have notes or

G Eee R e

5064 | Corrective Action/Remedial Action Plans i d prevention of (closed loop)? EREHY L E IR ? LA FREUEE 57517 2 %% |documentation showing someone has verified the corrective actions were actually implemented. IR AR VS SEIRERC R E R TS TR U
O T G EBeatlE (e 2% I H AT DB IE PR AR 5L AT 2 Review appropriate Quality records to verify issues are not recurring. =8
PR .c.ive Action/Remedial Action P D(:fes ﬁ(le fac;c;g :Clil:;g)e:f; Inl;ig:g;?:igvr;g:fa::aﬁnficotllquf LR R e B A IEFE i (#PHE [Interview factory managers and review meeting notes that support they periodically review the RS T B A AR ARSI -
e e : g ) HIARERIT IS 2 corrective action system to verify it is working. BRI VRS ERIE A RS IS ERIE(E -
Documentation must designate the required training per area and position. Training material must  [FX I 89 F THEYIHK] > THRILAIUHE AN F=50 TR0 s A BT Y
5066 Training Does the factory identify the need for required training? T B SRS IHETA A ZHY A THEIR 2 |cover all production phases or department functions, use of equipment, and quality systems and RRIRE - B Ik a5 A 4 = R sERAE S & A
associated defects based on the product category the factory produces. [T BRI T ARG T A P B AH S S BRI
5067 Train Is there tailored training for QC, Production, Lab, and Equipment | TJ BE&FENFALR ~ £F=#01] » 32565 | Through review of training documentation and records verify maintenance, QC, Lab, and RIS
e Maintenance? FHE R LEE A A B E IR 2 Production departments receive training specific to area they work in. RS A G ~ AP0 ~ RIS AL 4B A BRI T SRR
While out on the shop floor select and identify some employees working in different work areas or  |[fESWAF=BUZIAR H » BANIZEE )L ANMEARE LA RALAIE T IAE
. . . S q departments. Ask factory management to pull the training records for employees identified. MR -
r S ? AT | NEEREFI 2 . .. - . o . o = . i —_— i .
B3 it it oy iy g riowid il LR AR AR A ST T 2 S Review these training records for the required training. Training records are to indicate the LI EHE A ARALXEE A TAYESNES: - X EsEH[E R AL
employees had received the training. XL A TS 2] T ARSI AR RERS I -
BBV FAA R TR . . . . . . N JEEHEE » & SR Sh/A SHEVERR - D
5069 Training Are QC employees trained on how to identify defects? %;ﬁéﬁﬁﬁ)\mk{ REUL L Verify the training curriculum includes actual defect samples/photos to instruct on what to look for. :;;{;*‘E;g;v [ » R imShr R S B aR AR » AL
P ! 20 L BE R o
5 g PRI - A5 TS RIS R A A
Verify HR keeps records of training of ALL factory workers in their personnel files. Sample files ;i;?{\ﬁhﬁuﬂh* B ATHRITRATCRAREFER TA
. . . N B SRR :  Train . aini . . e : o i
5070 Training Are training requirements AND records maintained? T R R R RI AL Z:;iﬂzc;;e:} érzx;::;f Hr;io[r;iess ugra%r;ll:i;;::;;isr ggﬁgi ::éemgfb teﬂcl:‘lrnegn.tczgiﬁz[Zfa‘izﬂ;lcﬂivr:;m‘“g PATRAE R 2R F R~ BEAZS ~ B e - pi|
' ? ) LTV - SERERIRIARRHY -
= TR il } L j j j — = L ~ RRBGTRI » DLRE AT o ©
. . Has all measurement and test equipment used to make accept/reject IJ_E%EEE%EE@@U‘HT ARV J}%\Lu Verify there a master list that identifies all equipment that needs to be calibrated and the calibration Téif‘lz,—mé%ﬂ?hé A ~ PRl DR L A
5071 Equipment & Equipment Maintenance (decisions been identified and calibrated? 0 T (O A AR R frequency. Equipment must to be marked to show the calibration status and period of validity. HEERINAEE TR -
T ) B 2 3 H DU O A P R R R kg 2 [ AP ) ) PR S BRI R SR ARG -
Review the written procedures on measurement equipment calibration. The procedure is to contain N N W [N
5 i YR o R T e
) . - U . LI R EA RS SRR HE » 241% % |a description of the actions the factory will take in the event a piece of measurement equipment is *{ﬁftgézhé’ﬁg \EE?{{#mu’fiﬁ‘:@‘ﬁ‘é;l—ﬁ(ﬂlghé&%ﬁ
. . Are procedures in place for actions to be taken if equipment is found o ot ot e o ; . . . - 2 BRI 5 BB HH N 2 ST Rl SR B B At © B R e Pl RE &L
5072 Equipment & Equipment Maintenance g o i L FR RIS A R R R F(E B /0 VPSS » B2 |found to be out of tolerance when being calibrated. The action taken may include investigating the o o iy iy o =
not to be operating within specified tolerances and/or limits? . . L N X . Do TEEEZH IR AT SRR T LA - AIRREREZ > 5
A AT LS 2 impact on product accepted by this piece of equipment including determination if product has t0 be | & -~z s 8 T e
; P RERERT » AEfENEFS » FE -
reworked, recalled and if customer notification is needed, etc.
i . 6 et o Are documentation and records maintained for main facility T FEAEFP R (AERE 0 JEEER » 82| Verify equipment and maintenance documentation is maintained and current. (This could be on file [#¥ T A4 =S A RIS IRIRICT: © (GO FH AT LUIERIER
quipment cc Equipment MAIIERANCE oyinment (i.c. boilers, Back up power supply , Centralized heating, |{£4458 ) RAAAIERIIDE: 2 or on the equipment). ER SRR R E R ERE L) -
R LT B P s B et R B T FTA TR DU
AR A A T2 TR - IRAVZER - fET L
A documented system of planned maintenance shall be in place, covering all items of equipments |5 REHSFFELELE -
Ts there a documented system for planned maintenance covering all | T.[ & & A 2 A =% HI4EF 1R 2 LABE {7 |and plant which are critical to product safety, legality, quality and business continuity. This shall — [ZEF= & AV4EIFHRIERE - (ERIRT ©
5074 Equipment & Equipment Maintenance ~ [equipment which are critical to product safety, legality, quality and  |3X &4 A=A~ A & 222 M ~ 7EEEEM -+ [include, but not be limited to, records of: periodic maintenance schedules and completion; — SEHACRFR TR SE R H 3
business continuity? JREAYER > (5T S5 ATRERS S & © |preventative maintenance; required safety checks; spare-part listings and replacements; contingency |—FHlbIELER 1] 5
plans for failure of essential equipment. — LRI AT R
— P B DU BE R R 5
— SRR IR T
N Request and review preventative maintenance program documentation. This documentation must BTy ‘E’Jiﬁ‘i&éﬂ’gmﬁ Vlt%%ﬁ—ﬂﬂﬁa% A e
. . Are preventative maintenance schedules or cycles documented and | T £ & A RE TG IERFE TR 2 H_EFIEAER] . . . : . T AR TR IC T U & A P A A BEE AR (8] N TAY IR S
5075 Equipment & Equipment Maintenance on schedule? S TR T (5 validate that equipment is evaluated at predetermined intervals with records of inspection results. CEREHI S
{ Bk ° . . . P B p BE
This must include all machinery, maintenance plans, and schedule timing. TR T TR A P14 » Rl Ik -
T . . S Are machines, equipment, fixtures and tools suitable to produce T RIS 5% EEEFMTE - 273 |Look at the product that led to the request for the FE and determine if the factory has all of the 120 Targetfit 67 5 H “ERIE R B RIEA R A PR 0 DAE T
dquipmen quipment Maintenance | . nts product? GEFE P 2 necessary equipment, etc. to produce the product. P A= 1% ST A A A = 1R
ot Eouipment & Equipment Maintenance Do machines, equipment, fixtures and tools appear to be clean and in | T/ FYNLE3 %S - BEEI&&FTE » &8 T4 | Verify machines, equipment, fixtures, and tools are not dirty, rusty, leaking oil/fluids and are well [N LI HIH125 - %% » EEIRELE » BEARES - FRHARLL
dup AP |20od condition? B » S RITHTR 2 maintained. RSB BAFAILENF -
3 v, |LOOK for a room or area separate from production that contains spare parts for the production SWEAZIEERAR IS, - N P
. . . T R ENEAZREAFNERA M| - A REMANGGTAER - BEVRSETNREBGEERZMST
5078 Equipment & Equipment Maintenance |Is an organized spare parts inventory kept on hand at the factory? IR 2 equipment. Does not need to be all spare parts, but at a minimum must be critical parts needed to DRSS
p /B L N - - Z °
keep the equipment running. Factory must have inventory list. T B -
Are tools, spare parts, fixtures, jigs, molds, etc appropriately stored LIRERTH SR Eens ) X Look for tools, spare parts, etc. to be stored on shelves, cabinets, pallets, etc. in enclosed area with a BRI BOLH  SRBFEEREFIENRL BT kL
5079 | Equipment & Equipment Maintenance * SpAre Pars, o NS, OCS, €% APPTOPIACY S H o A ZEBRT » MRERAEL U 0 Bl o SPAE paTs, € 0 20 . » DTS, €le. i QLB TS o

to avoid rust, damage, and ensure ease of locating?

FAETFUR ?

roof. They must not be stored outside, piled up, or mixed together.

TR #RAZHTERRER R SORBHIE—IE -
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Does the factory have a designated area available for customer

The factory must have either an enclosed room or a designated area that is used only for inspections.
There must be sufficient lighting and room to stage goods and conduct both workmanship and

ST RER— R F RSN - (A TR -
BRIV 2 KT YA ZE 8] B

. » ARG RAIR
4 S T 7 A B R © ( ] . ’ g 2 T
2080 St Comiliroms conducted inspections? LI RE AR R SR S A S measurement evaluations. Clearing off a production table is NOT acceptable. I — NP E G (E RIS FT R R REREZ A -
Not applicable will apply if factory does not manufacture a finished product. MR T RAEF AR » FREX DRI
A o e st v vy TS
5081 Site Conditions Is there enough space in the facility? T AR R A R R e ctiring orococes o e oot (o oo, Blockad o0 oo e g |1 * B EARTHRI FLUAT 22 S0 TARETSE « FRAHOLET= et s
£ Processes aup : £ ETHRBZER © CORFEERINFTR A T2 -
not acceptable.
. o - SR BRI SO A T E Rt DR E
All production and support areas must exhibit proper housekeeping free of contaminants that can SRR S LB o
5082 i tions ili ized? O R T 2 i - i : s mus s i el e X
Site Conditions Is the facility clean and organized T 0 BRET AT ﬁzl:sréte)::ltocohfl;setrangz:;triaore d;ie;t;:iir;)::c; :i}i :rr:: (1:111131 have clean work surfaces without S I - S NS Z) -
v cuen Sloras 5 v YA REEIT B, -
. - - L N The lighting must be enough to be able to perform whatever functions are intended without having  |#%S2 LI ISP KIRER A EHHVE » DURIFRESB AT EIIE
9 s L s o
5083 Site Conditions Does the facility have sufficient lighting? T E BNEEEA BB 2 ey Al > RS T N RRS -
SR B RIRR A A M S IR (R | My 22 =0RUE © 40
. . . . N N The area must have constant air movement: Ceiling fans, wall fans, roof vents, etc. The area must be |53 » B£f5 » fETEMIIZE -
9 5 = LT 2 »
A Site Comilitois P e il ol it iesl LBV RN BT 7 comfortable for workers as country conditions permit and appropriate for product being made. SR 12445 B T TAEM S S ERNER - I BFa4r=%k
FIF= AL TR LR K -
oo St Condiions Does the plan have a"back up" power supply available that will | T A1 I » AETsko 5L ¥yl | iy e fctory s a gasoline, o disel fuled generstor hat Wil provde pwer 0 DIOCHOR 1o s skt 0L - ERIRACREDE T T b
: allow production to continue in case of power failure? A= 2 q?leslt]ion 1 . v ¥h ; o QISR T RE R ATA £ R EA =S - [EIZEYES -
o 3 B " EL 7R A e i O Tl 30 1 S 7 T A s T 3 specifi i - > EeS >
5086 Social Compliance Is 1her§ a manager or department formally responsible for social T R RE L BT R 5 51452 534F | Verify that Ihe factory has a specific person or department in the factory that is responsible for BT R A R A P T A T 2 BT LA
compliance? TAE? social compliance.
Ts there a documented hiring procedure which identifies the T R 5 LR/ T, 3 LA E A |Verify that factory management has a documented process for hiring workers that includes the party [B27E L) FE 3 R Gi47 14 A TN MR 7 SO0, 3 b 365 e AL (7 32
5087 Social Compliance responsible party, the age verification process, and the personnel file | FHHRIEHIE, R TARZARE, LAKA A |responsible for hiring the worker (agent, factory, etc.), age verification, and a personnel file for each |4b, ) 4%), *ER AT, UK AR TALEA K&~ TAK
requirements? NSRRI ER ? worker, including temporary workers. NFRIZ .
5088 Social Compliance Does. the 1'uclox“> use a functioning electronic or mechanical time J_)( T'I'_'?;?{-I‘WT%JJ:T‘I‘WUHWJIU F U \'eril"y the factory has an electronic or mechanical time keeping system that all workers use to track BT 75 b T S BB B 2 ek T LA .
keeping system? R24Gu? working hours.
S R - TS S P S5 Ry — L) B 5 B IE A 7R AR R UE N SLE B S 5L T | Al areas (production and support areas) must have enough room for the workers to exit the factory | L & FEl N AT X3 CELAEA = IXIRIAEAE = X 380D, #REEA 268
! D 15168 permy W 151 SCNCYT | AT RS 2 in a safe and orderly fashion in event of an emergency. f) 22 R ERAE TASE 5 2R T AT L2 & P B
. Can emergency exits be opened from the inside and do they push to | L) [ % S P 75 BE RS 4T 3 FLAT LU BL 1] | ALl emergency exits must be able to be opened from the inside and push to open out. Exits cannot  |#%#x 1) HIFTA F At DR G A LABER 4THF, mTCAM B M, %
5090 Social Compliance £ o
open out? HSNHEFT 2 be locked. S D4t A RE BB,
— = AR TS R - - - - - - - o
5001 Social Compliance Do gll employees appear to meet minimum working age ) ‘ ft fe ﬁ}Em FEEARTF £ [ 532 5 #e A% A | Verify that all workers appear to visually meet the minimum working age requirements for the 1 U7 A R 7R A T AR R 5 e B T A4
requirements for the country? AERE I ER ? country.
S5 R - Does the fire fighting equipment appear to be working and free from | L) BT FRIYH B3 80 4 42 75 A 7T LAZE TEBHAS Y [ Verify the fire fighting equipment appears to be working and free from obstruction so the workers  |[#% 2 L) i BB %, & 75 &80T LLJGBHAT (RO T LA IE # 18
. D obstruction? FRELH FL#R AT LAIE # {3 2 are able to access easily in the event of an emergency. o EEREHRT, TR LRI SEETH 5% .
5093 Social Compliance Additional Comments HEER Firee form text box WA AL RTE, RS .
W A A TTE oAt S 5 Sk AL gy s A ALY
Is there a high security seal affixed to each container/trailer that Lﬁm Eﬁ%%fﬁ:}i%‘ﬁﬁ ZF,.NA: i A Physically check the seals that are used in sealing the containers. High security seals include bar AT A AR BRI R . WA AR E A
5094 CTPAT Pz R HTEE B FLAT £1S0/PAS o
meets ISO/PAS  (17712) standards? . y lock seals, bolt seals, and a cable seals. FEAFABE, TIHBE BT
(17712) i ZR?
Physically check to see if seals are kept in a locked and secured place prior to applying to a %A L) R R RIS Z BT R B R SE I, A AR
. . [ . . |container and logged on the Container Load Plan or another form of a container seal log. R B A AR A s H AR M R R e,
5095 CTPAT Does the factory have procedm.‘es i pl;fxce on how seals are EJ Eigﬁ@é@**’? %?}K%%ﬁ%ﬁu& If sealed containers are present, physically verify the container is sealed by viewing the seal and WIS A BT S 4, E L 0 4 R SR A e 2 T DA
controlled and affixed to containers/irailers? ELIESEIES UL SR container locking mechanism for tampering. Verify the seal number against the documentation. Tug |, 35S0 Skt 2 5o FII 73 18 A0t 56 B8 i i D\ JEL T DL 5 7 B
on the seal to make sure it is affixed to the container. Twist and turn the seal to make sure it does |45 |, 1%5/8% 28 B AN A S8R H ok & 445 .
] CTPAT Is the container/trailer sealed at the factory immediately after T fEARSE R M A2 3 4R 5 R T L I I g‘si( a manif e;{st{?i rvisor i lc/clmteli(u;erstare S??leﬂzCkgi 1mn25d;lalelifhafter éoa?mg. loaded and Wl L) A G, MG RE S L. SR M
Joading? v eference the facility’ s seal/lock log to verify if the dates of when the product was loaded an, BT T I B2 75 5 1 A 10 0 P ) B
sealed/locked are the same.
. . S o — Ask to see the written procedure for distributing seals/locks, and whether or not it includes security [#%XF L) HUHE A FRFE P M, HAREM G ZHEN R/ — L E&H
S T 2% FE P AR IR SE ) 5L oK N o X . P S = e = P
5097 CTPAT gogifzﬁlift;rgt;i: /f:a ?T:rd;l;:i,l,n g it st il gl 57\&; ;gﬁﬁ?ﬁﬁlg:a@f IR ) A LR personnel and / or a manager / supervisor. Designated employees to distribute container/trailer seals |/« WA A TEM & %4 N A R/8E — 4438/ FE. T
> ’ " are to include security personnel and/or a manager/supervisor. The facility must have this in writing. | /7 i i 245t & 10 B iR R -
Ask a manager/supervisor to physically see the Container Load Plan or another form of a container |5 L) 445 B 2 J& 75 45 5 285 48 26 M TR B 55— FAH B AR A2 26 48
5098 CTPAT Does the factory have a container/trailer seal log? |LJ REAHH/MEEILFE? el HiEH

Another form of a seal log must include but not limited to date/time container is sealed, seal
number, container number, and employee identification and number that completed the container

ERFAAMENCR LA, (AANRIRT : B B/, Hd 5]
5, RGNS, LRGeS A TS
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Are containers/trailers stored in a secure area to prevent unauthorized

LB B A TS AR 2 A X IR LA

Physically check to see if containers/trailers (trucks for less than container load product) are stored

TNGERAA/AGD (PERE) R TR AFICHE DU J A M / B A ) XA .
RUBUSAEME/ B, WG R B 7 FRIGLA i N IR 1%

5099 CTPAT access? B LR AN within the fence/physical barrier surrounding the facility, or door to door/end to end, or backed HRBIINT] / BX R, SR L mrEEHF a8, UEET]
F . e : against a structure high enough to keep doors from opening to prevent tampering/pilferage. AHEFTH, B bR B 3
T LT 7 SR AR T, AR CRAEGEAR ¥ 50 H P AN 2 A VRS B 20
FHE. W) B 7R SR R 5, o0 el A AT A X e
) ) . ) ) e R SE B /B TR o
Ask a manager/supervisor to physically see the seven point inspection check list for verifying the T 1 5 5 PR 0 5 S (B AR LB L T 72
Dogs the factory have procedures in place to verify physical integrity | T/ /& 75 FEF RAE B M/ 4 TR ITAR g:ky ?:)Cz;r?;;?tyfgz;if:ﬁ:izﬂlff ?: fticelh?: fioceasl ?;:eh:\;e 3&52‘/:&1{3;:&1115;}6011% check list, ) ey
5100 CTPAT of the container/trailer by using the seven point inspection prior to | Bl F5 ZHEAT A7 H50HE, LR OREEAE R /HE 421 w e g NEE tegrity L . 2. M
. i) S 'We define checking the physical integrity of the container as, but not limited to checking the front .
loading? SEREPERN 2 AT . AR : . ) : 3. 4
wall, left side, right side, floor, ceiling/roof, inside/outside doors, and outside/undercarriage of the 4. 117
container. 5. TS
6. I TR/ 1T 5M
7. LA SRAR i i /it
Physically check to see if a fence surrounds the facility. The height of the fence must be around 7 to [F75 L) AL B AME R B IRGE) X, MR RE L SIE7 R85 R A4
o GIPAL 5 ity hysical barri ound the facility? T REHA bR e 2 e, BRGS0 |8 feet high (2.13 to 2.43 meters). (H852.13KF2.43K) .
0¢s & security tence Or pnysical barrier surround the Iaclity” AL L o e iy R 2 If there is no fence, look to see if a physical barrier surrounds the facility. Physical barriers can WS T B A M EANG, 7E) X% 75 A HoAth A LU A A o A 48
include brick/cement walls or a solid barrier. J7IX o PR BR BT O KRR, B R A A ORI
568 CTPAT Are all gates through which vehicles and personnel enter/exit T 2R N RO LEREH L A% F 3N |When you arrive at the facility, physically check to see if you need to pass through a gate to get into |ZM L), 2SR A EF I — M@l A L FIL) X TEH. EiErE
manned and/or monitored by security personnel? DX BT A AN AT BT AR ? the premise. The gate must be monitored by a person and/or a camera during business hours. BRI [R) Py A2 e N ST A I A Sk A .
Physically check to see if employee/visitor parking areas are segregated from all cargo handling and |4%3% 1)/ 52 TEaE Kuj N B ZE4K, 04 16 2 10 S5 i X 3
516 AT Does the factory have employee/visitor parking areas segregated LR 5 B SR U N G5 2R IX 48 75 5 B | storage areas. We define parking being segregated by means of not being able to park in the same |15 4= X 38 5 SR M40 170 DX O 43 R0, SRV AR REIS SE(E TR
from all cargo handling and storage areas? PSS X IR RS . TR ? area as the cargo handling and storage areas. If cargo handling and storage areas are segregated by a [HRIZF7fif X IB P o« Qi S BRI 17 DX dalole A2 =i Sk A B e T i
fence/physical barrier, it is classified as segregated from all other areas. B, RIS A X 3 2 B 85 14 2 S X k.
5104 CTPAT Are buildings constructed of materials that resist unlawful entry? | L) ESUIBTFIRIBEHE 5 AR 1E 4R |We define building materials that resist unlawful entry to be steel, cement and bricks. AT UL LAB IR B N X R PR Y. KRR
Physically check to see if each of the following has a locking device on them; windows, gates, and s S B U N .
Does the factory have external and internal windows, gates, and T fTTR  ERR AR TR B 2 L 1] %38 #4 | fences. You do not have to verify all windows, gates, and fences for having a locking device. Verify &EI’ U:Tlﬁ)?ﬁz N ﬁﬁﬁ’?ﬂllﬂz@E? tl‘El AN NNE 7 =N /Y N}
2LC S fences secured with locking devices? T LGES LCN at least one of them. AREEFHONEMAE, B2DIESSHR -
b 3 ! : AUE: IR ] AL FAT IR A, (HAA2 L -
Locking devices may be unlocked during business hours, but they must have a locking device in BEPAEELAE LI FINALTATIPIRES, (RS B AR b
L L . T RIS HAEHE R g . . . L X N N - X
5106 CTPAT Does lighting illuminate the building entrances and exit areas? i ;g ] ?EH%E R L B T AR Physically check to see if lights are present in the building entrances, exits and functional areas. WA L) A= A1 0 R Al X 754 R AT -
I T R BAT R e 5 0 iz . s . L X N . . .
5107 CTPAT Does lighting illuminate the cargo handling and storage areas? ﬁ%g ] ?EH%E R L LB SRR B Physically check to see if lights are present in the building entrances, exits and functional areas. WA L) 16 PERE Y R it DX 75 A R AT
5108 CTPAT Does outside lighting illuminate the fence line? LR AT R 75 R 5 LB i R A2 ERIEL | Physically check to see if lights are present in the building entrances, exits and functional areas. AZATAE L 53kt 1/ 00 A e i 75 AR
5109 CTPAT Does lighting illuminate the parking area? JT TR 0 LR o B A 15 2 X e Physically check to see if lights are present in the building entrances, exits and functional areas. A A AE B O R A X R R A KT, FLAT Y6 75 AT LA o6 A O
L . . R Verify that all employees have a work badge, a work uniform, or a name tag stating employee's AR AR — AN TARIE, — & TAERR, B8 — A Bon it T2
) A 56 R R 61 LR 2 " - M ,
5110 CTPAT Does the factory have a system in place to identify employees? T REA EERIE RRRH A T name on it T 7 DX I 05 T AT A 24 6 0 O T
'When you arrive at the facility, note whether or not you are asked to present identification to be Sk TR N P OESAR T A Ry
Do visitors present photo identification for documentation purposes | L) A& 75 R K1 N RAEREN L At 75 # | granted access and logged as a visitor. e J;E J—F{:{: R % o gj{b{ﬁi\%{}j} H%a}:{?yiﬁ ,)‘F&' :
5111 CTPAT : ; oL e . ) A IR B O UE N A BURF B T AR 1V P UE S5 . s
prior to entry? i H S ORIE I AT SR o6 2 Proper photo identification is a government or work issued license/badge. An example would be a [z SRR T
driver’ s license, passport or work badge. T )
5 s S 5 — 1 =1 1 |A temporary identification is a badge stating 'visitor' on it, a sticker with 'visitor' written on it, ora | S M IEBI AT DU A" YIF " FREMS U R, EEVIE"H
T i AP i 1L — N g o =
5112 CTPAT Are all visitors escorted and visibly display temporary identification? %%%Eﬁﬁgfﬁ;? ) TR device that can be attached to a person identifying them as a visitor. FR%E, B R — R AR AR U % B 0 AR IR
) Note whether or not you are escorted when touring the facility. [FAIRS RV & S R B A WA RBEFRESR) X,
Is application information, such as employment history and L) fERTHS AT, L] RBERIE BT | Ask the manager/supervisor if employment history and/or references are verified prior to Y . = Sl ORI B A4 T 9
olLs Gy references verified prior to employment? RBEIEE, WRIE TAEZ I RASE 55 [employment. CUET T e Nab Sred kel i F f TRietas i
A e . I L) A ERN GOR A MR 5 R B, 2k A ) [ 84
Ask a manager/supervisor if there is a procedure to remove identification, facility and system access TR T T A SRR R
P, s i e denioaton. | AR B g g | e enlovees, o terminted eom | [, R AT N
Gl CIPAT : qeﬁt c gc orty ave procfe utres in ptage 0 rlemovevl entification, |- 1= iy bR, AT ok BSR4 AL ?rczice burte otrlrem;)xgl:g 1detn/1t‘1ca mfn, acili if 2lm sys 16[(? accelss or terminate em); og/te;s US| g/
acility and system access for terminated employees? T LR T R A kU2 [netude, but not limited to, dateftime of removal, terminated employees name, & record of the BIHR A T4
identification system device being returned, and the employee name and identification that SR A S 1T
completed the termination. P O
. . . . . N o = - ;x| Verify that drivers provide identification upon arrival at the facility. Acceptable photo identification |#%7E FIHLLESRIE) X i SR GEH B MIERH . #5437 HER A 5 00k A S
5115 CTPAT ?f g?:i:c:ievge;igel:::S?Vlng e Ol e e ﬁ,;gﬁﬁjﬁﬁ EU SIS R is a government or work issued license/badge such as a driver’ s license, passport or work badge.  [BUR B TAEHUFTAA AV T IIE/ B 2. A5 R, R ER T AAAIE
HOR o Verify the truck/container check in/check out log or the shipping/receiving log exists. WA L) R 25 /R R 250 T S s B/ B et .
- — - - X B — - - — - - — —
5116 CTPAT Does the. facﬂ.ny have Target Corporation’ s Integrity Hotline I) Eq) ':71’: Z 5K % T Target corporation's Ask a m.anag.er/s.upemsor to physically show you where Target Corporation” s Integrity Hotline PRS2 A AR T3 T Target/A flintegrity k{2 .
information displayed throughout? intergrity k(5 8.2 information is displayed.
5117 CTPAT Additional Comments FHoftbut Free form text box W HAL RS, RS .
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20 Piece Workmanship Audit

B 200 1) R A= dh, AR T

Verify if the 20 Piece Workmanship Audit was accepted or rejected.

S R 6 (¥ 201 7= i BRI AR % L 20 i 7R T LA 3% o

5500 . Did the 20 Piece workmanship audit pass? ZREAR T AR N i TR el
(New Initial Factory Only) R TFEE T Not Applicable will apply for Annual Factory Evaluations. WIAE T EE W .
. . o N e i indicati i i Pt g ae e e Tab E B B8 2242 925 B e
) Does the factory have records indicating the design is reviewed for | T ZETFHAA 81, A ITR R R Th&? factory must possess records or meet}ng minutes indicating the fumlture demgq has been Iz— /Jé :),T;E&ﬁ%ﬁ,*ulﬁi%ﬁ ] 2 St R RS A %A
6078 Furniture safety prior to beginning production? PN T ) reviewed for safety and regulatory compliance. These records can be issued either internally or by | FHEHEEME R
A BB ’ e ) 3rd party PRIOR to beginning production. XL AT LA H P S S iR =y SR AR R B A TR AG AT AL
Factory must possess and use test equipment to ensure product is safe during normal foreseen use. LI RTINS R S I T
Testing capabilities must include: | |EAgIE - WA -
i - : A) WEIFRE N
a) Tipping / Stability B) FLEIA
. Does the factory have appropriate equipment to support "critical” in- | 1) A #B WA £ Y15 & 2 HEAT 321 %2 45 |b) Static Load e
co Eunis factory safety testing? k2 c) Dynamic Load C) spetiilix
! ! . o d) Ms;istu.re Meter - only applicable for Solid Wood materials D) P - S TSR
; E) HEpmiE AEIE SR
e) other test requirements as needed
Note: In rare circumstances MT may determine certain test is not relevant for product. SRR T TR R, MTAT LY A AT R 7558 R
Review a sampling of the factories in line test records to verify the following: FENE T EAMATINRIC T » TR -
R i Are there records indicating that test equipment is used by factory | L) 45 g 5% QO 3 TR 9 AL P2 BE ek | 1) Records must show that First of Production Units are tested as appropriate. DICTEAFEIR » B Sl 7 AR
QC at defined milestones or production frequencies? AP RAT R R B % 2 2) Records must show that additional testing takes place by factory QC per defined milestones DILFEAIER > T BIQC A AFIER T HUEMN A =M B/ iE sk
and/or frequency. PUTEEXS 7= S22 4 M AT SE MR
Vi fo as a S using S| i a I C S Y ST A ot S N
ane;iyg;h:f;;c;:ry has and is using the following test equipment as applicable to the product design B T R AL AL & - (&=l A
1) (';]miier folr'vsmall parts SLEAR BT -
< the fz 4ve appIopria 5 _factor > L S A A R LA e 1 e -} S S ISR AY (REEH s
6069 | Toys and Children's Hardgoods product poes the TdthJl’y have appropriate equipment to support in-factory %rwnﬂmgﬁ BRI S R R SR 2 2 2) Sharp edge tester 1) /J[ nﬂt{:d hfﬂi fi%ﬂULi“@)a )
safety testing? Mst? . o 2) BRI rIA L2
3) Sharp point tester e Syt
Not Applicable will apply if based on design and age grade, all of this test equipment is not 3) #AL: gy Iﬂiﬁ/ 2 v N ST
anplics iy N N HRAEF= S VRIS F AR B, - FIREA 2or= S R R U Ll
applicable to the product.
Verify the factory has and uses metal detection & broken needle control. AT Vﬁ;—’\ﬁ?@%%};leﬂ”%ﬁgﬁﬁ% .
1) All product must pass through metal detector ;J Zﬁ?;??%m%%;ﬁﬁ‘y%ﬂ%;‘FF»?‘WH[WJ "
. . B — . : oL ) BAHILT 0 E AT B R AR LA o
. i i Plush/Sewn product - does factory have metal detection AND needle bt B e Eag = it - B s ceorspmusisonoral iorodiictresseetroneh mgtal deteton 3) SR W B AR S -
6070 Toys and Children's Hardgoods product olicy? 4 R LRI o R T EL A e 2 3) A documented needle management system must exist DT SRR s
DOy LB BRI 1) Needle log must be accurate and up to date 4) Wf%ﬁHjC’ E‘ﬁzﬁﬁﬁimﬁfﬁﬂ’ﬂ C B o
Not Applicable will apply if the factory can provide acceptable justification as to why metal ?D%EJ i{%?fg QH)\]I,EZJEEEE Y ﬁ%ﬁﬁ,%f{;wiﬁhﬁﬁﬁ%
detection and needle control is not applicable to the product manufactured. SR TR B RO #1228 - 210 5" 4 FINot Applicable
ZAETLT ATFRIMHRAEST ©
Verify the following: 1) 5ASTM FO63ZERABFFHY" = SRS MR By 7 ©
1) Appropriate "drop test area" per ASTM F963 requirement 2) HAREEAIRAE I TINAY, BR S ET e A -
2) Calibrated pull test gauge with appropriate "tooling" for product 3) A RESHIFRAE TN - ST IEEAEF AR Sl o
il Toys and Children's Hardeoods product Based on product age grading, does factory have appropriate "use | L] 4574 J LEEAR SR HIAYF St » 275 AT LL[3) Calibrated torque test equipment appropriate for products currently being produced at the factory [4) fRIEF=Sikit - HAh T EFR AT 2k 1% -
o : 20008 Product . 4 abuse” testing capabilities? T I 6 PR A O 2 4) Based on the product design; additional safety testing equipment may be necessary
Not Applicable can be recorded If the factory is sending product out for Use & Abuse testing toa |15 T % B— M2 KIGIEEHIREEMR » 257 E = K=
3rd party testing lab per a defined frequency based on a risk assessment. HET IR S R A F R > RS 524" 48 FINot Applicable” ¢
Not Applicable will apply if the products manufactured do not have age grading. AERAZMNAHA B A F2E =007 ShAE AR B, - e " R3E A Not
Applicable"
_ . X . [ 1) Records must show that First of Production Units are tested as appropriate 1) I TR TR (7= M £ AR LT 1 @
re there records indic all appropriz FIOEET - FA R L ; . k et ‘ . N
6072 | Toys and Children's Hardgoods product i;{l}gex;ﬁzx;xflégx ﬁj:ﬁeﬁlildel;;ioiil nfofifgslﬁze;;};g %LEE%;;&?;WE?iégg%EmQC 2) Records must show that additional "ongoing" testing takes place by factory QC per a defined and |2) CFcRh 0 TR #ETAHRFSLIE AT B 2 H T QC $5XAHLERT M
BB Qe Sorp IS | FEFad RGNS : documented frequency (minimal requirement is once per lot) FSERR (B MNEF IS f— i -
Are there records indicating that product is tested at a CPSC T BEAHILE g 223 CPSCIATE . . . o B AAGHIF= Sl iR e o DARFE B 5 & i —NCPSC
s and Children's Har S c P ol Verify satisfa a CPSC acc 3rd party lab are available. K sl gon
6073 | Toys and Children's Hardgoods product accredited third party lab? HE= L= A THTINR 2 erify satisfactory test reports from a CPSC accredited 3rd party lab are available R = IR L -
If AC (Alternating Current) product and HI POT testing is appropriate; the factory must have one of MRS EI it BRI - ,IJ f*\?ﬁﬁw\‘[ﬁmﬂﬁ%
the following: HY—0 * 1) mEMRE &R T
v -5 % 7 A] ST o (A5 BN N DA
1) HI POT equipment and records indicating Factory QC uses it at a defined frequency (100% AC ?(%ﬁ%?ﬁ;i’ﬂ}iﬂfﬁ?a%ﬁFﬂl/ﬂ%%ﬂ’]ﬂ‘lﬁ%ldVJ\ G S50
o Does the factory have appropriate equipment to support "critical” in- | T &7 A & Y ATINK 1% ZHITH S5 5% [product must be HI POT tested) s \T,'m - ?l . . = R
o s factory safety testing? SRR E MR ? 2) Records indicating that "supplier" QC of the electrical sub-assembly used HI POT test equipment ?‘)\ﬁ}lﬁi\[%@iﬂ\?}ﬁg\; ng%?ﬁf%ﬂ%?éﬁﬂ'zQCﬁnﬁ%Il F@l#j?@)i
at "supplying" factory (records must indicate 100% of the AC sub-assembly product was HI POT {w \;V o (LT U MR ECH ST 88T ST 100% 3 Tad i
FED)
tested)
Not Applicable will apply if all products manufactured are not AC powered. L,
i ; indi - s beine |3 SRR, o et
5 Electrical Does the factory have a Multi-Meter? REATEE? Required for both AC & DC product. Observations and records must indicate Multi-meter is being |3&F T2 B ST © MEEHE SiC ML FRIERTHEA

used for basic test or verification activities.
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Do all AC powered products have up to date listings with a

LI AP AR F P S R A E A WA T3S

Verify through record review and observing the labeling of finished products that all AC powered

I PR AN AR RS AT 8 R AT TR AT A 7 i P R B R

6076 Electrical recognized third party Safety Agency such as UL, ETL, CSA, TUV | =2 & AENUFIAIELTUL, ETL, CSA, TUV  |products (product that plugs into a wall outlet) have a Safety Agency listing. HHIER 2R S A LN F 4. (F5A sl A s RS R
or MET? SMETHEH Y5144 2 Not Applicable will apply if all products manufactured are NOT AC powered. fn)
a sampling of Safety Agency reports for requir i roduct testing. Verify factory " SN . ‘ N
o st o s b e, i g e s
i F) Are the AC powered products being tested at the factory as specified [ T/~ 4= Y3t IR BN Y= B B RIBEE = the l'wclbon oo = ° - SR EE RN AP SR A T AT B HITE LR,
ced by the third party Safety Agency? Fi LA RIHIISEAE T P2 o e e ) . SR RAREHME R L AR ATRTAIZE S -
Note it is not mandatory that factory is capable of performing all safety testing at factory. JESRE R BB P TS T
Not Applicable will apply if all of the products manufactured are NOT AC powered. s FEREENRE
. . . Speak to the factory worker that is conducting the fabric inspection. Ask how they inspect the [ T A S RIS 10 TGRS, 0 A AT AR B N PR TR %
2 I D HIFRES » W&/ N A . T N R S .
6000 Fabric Inspection qui 10::” or (mo:c Ofl 111;0mmg fabric get inspected using a four %;ﬁ f’gg‘ﬁz%?%ﬁﬁ%gﬁig wED incoming fabric. Review the documented results of the incoming fabric inspections. Choose several | X A\ FE [fi BHGE 325 B A0SR, BN & LA iE 235806 H i H i,
R 4 " R different dates from the previous five or six months and ask for the fabric inspection forms. ZR U L TR R B0 8 455 1 DABRAIE o
— oG e T AL ST DAL R . AL T o B L
6001 Fabric Inspection Does the factory use a fabric inspection frame with working light? | TJ 275 %A TIETHIRRARHL? Fa‘bnc (RS framemuslbelonerarionabiwithorkinallishieriyimostcutenimonths L AE,” ”':’mf AT LLER A, JF Aty LAEAT . B AR LA
inspection results documents. H B AR T 5 .
— = — - y — — - = < S — T R PTETETeTC.
6002 Fabric Inspection Is production/bulk standard available at the fabric inspection floor? | TJ AYEDEMER X EE A AT EVEHIEIARE 2 erify sténdard 1s In use at (helinspectiontframe plftfabrictisnotbeinatinspectediasiioreraionio MYTI}— TE yfﬁﬁﬁﬂgﬁﬁw\ﬁ AR TR
demonstrate a fabric inspection. ATESR T NBRIGARIZFE -
050 Bl p Is fabric count/construction and weight checked & recorded for all | T.J /& Fxt TG IO TH MY, #53E4T T4/ |Verify records exist that show that the factory is checking and recording fabric count, construction |IZEIARIVERHELRICT » 2EEBETI RIIHCTE TEREYZ
e lots Inspected? L)/ TR IR A 5 ? and weight. HIETE -
. . . . Review internal documentation and records of shade bands. These must include the following WAL AEIEREER S, LAEFNTER: &/, &5, 3
ained? = 5 9 % ,
6004 Fabric Inspection Are shade bands created and maintained? T BEEN TR AERHIART? o D T e " W, TEHRK, RS .
Are dyes and chemicals stored in such a way that there is no possibility of them coming in contact gyl /fb22 F i A4k Z 347, F HABAL 22 R i/ JEORL A 1] i 5 o
i Material Does the factory properly store and handle dyes and chemicals used | T.J {EFliE 2 » B IR IHIHH %7 |with other chemicals, materials, etc. must be stored in an area that is not accessible to the general — |fih? EATABUHFEIE LM B3 TSR (tbln— N2 205
aenass in the manufacturing process (as posted on label)? /AR B (SIS 2 population of the factory (in a secure room, cage, etc.). Dyes and Chemicals must be labeled with \"ﬂﬁ{i?ﬁ?%%) o YRRk 2 F 2 20K I IE B P AN S e 15
information on how to use them and safety information. Verify expire dates on the product. FIRRE. o RS A 2 H 1.
. T oy 2 Vi i i r readi S s/sundries b % IR T A S¥ AN LA
s Materials D A W R R L AT 'enfy there is an electronic scarm?r for readlflg barco_dei of trims in the trims/sundries room. % J\iﬁﬂﬁ]‘f % A TR LR B R B . RO Fife s 1E
Scanner must be able to correctly read the barcode for trim. Ty i TN .
. = 7 e Verify all Target branded labels (if Initial FE verify other clients labels), hang tags, etc. are stored in | #4522 75 B 4 Target I AR (ISR B IR L) P-4, MKRAHKAME A
¥ red? g B EN I R R 2 . . . — . o~ 1
6007 Materials Are Target branded labels controlled and secured? Target TR T 75 7 2 2 AT H F (R a secure location and inventoried. WITIR) » IR, GETE7E2E 4 1 I et
S Patterns and Matker If patterns are used are they in good condition and made of good TR » PR AR BAF 6 | Verify if patterns are made of good quality stock so they are sturdy and not torn or worn out. When |BZSEAUVREEIM TR BAF » R WEEILABIIEBERT  HERRI » BERRTA
atems and arkers quality stock? RIS 2 tracing patterns does operator ensure fine line marking. S ERARRE AR EMT T L 2
6009 Patterns and Markers Are markers in good condition? T HIHERR R R R B e e 2 Marking must be legible, continuous and pattern pieces must not overlap. FERR B 06 055 B LR AT 2R, AN AT AT R
; - Verify factory utilizes procedures to ensure tensionless spreading such as spreader bars or AZAE )R A A F i e AT AR G ik S RS SR Bl  A RB fR TE 5K
T =
6010 Spreading and Cutting If factory produces knits do they provide for tensionless spreading? é;?gé%ﬁz%”fzm LI RERAEHTT tensionless spreading equipment. Check if fabric is relaxed. ST . Aﬁ%ﬁ*ilﬁ:ﬁééﬁmﬁﬁiﬂg
T Not applicable will apply if factory does not manufacture knits. W T AEFE A, AR EXAMRT .
. . . R . T HIERPRZE (AR E A » T LA E A 57587 [Make sure there is not fabric hanging over the ends or edges. Make sure that the tops of the tables |Hfi5& &4 TR R FHK 2 4b . BOUERER R TN, B4 TG LU iR
6011 Spreading and Cutting Are cutting tables adequate for product being produced? . |
EK? are not rough or have any spots that can cause damage to the fabric. itk
- . . Spread height must be documented and be appropriate for the fabric used. Spread height is AT e P A ZBE A A AR BRI AT ISR . HERRAAT B AR I 50T .
SEEQE TEERESE 3 . . . Y 7 S o b N : 8
6012 Spreading and Cutting Is the spread height suitable for the fabric used? ﬁf;ﬂ']ﬁ% AR R RS E T AT AT E recommended to be less than 5 inches. Cutting procedure must document maximum plys or height. |#BR% /¥ 6 U E # BT (1) 2 2 B sl Rl s B . E 3BT X Bl S
|78 Validate on cutting floor. T I e BT
6013 Spreading and Cutting Are shades separated during spreading to maintain color T BE SRR AR5 2 Factory must have process to separate fabric lots when spreading the goods on the cutting table. T AR EESRTIN - WA LR -
o Somading and Cut Are shades separted during cuting an labeled toconfirm color | T ML LS BUBMIRT i i) Tt 14 & rocess hat documentsshade contrl by sdentiing plies i the bundle. 1MUSL | -y g e bt 0 S0 DAMIBIE . R ARREE OB .
PR EIn consistency for all parts of the product ? Bl —gtE ? 4 A Lo VY SRR By : ER) R, B, SN EREENIZAES RSN S S .
bundle must have sequential stickers/labels identifying each ply.
- Veri . I i b i i o NPV bt DI b
6015 Spreading and Cutting Does the factory have process to maintain bundle integrity? T REARF R RS a8t ? epfy oo docu@ent al‘l bandle .fmm heiproduciionieutischeduleBund ctintzgrityjuusthe ST #ETi0 T - MBETEIESE - MIRFES A2 -
maintained from cutting through sewing.
6016 Spreading and Cutting Is there a documented cutting inline inspection process being used | T A AFHETHY T HEAR SEFL T ST H{RAFK | Verify documentation and records of inline inspections include operator and cut number using %S B R WG IO R P D S A BRI R g 5 R AE T
el — and results recorded and maintained? g DCL's. L) IR A R T AT IR
6017 Spreading and Cutting Does the factory use paper on the bottom of all spreads? T B BAERARIE S AR 2 Verify paper is used between bottom ply and cutting table. R T REEARINRERBR 2 (A4
6018 Spreading and Cutting Does the factory have fusing equipment? T BEAR 1 ? Review product types manufactured at the factory to determine if fusing equipment is required. AT L) AR 7= b (R 2R DA TR 75 7 A R e
s o+ oger. | Verify that thermal strips are used at minimum twice a shift. Ask for thermal strips test reports. ZESNEFHREREDERFRUEL TR T $RESREIK
= e [fFvs S T o ey s
6019 Spreading and Cutting Are thermal strips in use am/pm? (Fusing) %;;?ESSEgzgn?&fiiﬂﬂ:q:*ﬂ?tﬁmﬁﬁ These must include strips tested, date and time. Strips must test fuseline temperature not machine [R5 » MRS AAEIEIRLR » WHK HHIFIN ] - SR 4CSENERET2
PRSI temperature. LA ERATRE EREE » RS H SRR -
. . N N R , Verify on specific equipment if there is available charts indicating temperature, time, pressure for  [ZEEEF EEBARNES T AR EREGERE - B ~ EZEER
A EBIRIA i EHTHE ) L . . . . X = 3 FReN e s N )
6020 Spreading and Cutting Aretg)peraugg temperature, dwell t;n;e.an;i BB SEligs stz é{a E*ﬁgéﬁﬁﬁig%ggggéﬂmﬁ various type of fabric's i.e. heat transfer equipment, fusing equipment, etc. Proper fusing equipment |  FIAIFEEEN A - it T A ESE - MTERSENIEE R -
20 LIS GOV VAT ek A i = ’ must be used, fusing with iron is not acceptable. {5 FBE PR R AEREZ Y -
B 3 Veri i , time, b i i EREE T FREICTEIEE - i) o LB TRl
sl Spreading and Cuting s record or fusing log maintained? R LS ' n:x;iy the fusing logs records temperature, time, and pressure. The log must include the testing zﬁﬁ;} ;:E(g i FREICEEE - WEFIES © g &R
3 P AN °
i facility. s ini i ify dimensi 9t DAL X3l o S E WA ARl
R Laboratory Docs the factory have a laboratory? REAR Lab must be in the facility. Factory must have at minimum equipment to verify dimensional LI MFAEL] T BCEE N © 9256 A SR AR Rl g

stability, appearance after care, crocking and weight.
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EERTE. 1A ify 1 I r ‘¢ ade = r : a + %S5 % 25 1) 2= I 5 il + =
6023 Laboratory s Tn-house Lab conditioned s per AATCC/ASTM standards? | HYIEG EI SR B S AATCC/ASTMAT A \‘/erl%'y if Lab.o%alory is controlled to be at 21° centigrade £ 1 for temperature and 65% * 2 for *A%TL TS A R R EHIE2L (1) G, MXHEEE60%
@? ? relative humidity. (£2) .
a0 - Is there an appearance room/evaluation area for visual assessment of | T H’J BN e X i H # |Confirm existence and use of appearance room/evaluation area configured as |WiAJE 754 3¢ FLAE FHAE AN IEAG B o X I8, HAHCH B4
aboratory e T AATCC 178 figure 3. AATCC 1783 %3K .,
6025 et sty ey B Review product types mar}ufaclur‘e.d at the Faclory to determine if children's products are being ST B ZE = R L M E A A P ) B -
produced. Make observations during factory walk thru.
6026 Laboratory Does the lab have Sharp Points Tester? TSI =R A BRAR AR s ? Verify that a Sharp Points Tester is in the factory lab and used. IS T 5C56 2 R A A O PR R A (L 2S =
6027 Laboratory Does the lab have Sharp Edge Tester? TS 5 R TR A BRI G R A B8 7 Verify that a Sharp Edge Tester is in the factory lab and used. T S0 = B A A B SRR ES -
SEM g I E RN 40) . . .. 5 2 ST
6028 Laboratory Does the lab have Small Part Cylinder? éég?% EREANEENANLE (BRUL Verify that a Small Part Cylinder is in the factory lab and used. S L) 98 =R TRHA I B AN
6029 Laboratory Does the lab have Pull Test Equipment? L) SR E RS AR 2 Verify that Pull Test equipment with Proper Clamp is in the factory lab and used. LT SEab = B R HA RN LG A S EINE)
) i X . . Light box must be commercially produced (not made in the factory) and have both the D65 and ATRMTCRBEIATREEF FEF (FERT BTHEE) FHE
6030 Color Evaluati D?sfh:,e.&ioéy, :;V; xgiﬁiﬁfﬁzﬂa L:E};I‘H;{Sre.l aeijlusfle L (J;M:: .J.Zq;\l:cl;?th 2}2;;?& ;%}1\1%[[1,3 [D f‘ﬁﬁ Target required light sources. Must be in working condition and utilized. Look at the hours used | D655 K TargetHs IR < KTRELIVA T BAFH TAEIRELURL L2
olor Bvauation Sé rces”l i e e s ;*wﬁ'l‘irgctimi)"m}ﬁmﬂ%a" - M meter and make sure that there is not excess dust, and no product, paper, garbage, etc. pile on or on |¥EF  ZEE{E N H1IL T BRI T ATRL - BHF5 - HKik
urees: 8 light box. ~ RYIEHBIETRENA -
. T EEAITE T g
6031 Color Evaluation ES(;ZS R[:lr etkficﬁ)grz[lz)a(;/:qma.mlenance/replacemem et T RS ATAERILT R e il 552 Verify lamp bulb maintenance/replacement log includes scheduled dates and entries for replacement. gfi,—m§ﬁﬂ EHRPEBICT: » ESKT BB PRI AT RC
i ificate. i i K AT AROAEIE TR E X ATHYSE = 75 5550 % 5
R il Beibiom s there  valid calibration certificate for the light box? R AT R T g;guesl the calibration certificate. Must be from certified third party lab or manufacturer and up to §$;g zfﬁ EDiLE’JiT*EW/@E i o AR AL ATV =77 SR90 F
R il Beibiom Are all people responsible for making color evaluation tested for TS ifh R S HCE A EHHANE 2 |Records must exist showing that all lab personnel that make color evaluation have had their eyes (1€ F&HA BRFTARYEE TS AR ML & 5 K E 55l B
! color vision? (Records) (HRIET) tested for color vision. Factory must make sure a recognized test method is utilized for evaluation. |if T AfERA —EL2 N aTAINR T ARSI D -
. . . . T BRI R T IR A 4AE | Verify internal documentation and record indicate evaluation performed under primary and KESEL) SO B AT 35 TR IR 28 7 B SR (0 2 BB UR B R EBIR T
6034 Color Evaluation Is metamerism checked and recorded with physicals? o ; - ;
x*? secondary light sources based on Client's requirements. HEATBRAT A
Verify there is a documented process for the proper control of broken needles on sewing equipment ?*‘H\‘HJ\ FHZEHRE RSO (RSN
[automated or manual]. This must describe the steps that are taken when a broken needle is &I NREUE—
6035 o-Productiol Is there a broken needle control process in place with records T S AMEERERAR - HAELEFZE AT |discovered. Process is to include mechanic interaction, use of a needle log that identifies the FHVIRET AR %
frstis R available on the production floor? IR S: 2 machine/operator (usually a binder filled with pages that have main body of the broken needle along |1 A AR D
with g tip). Log control is to identify date, operator/mechanic/supervisor, machine, product VAT 70k 3 FI/"\ s HUET - EE - Wl
and corrective action plan. LREA T e Y
) R ... |Look at the stitch forming equipment. Is it clean and well maintained - free of oil, rust, dirt, lint,  [kZSz T HOZE 48 ¥ 4 2 75 1% FLAR- 7% BT
SRR PR e 4 e s o e py L : o e R
6036 Sewing-Production Is Stitch-forming equipment clean and well maintained? QI}C&QJHLH’H&W’FHX&E‘%»: A LRI R nicks, burrs, excessive wear etc. Look at the needles, loopers, needle/throat plates, bobbins & R JL AW, KA, &k, ®O, CE, JEEmRS
: bobbin cases, hooks, and check springs. o BERGEEL, R, BB RN, BT, BT, RS,
Look at the thread handling system. Is it clean and well maintained - free of oil, rust, dirt, lint, Ej_]‘i)’; )(,% S D;ﬁﬂ%g Qﬁfg%% Gt BRI TR
g 0 achi ad he S, and well maintained? ¢ e 2R FLR TS LT icks. burrs, excessive wea ook 4 read stands (mus - R, ) i e
6037 Sewing-Production Are machine thread handling systems clean and well maintained? | L) LA %4k RG0R T T1% HLOR IR RAF nicks, burrs, excessive wear etc. 1 0(?k at the thread stands (must be upﬂghi?, all thread guides, ST, A IS, kA R R AL R
tensioning devices etc. Machine must be completely threaded per machine requirements. e
o S B P e fate for the product? T WA RG R T, RFEH Fi%r  |Check sewing machines and verify feed systems is clean and well maintained - free of oil, rust, dirt, |58 L] HIAEIHLEI AT R GEZ T JFH*HE'H%EEQT . *‘iﬁﬁ‘)ﬁii@j, V3
owing-troduction 1e 1660 SYSIEMS clean and appropriz product! e lint, nicks, burrs, excessive damage or wear. Check feed dogs and presser foot for damage. &, &%, RO, & Lfg”ﬂ”' WIRAE . KPR AA A0 R IR 5
5 . AR Verify presser ings ar ropri I I . Pr %5 i % , i i
6039 Sewing-Production Are presser foot settings appropriate per the product/fabric? JH HE B R T 3 F T S SRR ? er.ll'y presser [.001 Eetingslarciappropriatepforproductibeinaiseym ghiesserfootserenjuabelsct i).):‘l; (IR R A T U R, SRR ST
as light as possible. JE 52 75 MU AL o
) N . ond i ~ondition? . — Ven S—— Py ition. — \ . NEL L ) 7, Sl
6040 B Are 1‘he pressing table covers clean and in good condition? (no T S T T S A R ? erlfAy that the pressing table covers are in good condition. Look for holes, tears, dirt marks, loose &:):JH MREAERERT TR, 2GR, #i PERUTR VN
holes) covers, efc. BERR.
, , . . roduct i a ify if padding is appr sing imprint BENGET K=, ARG NI TE D, 7TLAE G
6041 Pressing Does padding allow for proper press? B3 £ L R A A B (T 2 RevxewApmd‘uu in production and verify if padding is appropriate to prevent pressing imprint and %éf)u 7 ‘,fWE”” G IR R HiE S, AT LUl 7
allow proper vacuum. R, B IRIEHE R
3 N — ¥ I 28 a . - 4 i 4 /] %50 (2GR RS, 7 1E 8 12 5 A % W B s
6042 Pressing Izl(;zsc;::tgactow use a vacuum table when pressing and is it R RS - R R 2 (\’/Cecr;? that the pressing table has a vacuum system that holds the garment in place while pressing EFJ;AIHJ—H’JL@ BREAMNRLE, (7 7E8E RN AR R ML 5 R
6043 Pressi Does the pressing department have teflon shoes for J R R T R B L S LA k32 [Observe in pressing line irons have teflon shoes or factory must provide the teflon shoes if asked |82 L) RUBERZR B R REC ARG E, L) TTERAE
tessing irons to prevent glazing and scorching of product? |, REE=MH? and they must be in good condition. SRAEFINS, RS I i kLB
- . o - . - " P 7 NIRRT 5. N A ey o
6044 e IgmaERy DY = RGuEd T AR R TR S ? e.rll'y lh.al 1h§ quality of the steam used for pressing is dry, not wet. Steam must be vaporous or *ijl_ M ZERREA G K. R 2895 52 ZoR B8 AN REF K
form a mist without beading on a flat surface. BRHE -
R EZE T F BRI I‘ L‘/VW’:
Verify on the finishing Floor. Factory must have the appropriate number of detectors based on the | & G5£ & AY5E: A1y (BT
6045 Metal Detection Does the factory have metal detection equipment? daily production quantity. Equipment must be conveyorized (except Rugs or Bathmat for which
handheld detector can be used). Exceptions must be discussed with TCPS Manager and TCPS HQ. S TCPS£AEEAITCPS &
- - - ST R 5 R 7
Is conveyunz;d metal detection equipmert, plgced 5o that all T & nﬁ{?}i’rﬁﬁﬁr“]%ﬁ&‘%)ﬁlﬁﬂ:ﬁﬁﬁ% iRy o vt o sl i 0 ey s s it s o s, Gl WZSET) AT HLA AL B 7S iiHﬁﬁf{%ﬁﬁﬁ?%nnM /ﬁﬁiﬂgﬁfﬁﬂgﬁ
g Softhome textile products and Children's Softlines product must pass |72 F1 LB MR S 7EE P g FE e (b 22 2. . . . B EfEA AT AEEE . BlnfE 44 = 4210 5 R —iE T4 M R REZ
6046 Metal Detection X s e ity examples are permanent walls built on either side of the metal detector after the sewing lines, etc. If |, 3 5 BN B
through? (except Rugs or Bathmat for which handheld detector can 4&5,913 ggﬁ?f%ﬁ;@%ﬂi& EATAT AR R 2 30 he metal detector i just sitting in the middle of the floor answer NO to this question “?z Jiﬁgﬁ;ﬁﬂu éﬁ&zﬁﬁﬁ{ﬁ; ﬂgzp ﬁ%ﬁ E;}B/ ﬁ@] 0
he nced\? o 0] i ? . IR AS A S o
T sl Btzsiion s there a separate area where the metal contaminated goods are ST — WS X 1K — Y0 2 K i3 4 | Contaminated goods need to be segregated in a separated area. Verify where the factory stores and  |#4SE L) HUARIBILIOEFA h, REWMEIEMA XM, KT~

rescreened so it does not mix with quality approved merchandise?

EEIR NN S AR 7

re-screens the cc 1 goods. This must be separate area clearly marked.

TEATRAAF IO U A ACEIL ™ i, DRSSV AT WA b L) ST
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Are there documented records to validate all production has passed

L) R A AL SFORIE B BT A 7 a0 o

Ask for records of production of the previous week. These must have

R LT R — ST R, RS SUEIERE E /& B RR K

e Wl Dizson through the metal detection? EHL? Date/Client/Style/Quantity/Equipment ID. 5/ A R
fm Metal Detection :::vt/hoifefsr(;?td;é’esrzifctﬁl;;nﬂﬁgr1§Etgllil;gnc lhf:) l;u:::z:g:i:; s L) TEAE R R )R 75 IS AT BAER AR [f15% %1 | There must be written procedures explaining how to properly use the metal detection equipment HZSE ) BB AN 5K T 15 1R 57 SR A ] IERF 1 I S0 1
s . SO 5 (4 TE A PR v S VB A 2 including calibration of the machine. Must be written in the language that is understood by workers. %, EIEUATRHEBE%. AU H T AT CAEEARAGIE S -
for the metal detection equipment?
6050 Metal Detection Is there documented calibration checks done to the metal detection | T " FIFEAN A= F=BE IR 5 % 40 418 % 04T T %2 | Veerify that the 9 point calibration has taken place on all available machines during the previous R L) BT — R R ARG IE S, CAEM L) 2T T 4
device (9 point system check) a minimum of three times per shift? |/ R =K sARHEI-R-AF T 103 ? week by reviewing documentation and records. BAEHHT T 9 s AR IR .
e T, - ) ) ) ) . . ARATE 7 B A P AR 5 TR YR S i A g s x4 (T
N Does the factory meet all requirements listed in Target's Mildew T) R ETarget B 7 MUEPOLA R % |Based on the requirement of Target's Mildew Prevention Checklist, carefully check factory's current . ! - ‘ﬁ i 1) - (A»k;' . N o7 BE < 3 B gt A Vi g
6051 Footwear T - | P . A h HA—BiR A R, W) Aheidid Targeth 8 2R, I FEHAK L)
Prevention Checklist as outlined on POL? BRI e BRI E ? anti-molding practices point by point during factory visit. ST A
171N HE. 14,
wi r— TN PPN S ———— AP RC B A/ IR R AR T B I MRS 1] | According to shoe style, shoe size and material properties, verify that the equipment has timing ARTEEETR, B0 USRI A A 5 P P 11 158 5% Bk i) 42 ) 25 2 75 HEf A
Y i e Wkt controllers that are accurate, working properly and being used. IEHIBAE, (A AR 2 15 4% A AR B R AR IE e %
X X N N ) w According to working temperature, humidity and material property, verify if a time controller is TEAEF= IR T, A 7 15 46 B I 4% 1l 4 2 75 TEZE A FH O ELARIE 4 i (38
s S R i 2 7 ? X ; . : . 7 N N M sl S b e 1 e 5
a8 Resfivzemy Iejtheltimeleontiollenbeingused? BRI R R BT being used on running equipment with the appropriate setting. The relative data must be BERRE, TR RIMRR M AT IE A I BC B, MO A0 B 6 A Bl
. g S v e . w According to working temperature, humidity and material property, verify if temperature controller | K75 B # IR B F i B8 7EAE P i e b R TR IEZER AR 2ok, I HLARYE
s S A ) B T ? . . . . . 5 8 . T A ST o
s Resfivzemy Iejtheflemperatizelcontiollebeingusedy REERERRRR LT is being used on running equipment with appropriate setting. The relative data must be documented | BT FUPREIRAE, MR RERIBS R P HEAT G 224 O C B, AH G A B0 4 2504 30
Validate whether the lasting tacks is currently being adopted for product by checking the appearance |t B % M SRR FE ki Sk AL LA R 75 BRI A T 4T e Sk I 1)
6055 Footwear Can footwear be manufactured in this factory without lasting tacks? | L) &7 HATZEH1E AL ? of the lasts and existence of lasting machine. Ensure factory fully understands that lasting tacks is |75 25 AT EML, I HLBGIR T 58 4 R W A Target?™ 4R U VP2
never allowed to be used for Target's product. FATET .
6056 Footwear Does the factory check the lasts and make the lasting marks on the | 1) 7EF=HI A& 5 A A A AE SR8 2 B 5247 |In order to keep lasting operation accurate, all of the lasts are required to have marks for lasting. T BRI, FrE galE Sk D AR E AL ie S A A
lasts prior to mass production? M2 Check if this process is carried out in production and review the documents for this process. S, PSRN SCAFAC SR WHZ IR A2 5 A AT
el ey 7 s e s s o (0 S e, SRR < L TR
ootweal proper shape/fi of material to last without the occurrence o T EL ST K RS T B L appropriate and reasonable based on the properties and characteristics of material being used as Well |y wach £ k1 kot 35 2 K 1E B o v VR L,
condensation? as the relative standard operation requirements.
Verify if the SOP guidance of using fungicide or anti-mold spray has been posted at the working | A% Bl 77U 22058 71 (AR e M TRRE R T RIS TE L% HLISUEAE ML A 3R
6058 Footwear Is fungicide or anti-mold spray applied correctly? TR 7R 5 B 75 A 75 IE R A 2 station and check whether the worker is strictly following this guidance and executing it correctly. |/ & EAERR MM HAT, T RELERORHITHER bR B A8 F R B
Not applicable will apply if fungicide or anti-mold spray is not suitable for product being produced. | 85577 ) WA FH e Bl 5 7 ik,
- " y 1 1 1 I care I ) — e i [N PR o
6059 Footwear Are the conveyor belts kept clean and dry? K e B S 5 R R z‘oi‘fe”y‘i‘:‘ﬁ‘f; eqﬁjrf;d““"“ fine from front section to rear section, carefully check whether the |y e 1 44 ey s o 5 R e P48 K SRR A2 7 (A P T4,
Micro-pak sticker, as the final production step, must be placed in the BT HIE, Micro-paki i A2 75 Verify if Micro-Pak sticker is used as the final production step. It must be placed inside the box in ~ |#FE#ETid SE A ﬂ:ik}\ﬁZE?BMicro—Paklﬂyﬁﬁf’k?ﬂ&fﬁﬁﬁ
6060 Footwear inside of the box in the prescribed location after Footwear have B H‘]iﬁ{’;iﬂ%?&ﬁﬁlﬁ P B R B 2 the prescribed location after shoes have passed through heat oven. V25 BRTSCE 7 A A (4R E L8 . R ZUE I Micro-Pakli 87 1 I i 4%
passed through heat oven. Has this been completed? B Not applicable will apply if Micro-pak is not required for product being produced. AR, MIARANSE .
el Footwear Are there documented process controls for QC to spot check whether | Xf TR TR, TJ REA i N G Che:l;”nm? wo‘rfi:rs 1:‘ctlartie ?£ glu;/ig::eri?mi?l?gto? eraizl)x? pfr::)l;n :;]pe:alt}z'ls ‘lls perrditaziard LR AR TR T H2 IR AR bR SR E AR SRR R 1, RTBA IS
ootwea the workers brush the glue/printer on the material surface evenly? | ¥ g B4 Ma 2 il T AT HEAE ? ?;?Oi/(:lpf DD EIIE DS EOng I Ty, AT PRSI E Qe TAEAE, JEEHA B S S R L.
Are there documented process controls for the factory to use carbon TR R AR SR R T Verify if carbon papers or other technique have been adopted as a routine process so as to ensure the JTE{’HK/\E‘ WG R S I ‘?KFH Efﬂiﬂ'ﬁ#\-’?ﬁ ﬁ%ﬁ@ﬁlﬁﬁf&%}?—_
6062 Footwear papers or other technique to validate whether the sole is pressed S 549 ST L I U RIS H SO P sole is pressed evenly and effectively. Also review the relative record and follow-ups. Factory QC | 455I4 %0, AT A (R I R AP &, FR R ) AR JEE A T Fas 4itd g
evenly, effectively? e . > " |must check the result and keep papers for tracking. R, L) QCUAUE %R AL I MUF A 5SS e 3%,
6063 Footwear Are there documented process controls for QC to spot check the IFE"SE:QCHQT%*TTJL*IFU\ﬁﬁﬁfiﬂﬁ‘:ﬂ%ﬁ Verify there is at least one QC responsible for spot checking that outsole is being buffed completely, | I MEE, BAE L) & 75 A QCHE F4T BE L3 AT o (7 Fi5 Rk 2 T 77
5 upper sole surface to ensure it is buffed completely, effectively, ORI ATRE SI A  IFIIT ISR S |effectively and evenly so as to ensure good bonding between upper and sole. SRS R FEBEF ORI S e .
R e o e . ol e
6064 Footwear Are there documented process controls for the QC to spot check the J_ii" ﬁ ;‘.&Z; iinf—hzﬁi];ﬁ; %_Z&F ;%ﬁfﬁﬁ% Validate there are documented process controls. Verify there are current records that support the  |JEIE A MER, J0AIE T) 54 QCIE IS A LU R/ H e HURIE T
non-woven fabric filler or other fillers placed properly? fscfHES? ' process is being followed. Verify the non-woven fabric filler or other fillers are placed properly. J7 T A AR BRI BRI 2L, T AR DG e 3.
6065 Footwear Are there documented process controls for QC to spot check the sole | 1) /& 7545 QC ¥ 2 W ik )3 MM A AR TFTECI | At the middle section of production lines, carefully check if the sole is attached properly as per Eiff ETES H?Eﬂl}ﬁﬁﬂ:ﬂ}\jﬁ}?—;Eﬁﬂﬁﬂiﬁﬁ‘z{’kﬁ&mﬁﬁkﬁ,
to ensure it is attached to the upper properly? BIEHAE R, R F R SO 3R ? standard operation requirement and is under QC's supervision. I ELAT QI 28 W P AT B R T JER M TE A A 20, [ P AR DR 1
rocess “to s N 5 M 59 , AP VE L N R S 4% AR R R R AR R & 0
i terdocumenied LIRSS controlsfonO@iolspotcheckthe TR QC 4% i TP A i fR I IS | At the middle section of production lines, carefully check if the sole is pressed well as per standard fi?z 32:,‘;& . fEAR ﬂ:lk},\.,m o ;'Fi i 1&?5*:1{’#@&}— N KE i}
6066 Footwear press strength to ensure it is set properly to meet bonding adhesive | .. LT b T . . ) A F AT QC W 12 W Jes T3 AT f 5t e s 2 IE R A 2%, [ A i g
> EIERFAR, FHHEUFHRHI TR ? operation requirement and is under QC's supervision. i
requirements? AR
6067 ra— Is the speed of the conveyor belt reasonably set under the HEPRERAIA AT R LR T B LN BRI N 51 | Based on the shoe style, material, gender verify the speed of conveyor belt is being set correctly per | 1) MIARIE#EEK, FORVAIZEA & B e AR Fm 2o 5, BRI e
supervision of factory management and QC team? W T AR e ? SOP and being monitored by factory management and QC team. AN RSN BT, A RERE R
s there a documented process to randomly select finished footwear Walk through factory in-house lab testing center and review whether factory testing requirement and
; 1y e ) ! T REGREHR IR = AT H 7R/ |on-site testing operation is completely compliant with Target testing requirements. Review on-site | 2 LJ M2 A7 T MR B AN 1 2 75 75 & Targetfl iR .
6068 Footwear for an internal bonding test and/or heel attachment test on a daily

basis?

HLERIIA ?

documents/records and testing samples to judge the sustainability and validity of their routine
testing operation.

R B3 SCAFAC SRR A T4 W e 88 11 1 3 B AR AN 2.
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