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Textile Apparel and Human Civilization
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Application of Fiber and Textile Material
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Esquel is a vertically integrated textile and apparel company focusing on the manufacturing of men’s shirts.
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Founded in 1978, Esquel supplied over 110 million shirts to leading brands around the world in 2018.
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Esquel Group in the Textile and Apparel Industry
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Esquel Group in the Textile and Apparel Industry
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Overview of Esquel Specialty Spinning (ESS)

@IAHFR (ESS) BimiAE R — MM EP— M ERRT, BUITEdSMEI
BlEHEMEE, BTSN, SMFEFIRM, REMINEERYRE, MmiEshsER
ifEsE, AEFREHSIESIMEN AR EEREAYIRSS.

As a key integrated part of the Esquel Group, Esquel Specialty Spinning (ESS) has the flexibility
and versatility to create specialty yarns with diversified color patterns, structures, handles, textures
and various functionalities to deliver more benefits to the group’s value chain, and provide a wide
variety of high value-added products as well as comprehensive services to customers.
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FET RV ERIT 1N HBE TS Ten Typical Processes from Fiber to Yarn
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fﬁi&!ﬁigﬁ Esquel Specialty Spinning
7 —: FEREB/aF/1EBITAY, Specialty 1: Dyed Fiber Blending/ Color/ Diversified Color Patterns
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ESQUEL GROUP
27— FEMEES specialty 2: Fiber Composite
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Cotton fiber Linen fiber Cellulous fiber Wool Cashmere Yak fiber Functional fibers Silk fiber

=1 o1 AR R HENRBLLRRNE, Fz e BSFERPZAES, REES, HE
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Creating a great variety of yarns by colored fiber mixing,
material compounding, together with the diversification of color
distribution, yarn structure, and functionality.

Combine natural fibers of cotton, wool, silk, linen, and
various functional synthetic fibers to create blended yarns.



fﬁi&#ﬁ#éﬁ Esquel Specialty Spinning
ISBEmZ—: BEEg¥4E Typical Product: Cotton Silk Blended Yarn
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all Skin care & comfortable

BLESME, FEBEZLE, BESTENEYE, YA Cotton combine silk is one of the perfect combinations of

Ly paALI = g + b natural fibers. It provides the natural shininess as well as
E_EIJ ':F” LARE SRR, ?}'[,,%39#23?, SRS ISR, the comfort of silk fiber. It has better moisture-absorption
FEHEFENTAXIBES. & water-vapor transmission, better UV protection, better

elastic resilience and better skin care.
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Drive Change. Manage Change.
Transform Change into Competitive Edge _
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Sharing on ESS’ Lean Practices

ﬁgl . gﬁ@,ﬂg*ﬁﬁ Sharing 1: Lean Color Management




4%2}'5?2555’:]4%& - Eﬂ*ﬂ]%ﬁ@ Features of ESS Products - Patterns and Colors

BFZHEiad4RanNSRe% el ~mn

Products with Diversified and Unique Colors by Blending Various Colored Fibers

i

252 Fiber-dyed Heather Colors



Eﬁ@ﬂg“ﬁ‘ﬂﬁ'—ﬁﬂkﬁﬁ Color Changes and Challenges

ENEEIEESAIE S  Background of Lean Color Management

HEAROK, EFARES

Color not approved. Re-adjust the recipe.

4/
PHTHEEN =L Ys] JFRITZ TFHERE BRE
Color Analysis Color Recipe Fiber & Tech Fiber Dyeing Fiber Blending

i XS
(IS_:lnk:S:Eg) Color Approval
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G EEUER| mEes | RISk | BEHE | FeE | Hecm | mome

FETSIE | wES 2 S, BERE Vi SV S
Color samples FhEasTeE e Bulk production
and requirements —_—
TRICTS IS T {THAOK, ENEEELS

Labdip color unmatched. Re-adjust the recipe.
[AE— (Issue 1) [BIRR . (Issue 2) [AIfR= (Issue 3)

eSSl E TSP P S £ BCBF TSR EIRR 1B BRI RIEREAF

KHIfRR, SERS. MR K, E@EE, RZBEESE =, B/ Eenh

B, ARIEE, REEVLIER BITNEE, . AEEE, R=

e BRSNS B LHRR. e e S BRI E.
Created substantial types of Based primarily on experience during Existing color cards are limited to narrow
colored fibers through arbitrary color mixing and matching process color gamut, unevenly distributed color

and unsystematic practices. with long cycle time and low accuracy. hue , and lacking of correlation.



ﬁﬂ;klﬁlﬁﬂﬂgfﬁﬂﬁ Concept Chart about the Solution to the Issues

GetaBiEE

Concept Chart for Lean Color Management
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Find out the rules from color changes. Identify key
elements and drive simplification and standardization.

Fai

Platform

=1L
Module

HS
Grouping




B FEAYAR

Benefits from Lean Color Management

BAEHE 1): -

No. of Colored Fiber 672 —> 128 mw 81%
BEHHE D): 672 > 45 % 93%
No. of Colored Fiber I

EHREHE 1): 17356 _ , 2136 F88%

No. of top-dyed colors

AT /1% BFTREFEABRNHEL B REERINGHE

Follow colors from the new color book to go directly for bulk production: 70% of total ESS orders

________________________________________

ey Yy E=d =) MERATEE MEGREES S *%ﬁF

Customer Select color from Get color recipe

roduction
color book from system P

The optimal process flow after
the above-mentioned efforts
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Values from Lean Color Management

ST RFRS RS T FTREHIFPY AR T R IR T
4852 ¥ FIHAY(E) FMEFEETZ
Shorten the cycle time of Shorten the lead-tme of Reduce the number
Scientific color blending color matching & color color sampling and improve Reduce cost and inventory of
development First Pass Yield (FPY) colored fibers
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Sharing on ESS’ Lean Practices
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Sharing 2:
Lean Model in Guilin Integral
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1. E*A{-I—!lﬂ!l:#@'jﬂ(]%% Background of Guilin Integral Specialty Spinning ESQULL GROUP

Zio: 20104

Start: 2010

BHEEAWES "EREHAER"
R T IR A RRI AR T BLE

ESS initiated the acquisition of Guilin Yinhai Textile Group which provided an opportunity
for Esquel Group to explore a new development model and model of future factory.

= _!F_ |




1. E*$+§ﬂ4§ﬁﬂg%% Background of Guilin Integral Specialty Spinning

MER: 20128
Mission set: 2012

BORFTRVATF SR R, SEIHEW S BAMERIFIETE
BREFRETMEEEIN, AR FREEIE S AMEFRIE
REFOIMRIARIRIN, BRI RIRT

SEIHIEW SIEMRILIZKEERERIES.

« Searching for a new development model that manufacturing industry and the natural
environment coexist in perfect harmony

» Explore a new operation and management model to become an unconventional
company within the traditional industry

» Explore an eco-sustainable development model to set new industry benchmarks

» Ensure manufacturing industry and Guilin landscape integrate harmoniously

e
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1. E*$+yu4$ﬁﬂg%% Background of Guilin Integral Specialty Spinning ESQUEL GROUP

Fa5E: 20158
Construction: 2015

TE—HIRERA, 2ROLIZERPFO. KR IZERF0. BEiREE
Rl ERO. BlFPO. 2IH0, URRERNDAK, RTETE,
Phase 1 construction including the exhibition center for spinning techniques, the exhibition

center for garment-making technologies, the energy management center, the visitor center,
the innovation center, the learning center, and fit-in office area and employee canteens.
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\EE . 20184 BRSTIMEARRIEMIUT
' LB AS TAEE SRR AT SR RIS

A garden-style factory where nature and industry develop harmoniously
Put the sustainable development concept of integrating industry and nature into practice

Put into operatlon. 2018
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1. E*;Ig-l-yu!l%gﬁ . %% Background of Guilin Integral Specialty Spinning

Put into operation: 2018 J=&=: 20184 | %451 WEBLEE  Factory interior view
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2. -I-!ll]Ing*ﬁﬁ Lean Practice in Integral Spinning Factory

S1010e4 A
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TIigithadvkkk - Bk vs. SEMEME  Challenges in Factory Design - Automation vs. Flexibility
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% 5
Blending of multi
materials:

cotton ,wool, silk,
cashmere etc..

ZHf
Fis)

Multi colors

Yarn count
range

Order
quantity

4%
o

iJE
K

= S =R YN Le—
RO S sm
=  KFuh© e 4

High count Big, medium Various products Multi skills

Medium count and small
Low count

Yarn types

T

Always change

People

deployment

AR
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gi—f Automation
A integrates
R with flexibility
B
B,

Adapt to change
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BRAE: Bt + BAAITF T - BERMTEMXIERRE

Solution: Automation + Effective Human Intervention = Regional Automation with Flexibility

Z5ER Result Bfx Objective
A rreg: 55% Production line: 5 lines Task
B2 =94t B3 Frh % N M duct type: 50 =
BRABNRFPELS04S  Max product type 5 smEs
RAZLE 145 A Total headcount; 145 Afm‘ '%?E
S EERS . 23.5% Ave. age: 23.5 “‘ AYENS I

Achieve a dynamic

> K- _ < Order it . 80-240/ th balance between
1JERZL 80-240 5K/H  Order items mon 25 task, people and

System  system

HrEe&: 15-1908/K Daily output: 15-19 tons/day
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B B#R Lean Objectives

LCLCLTETETERE T ) @ rrsnnnnnnnnns,
EERSTRIKIRPER)
: Interact in a complicated
.‘and changing environment ...+ :
: mn*m%&%mgﬁ
A % - sJN
IR ARIA? BAENRIEIL?
What kinds of . . . .
people to develop? How to build an effective & interactive
| model between task and system?
IR EE famm Lean SR FESSIRRNF]
Treimigsie, EEpAT
- X HiarEEE
e $54E=E Continuous improvement
: Create a people Create a ?
: development management :
: model to model basing on :

: cultivate on-site task driven and :

RN 7525 )T A, people s the key DRGSR

EERZSEMSHEIMNEZ TR ESRRARMNNSEE, LML HRGEHEEE

Create a dynamic & optimized balance between task, system and people within a
complication and changing environment to achieve lean operation.



2. +qung*§§ Lean Practice in Integral Spinning Factory

(EFGBYAREE(ESS 3 Traditional Task Classification basing on Functions

i'l'ﬁu Planning

Order information - {JER(SE
Line planning for order production _ HIEFHH:H:

iﬁ% Machinery
- BRREISTIRS
CHEZF, $R. Bia

o

A2 =
S
- E \JFI3 | S0 .
. BENESAER Task List

Ensure machines run in good condition
Replace parts to change technical setting
Malfunction prediction and handling
Machinery optimization and upgrading

=
IZ; Tech
- IJET 2T

(FFRLHER)

- 1JBEZEEIRER Issue job order to change technical Follow up

_ Nztkb =l = Online order quality
}:Eigiz?ﬁ;i) Confirm the quality after maintenance and repair
=714

Parameter optimization and upgrading

EF Production

- SEFERME
- REEISER(E Production operation
) -3k On line parameter testing
\:}EZ./I)-I\HI:_Lt Machine adjustment for lot change
N IR%EQQ‘J_ Contingent issue handling
- R ELE
,ﬁ% Quality
- RELEN

- FRERRAS TS E

Quality monitoring
Quality issue analysis and handling

MIE Management

=] 0

- Al e

- IBER M ES DB
Production on-site management
Cross-functional cooperation & communication



2. -Hll]Il_Eg*Eﬁ Lean Practice in Integral Spinning Factory

(ES55HREEMLHD — EARMAHNATENRATERRNES, HFRFENERIRHE

Match Tasks with Skills - Develop People basing on Task and Enable People with Necessary Skills

Task Type Task Llst Skill List

ETaan Bl

Planning

IREE
Machinery

TZ
Tech

&=

Production

&
Quality Control

=54
Management

IHRIER

HE

Eﬁﬁlx%ﬁ?ﬂk*
(CHEZ/4R, Bia

IREIME (85)

SPRRYTF S 4L
IRENESTTR
IJRTZEE (FFHHR)
1 ERTEE R E IR ER
SPHEZERERIA
TZ27% (fft)
Er-R(E
REIREEMF
T2
IR
Er-FEE

R
REFERAIS TSR

IR ERE
ESERI M ESIIE

IREIEE (T2)

RENLL (T3)

NUZEE (T4) . BBSHEIE(TS)
IRBIEZE (T5) . BSENM (T5)
S E%’B%DLH(T&
T2 (T2)

TZ2RET (T3) . &E&AE (T5)
IREBRE (T5)

TZ2&it (T6)

BUZGIRME (T1) | E953(E (T1)
KEIZEZIRE(T3)

T2 (T3)

REHWLA (T4)

TZ2@ET (T6) . RFBIRE (T6)
T2 (T2)

SR QCUIKIRERZASER(T4)
MebeTgERYEIERRL TR (TS)
KIRDMT&EN(TS)

AMAIRIRE S IRAYE R T SAMIE (T6)
EHitdr==18 (T4)
LAEIEREeE (T8)

O -@

-&-@
0__0

&(

MiAEETIEID

On-site Managineer



2. -l-yuIng*ﬁﬁ Lean Practice in Integral Spinning Factory

BFESTISMERIES R

Task Classification basing on the Changing Characteristics of Tasks

BEESS 33%)

Constant Tasks

FERIEEEPIEESS

- IRFES/SEFSEH
AU TEECRIESS

« REIFREMAEEERN
HEKIR{ES.

Basic maintenance and inspection tasks
* Routine tasks to maintain and repair

+ Daily routing inspection tasks to check
safety and quality, and ensure
compliance to standard operation
requirements

{E5%3! J

Task Categories

FFREARAESS (79%)

Condition Triggered Tasks

machine, electricity, and air-conditioner.

ERERITREFEEINE

e {RAZAESS :

- IEMNRES

- BESBRAE

- RRHEME (BERIEE,
TP CiLesL) RS

o« EERRLIGHRESS

Tasks triggered by order flow according

to time and space

» Tasks to change technical setting

» Tasks to change machine setting

» Tasks to change lot (cleaning at order

final stage, material loading to

machine and putting in the right part)
» Testing tasks for lot change

=

RERIESFS (16%)

(@/E

ESQUEL GROUP

Contingent Tasks

FEBSRSBHHLESKE:

. REIERITRANR IS
. TE BRI
. RERERTENEIS

Task about contingent issue handling and

resuming to normal condition

« Task to handle machine malfunction on
production line

» Task to handle technical issues on line

» Task to handle quality issues on line




2. +§ﬂIrH§*§ﬁ Lean Practice in Integral Spinning Factory
EFMIEES I ER TIZITASEHFR

Create a People Development Model to Cultivate On-site Mangineer to Deal with the Changing Tasks

Basic operation

Production operation
Machine operation

s> sy 2ol

General ability JE‘/D\BBjJ

Basic production know-how - E}_"‘ZEEIH%D‘
Basic maintenance know-how _ 2&{%%6&'&[]1,\

Bfiti5 YF

- AT
- 1x§5?§.%1’|5

Basic technical know-how
TZ2E/EMR

- QCEmEMR

Basic quality control know-how ~

Safety knowledge

Safety checking & attention points
Safety issue identification &
precaution

ZE2HiR
. ROMEREET
. REIRE ST

® O

abiss
Hero~

Skills in Need

Eﬁﬂﬂiﬁh

IR

IREFIEESLh
% SE

- TZHARME
- BUEFIRE

- ABMESEE
- [REDITSRLIE .

- I)Jﬁﬁﬂ SmEE
- MBS HE
SEbl J5ESa@

Eﬁﬂiﬁ%ﬂﬁﬁu

HRizaEe

- HURSES4EHE -
T2

Basic skills

Key machine operation
principles

Basic production
management skill

Machine cleaning and change
setting for lot change

Basic knowledge of electricity

Advanced skills
Machine and electric
maintenance

» Technical skill and testing skills

on adjusting technical settings
Software skills

Communication skills and
cooperative skills

Problem analysis & solving skills

Comprehensive
management skill

On-site management and
project management

Project planning and execution
Cross-functional cooperation
and communication
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2. -l-al]I,_Hg*ﬁﬁ Lean Practice in Integral Spinning Factory
A EETIEIN — B EH R

On-site Mangineer — Training and Advancement Ladder

HR
T
1 A

- iR -
AEERE 2.
R mig FEERED =
TR ‘ R HeERE 4 Q
BNTZRE = GMIZRE | BN IZRE 2
T8 T8 TZEs =
% EAIZEOWR, S IZ30WE RhIZEONR, | mwme Z
QCHE Qe Qe Qe S
CEIZEE = GREISEE 2 REIZRE | REICEE =
P ‘ A G e A o e A o R AR D
EOETRE | EOSTEE  EOarEE ettt | ROSrET 3 mmEf e b (5;
=% ‘ BBRERS  MPHRERS  BHREXS  BHREXS  eorExy 1 a4 =
e s s S s s o i -
- EMAETEE EMATEE 0 EMACEE BMETEE 0 EMATEE 0 BMATEE ) spewpe =
—& ‘ ERHSERIRE ERREIRIE ERREIRIE ERREIRIE ERREIRIE RS ¥ mmpe =3
—% N 4= PR PR PR PR PR AEMAR  § mmsm =

BRI RSB AR MR AT AR ARt BT § mask Gig)

et et et et et Bl Bl e T




BEFESEENHIXIS B iR EEEL

A Management Model basing on Task driven and Regional Self-management
ZTESEZIHIETRIfSEE Lean Model and Practices within a Dynamic Tasks Context

Analyze 93

n‘
S5

I*Elﬁﬁ : Etégl:’\lgg/;l_\
On-sitegmangineer FERAS

Continuously

Predict Tl Interaction & lean

ZHEERS
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Sl =—: XIEHi® Case Sharing 1: Regional Self-management
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2. 'I'aﬂ:l:rﬂg*%ﬁ Lean Practice in Integral Spinning Factory
EHlE—: XIFGEA - FKHMS RNt FE Case Sharing 1: Regional Self-management

(EFRET: 1018, AINY5998h IK: AR, BARE259

Traditional model: 10 steps in 59 min New model: 4 steps in 25 min

1. Bilpe 2. \BHNREER 3. FRBAR 4.8 E&eh 5. IREARIEHIEIZOK

Review lot-change Inform maintenance Waiting for Change machine Mechanic inform operator when
worksheet department mechanic setting machine is ready

(145554 min) (1555 min) (1023 min ) (1534 min)

6. £EFBHMILS 7. ETSAS 8. Tzt 9. MiOK, EENEF= 10. FFlL

Wait for technician Technical test Test OK, inform operator Run the machine

Operator inform
technician

(155%h min) (1548 min) (155359 min) (155%h min)

s 10— 4. =3 59.25..

(&4 traditional)  (FAK new) ({4 traditionat) (B New)
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SIS E=E"": {FZIKEN Case Sharing 2: Task Driven

]

f

.3

Problem identified

f5Il: RELREXPEZE MR EE
Alert : Chain disconnected
in the auto flow system

ER UM

System match task with pec

REEARIIRPEER,
dle  HESESRLEHIAR

i

T
—

—]
=
E“
i
igf
ﬁl

=
I

lﬂmﬂi

r—

- System search the list to
identify the most suitable
=9=.- person for the task

11+ RS

Criteria for matching

= 1 | serhees
e e S(ES HheaRES

: = - ——y — o4 NAESEIE
| L ;]_ ‘ |‘ ‘ _!._ ‘ ‘ H Skills that match
: - I . L 1| Distance from the task location

0 - - r = — — L — Individual task workload
H

E
L
"

I

s
|

—] :




2. +qurEg*§ﬁ Lean Practice in Integral Spinning Factory
(ER5EeE3c8E S, AEZENSES Central Control System

Interactions between tasks and capabilities
for optimal balanced KPIs

Tasks | FE51 @ E52 @ 15 @
m TEtaFaRE RaRE {E553658
Workload Urgency Distance
o | © °
| ® |
| | | | |
Onsite A ETE i EE e i EE e e W EE MiAETE
Mangineer ~ LAE)H01 T#EImo2 T#2Imo3 T#Emo4 T#2mo5 T #2mo6 T#&mo7 T#£mos
wae sk TIDERRET | HNND 1 i 1] 1 1 I
TIEIRFE
eeeAls IIIEDC | DDENLE LD | NN il il 111 1l

REEEY

L1 FEREFIRZR
Happy Index

Line Balance  Capacity Utilization

TiEEEREE
Labor Intensity Index

SREsE e
KPIs Output



2. -l-yuIrﬂg*ﬁﬁ Lean Practice in Integral Spinning Factory

HhBEXMEEXIEE  Benefit Comparison between the Old and New Model

SZIFS 41 : :
:ﬁhﬂtw Process reengineering

Waiting Waiting
F5 F5
BAENSESE IZRAIZE SHONENXRAEE  REARNS TZHEHRE FHRE
Planner Issue job Technician issue Production department Mechanic adjust Technician check Start
order for lot change technical worksheet advise time for lot change  machine settings and confirm production
e o +
AIZ& + 1354 [ e
Issue technical worksheet Adjust machine setting
BERSESE B TIESERIH On-site Mangineer / FRIa e
Planner Issue job Start
order for lot change production

KARFHhRiidimtEofl: BEREd58%, WEKIERH

In case 1: time reduced 58%, efficiency improved significantly



2 -I-&I]I,_Eg*ﬁﬁ Lean Practice in Integral Spinning Factory

ERIEEHESIEEL  Benefit Comparison between the Old and New Model

BEMATL (WG @ 146, 38 L 74%
Headcount per 10,000 spindles Reduced 74%
A2 »’F/AB): 30 _> 130 I2H 329%
Output per headcount (KG/Person/Day) Increased 329%
BEURF & RE—W): 5 _ 15 ok
Skill upgrading (No. of year to reach level 1 skill) Shortened 70%




3. £518 conclusions

EEARMUHIKEBE~
INZ PRSI Z RIS,
BEXESERESRNET DR

RIEEF A= PMESHIZMAFE, X
RAETFESKF X R ETEE
U, R 7 —MEBRBmANEE R,

EREEZMEENNESEAT -
BpEETEN, RELERS
HEVSR AT IR,

R R ARUS SAMESH TR
sSHUIRNHEX, BEIBYSEISAIBm
7, XFMRIUBAREREIRERZ .

To ensure an effective operation for producing
multi products in a manufacturing context with
regional automation and flexibility, numerous
complicated and changing production
scenarios must be met.

In response to specific changing features of
the task in a production scenario, the
management model basing on task driven and
regional self-management is blazing a new
trail along the lean path.

It is a key to cultivate compound talents with
multi skills, i.e. on-site mangineer, to achieve
lean manufacturing within a complicated and
changing operation environment.

The optimal dispatching of the right task to the
right people in an scientific and effective way help
to achieve lean production and it is under further
exploration.
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Conclusion
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From Lean to Lean Changes
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T SES Chang and Yi

SN— . 71N x'any
—5a=: 5, 15, @5

hERY) "ZFE" Aways Changing
el "KNEER"
Change Simplification

YR & 2= SRS E YL Y
Nz EEAY,, MEZEFTIE
Treat things with dynamic, changing,

and developing view.
Always adapt to changing circumstance.

EESE 27 NN
4%’57%5’]&1’6 HEE"

Gain insights from
the nature of the change and
turn complexity into simplicity

FEY “EhEE" No Change

NELRFSHARINE, THRFZE

Distinguish stable principles and laws from
changes
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Reflection MNYZTMBREEISS The Reflection on Coping with Ever-changing Colors
& Insights:

Modular & optimal color combination

it I

i

Unchanged
primitive colors
Constant and
changeless

EP%‘%ER Trendy colors

L R
AR ESL, Ever-changing

== .

Modular color decomposition
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& Insights:  The Reflection on Coping with Ever-changing Manufacturing Environment

Continuous task completion in an optimal way

44 =§IK
ISRt
—
. SERRES
Task driven + A Changing production
self-management : requirements

Stable system

{ESE+Big
TREHIAE

Ever-changing

RIRIZEL

Lean conceptand > ROEEFERER )
ractice in a
pmanufactt_Jrlng Ejﬁj';mﬂﬁ

context with
regional automation
with flexibility

TR
EEHE

Modular demand & task decomposition
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& Insights: The Reflection on Exploring Lean Essence in an Ever-changing Environment

*E Interplay

. Interplay cyclically

@ Continuous improvement
- EEE

A

\ P2 1 3
= T8
RINAZE ETET“‘WG

Immutability Mutability
Identify and find out : Ever-changing
the immutable
elements v

I‘rll-

1857

) Simplification
SR Analyze and get
down to basics
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WS All things change. The lean concept
BB £><
PIE%R, fBmtE. is pervasive in these changes.

Take lean as a mode of thought, we can

L‘,L‘%E?ELE&?E ' EE*E“:_'J FEE, %ﬂﬁﬁﬁ?jﬁ, trace back to the root and understand the

. . nature of a problem; Take lean as a tool,
LEmATE, tiEElE, KAEEE. we can achieve continuous improvement
to reach perfection.

‘] £ A asnEs Taking inspiration from the Yi Jing wisdom
L’L%Ek %j%‘ Z:%EIIJ%??% = of mutability, simplicity and immutability,
LRSI (VARG AT we can gain insight into the changing
Xj%%mﬂ’,ﬁl_]%lﬂ% nature of everything to find out a right

\ x N @

strategy to cope with change.

. . Pursuit lean on everything, always
B s, BSaAY, BT, seeking for simplification and optimization
in change situations using Yi philosophy.

de Sl e 1 - With continuous exploration, the lean philosophy
%*%ﬁ:@?gzz&ﬁﬁfﬁﬁj(, }EEJJ':F' will add momentum to the sustainable
EpYEhaW R eTiFEA E development of China’s manufacturing industry
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