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A. DISTRIBUTION CONTROL:
	No.
	DISTRIBUTED DEPARTMENT
	QUANTITY

	1
	Board of Directors
	04

	2
	Company Office
	01

	4
	Sales and Marketing Department
	01

	5
	Technical Management Department
	01

	6
	Investment and Construction Management Department
	01

	7
	Organization – Labor and Wages Department
	01

	8
	Loc Hiep Rubber Processing Factory, comprising two plants: Loc Ninh Processing Plant and Loc Hiep Processing Plant
	01


B. REVISION CONTROL:
               Summary of changes:
   Re-issuance of the Procedure for Control of Mixing of PEFC Products – PEFC ST 2002:2020 due to changes in the Company’s organizational structure and to ensure conformity with the actual operational requirements of the Factory.
I. PURPOSE:
- To provide guidance on the implementation of control measures for “mixing points” within the PEFC Chain of Custody (PEFC-CoC) System at the Loc Hiep Rubber Processing Factory, comprising two plants: Loc Ninh Plant and Loc Hiep Plant.

To control identified “mixing points” in order to establish management measures preventing the occurrence of mixing.
II. SCOPE:
  - Regulations on the control of raw material identification points within the PEFC-CoC system are applicable to the Loc Hiep Rubber Processing Factory, including the Loc Ninh Plant and the Loc Hiep Plant.
1. Definitions, terms and abbreviations:
Mixing point: A point where there is a potential risk to the traceability of raw materials or products compared to their original origin, where certified raw materials or products may be mixed with non-certified ones.

PEFC-CoC: Programme for the Endorsement of Forest Certification – Chain of Custody certification.

VFCS-FM and PEFC-CoC System: Forest Management certification and Chain of Custody certification under the PEFC system.

CS: Controlled Sources in accordance with PEFC standards.

DDS: Due Diligence System.

2. Related documents:
- Based on Clause 4 of PEFC ST 2002:2020.
Responsibility for implementation: 
All individuals and units involved in PEFC-CoC rubber production activities.
III. REFERENCES:
PEFC Standard Manual – PEFC ST 2002:2020

TCVN ISO 9001:2015 – Clause 8.5

TCVN ISO 14001:2015

Technological procedures for the processing of Concentrated Latex, RSS, and SVR rubber

IV. CONTENT:
PROCEDURE FOR CONTROL OF MIXING OF PEFC-CoC PRODUCTS
	Identification of Raw Materials from Teams (internal production units of the Company)



	The Weighbridge records data by each type of raw material



	Receiving and Classification Department



	Identified and Classified Storage Areas and Holding Tanks



	Production by Each Classified Product Type



	Segregation of Certified Rubber Product Finished Goods Areas



	Consolidation of PEFC and CS Product Declarations


V. DESCRIPTION OF THE PROCEDURE FOR CONTROL OF MIXING OF PEFC-CoC PRODUCTS
The Loc Hiep Rubber Processing Factory comprises two processing plants: Loc Ninh Processing Plant and Loc Hiep Processing Plant. The cases where “raw material identification points” may occur within the PEFC-CoC system of the natural rubber production activities of Loc Ninh Rubber One Member Company Limited are described as follows:
5.1. Vehicles transporting latex from Teams to the Plant.

Description: Vehicles transporting raw latex are managed by the Teams. Therefore, mixing may occur when vehicles transport latex from different clusters between tanks containing certified latex and tanks containing non-certified latex (controlled source latex).

Control: Transport vehicles are scheduled to deliver raw latex from the Teams to the Factory in accordance with the “Procedure for Receiving and Transporting Raw Latex”. Latex tanks are fitted with identification tags indicating certified Team latex and non-certified latex.

Responsibility: Drivers are responsible for supervising and signing to confirm the attachment of identification tags on vehicles, and for signing confirmation between the Teams and the Processing Factory regarding the type of latex being transported.
5.2. Process for Producing Block Rubber from Cup Lump Rubber
5.2.1. Control point 1: Cup lump rubber receiving area.

Description: Mixing may occur in the cup lump rubber receiving area between latex from certified Teams and non-certified Teams.

Control: Receiving areas are segregated, and identification boards are installed for each receiving area.

Responsibility: The Line Supervisor supervises and attaches identification tags to the receiving areas.
5.2.2. Control point 2: Intermediate storage area.

Description: Mixing may occur during storage when different raw materials are stored for extended periods.

Control: Raw material piles are provided with identification tags and storage time information.

Responsibility:

The Line Supervisor supervises and attaches identification tags to each raw material pile during storage.

After each raw material handling operation, workers clean the receiving area thoroughly to avoid residual materials remaining on the floor.
5.2.3. Control point 3: Drying bins
Description: After shredding, rubber is placed into drying bins. Mixing between certified and non-certified rubber may occur within the drying bins.

Control: Drying bins are fitted with identification tags. As drying bins contain multiple compartments that must be kept full to ensure quality, in cases where 2–3 different rubber types are loaded into one drying bin, identification tags are attached to identify compartments containing certified rubber (certified Team rubber and non-certified rubber). Identification tags may be attached at the beginning and end of certified compartments. (Note: Identification tags inside drying bins must be heat-resistant.)

Responsibility:

The Line Supervisor supervises and instructs workers to attach identification tags to each compartment/bin.

After each drying cycle, workers clean the compartments/bins thoroughly to prevent residual materials remaining inside.
5.2.4. Control point 4: Weighing table.

Description: After removal from drying compartments/bins, rubber enters the pressing area and is weighed. Mixing between certified and non-certified rubber may occur at the weighing table.

Control: When workers place rubber onto the weighing table, the weighing area must be fitted with identification tags to distinguish certified rubber, non-certified rubber, and purchased rubber.

Responsibility:

The Line Supervisor supervises and instructs workers to attach identification tags at the weighing area.

After each weighing batch, workers clean the weighing equipment thoroughly to avoid residual products.
5.2.5. Control point 5: Packaging and palletizing 

Description: After pressing and weighing, rubber bales are packaged. Mixing may occur when bales are stacked on pallets due to multiple pallet batches. After packaging, rubber bales are difficult to identify, increasing the risk of mixing.

Control: Identification tags are prepared for pallets, and labels/tags are affixed to rubber bales.

Responsibility: The Line Supervisor supervises and instructs workers to attach identification tags to packaged rubber bales and pallets.
5.2.6. Control point 6: Warehousing
Description: The warehouse contains multiple storage zones, and forklift operators may confuse storage areas if there is no identification.

Control: Pallets are fitted with finished product identification tags: PEFC certified, x% PEFC, PEFC/CS (controlled finished rubber), and Legal, for identification during production and storage.

Responsibility:

The Warehouse Keeper supervises and attaches identification tags to pallets.

Forklift operators are instructed to transport and stack goods in the designated storage areas.
5.3. Process for Producing Technically Specified Rubber from Field Latex
5.3.1. Control point 1: Receiving ponds
Description: Mixing may occur when receiving raw field latex from transport vehicles.

Control: Each receiving pond is fitted with an identification tag.

Responsibility:

The Line Supervisor supervises and instructs workers on receiving raw field latex from transport vehicles.

After each receipt, workers clean the ponds thoroughly to avoid significant residual latex remaining.
5.3.2. Control point 2: Coagulation channels
Description: Raw field latex is discharged from receiving ponds into coagulation channels. Mixing may occur if certified latex and latex from different sources are discharged into the same channels.

Control: Coagulation channels are fitted with identification tags and channel numbers, or identification boards are installed at the inlet and outlet of channel groups, including at the mechanical processing area.

Responsibility:

The Line Supervisor supervises and instructs workers to discharge raw latex into the correctly identified channels.

After each coagulation cycle, workers clean the channels thoroughly to avoid residual latex remaining.
5.3.3. Control point 3: Mechanical processing
Description: After coagulation, rubber is mechanically processed through rolling, sheet forming, granulation, and loading into compartments, where mixing may occur.

Control: Identification tags are attached at each mechanical processing stage.

Responsibility:

The Line Supervisor supervises and instructs workers during mechanical processing operations.

After each coagulation cycle, workers clean the channels thoroughly to avoid residual latex remaining.
5.3.4. Control point 4: Drying compartments
Description: After granulation, rubber is loaded into drying compartments/bins. Mixing between certified and non-certified rubber may occur.

Control: Drying bins are numbered for identification. As drying bins must have full compartments to ensure quality, when 2–3 different rubber types are loaded into one bin, certified rubber compartments (certified Team rubber and non-certified rubber) are identified by chalk markings on the outside of the bin.

Responsibility:

The Line Supervisor supervises and instructs workers to mark identification using chalk on each compartment/bin.

After each drying cycle, workers clean the compartments/bins thoroughly.
5.3.5. Control point 5: Weighing table.
Description: After removal from drying compartments/bins, rubber enters the pressing and weighing area, where mixing may occur.

Control: Identification tags are attached at the weighing area to distinguish certified rubber, non-certified rubber, and purchased rubber.

Responsibility:

The Line Supervisor supervises and instructs workers to attach identification tags at the weighing area.

After each weighing batch, workers clean the weighing equipment thoroughly.
5.3.6. Control point 6: Packaging and palletizing. 

Description: After pressing and weighing, rubber bales are packaged. Mixing may occur during pallet stacking due to multiple pallet batches, and packaged bales are difficult to identify.

Control: Identification tags are prepared for pallets and labels/tags are affixed to rubber bales.

Responsibility: The Line Supervisor supervises and instructs workers to attach identification tags to packaged rubber bales and pallets.
5.3.7. Control point 7: Warehousing
Description: The warehouse contains multiple storage zones, and forklift operators may confuse storage areas without identification.

Control: Pallets are fitted with finished rubber identification tags: 100% PEFC, x% PEFC, PEFC/CS (controlled finished rubber), and Legal, for identification during production and storage.

Responsibility:

The Warehouse Keeper supervises and attaches identification tags to pallets.

Forklift operators are instructed to transport and store goods in designated areas.
5.4. Process for Producing Concentrated Latex from Field Latex
5.4.1. Control point 1: Raw latex receiving ponds.
Description: Mixing may occur between certified Team latex and non-certified Team latex (controlled source latex).

Control: Receiving ponds are fitted with identification boards distinguishing certified and non-certified latex.

Responsibility: The Line Supervisor supervises and signs to confirm the attachment of identification boards at receiving ponds.
5.4.2. Control point 2: Raw latex storage tanks
Description: Mixing may occur when raw latex is pumped from receiving ponds into tanks due to a single pumping line or lack of identification on the front and rear of tanks, leading to confusion during pumping to centrifuge machines.

Control: Identification tags are attached to raw latex storage tanks, both at the front and rear, to enable clear identification.

Responsibility:

The Line Supervisor supervises latex pumping operations, confirms identification tag attachment, and records information in the Production Logbook.

After each storage cycle, workers clean the tanks thoroughly to avoid residual latex remaining.
5.4.3. Control point 3: Intermediate finished product tanks
Description: Incorrect pumping into intermediate finished product tanks from centrifuge outputs may occur.

Control: Separate identification tags are attached to each intermediate finished product tank and records are maintained in the Production Logbook.

Responsibility:

The Line Supervisor supervises finished latex pumping, confirms identification tag attachment, and records information in the Production Logbook.

After each storage cycle, workers clean the tanks thoroughly.
5.4.4. Control point 4: Finished fresh latex tanks
Description: Mixing may occur when pumping from two intermediate tanks into finished fresh latex storage tanks.

Control: Identification tags are attached to storage tanks and records are maintained in the Production Logbook.

Responsibility:

The Line Supervisor supervises finished latex pumping, confirms identification tag attachment, and records information in the Production Logbook.

After each storage cycle, workers clean the tanks thoroughly.
5.5 Process for Producing Rubber Sheets
5.5.1. Control point 1: Receiving ponds
Description: Mixing may occur when receiving raw field latex from transport vehicles.

Control: Each receiving pond is fitted with an identification tag.

Responsibility:

The Line Supervisor supervises and instructs workers on receiving raw latex from transport vehicles.

After each receipt, workers clean the ponds thoroughly.
5.5.2. Control point 2: Coagulation troughs (Mulo)
Description: Raw latex is discharged into coagulation troughs, and mixing may occur if latex from different sources is discharged into the same troughs.

Control: Coagulation troughs are fitted with identification tags or zoned identification boards at both ends and at the mechanical processing area.

Responsibility:

The Line Supervisor supervises and instructs workers to discharge latex into correctly identified troughs.

After each coagulation cycle, workers clean the troughs thoroughly.
5.5.2. Control point 3: Mechanical processing
Description: After coagulation, rubber undergoes mechanical processing: slicing, sheet forming, and loading onto drying racks.

Control: Identification is applied at the sheet-forming area and drying racks are numbered.

Responsibility:

The Line Supervisor supervises and instructs workers during mechanical processing and rack loading.
5.5.3. Control point 4: Drying chambers
Description: After at least 6 hours of air drying, drying racks are moved into drying chambers.

Control: Drying racks are identified and drying times are recorded; drying chambers are numbered for identification.

Responsibility:

The Line Supervisor supervises and instructs workers to move racks into drying chambers.
5.5.5. Control point 5: Weighing table
Description: After removal from drying chambers, rubber enters the pressing and weighing area, where mixing may occur.

Control: Identification tags are attached at the weighing area to distinguish certified rubber, non-certified rubber, and purchased rubber.

Responsibility:

The Line Supervisor supervises and instructs workers to attach identification tags at the weighing area.

After each weighing batch, workers clean the weighing equipment thoroughly.
5.5.6. Control point 6: Packaging and palletizing 

Description: After pressing and weighing, rubber bales are packaged. Mixing may occur during pallet stacking due to multiple pallet batches, and packaged bales are difficult to identify.

Control: Identification tags are prepared for pallets and labels/tags are affixed to rubber bales.

Responsibility: The Line Supervisor supervises and instructs workers to attach identification tags to packaged rubber bales and pallets..
5.5.7. Control point 7: Warehousing
Description: The warehouse contains multiple storage zones, and forklift operators may confuse storage areas without identification.

Control: Pallets are fitted with finished rubber identification tags: 100% PEFC, x% PEFC, PEFC/CS (controlled finished rubber), and Legal, for identification during production and storage.

Responsibility:

The Warehouse Keeper supervises and attaches identification tags to pallets.

Forklift operators are instructed to transport and store goods in designated areas.
5.6. General provisions
- In the event of mixing or loss of identification that cannot be restored, the rubber product shall be downgraded to the lowest applicable category present. The hierarchy from highest to lowest is as follows: 
· 100% PEFC.
· x% PEFC.
· PEFC CS (PEFC Controlled Sources).
· Legal – purchased.
VI. RECORD KEEPING:
	No.
	Record name
	Record retention responsibility
	Record storage method
	Retention period

	1. 
	Processing procedure for SVR 3L products
	Factory, CoC Team
	Softcopy and hardcopy
	5 years

	2. 
	Processing procedure for SVR 10 products
	Factory, CoC Team
	Softcopy and hardcopy
	5 years

	3. 
	Processing procedure for RSS products
	Factory, CoC Team
	Softcopy and hardcopy
	5 years

	4. 
	Processing procedure for HA and LA Latex products
	Factory, CoC Team
	Softcopy and hardcopy
	5 years

	5. 
	Procedure for receiving and transporting raw latex
	Factory, CoC Team, Production team
	Softcopy and hardcopy
	5 years


VII. FORMS:
TT PEFC-CoC/BM 01: Raw material and finished product monitoring form (percentage method).

TT PEFC-CoC/BM 02: Raw material and finished product monitoring form (credit method).

TT PEFC-CoC/BM 03: Raw material and finished product monitoring form (physical method).

TT PEFC-CoC/BM 04: Product credit volume monitoring form.
TT PEFC-CoC/BM 01
      CÔNG TY TNHH MTV CAO SU LỘC NINH

    XƯỞNG CHẾ BIẾN MỦ CAO SU LỘC HIỆP

BẢNG THEO DÕI NGUYÊN LIỆU VÀ THÀNH THẨM (Phần trăm)
Tháng …./20
Tên sản phẩm:                                                                                                                         Loại nguyên liệu:

Mã nhóm sản phẩm: xP









 Hệ thống khai báo: phần trăm
	Ngày nhận nguyên liệu
	KHỐI LƯỢNG NGUYÊN LIỆU MỦ NƯỚC (KG)
	Ngày ra thành phẩm
	Số lô/bành
	KHỐI LƯỢNG THÀNH PHẨM (KG)
	GHI CHÚ

	
	100%PEFC
	CS
	HP
	TỔNG
	
	
	
	

	
	ĐỘI 1
	ĐỘI 2
	ĐỘI 3 
	ĐỘI 4
	ĐỘI 5 
	ĐỘI 6
	ĐỘI 7
	ĐỘI 8
	HTX
	
	
	
	10
	20
	3L
	LY TÂM
	….
	TỔNG
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	


	Hệ số chuyển đổi (%):

	Khối lượng nguyên liệu có chứng nhận          (kg)

	Khối lượng sản phẩm có chứng nhận ước tính (%)          (kg)


                                     TỔ CoC CÔNG TY                                                                                                     TỔ CoC XƯỞNG
TT PEFC-CoC/BM 02
    CÔNG TY TNHH MTV CAO SU LỘC NINH

  XƯỞNG CHẾ BIẾN MỦ CAO SU LỘC HIỆP

BẢNG THEO DÕI NGUYÊN LIỆU VÀ THÀNH THẨM (Tín dụng)

Tháng …./20

Tên sản phẩm:                                                                                                                         Loại nguyên liệu:

Mã nhóm sản phẩm: xP









 Hệ thống khai báo: Tín dụng

	Ngày nhận nguyên liệu
	KHỐI LƯỢNG NGUYÊN LIỆU MỦ NƯỚC (kg)
	Ngày ra thành phẩm
	Số lô/bành
	KHỐI LƯỢNG THÀNH PHẨM (kg)
	GHI CHÚ

	
	100%PEFC
	CS
	HP
	TỔNG
	
	
	
	

	
	ĐỘI 1
	ĐỘI 2
	ĐỘI 3
	ĐỘI 4
	ĐỘI 5
	ĐỘI 6
	ĐỘI 7
	ĐỘI 8
	HTX
	
	
	
	SVR10
	SVR20
	SVR3L
	LY TÂM
	…..
	TỔNG
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	


Hệ số chuyển đổi (%):

Khối lượng nguyên liệu có chứng nhận          (kg)
Khối lượng sản phẩm có chứng nhận ước tính (%)          (kg)

                                     TỔ CoC CÔNG TY                                                                                                     TỔ CoC XƯỞNG
TT PEFC-CoC/BM 03
    CÔNG TY TNHH MTV CAO SU LỘC NINH

  XƯỞNG CHẾ BIẾN MỦ CAO SU LỘC HIỆP
BẢNG THEO DÕI NGUYÊN LIỆU VÀ THÀNH THẨM (Vật lý)

Tháng …./20

Tên sản phẩm:                                                                                                                         Loại nguyên liệu:

Mã nhóm sản phẩm:
100%PEFC; CS






           Hệ thống khai báo: vật lý
	Ngày nhận nguyên liệu
	KHỐI LƯỢNG NGUYÊN LIỆU MỦ NƯỚC (kg)
	Ngày ra thành phẩm
	Số lô/số bành
	KHỐI LƯỢNG SẢN PHẨM 100% PEFC (kg)
	KHỐI LƯỢNG SẢN PHẨM CS (kg)
	GHI CHÚ

	
	100%

PEFC
	CS
	HP
	TỔNG
	
	
	
	
	

	
	ĐỘI 1
	ĐỘI 2
	ĐỘI 3
	ĐỘI 4
	ĐỘI 5
	ĐỘI 6
	ĐỘI 7
	ĐỘI 8
	HTX
	
	
	
	SVR10
	SVR 20
	SVR 3L
	LY TÂM
	TỔNG
	10
	20
	3L
	LY TÂM
	TỔNG
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	
	


Hệ số chuyển đổi (%):

Khối lượng nguyên liệu có chứng nhận          (kg)

Khối lượng sản phẩm có chứng nhận ước tính (%)          (kg)

                                     TỔ CoC CÔNG TY                                                                                                     TỔ CoC XƯỞNG
TT PEFC-CoC/BM 04
  CÔNG TY TNHH MTV CAO SU LỘC NINH

XƯỞNG CHẾ BIẾN MỦ CAO SU LỘC HIỆP
BẢNG THEO DÕI KHỐI LƯỢNG TÍN DỤNG SẢN PHẨM
Tháng …./20

Tên sản phẩm:                                                                                                                         Loại nguyên liệu:

Mã nhóm sản phẩm:









            Hệ thống khai báo: Tín dụng
	THỜI ĐIỂM KHAI BÁO
	KHỐI LƯỢNG TÍN DỤNG
	TÊN SẢN PHẨM
	LOẠI KHAI BÁO
	XUẤT
	KHỐI LƯỢNG TÍN DỤNG CÒN LẠI
	GHI CHÚ

	
	
	
	
	
	
	

	
	
	
	
	
	
	

	
	
	
	
	
	
	

	
	
	
	
	
	
	

	
	
	
	
	
	
	

	
	
	
	
	
	
	

	
	
	
	
	
	
	


Hệ số chuyển đổi (%):

Tỷ lệ phần trăm:


Khối lượng sản phẩm (%PEFC)          (kg)

Khối lượng sản phẩm có (CS)             (kg)

                                     TỔ CoC CÔNG TY                                                                                                     TỔ CoC XƯỞNG
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