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HONDA MOTOR COMPANY, GLOBAL OPERATIONS

Automobiles Motorcycles Power Marine
Products Engines

/_,: \?
42044

Mr. Soichiro Honda

(1906 — 1992) ¥ ol
Honda Motor Co Was Honda operates in 150 countries ' — =
Founded In 1948 Total 406 group companies globally Robotics Hondajet  Aero Engine

HONDA MOTORCYCLE AND SCOOTER INDIA

HMSI-2F HMSI-1F
OVERALL HMSI \ E e

Capacity-1.2M Capacity-1.6M

units/Year \ units/Year
Started: 2011 W/ Started: 1999
ey Land Area : 4,81,757 m?
890 Km's 2 Built up Area : 2,65,706 m2
’/ | Manpower 17041
> I Capacity : 2.4 Million
/ 1 Models : Activa, SP125, Shine SP, Livo, Dio
12,200Km’s

HMSI-4F >/ o

Total 4 Factories in India

1
: : HMSI-3F —
v

Capacity 5.5 mil units/year I
Horna
. | | =
A I 24 | * rﬂ'\\ MMMMMMM
ssociates 24,000 people e ——y e i :
i i i units/Year | p Won BEE National Energy Conservation Award 2020
Activa Sales 1.7 mil Units/year Started: 2016 I o oo i I Won CII National Energy Leader Award in 2020 and 2021
mbragion! I Won CII National Award for Excellence in Energy Management in
Started- 2013 __ | 2018, 2019, 2020 and 2021.

Honda Narsapura is located in Kolar, Karnataka.
It is Honda’s largest factory globally with a capacity of 2.4 Million vehicles per year
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Honda’s Commitment for Environment Excellence
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4% AirAct:
1970

Honda actively
endeavoured to solve

Air Act
Environment roblems1 960

%

2 Honda was
1948 % founded

Water

b

ha ing

Serve people worldwide with the
“joy of expanding their life’s potential”

%I

World's 1% Automaker to
comply with U.S. Clean

Formulated the Vision
as an ideal image of
what Honda wants to be

r

Mr. Toshihiro Mibe
(President & CEO)

2020

New Honda Environmental

3 Logo
Mr. Sol h\'l. :—I‘d ﬂ Blue Skies for Our Childre
r. SoIChiro Honda
s~ 2010
(Founder) Released our First
Honda Environment 1992 €02 emissions
Statement '
THE
Y Clean

Triple Action

Clean
Energy

Resource
Circulation

100% utilization of 0% use of

sustainable materials

carbon-free anergy

& Reuse

Recovery

Honda Vision

P Tiﬁ W=

/ Carbon Neutrality \\

| CO, emissions, Net zero

{2050

|

S e
i |
CleanEnergy _Resource Circulation
100% utilizationof "100% use of sustainable
carbon free energy materials
HoMNDA HMSI ENVIRONMENT POLICY -
HONDA & fioment s
T HMSI-3F WATER POLICY e
HMSI-3F ENERGY POLICY = Ll
Plant Head-3F

as to achieve a liveable & sustainable society

The Triple Action to Zero propels our Environment initiatives at every stage of lifecycle so
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Energy Policy —Narsapura plant
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Use of renewable
energy

PDCA Approach

HONDA a

The: Power of Dreams

HMSI-3F ENERGY POLICY

As responsible members of society we at Honda Motorcyele 8 Scooter India Pvt. Ltd. -Marsapura plant,
will take every possible measure to efiminate waslage & conserve energy. Our plant is committed in
each phase of our manufacturing activity to:

Place:

Date :

Maximise and promote the utiization of renewable and clean energy.

Adopt en

gy efficient technologies, products and services.
Implement intensive energy monitoring systems, periodical audits & review systems.
Review periodically & compare our Specific Energy Consumption with National / International

level benchmarks to further drive the efforts for energy conservation,

Continually improve energy efficiency through PDCA cycle & by selting short lerm & fong term
largets.

Ensure sufficient information & resources are available to achieve the targels for energy
conservation
Abide by and where practicable exceed the applicable legal & other requiremeants related to

energy consumption

Promate awareness on the Energy Management System & propagate the energy palicy

among our employees, as well as persons working on our bahall & to the general public
Narsapura W
121172020 Ptant Head-3F

IE3
Timers

ENERGY
RECOVERY

VFD

Use of Energy saving
equipment's

Use of monitoring
systems

PDCA & bench marking is an integral part of our energy policy
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LN

Electrical Thermal
Total Energy usage pattern Electrical Energy usage pattern Thermal Energy Usage pattern

N \

Utility

PA

MA

56%
44%

Others

Pr&We 9%

Electrical Thermal Paint Shop Boiler + VAM

Electricity and propane gas are the major source of energy for our factory
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i | e I Compressor heat recovery

. Cotralumd camirol
Vived contrel parfl
- e

B . . for Vaporizer VAM for Paint
cohesive painting AC BMS
technology Electricity kWh/Veh
14% Reduction
2.23 3.06 | COVID impact
s
S 2059 60 26,09 VAN
E ' ' 2486 24.02 2313 2249 22.44 Due to COVID
impact
kWh/Veh has

increased

201415 2015-16 2016-17 2017-18 2018-19 2019-20 2020-21 2021-22

|:4|- [
i o

GROWTH i '-'|.' \‘
" PROCESS 1w
Cosl IMFROVEMEN

- Lo & 0y Kaizen

¥ i | =0
T Amalysis  GOAL  EVAREEEI

Energy Efficiency projcts VFD for major load EMS system

Specific Electrical consumption is in reducing trend.
Last three year reduction is 6.58% excluding COVID impact
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Al

NATURAL

GAS

4

VAM for Paint Shop Magnetic Resonator Solar Dishes

LNG

Thermal Kg/Veh

reduction

9%

'S

OPTIMIZATION

[Compressor heat recovery for WHE OF MEE & ETP HWG
hot water generation

Specific propane consumption is in reducing trend
Last three year reduction is 18.86%
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Specific Electrical Energy consumption

|
- 46.78 ! |
(] : I
2 I 36.35 Mfg process | 36 === ===-= 1
< ! not similar 1l I
E | ¥ 25.5 :
: 1 l
I : l l
: M |
HMSI-Manesar :HMSI-Tapukhera HMSI-VithaIapur: : HMSI-Narsapura :
Specific Thermal fuel consumption
3.50 = mm e e mmm - - :
| |
| |
| |
o | 2.13 |
> : ' Mfg process 1,95 Tl ~
> I not similar I I
2 | \ . |
: 1 0.98 !
I 1 l
1 1y !
| 1’ |
I : | I

HMSI-Manesar HMSI-Tapukhera HMSI-Vithlapur HMSI-Narsapura
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We are the benchmark among all the HMSI factories in India
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Specific Power consumption
-~ 2888 Our target
S 2z | _____ ;
< I | 255 | |
I |
I !
|
Comp 1 Comp 2 L HMSI |
Specific Propane consumption
L
I |0.98 :
© 0.78 I Understand the best
S 0.74 . I I " . th
S : I practises in other
X , | factories and strive to be
I I the national bench mark
|
|
' [
comp 1 comp 2 : HMSI |

> No Standard Benchmarks are available for Automobile sector.
various presentations.

T’hese are collected from

We are striving towards being the national bench mark
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ENCON Projects Without Investment
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Environmental benefits Monetary
. . Total Investment - . .
S. No.| Parameter Projects implemented . . . Benefits Intangible benefits
Savings in Quantity | made (Rs. In lakhs) | .
(in lakhs)
Through third party solar power procurement
1 RE Third party solar power procurement Renewable energy, kh 44000000 0 1078 by wheeling, power requirement is met 24 x 7
party P P GHG . ¢ co2 35772 irrespective of seasonal variation as state grid
emission, tons back up is always available.
: Thermal energy, Mill Kcal 290 Reduced water, energy and equipment
2 EE Propa?e vamgt tthrc;]ugf: heat free 0 144 efficiency losses in heating process. Insulation|
reatment technology GHG emission, tons CO2 724 from market fluctuations in prices of propane
: . Electrical energy, kWh 1973000
3 EE Energy S?th.ng tthrohug}’} Cohesive 0 123 Reduction in VOC emission
painting technology GHG emission, tons CO2 1605
4 EE Boiler Pressure reduction from 6 bar Thermal energy, Mill Kcal 645.3 0 24 Safety improvement with regard to handling o
to 4 bar GHG emission, tons CO2 1611 highly dangerous steam
Electrical Energy, kWh 600000 .
5 EE AHU Frequency Optimization 0 40 Reduced wg?;i;riiia;ﬂ';:::gfcznd reduce
GHG emission, tons CO2 436
ACED Pumps & Fans Auto Sequence Electrical Energy, kWh 3225 Reduced wear and tear in motors and reduce
6 EE . . 0 2.3 Preventive Maintenance
ON/OFF Operation During empty Mode GHG emission. tons CO2 23
. Reduction in downtime and Repair and
7 EE Elimination of Induction Hardening Electrical Energy, kWh 2376000 0 159 Maintenance leading to production loss.
process L Safety risk associated with heating machines
GHG emission, tons CO2 1725 has been reduced.
Electrical Energy, kWh 934615 Reduction in space and manpower
8 EE Elimination of Zero B Welding 0 60 requirements, reduction in quality issues due
GHG emission, tons CO2 698 to welding, hazard reduction
9 EE Energy regeneration from Servo Electrical Energy, kWh 72900 0 5 Increase in energy recovery and utilization of
motors GHG emission, tons CO2 54.4 regenerated energy
Renewable Energy, kWh 650000 Third Party wind power procured during the
10 RE Third Party Wind Power Procurement 0 5.42 monsoon season to compensate the Solar
GHG Emissions, tons CO2 485.55 power loss
; Third Party Energy Audit conducted to
Electrical Energy, kWh 1339000 > ) -
1 EE Third Party BEE Certified Energy i 0 92,98 check all the high energy intensive
audit conducted GHG Emissions, ton CO2 966.76 ' equipment efficiency and found out all
the equipment are above par
Electrical Energy, kWh 51948740
Total 0 1734.4
GHG Emissions, tons CO2 44080.01

have been achieved.

Without Investment, 51.96 Mill kWh, 44080.01 MT of CO, and Monetary Savings of 173.44 Mill /Annum
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ENCON Projects With Investment
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Environmental benefits Total Investment Monetary
S. No. | Parameter Projects implemented . . . Benefits in Intangible benefits
Savings in Quantity |made (Rs. In lakhs) lakhs
i Renewable energy, kWh 8800000
1 RE Installation of solgr roof top panels of gy 2870 580
capacity 7MW GHG emission, tons CO2 8330
9 RE Installation of 2.5 MW Solar Roof Top Renewable energy, kWh 2940000 1108 269 Dependency on external agency for power
Expansion GHG emission, tons CO2 2123 supply reduced
Renewable Energy, kWh 7500000
3 RE Installation of 2.7 MW Wind turbine 1920 484
GHG emission, tons CO2 5415
Thermal energy, Mill Kcal 55000
4 RE Solar solution for sludge drying 30 55 Improvement in safety wrt handling of propane
GHG emission, tons CO2 317
, Electrical energy, kWh 1100000 Compressed air requirement for the entire
Interconnection of compressors through S ) .
5 EE . . o 12.39 72 factory has been optimized by reducing the air
integration of three compressor houses GHG emission, tons CO2 924 pressure
Electrical energy, kWh 1181250 VAM can result in reduction of usage of ODS
. : and GHG Potential Refrigerants currently used in
6 EE VAM for Paint Shop Thermal energy, Mill Kcal 2936 490 163 chillers. Further, handling of steam has been
GHG Emissions, tons CO2 1591 eliminated thus addressing safety risks
Electrical energy, kWh 222750 i i i i
7 EE Installation of EC Fans gy 75 15 Less Maintenance |'ntenS|ve as the technology is
GHG Emissions, tons CO2 162 electrically controlled
. . N . Electrical energy, kWh 1117292 Quality improvement in machine shop process
8 EE Robotic Washing Machine in Machine — 83.1 75 and reduction in market complaints of the
Shop GHG Emissions, tons CO2 811 product
Thermal Energy, Mill Kcal 923
9 EE Hot Water Generator for Paint Shop 45.6 25.5
GHG Emissions, tons CO2 201
) L Electrical energy, kWh 970000
10 EE Air Dryer Optimization 28 65
GHG Emissions, tons CO2 725
Electrical energy, kWh 200000 With the implementation of PT short process,
11 EE PL?Z%”SF’;‘;‘;;SS , 28 29.6 720 KL/Annum of Water reduction can also be
Thermal Energy, Mill Kcal 184.16 achieved.
Implementation of Auto Booth air Electrical energy, kWh 870000
12 EE balancing concept for two coat to . 181.4 55.9
monocoat GHG Emissions, tons CO2 632
Electrical energy, kWh 24901292
Total 6877.15 | 1981.98
GHG Emissions, tons CO2 22010.39

been achieved

With Investment, 24.90 Mill kWh, 22010.39 MT of CO, reduction and annual savings of Rs. 198.2 Mill has
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HMSI 3F Innovative Project 01: Auto booth air balancing concept 11/55
In Paint shop, Paint booths are used for painting application.
All paint booths in 3F are designed with 3 Zone (Primer + Base Coat + Top Coat)
In Monocoat painting, only two zones are required (Primer + Base Coat)
In 3F, 80% of the colour shades are monocoat and remaining 20% are Two coat
Painting Booth Configuration
Primer Base Coat (BC) Top Coat (TC)
Zone Zone
ASU l ‘
Air SUpply Temp: 25°C-32°C Air Velocity ' Air Velocity
Humidity: 60% - 80% 0.3-0.4 Misec ; 0.3-0.4 M/sec
Exhaust Exhaust
( 204 ~254) (A=),
(10u ~12p) . e ." 2 ® - o = -
2 Coat Painting [ Susias | m [ Subeiais |
Substrate Substrate
(35u ~45y) NA

Mono Coat Painting

(10p ~12p)

Substrate

Substrate

In Mono coat no painting is done in top
coat zone, still ASU supplies filtered Air
into TOP COAT zone and EXHAUST will

also be working

Due to modification of painting process from two coat to one coat through cohesive painting
technology, the ASU and exhaust systems requirement in top coat can now be eliminated.




HMSI 3F Auto booth air balancing concept — Situation Analysis 12/355

[Process Flow for Booth Operation :

Primer Duct Passace Base Coat Top Coat ”)
[=aces] —
@AY - e o e
Exhaust
MANUAL CHANGE OVER AUTO CHANGE OVER
; Time — Auto
Changeover 2 Coat to Time Taken - i Qualit MP
Monoc%at Running Seq. &-< Manually Qually ME 2 Coat & Monocoat (Approx.) !
+  Booth gap ( Empty of Painted Hanger) 40 min Fallfen IrDtUSt 3 MP * Booth gap ( Empty of Painted dNOt 'j:‘”‘;:‘ 0 MP
+  Auto Start cycle / Change over ?:Iur:?ngs Hanger) _ Time — 10 sjgd-ensstoi
( Preparation “OFF” --—-"ON ") 10 min sudden © ke aTET mc?de S min of Top coat
+  Manual Start - Paint Booth Changeover *  Manual S.tar.t - Pa.lnt Booth . zone is
+  Sludge Pit Circulation pump Running- of Top coat + Sludge Pit Circulation pump Running- replaced
zone. ON . with slow
ON. + Topcoat Booth Supply Damper closing
. .T,gfgosaé ) I\Ijooth ” Supply  Damper o AUTO--"CLOSE"- y pro?;rss of
- Manually min < «  Topcoat Exhaust Fan AUTO - OFF. o :
» Top coat Exhaus_t Fan Manually OFF. 10 min g - ASU Fan Running - VFD Frequency '8
* ASU Fan Running - VFD Frequency 10min g setting based upon Booth balancing.- >
setting based upon Booth balancing.- 05 min — AUTO- ON o
* Exhaust Fan Running ( Air Blow , § « Exhaust Fan Running ( Air Blow |, g
Primer & Base coat ) - VFD % Primer & Base coat ) - VFD
Frequency setting based upon booth Frequency setting based upon
balancing . PROGRAM SETTING.
» Setting & Side Exhaust Fan running & 8 min + Setting & Side Exhaust Fan running
setting . & setting .AUTO SETTING.
. Check of zone wise Thread condition © Check of zone wise Thread condition
based upon Exhaust VFD & ASU 20 min based upon Exaust VFD & ASU
ey PRORAM SET FREQUENCY.
» Booth Auto Sequence Complete *  Booth Auto Sequence Complete
I - ) I Monocoat Auto ! o MP
AR L ERTTEL I 123 min FallenDust ~ °MP | I 4min Dust 0 I
Through implementation of auto damper, the changeover time can be reduced from 123 min to 4 minutes
enabling energy conservation in addition to better quality control.
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Auto booth air balancing concept — Proposal
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Auto Selector

Switch For Booth ASU

y
BC || T1C |

Y y A
[ Exhaust || Exhaust || Exhaust

[ Primer | |

Key project highlights

ENERDGY

SAVING

8,70,000 Kwh of
electricity

2 Coat > Monocoat Sequence of Operation

59.3 Lakhs Per

Annum

Auto Selector
Switch For
Booth

2 Coat > Mono-coat
@® Motorized TC damper close

@ ASU Air supply reduce
(® Exhaust motor Stop

@ Air balance adjust by pressure

switch
Air Supply Primer Base Coat (BC) Top Coat (TC) Air Supply
ASU ‘» ol ASU [
\/ Yy ¥V V= = = [
Air Velocity - Air Velocity
0.3-0.4 M/sec @ 0.3-0.4 M/sec \ .
= __Motorized ~ Motorized
Damper Closd  Exhaust Exhaust Run ©) Damper Oper]
Run
O* Stop ® ® e e __ Run

REDUCTION

628.14 MT Per
Annum

ASU

e

TC |

y
BC

| Primer | |

A 4 A 4
| Exhaust || Exhaust || Exhaust |

switch

Primer Base Coat (BC) Top Coat (TC)

Air Velocity @ = Air Velocity i Air ilocigy i
0.3-0.4 M/sec e 0.3-0.4 M/sec 0.3-0.4 M/sec

& - a a y a a a S a
Exhaust Exhaust Run (3 | ExhaustRun. 4

1
RN e @@ @ @ |[@ @ el

INVESTMENT

181.4
Lakhs

Monocoat > 2 Coat Sequence of Operation

Mono Coat > 2 coat
@® Motorized TC damper Open
@ ASU Air supply Increase

(® Exhaust motor Run

@ Air balance adjust by pressure

18
Months

Paint booth air balancing has been converted to auto from manual resulting in Energy reduction. Project
has a potential of Horizontal deployment in all the factories where cohesive painting is implemented.
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= )
‘ Water
4
(> =
N
Fuel Tank
Process
~—

Compressor-

Air Zone area
Paint Pre-treatment

High Pressure ‘

Background

Before (High Pressure Compressed air cleaning)

In Paint shop all parts after cleaning are passed through a cleaning Tank to remove the deposition of water
particles, Huge quantum of compressed air is used to clean the Parts.

<« 28mm [ ares Tank-2
_] n | No of I 40
A COUOCOUCUCOO0U. O OF nozzles
Pressure in bar 2-4
€ CFM delivered per
g = © nozzle 21
)
Total CFM 840
v Total cost in mill 3.30
Process Requirements
Currently high pressure air from centralized compressors 11

after desiccant driers is being supplied to dry the moisture

present on the parts.

Moisture needs to remove completely before the parts enter

to Paint zone.

Presence of moisture on parts during painting would cause

defects in the components which results in production loss.

The use of compressed air is emphasized by Honda R&D

for ensuring zero moisture and dust on the painted parts

g El Ll

Huge amount of Energy wastage

compressed air loss

due to air loss

Zero moisture on
parts to ensure paint

quality

Currently, high Pressure air from Centralized Compressors are used for cleaning of parts.
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Process Quality Parameters defined for Air Quality
S. No Parameters Quality Standard Protocol
1 Oil Mist Content, mg/m3 Class 2 : <£0.1 1S0:8573 (P-2):2007
2 Dew Point, °C Td Class 4 : +3.0 ISO : 8573 (P-3):1999
3 Particulate Matter, mg/m3 5.0 Max ISO : 8573 (P-8): 2004
4 Particle Size Analysis, particles per m3 Class 1
43 0.3um<d<0.5um <20,000
ISO : 8573 (P-4) 2001
4b 0.5um<d<1.0pm <400
4c 1.0pm<d<5.0pm <10
Feasibility Study-ldea Validation
Idea Pros Cons Judge
Use of Decentralized Compressors Air Consumption reduction Eonl(rew: el izguiiee ermlizliing e X
Use of alternate dhrc))/inag;irmethods such as l(;lrc])eerzéryn:g\ljiirr]zment. Substantial Droplet mark left on parts affecting quality X
Physical drying methods such as rinsing  Very less energy requirement FEIEED LU ER e ENEEE Bt X

treatment until final painting is completed

Power consumption reduction

ALTERNATE PROCESS H:ggefézw and low pressure v
Use of Decentralized Blower P —
No dew point issues as pressure
is less

Currently, high Pressure air from Centralized Compressors are used for cleaning of parts.
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Situation Analysis
Air Drying is a process that requires high volume and low-pressure air, hence blower can be evaluated as alternative
Main area of concerns that needs to be addressed are quality issues due to contamination.

Comparison between types of low-pressure blowers

Cleaning & Drying

Blow-off

Contamination

Can be the best system if intermittent air bursts
required.

Ineffective at blow-off for certain industries.

The cooling process needed to maintain
compressed air means some fluid (oil and/or
water) is ejected in the airstream, affecting drying
applications.

Type of Blower Moto_r Maximum Differential Efficiency Noise MOC of KWH/CEM ) Systen_1 Operating Judgement
Capacity Pressure pressure level Impeller/screw installation cost
Above
Centrifugal 3000 CFM Not considered- Required capacity is not available in this type of blowers
available
Rotary lobe (tri 55 KW o Medium (Site 0.3575
lobe) (1000CFM) 1.1 bar 0.8 bar 95% 73 dB Cast Steel 0.055 installation) Rs/CFM
e R R T B R I e e e e e e e e e e e e s |
I 45 KW Easy 0.2678 I
Screw (1000 1.1 bar 0.8 bar 95% 72 dB Cast Steel 0.045 (Packaged R.
s/CFM
CFM) type) I
Advantages of Air Blower Air flow in Blower
Application Air Compressor Air Blower Air Filter Screw Element Outlet

Concentrated air flow, able to run continuously at
low cost and with energy efficiency.

Low pressure, high-velocity air flow suitable for
blow-off applications.

Generates clean air - no air or oil needed in the
system, meaning expelled air is dry. Able to create
“air curtain” protective barriers.

Air flow able to be easily directed, to create an “air

Moisture High cost to run continuously, difficult to ensure curtain” laminar air flow that adheres to surfaces,
regulation precision needed for moisture regulation. meaning it can remove or regulate moisture on a i
surface as needed. IE'
oil =
The size and energy requirements needed to Easily supports large product drying/blow- ’.—
Large products deliver air over longer lengths are . o = o —
) . off/moisture and contamination control. :
disproportionately large. R .
Oil Tank Oil Cooler

Silencer

e

Oil il

Less Specific Power Consumption for generation of Low-Pressure Air is the key factor for blower

selection.
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Trials and Test Reports against Quality Standard

17155

Trial Set Up

As the product quality was of crucial concern, we obtained permission to conduct trial in one line by installation of one
blower.

Sampling Point ;&L CHARITON RESEARCH INSTITUTE CHARITON RESEARCH INSTITUE 15 CHARITON RESEARCH INSTITUTE
Comp Air Y orer A ——— Reference Sample-1 =
Sampling Point | | ] s ||| =
Comp Air Drier t Paint PT Reference Sample-2
Sampling Point
4 - Test Sample
Blower Paint PT
Result
S. No Parameters Results Quality Standard | Protocol
Oil Mist Content, mg/m3 <0.01 Class 2 : <0.1 1S0O:8573 (P-2):2007
2 Dew Point, °C Td + 1.9 Class 4 : +3.0 ISO : 8573 (P-3):1999
3 Particulate Matter, mg/m3 1.0 5.0 Max ISO : 8573 (P-8): 2004
4 Particle Size Analysis, particles Class 1 corﬁ‘iL:'?r:iatl)t,ion
per m’ from QC-HO
4b 0.5um<d<1.0pm 22 <400
4c 1.0pm<d<5.0pm 0 <10

selection.

Less Specific Power Consumption for generation of Low-Pressure Air is the key factor for blower
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Replacement of Compressed air with Air Blower
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Water Bath

> -

Proposed Idea (Low Pressure Air Blower for cleaning)

Centralized Compressor-
High Pressure

Fuel Tank ( h
Process « Oven
\
———

Current Process

+ In the current process, High Pressure Centralized Compressor Coz
is replaced with Low Pressure Decentralized Blower.

+ Achieved precision moisture regulation.

« Energy reduction achieved through pressure reduction.

Blower air
Area Tank-2
=== 1 No of nozzles 100
Pressure in bar 0.5-1
Air Bath e
£ CFM delivered per 10
= nozzle
»
Total CFM 1000
Total operating
- . . 1.40
Modified Nozzle cost in mill

D,

*NERGY
SAVING

9,60,000 Kwh of
electricity

Decentralized Blower-
Low Pressure

REDUCTION

693.12 MT Per
Annum

INVESTMENT

87
Lakhs

é?ﬁ CHARITON RESEARCH INSTITUTE
-4 PRIVATE LIMITED
i AORE 0L

Qualih;[y Check Cértificate
from Third Party

Key Project Highlights

63 Lakhs Per
Annum

Consumption

Implementation of Decentralized Blower to eliminate the usage of compressed Air to reduce Energy
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Innovative Project 03: Pre-Treatment Short Process

19/55

painting followed by dry off oven.

Before condition

In Paint Shop, for Cleaning & Activating the surface of ABS parts, Pre-treatment process is used before

} :

s - =~

the part surface.

cleaning

Water Spray Dosing Tank
Process requirements

- Zircon i .
Pre Degreasing | Rinse | Rinse DI . Primer | Oven No of stages :

degrease Coating Less 08 Nos

56 77 sec 33 sec] 33 sec| 33 sec Eoco. 33 sec 33 sec
» S€e ~ Process Time :
Cleanin%l\lx(v‘_;tlh strong ) Degreasing liquid Chemical solution 354 Secs
|

cleaning

% To remove oil, Grease and dust from the surface of component by saponification and
Emulsification reactions and make the surface clean.

% Water sprayers are used to spray water on surface of part to clean. Water spraying
increases the water consumption.

% To prepare the surface for uniform coating. Part roughness also increases to activate

Primer
PRE DEG WR1 WR2 DI Cond Less Oven % Present Pre-treatment process at ABS line is
IN o 5-d-F-mtd-Fas ik o -Fc S} e o -fam i) - TIATINAG -~ Pgint an 8-stage process.
23T 4[5 7 | k#s 8% | Booth
| l l % A dry off oven is provided at the end to dry
> l the parts. Dry Off Oven operates at 75 deg C

% Present pre-treatment process consumes
huge amount of Electricity, LNG and Water.

Challenge
1 |

%_"ﬁi

Huge amount of LNG
Electricity Consumption is
consumption more
High water
consuming
process

Current pre-treatment process is high energy consuming due to lengthy process
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Proposed idea (PT Short Process) Resources used
New
PRE DEG WR1 WR2 DI Chemical Short Oven Process In house
expertise
IN - —— - - — e - ————-— bl — e v el - o —
MEDCEIEIL 2 3 Paint
Booth
7 | | !
New Chemical Utilized to do ABS PT o L
@ Mist Spray provision given in 3 Stages to R Mist Spray _
P reduce Water Consumption by making the Image Quality
Hleat Exchanyger PT Process Shorter iI:SBt?”ed confirmation
Oven Temp Reduced from 75 9C> 55 0C e from QC-HO
Current process Benefits

8 Stage pre-
treatment process

4 Stage pre-
treatment process

K/
0’0

By reducing Pre-treatment stages, Energy consumption has reduced

In the revised process, mist
spray provision given in 3
stage.

New chemical introduced
which will clean the parts
effectively with mist spray

Energy reduction
(Electricity and LNG) by
reducing no. of stages and
reduced drying
temperature at oven.

1,92,537 Kwh
of electricity

179
Tons/year

LNG

Tt
14,166 Kg 29.6 lakhs/
of LNG annum

A
1O

11 Months

28
Lakhs

the factories of HMSI

Project is implemented in 1 line and will be Horizontally deployed in all the lines and all
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Offsite Solar Power Purchase

21/55

>

>

>

>

Third party solar power purchase to meet Plant Power requirement
The agreement is for a period of 10 years

Plant located ~200 KM away from factory

Plant Capacity is around 40 MW

Site Photos

PPA Signing 40 MW Plant Govt. Network HMSI 3F
REDUCTION N I @
440 lakh kWh 1078 Lakh 37,000 ton/ Zero -NA-
\_ Rslyear annum )

This is Zero Investment project. Overall 44 Mill kWh per year from solar energy
to meet 80% power requirement




HMSI 3F On-site RE Generation-7MW solar roof top plant - 2019 22155

[ offsite solar [l Generator [] Public
[ Solar roof top

> 7MW Solar Roof Top Installation done on Factory Roof Top.
> The installation of On site solar power plant was completed in Apr 2019.

Key project highlights

A
REDUCTION B I @

88 lakh kWh 580 lakh 8330 ton/ 15 Mill R
Rs/year annum 3 RS 59 Months

7 MW solar rooftop to meet 12% of total electrical requirement
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PR B E

1.6 MW Solar Rooftop on MS Roof

I Private [l Generator [] Public

Solar roof top
> 2.5 MW Solar Roof Top Installation done on Factory Roof Top.

» The installation of On-site Rooftop solar power plant is completed on Apr 2022

Key project highlights

REDUCTION . I @
29.40 lakh KWH 269 lakh 2123 ton/ .
Rslyear e 110.8 Mill Rs 50 Months Y

2.5 MW Solar Roof Top Expansion done to increase the in-house generation capacity to
9.5 MW
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Wind Turbine Generator 2.7 MW Location of _ _
Installation 2.7 MW Wind Turbine

Kamataka 4
Grid Line AL BA SIS i
(KPTCL-Govt. )

User Gulbarga /

(HMSI-3F)

. Value Value
Parameter uUnit (2.7MW) @2Mw)

Wind Speed m/s 7.0-7.1
Turbine Output kw 1050 728
Plant Availability Yo o5 95
System Loss Yo 5 5

Wind Probability &
(P50/ P75/ P9D) % °0 °0

Generation Days /Yr Days 365 365

Total Generation/ Mil
Annum KWh =S S-2

being utilized through Wheeling and Banking arrangement with DISCOM.

» The installation of Wind Turbine Generator is completed in the month of Jul-22
Key project highlights

- ———————————— )
W i 1D
75 lakh 48 lakh 1618 ton/ 192 Mill Rs 48 Months
t KWH Rslyear annum J

2.7 MW Windmill turbine installed to increase Renewable Energy Consumption
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Return water

Process
application

Hot water

|

o
Hot waﬁ{ tank

Solar heating system Thermal enerqvy utilization

$ATNY

Llne 4Canteen L|ne 4 Open Area Line 4 Subs

> Total 300 numbers of dishes are installed in the factory , which is been distributed in Four Locations .
Key project highlights

s 7 2
1 co 2
ENERGY 2
o j _;l 3 \_’ ‘ )\J 5 A REDUCTION
134 Lakh 681,000 280 Lakh

Fuel cost has been reduced by implementing Solar Dishes in Factory
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Renewable Energy Utilization in %

|
o/. increase I 97%

92% N .y 90% 95% | ° :

74% : l

|

51% : I

| :

17-18 18-19 19-20 20-21 21-22 13223 (Apr-Jul) |

e e e e -
Benchmarking among Asian Genpo in % (FY 21-22)

ol

_Internal Benchmarking in % (FY 21-22)

94.6 | |;‘ |-21_0-| l—ls'&l

HMSI 4F HMSI 2F HMSI 1F II_-II\/ISI 3

94.6
6 5.3 5 1.6 0.7

TH AHJ HPI AHL HVN

»>Total 42 MW of Renewable Energy Capacity
» Total capacity to produce 63 Mill kWh per year of green energy
»Cumulative investment of Rs 645 Mill in Building RE Capacity

»Cumulative reduction of 44,000 tons of CO,

HMSI-Narsapura is the highest Renewable Energy Utilizing factory in India and
Asia region among Honda group companies.
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mamme

Jl}}Tl'\'

PrA (1)

aaviiown ¥6%

96Ki-103Ki -

Town : Jagalur

Dist. : Davanagere

Turbine :GE-2.7MW X 2 Nos
kWh/Yr: 7.5 Mill kWh/turbine

Onsite Solar = Offsite Wind

Solar PPA EB +DG
» Installation will be done Outside the Factory

» The installation of Wind Turbine Generator will be completed in the month of Aug-23
Key project highlights

- )
CO,
1@
. Rslyear annum )

5.4 MW Windmill turbine installation will increase RE generation from Self invested
sources
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Renewable Energy Usage in Narsapura Plant
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Honda Clean Energy Vision
100% utilization of carbon free energy by 2050

Energy H Resource &
Risk Disposal Risk

Honda Vision

0.
T o
/ Carbon Neutrality \
CO; emissions, Net zero
2050
PR

74%
51%

il
esource Circulation
100% use of sustainable
materials

Clean Energy
100% utilization of
carbon free energy

2.5 MW Solar 2.7 MW
Rooftop  Windmill

Purchase

A_gl’eéme nt

(94Ki — 103Ki)
(44 Mil kWh / Yr)

HMSI-3F
Renewable Energy Trend

86% 90% 95% 98% |

- mam e mam = 7

7.0 MW Solar
Rooo

23-24

[
Hybrid Solar Windmill

T

[

I

I

[

[

I

8 MW Offsite Solar |
[

[

I

I

5.4 MW Windmill [
[

I

7 - 8MW Windmil
' 8 MW Solar

-

Renewable Energy
( Solar , Wind & Hybrid )

Renewable
Target
o

'

Elect. Demand

Elect. Demand > 67Mn Kwh

2020 target of substituting 70% energy with RE already achieved
Detailed roadmap is chalked out to achieve the target of 100% RE by 2025
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Green House Gas Inventorisation
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Global Direction:

Honda Global Vision Applicable Honda Material Issues

Applicable Green factory Requirement

Green House

Gas
Mitigation

Policy and Target Setting

CO, emission reduction through Energy Efficiency

CO, emission reduction through RE I

HONDA -

HMSI-3F ENERGY POLICY

ﬁ ‘,_, 3
-
o A
o BN
g
bl FEDIIERY

Uso of Energy saving
equipment's.

* Achieve the long-term Carbon Neutrality
vision through planned implementation of RE
projects.

¢ Be the benchmark in GHG emissions reduction

1. Air dryer optimization in Paint Shop

2. Installation of EC Fans in AHU.

3. Installation of blower to replace compressed
air

Cost Saving Energy Saving

CO, Reduction

74.48 Mill 11.46 Mill kWh 8560 tons

Expansion of 2.5 MW solar roof top
panels.

Offsite Capex 2.7 MW wind power park
installation

Installation of Solar Roof top panels of
TMW.

Third party wind power procurement.

CO, emission reduction through fuel reduction

CO, emission reduction through transport

Scope 1 & 2 CO2 Emissions, Kg/Veh

1. Implementation of hot water in paint shop to
eliminate steam consumption.

2. Implementation of VAM for Paint Shop.

3. Conversion of Boiler to Hot water generator

e

L -
4 il Ll

Cost Saving Energy Saving CO, Reduction

58.73 Mill 975 MT of fuel 3506 tons

Implementation of RORO Service.
Implementation of trailer for final product
movement.

3. Trucks trips reduction through combining
small vehicle consignment to big containers

)

N —

hh.;. o ;-."

Downstream
Transportation

Employee

Commutation Waste Disposal

Through High Renewable Energy Utilization and Energy Efficiency we have achieved
benchmark levels in CO, emissions. Overall, 3 year reduction by 60%.
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Specific CO, Emission reduction Trend YoY

839 reducﬁo"
25.83
13.55 ¢.37 6.1 5.4 4.46

2016-17 2017-18 2018-19 2019-20 2020-21 2021-22

Among Indian Companies, Kg/Veh

o®
%\flo“&é&\
22.9 23.35
4.46
HMSI Narsapura Competitor - 1 Competitor - 2
Uniqueness

YV V. V VYV VY V

Easy to design and maintain and good reliability since last 3years.

Among HMSI, Kg/Veh

0%
o
okt
106.03
4.46 18.5 40.01
HMSI HMSI HMSI HMSI Manesar
Narsapura Vithalpur Tapukera
Among Asian Group Companies,
Kg/Veh
S 55.32

N
6"°& Hydro 41.23
Power )3.19 24.34 28.53

4.46 , 5.58

HMSI Philipines Vietham Pakistan Bngladesh Thailand Indonesia
Narsapura HPI HVN AHL BSH TH AHJ

One of the first automobile industries in the country which has installed around 300 No's of Solar parabolic dishes.
Complete elimination of MEE and ATFD Operation through sequential alternatives.

Implementation of Hot water generator to generate Hot water to eliminate boiler

Lowest specific propane consumption among group companies with similar configuration.

One of the lowest specific CO, emissions among Asian Group companies.

HMSI-Narsapura is the lowest CO, emission factory in India and Asia region
Net Zero target will be realized by 2030
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Road map towards Net Zero CO2 Emissions
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Mr. Soichiro Honda

(Founder) THClEan
o

AirAct:

1960

1970 World's 15t Automaker to comply with U.S. Clean Air Act

1948 L ¥ Honda was founded

Honda Environment Direction and Approach

w Joni
Sustalnabnlltylndlces

2017 ' Selected as member of Dow Jones Susta|nab|||ty World Index

Released our First Honda Environment Statement

£.2020 Serve People worldwide with the joy of expanding their life’s potential
- A 30% CO, reduction from baseline year 2000

Honda Vision

T =a—0
Carbon Neutrality
CO; emissions, Net zero

_ 2050

T
8 P8
Resource Circulation
" "100% use of sustainable
materials

Clean Energy
100% utilization of
carbon free energy

X3

%

Propane to LNG ’//

VAM for Paint Shop

Decanter for ETP

Power Factor Improvement \/

X3

o

e

%

e

; < GreenCo Platinum Plus\/
% Third party Wind PPAv"

Y CO, Emission - kg/Veh
i R"T:,,, 2 g 370 509
‘ 50 s5p 188 243 224 285 31.9 °F.
0% e mmomnonn
3F HPI HMSI AHL HVN BSH ATAI TH AHJ
Water Consumption — Ltr / Veh
Honda Motorcycle & Scooter India Pvt Ltd, LI 5 40 670
et ' : : 120 270 280 290 300 310
PLATINUM | ot PLATINUM + : 70 & I I
s National Water National Energy — fm = H ®H B N N
Greenco Platinum Rating Greenco Star Performer Award Leader Greenco Platinum Plus Rating|: 3F :HMSI AHJ ATAI HUN BSH TH AHL HPI
95ki 96ki 97ki 98Kki
Road Map towards Long Term Excellence — 3F
n <« Identify and implement Best practices to position HMSI-
Control Item 98Ki 3F as the National benchmark of Sustainable Excellence. |+ External captive wind expansion ?(? 1K0|0 1|2|1 1K0|2 1K0|3 1K0|4 1|2|5 1|2|8
Plan Actual . . — < External solar park Control Item
« System to Sustain & Strengthen the green initiatives for - . f
CO,, kg/Veh 526 5.00 Environment excellence in A&O region. X Ig Heating Technology for Plan|Plan| Plan |Plan|Plan|Plan|Plan |Plan
’ : : vens
Rainwater use, % 100 100 % 2.5 MW Onsite Solar-Apr ‘22 % Bio diesel Type DG Sets CO, kg/Veh (4.8 43| 3.7 [3.3[3.0|2.8 |26 Net
- % 2.7 MW Offsite Windmill - Jul'22 | < Mission 5 lakh trees Zero
R4 5.4 MW Offsite Wind- + Rainwater tank capacity up
=4 + EC Fans for ASU- < Outside factory rainwater
« Airtron for Air Conditioning-Apr ‘22 collection tank

< Temp. based AHU control-Apr '22 | <
< Smart LNG Savers- 3

Certified Carbon neutral
Net Zero Industrial Water Intake

pAY

<+ Air Dryer Optimization i
«» Hot Water Generator
«» Compressed air to blower
«» Zirconium Coating in PA

<> < VFD in PA pits g
< EDI for ETP < Zero Waste to Landfill v e W 5?
97Ki 98Ki 99ki ~ 100ki 101ki ~ 108ki

Approach basis

D00
The 4R Plan N

Carbon
Neutrality L% <00

Triple Action

to ZERO,
Resource
Circulation,
tilization of 1 e of
nert sustainable materials

Driven by Honda Vision, 3F has achieved benchmark CO, among A&O Genpos. Highest RE

Usage. Net Zero CO2 is aimed to achieve by 108 Ki
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Honda Green Purchasing Guidelines [ll. Honda Green Purchasing Policy

HONDA For Honda, activities to conserve the global environment establish an important pillar in
our corporate policies. Our goal is to reduce our environmental footprint through
corporate activities

(*1) at every stage in the entire life cycle from resource procurement to design,
development, production, transportation, sales, use and disposal stages.

To carry out these activities effectively, we are continuing to take strong measures to
reduce our environmental footprint, together with our suppliers. We are also adding E

HDnda GI'E!en PUI‘ChBSIng GUIdEhﬂES (Environment) to our supplier evaluation categories

(*2) of Q (Quality) , C (Cost), D (Delivery) and D (Development) to allow us to more
actively encourage purchasing environmentally friendly parts and materials.

For Honda’s environmental initiatives such as GHG emissions reduction, the
overall purchasing activities of sharing policies with suppliers and achieving
targets together are called Honda Green Purchasing activities.

<Supplement>
These Guidelines cover all suppliers for parts, materials, indirect materials,
accessories, service parts and logistics.

Products refer to completed products of motorcycles, automobiles and power
products produced by Honda.

Parts and materials refer to parts, materials, indirect materials, accessories, service
parts and logistics purchased by Honda.

(*1) Corporate activities cover all activities related to Honda products including
not only first-tier but also sub-tier suppliers.

December 2001 — First edition

Oiober 2018 - Revised adition (*2) The result of activities at each supplier in response to these guidelines may
Honda Motor Co., Ltd. be evaluated.

Environment is considered in suppliers’ evaluation and suppliers are enforced to cover all
activities related to Honda products including not only first-tier but also sub-tier suppliers
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Supplier CO, Reduction Activity Status

U CO2 Reduction HM JPN Guidelines

0 Examples of Splrs major kaizens

33/55

Objective:

O Installation of VFD (Varroc O Replacement of Pump (JNS O Inst. of central Hopper dryer (SPR

. : PP > Before > After > Before > Before > After
Reduce the Global Warming through energy saving initiatives —
Target A T
Honda Transport Suppliers Sub Suppliers No VFD l& g;y,?.j
—— Irllsstall_led = -
— arlier «  25KW motor taking « 5HP vertical pump « 5HP vertical « Central hopper dryer
S - 37Amp cqr((elnt installed on pre- repla‘éZdI\?v?thp;}TFe . No hqpperdwerhgs igs(e:ued to save time, maint.
: *“ | . giii(;zdcg:ﬂjl current treatment process horizontal pump beeninstalled earlier || “02 effective & low cost
1 - o5 = el
P— . = Electricity Saving: 1744 KW / Electricity Saving: 7650 KW / Electricity Saving: 9570 KW /
n - rogress rom
2001 TBC | 2014-15 I Benefit °onth Benefit ‘onth Benefit '°nth

CO2 Reduction: 8 Tons / Month
O HSD DG change to Gas DG (NMPL

CO2 Reduction: 18 Tons / Month CO2 Reduction: 24Tons / Month

O Replace DC Motor by AC (Denso

0 Replace of Fan with Nozzles (Minda)

Global Honda CO2 reduction Target 1% Per Year

. - o . > After > Before > After > Before > After
Reduction Result (CO, Gentani %) o
. . . . . . . q B s - 3. R
Year 91ki | 92ki | 93ki 94ki | 95ki | 96ki 97ki | 98Kki J i
— e —— eI —— 125HP DC motor ?fgﬁ;idcwri:;mr
motor was an replaced wi d fi
No. of SP"S 46 49 52 55 57 60 59 60 " installed to op;ate fan nozzleg for cooling to gzznntg runier with self draft fan
\y which cool process water | process water External 3.7 kw NOt nee?é? use
- 0, 0, 0, 0, 0, 0 0 - blower motor external blower
Honda tgt. 1 A) 1 A) 1 /o 1 /o 1 A 1 A) 1 A Electricity Saving: 1379 KW / Electricity Saving: 2359 KW / Elec. Saving: 2664 KW/

Benefi Benefi

M%B‘E Reduction: 17 Tons/ Mgr(‘)t Reduction:

Base M&E}E Reduction: 13 Tons/

Benefi
t

=49 =49 -6° -89 -14° =99, . 15 Tons/
Actual data 4% | -4% | -6% | -8% |-14%| -9% Ki t Month Month Month
0 98ki Reduction Activities Schedule
S.No | Activity | Status Remark
Target Splr identification & discussion with HCIL & HSPP 60 target spirs selection
1 . Registration of tgt. Splr in Slim office Completed | done based on last year
= CO2 reduction target setting based on last year performance Pur. Amt
5.9 Energy Consumption data collection from 60 Splirs & analysis
381,350 1
49, 500 tamgss | 1asaes e 2 = Collection of Spirs sales amount to Honda -97ki Completed All the data are
S o - ; = Supplier GHG self assessment uploaded in Slimoffice
Gemani Result | m—"— e = Upload data in Slimoffice Portal
s 98ki CO2 Reduction activities at 60 tgt. Splirs Kai teqorization &
> Compare FY 2019 20 is 8. 970/0 > (target Min. 1% with comparison of 97ki) aleen caregorzaton
‘ : 2 3 Ulprogress Monthly Kaizen
‘ - = Monthly energy data monitoring receiving record
_> Compare FY 2013 14 is 28. 280/0 > i = Horizontal deployment of HMSI mfg. Kaizens
Supplier rating for Env. Award during Splr convention 98Ki Env. Award
O Eor FY20-21 Actual, Scopel&2 Gentani for reduction cantrol at 1.42 4 = Step 1: Selection of Top 10 suppliers (Tgt. Oct’21) - Done U/progress
O For FY21-22 Plan, we propose Scopel&2 Gentani at 1.40 {4 29% from FY13-14 base year)
= Step 2 : Genba evaluation at the Top 10 spirs & select Best spir

CO, Reduction activities are in progress as per ASH / HM Japan Guidelines
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U Objective:

Environment Society & Governance (ESG) — Activity status
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O ESG yrly activity schedule (96ki - 98ki) - HMSI

» To maintain the global expectations for Honda and to
fulfill social responsibility as a corporate citizen including
the supply chain

= To understand the concerns of each supplier and support
for improvement in order to increase the level of activity
in ESG category among Honda’s supply chain

Priority themes

r

. m—— e

£ i \
Eéllrohmélﬁl i Quality’y tn:m:-Ii.am:E'
== nE-tertll  uo W safety
Alimates

RS - o

Human

naizgemant « !ﬁan r[;g'h'_' ﬁ";p i chal d A Risk ™
I'. system rhanga?__ Ia@ior practi I‘Jl\.r:rﬂiw mMans ement managemen
Y E e I s o G "
J— Environ __ Society . . Governance.. —
Il.f coz B ment Eﬁm rlT'PlThﬂl ffHL-mdn Ql.‘alog,.)ewl h q&nma ioR {m]‘:] Ei
Geductiop’ T WEsourcey '.il:dkenuldl"t njandgf_rnﬂﬂ? — % menal' '
r- vy e TN (am) ™
Agtion pi_an L . 4 h :

ki

Major planned activity

Status

96ki
Activities

ESG Activity Kick off meeting & ESG guideline distribution

ESG Survey start at all suppliers

Done

Signed acknowledgement & survey sheet received from Splrs

97ki
Activities

ASH Requirement — M/s Goshi Confirmation for ESG, Survey at Goshi

ESG Survey Support to Supplier (Goshi India)

Done

Goshi ESG Survey sheet check

Final ESG Survey Report Share with ASH

98Kki
Activities

New Suppliers future survey confirmation — As per ASH

ASH Requirement - Goshi reconfirmation for ESG, Re-Survey at Goshi

ESG Survey remote Genba Kick Off confirmation

ESG Survey at all newly added suppliers after the 1% Survey in 96ki

Done

Kick off b/w ASH and HMSI - Plan (5th Oct'21)

Kick off b/w HMSI & Goshi

HMSI remote Genba preparation support & check meeting

Remote Genba at Goshi ( By HMSI, ASH, HM Japan) - 8th & 15th Dec’21

ESG self survey at — Mushasi India

Done

98ki ESG report share meeting with ASH

0 ESG Audit long term plan (MCPP PUR - ASH

O ESG Audit 95Ki - 102 Ki GON| So#R0| RO || LO
Child Companies Affiliate Companies
o5Ki | 96Ki 97Ki | 98Ki 95Ki | 100Ki 101K | 102K
Operation GO Audit GO+RO RO A"'ﬂ. LO Audit
“reat ] ;
Flow Esrﬁn%ﬂaaﬁua} ImplEment ¢ cter 10 L0
i i e ATSUMITEC
_GOSHI KETHIN
HVN e R FCC SHOWA NISSIN g
U |HONDALOCK MUSASHI TANAKA
HPL D GOSHI NISSIN FCC = 3
. FcC SHOWA
HMSI - GOSHI MUSASHI KEIHIN NISSIN TS TECH 7
: KEIHIN NISSIN IR
TH - GOSHI MUSASHI THAT YANAGAWA g
- | Fcc SHOWA | yanagawA TECH
[S) KETHIN FCC
AHM MUSASHT | ghiowa NISSIN 5
BSH L= KETHIN 1
TTL 1 - 2 2 3 f 10 10 34

0 ESG Survey points

Large item

Small item

Large item

Small item

ADAII-CSR [All CSR activity Regulation compliance
| safety/ Ensuring Safety of Competition Law
2) Quality products/services and — Corruption prevention
quality governance C’c{mplianc Confidential info. protection
Discrimination elimination Export trade control
Human rights respect Intellectual property
= Prohibition of child/forced protection
3D Human |labor Conflict of interests
rights |wage ) Info. Info. disclosure to stakeholder
/Labor |Working hour %&L‘;?;;e :
Communication with employee Company Roll-out to Gr. company/supplier

Safe/Healthy labor environ.

Handling of conflict mineral

4) Environ.

Environmental management

GHG emission reduction

Environ. Preservation of air/water/soil, etc.

Resource saving/Waste reduction

Chemical substance managementj

Target Splr - Goshi remote genba by HM JPN, ASH & HMSI is planned in 8th & 15th Dec’21
FY 2021-22 ESG activity is under progress as per schedule & ASH guidelines
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Q Certification status O Yrly Certification status O Activity Process
Tgt. : Minimum 7 splrs certification per yr. (98ki tgt. 5 due to Covid effect) Target Suppliers selection
C ication &
29 62 19¢ 202 207 209 T (o e
Non Certified N 183
\)«\&9:59 170
Total G 142 If Supplier
Supplier 125 % N mplemen
109
S 88 Yes
2 3 8 51 60 70 Receive certification plan
47
Provide “Green Supplier .
209 @ Manual’ to spirs Monitor Plan Vs Actual
CeglinEg 1 dibeibababal ¥ 4t de g 2 Monitoring & verify of Certificate receiving &
83Ki 84Ki 85Ki 86Ki 87Ki 88Ki 89Ki 90Ki 91ki 92ki 93ki 94ki 95ki 96ki 97ki 98Ki ERLY EeliEEes LD (kD
0 98ki activities schedule 0 98ki Certification status
: . ;
Activity 98Kki 1st Half (Actual) 2nd Half

Splrs certification plan

Support to splrs

Implementation verification

Follow up for certificates

Receive splirs certificates

Report to Top Mgmt.

Jun  Jul Aug Sep Oct Nov Dec Jan Feb

= EMS certification request to
all remaining Splrs

= 2 Splrs certi. completed

1) New Swan Multitech 2> O
\V4 2) Minda Rinder India > O

3) Amtek Auto

\4
\ 4 V
\ 4 Vv
\ 4 V
Y

sy K %

1) A K Automatics

2) Modern Steel

All the activities are under progress as per plan
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World Environment Week Objective
Theme for World environment 2021 is ‘Ecosystem 1. To encourage awareness and action for the protection of
Restoration’. environment
World environment week is celebrated from 5t 2. To utilize world environment week for customer and society
June- 11% June. connect
3. Brand positioning along with building customer confidence
HMSI actions Dealer actions

HONDA
HMS! SERVICE CIRCULAR é T

ERRIARS Youy Yartealtiy Journey with
our Tatest Eps-Friendly hiles
desigred with updated
BS-6 Norms -

World Environment

.
Dealer Initiative

onment
11

Circular

||||||

SalE

ON THE QCCASION OF
'WORLD ENVIRONMENT WEEK
. JUNE, 2021

9.

-1
| Gifted plant
to customer

Sticker on
customer
vehicle

Planting
tree

Environment week 5th-11th Jun’21, celebrated by dealers. 754 No.s of dealers participated
in the celebration
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HMSI 3F Green consumer day celebration — September’2021

Green Consumer Day Green Consumer Day Celebration at Platinum Honda
L 4 -_T s - '

: ] Green@?y

CONSUMER
e==Day

> ;:nda Khanna
Platmum l;l'mw

Circular

-_— - w 9

Green $ Greenaw

CONSUMER S UHER

28 $eptember 2021 a" G |

A Day Banner by HMSI
Web based awareness organized by HMSI gt
xovpA i — Green Consumer day Tea Shirt wearing & Sapling Distribution at
ational Foliution Lontrol Day .
GREEN CONSUMER DAY o MAEACORSN r Meenakshi Honda

Fift your children
Hiae s and a iy fulure

4
REDUCE’ REUSE’ RECYCLE®
scrapat

Consumer Day,
L] B O <>

. Refuse | Reduce [ Reuse ‘ Recycle I |

- w=oe Deccan Honda

Green Consumer day, celebrated by dealers. 622 No.s of Dealers participated in celebration
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HMSI 3F Third Party Energy Audit

Background
BEE Recognized Third Party Energy Audit conducted at HMSI to ensure all the high energy intensive equipment
are working efficiently

Efficiency checking of Air Compressors

« HMSI Narsapura is equipped with
16 No.s of Air Compressors of

KAESER make.

ssssss

 Elaborate measurement carried

All the compressor efficiency are calculated and found out all
the compressors are most efficient.

Compressed Air Leakage Test:

Compressed air leakage test conducted at
Compressed air

leakage is at 5.6%

shop floor during nonproduction day.

Efficiency checking of Boilers

* HMSI Narsapura is equipped with 5
No.s of Boilers to generate steam to
use in process.

» Efficiency of the Boiler carried out by
Indirect method by measuring various

Audit results:

heat losses.
out to determine performance of
. Boiler 1 2 3 4 Boiler 1 2 3 4
. . equipment.
Audit results: qulp std st
Vol Eff % 84 84 84 84 CO ppm <100 <100 <100 <100
Comp 1 2 3 4 5 6 7 8 9
Actual Actual
84.9 84.6 85.2 84.8 NIL NIL NIL NIL
Std Vol Eff % Vol Eff %
KWI/CEM 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15 0.15
Remark OK OK OK OK Remark OK OK OK OK
Actual
KW/CEM 0.15 0.15 0.15 0.15 0.15 0.14 0.14 0.14 0.14 o .
Remark OK OK OK OK OK OK OK OK OK EffICIency CheCklng Of Pumps

* Pumps related to Paint shop, Air Supply
Unit and Sludge Pit circulation pumps
were checked during audit.

All the pumps
are equipped
with VFD to
save energy

EFFICIENCY

Found out that all the High energy intensive equipment are working efficiently and
compressed air leakage is also under control
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Background
Modifications in machines are being carries out at production body through utilization of In-house maintenance
associates for activities such as M,S,Q,C,D Improvements

EC Fans Installation L4 Sludge Pit Panel & AB4 Mixing room VFD Installation

Situation Analysis: Situation Analysis:
ASU EC Fans Installation to Save 320 Units/Day savings at SPC2 & CC

L4 Sludge Pit Panel & AB3 Mixing Room Exhaust fan VFD Installation to save
25 Units/Day Savings

Before Before After
‘ Power Flow Power Flow |4 sjudge VFD Panel
Pumps Qt 6
MAIN SUPPLY L4 Sludge MAIN SUPPLY ps Qty
Pumps Qty 6 Load KW 130
o Load KWH 224 B g LU e I
MCB MCB
Clear C’oat ASU ‘ T S Fan installed - AB4 Mix room CONTACTOR AB4 Mix room VFD
SPC 2 ASU . F e —— ixr
: CONTACTOR ans Qty 1
V Belt Induction Motor EC Fans Installation Load KWH > o ~ Fans Qty 1
- Before i After /DAY ) Load KWH /DAY 36
D quf":- Freq Voltage Current " Power DesEgrl;[;':ion Freq Voltage Current B: POWer . “
escription req Voltage Curren 5 - Set W)-Vx KWH
froator N & 3 = (‘:’*)1]\?( - SPC;I:S(::t:(I)-'TOR 3(:2) QZG 41(: )00 1227 E(I):;);Zi 10.07 EAN L OR - :
SPC2 ASUMOTOR 160.00 40  411.00 27.00 18835.60 18.84 : . d 0 .
CCASUMOTOR  75.00 40 421,00 27.00 18900.14 1890 | CCASUMOTOR  38.50 10  420.00 1345 9490.55 9.49 — EAN MCIOR
H\H,[J\‘( C02 a\—l:.j[_ﬂj Coz @
ENERG REDUCTION ENERG d
[ o) ol
:j;‘ﬁ UJ)\JE INVESTMENT :)_;3 \‘]J-)\J > REDUCTION e
86400 62.39 _ 454150 327.889
kWh/annum tons/Annum 15 Mill kWh/annum tons/Annum 1.8 Mill

Continuous energy efficiency are initiatives taken to reduce CO2 Emission
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Temperature Sensor for AHU

Before

After

Benefits

Process Area

WE AF AE vQ MA

AHU’s run irrespective of temperature
inside the shop floor.

Temperature Sensor

Process Area

Controller

WE AF AE vQ MA

Temperature sensors installed in
shop floor.

INVESTMENT
2.5 Mill

D

ENERGY
SAVING

170000
kWh/annum

122.74 tons

s Temperature sensors are installed inside shop floor
which sends signal to the controller at AHU. Controller
then optimizes working of AHU.

VFD installation in ABS line Exhaust f

an for booth balancing

Before

After

Benefits

To maintain air
velocity of 0.3 to
0.4 M/sec & down

draft, ASU
supplies filtered air
and same air is
exhausted by
Exhaust fan.
Exhaust fan will be
running

. irrespective of the
load in booth.

To optimize the
running of Exhaust
fan when the
booth is non
operational or on
less load, VFD is
installed. Which in

turn reduce
electrical energy
consumption.

INVESTMENT
0.05 Mill

load was less.

n th

hl

D

]

ENERGY
SAVING

20000
kWh/annum

Kg/annum

+« Exhaust fan is required to maintain booth balancing.

% Exhaust fan used to run at full load even though the booth

% VFD is installed to optimize the running of Exhaust fan

Continuous energy efficiency are initiatives taken to reduce Utility cost
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Before: After:

,._1\

Paint Sludge Transportation Cement Industry for
Co-processing

Paint Sludge

Cement Industry for

Transportation .
Co-processing

Nl _ i ) ] Other Haz
Haz Transportation Landfill Incineration Wastes
Wastes

>  Only Paint sludge was being sent to coprocessing and other > Authorization has been amended for coprocessing of all
Hazardous waste.
> Contract has been made with cement industry for disposal of

all Hazardous waste with effect from 01.12.2021

hazardous waste were sent either to landfill or incineration.
> Due to constraint in authorization, only paint sludge was

being sent to co-processing

Benefit: '

ENERGY
SAVING

«Ne

’o"’

724.87 MT of Waste Utilized as 1972 MT of Co2 Emission 2579 Kcal of energy generated 0.8 Mill/
fuel in cement industry reduction from the waste Annum

Smart AC controller has been installed to ensure energy reduction during AC
operation
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HMSI 3F

Blank Size Reduction in Sheet Metal

Decanter for Sludge Drying

Before Before

N
2
Z\

620 MM

ter for Sludge

Filter Press for Sludge
Handling

Handling
Polythene usage elimination in clutch Assy part

Size: 0.8 X 620 X 685 MM Size: 0.8 X 620 X 675
Implementation of Cohesive Painting Technology

Before

Before i
Poly ht ;OlzleEr # Poly cover for ﬁr . ﬁ" » ﬁr | "
welg A clutch  Assy T T 1 » ]
clutch  Assy part _‘ | ) = :
< part - 0.008 eliminated. Appln: ApplIn: Robot Appin: Aol M : ‘I - i
N Kg Manual + Manual F:’IOabr(n)LEaT PPIN; Hanta App:q;;{g;ot B
K1E clutch Assy part received K1E clutch Assy part 2 Coat Painting of Cohesive Painting
with Polythene cover Polythene Eliminated components technology
4331.32 }
MT/Annum |1_5i;‘1-1/ 429.5 3.5
waste Aa ° Lakhs B I @ Months
reduced nnum

3R principle adopted to reduce Waste generation
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Waste Reuse Initiatives
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Reusable Spacers for tires

To scrap

Spacers from suppliers used
to scrap at HMSI

Fr & Rr Cushion Polythene cover reuse

Return to
Supplier

Spacers now being collected
and returned to suppliers

Reuse of 0.8 mm wire spool in manual welding

Before

1.6 mm Brazing rod used on
robot welding

350.6
.~ MT/Annum
§ waste reused

0.8 mm wire spool from robot
welding is reused in manual
welding

294.16
Lakhs/
Annum

Before

Polythene cover of Cushion
used to scrap at HMSI

Polythene covers of Cushion
now being sent to supplier

Return to
Supplier

Implementation of Solvent recovery System

Before

Waste
thinner
collection

Authorized
Recycler

Waste thinner from PA used

to sent to recycler

65 Lakhs
1@

Solvent
Recovery
System

Waste
thinner
collection

Waste thinner is being reused
in the system

A

NA

3R principle adopted to reuse Waste generation
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Waste Recycle Initiatives
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Recycling of Contaminated cotton waste

Before
>
Used cotton waste Collected it Used cotton waste Collected it
(Gloves & cloths) red bins (Gloves & cloths) red bins
I’ __________________ 1
Disposed to authorized : = ’ :
3rd party for &3 !
Incineration / Co- ’: d » Q\ . / ’ :
processing 1 C R h
1
1 Washin Recycling through !
Stored at Recycle Storeg::;::cyde 1 maching selling to 3" party :

Centre

Recycling of Gum covers instead of Incineration

Before

Recycling
Gum covers from Paint Shop

due to sticky quality was sent
to incineration

A recycler is identified to
recycle the Gum covers from
paint shop

10169.99
MT/Annum 4365.13
waste Lakhs/
recycled Annum

Recycling of Decal liners instead of Incineration

Before

Unsegregated Sticker Paper
with mixed oily waste

Paint shop
stickering process

Paint shop
stickering process

Segregated sticker
paper

Recycling as paper

Incineration substitute

Recycling of Copper / Zinc Dust

Waste Copper / Waste (
Zinc/ Dust . process Zinc/ Dust
P S
Authorized

Co-processing in
cement industry

=

P .
29 Lakhs o I @

Furnace Recycler

NA

3R principle adopted to recycle Waste generation
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HAZARDOUS WASTE DISPOSAL TREND (Kg/ Veh)

15-16 (BY) 16-17 17-18 18-19 19-20 20-21 21-22

30% reduction in
waste generation
from Base Year

Major initiatives to reduce Waste Generation

1. Zirconium coating in pre-treatment to reduce Phosphate sludge generation.
2. EDRO in Paint shop to reduce Paint sludge reduction.

3. Recycling of Decal liners instead of incineration.

4. Installation of Solvent Recovery System to recover used thinner.

5. Installation of Decanter to reduce ETP and STP sludge generation.

6. Recycling of Gum covers instead of Incineration.

7. Reduction in size of old dhoti to reduce Oil Soaked cotton Waste.

8. Implementation of Cohesive Painting technology to reduce paint sludge.

9.
1

Implementation of washing machine to reduce Oil Soaked cotton Waste.
0.Co-processing of Hazardous Waste at Cement Industry.

3R principle adopted to recycle Waste generation
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24 Million Litre
. v closed tank

* Kolar is situated in an area of acute water scarcity
% 100% factory operation by Rainwater storage and re-utilization

* Three Rainwater tanks with capacity of 80 Mill. Ltr capable to meet 6 months water
requirement

% Zero Liquid discharge factory

Rainwater usage trend (2013-14 to Water consumption trend (2013-14 to

2020-21) 2020-21)
[ 34% reduction ] a
< Bl wme.
a <o 400 370 350 425 400 390 330 0 o \
5 5 4
< 52% 70% 100% 100% 100% 100% 100% _:| (4 B= B B8 Bi B8
% \2) © A D % Q N
13-1414-1515-1616-1717-18 18-1919-20 20-21 C’/\/ \P‘/\/ \f,/\’ \b” <\f” \/cb’\’ \/o)n/ ,)9”

Ground water ®m Rain water

Since last five years 100% water requirement for the factory is met only through Rainwater.
Model factory for water self sustenance
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& L
L . Commenws: ) e P
!\ Tl Bipu Ly | % w‘
& ' {
‘-.I '; ﬂ / M o o o Tl e o] ki s owwmen sl b s (i 1 Plan - I || I | |
Daily morning Daily variance Daily shop Monthly MIS - Monthly MRM
review analysis mailers
Plant Finance Energy Lead/ Energy Core cell Facility
head Manager Advisor cell coordinator member member

Monthly
consumption
report

Monthly
variance
analysis

Daily variance
analysis

Daily shop
consumption

Board review

Comprehensive review mechanism in place for energy consumption
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Energy Management - Review Mechanism
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Production
Capacity

}Benchmarking

N

’

S

ituation Analysis 20-21

Corporate ad site

) aiy P

level targets ( /

Best Available
Technolog

i

.

Continual

Improvement (

Q Budget Submission to PPC

Diision ShopName Jul Awg Sep Od Nov Dec Jan Feb Mar Toal
Pres BR9) 8989 e AT TR %28 89809| 989498
Pl Weld ap| o omnt B6486| OB BIAT|  T9|  BIET| A0O731| 4656305
Paint ITH367| LTH836T| L680726) 1599003| 1362780) 140I83| 1498380| 165019) 17A8367| 19463895
Frame Assembly W0628] 10628 w202 M| WI9[  NM2| 10324 9NB[ 106288 1284
Total TI5| 2| 205216 8018 98| 20BRT| 22491 [ 26328319
ALMachining wml wm 4 AURG|  AIBMT[ 420T3| 5BLEN
FEMachining W wm| 56| J96| AE|  4I8T1) 42| SO8IED
Producion Pover Train 1p0¢
HPDC -
Engine Asenbly T TmeT| T TIM3) 6LISE| T4 M| TIAT| 9648
Total 02| %M2| BTN 8635  B06SS|  99764|  GILAND|  96D042| 11.0797M
1859966 185996 | 1783848 1O [ 133873 1805295 1746955 ( 1859%6| 21147
Producion Contol [Poducton Contl B[ SEm| 8% L I I N I
Qualiy Control (Qualty Contol &DST 264996~ 2649% | 254365 DIS4|  MING|  BIT| 199900) 0S| 231N
Noniy logstcs
[Non M (Office Area
SubTotal SSUTANG| 53UTN6| S99700) SO0BN2| 4965633) 4SI9N5| SMINL| SISLTIS| A8 | 6L00537

)

Meeting with Opt.Head

Target Setting by Self & PPC Q Budget Preparation 21-22

95K Drignal B
m‘m MSQWNM|D«‘IM|M‘M§ i Tl
Tudgt
PN < f  IA bl
o I N BiR] KK
AW G R
ot & Nl P P TR T ] an
il M-
il =]
BN 14
by T WG 1@'
Vhileg- Bl 4 1 #TR
ke Mateial A R i k]
[Reeceon W W)
M fictes s s kot o 3
Mensfutssng Peponse W] 0F| W ue S 3 3 I T 140
Job it L I e a4 R ] IALT)
Vi Colirg ot Wik
T bW 45 il e uE| 0@ me
Oheilhnl i i =
[ Tochmicel dssstane Fee
TP Tangocicon Chrgs FEE O Y T
11 Masspowes s YW s ie nam | nw| o] | o] mw Wi
LS P:rkua('n: 415 Vh AT 551 S84 317 2R 16| IR M bk
11 Do Cast o6 e EE 4 ai| | | v ue] [N
TPC Tall T
T K gt ]
JTPC Ovetine m
|TOTALMIG DONSTS e |

Budget Approval

| PROJECT PROPOSAL FOR IC REVIEW —‘

Title:

Vapor absorption machine for process heating & cooling

» Tousea hot water instead of steam in process heating Use
Free available chilled water instead of chiller

Content of Execution :

Cost
Saving

355
Months

z oty o
fre. Coordinator |

S@AI%

%?uv Indent & \vd

I, Des
PoDesign & Mig

———| AprMay19Jun19 _[ulAuglo _ Nov1o
[ Background & Situation Analy N Budget
» Steam s used in Paint shop ASU (L1,2.3) and CED process rojectDetits Oilion 1NR) | illon NR)
» Chilled water s use in paint shop for processcooling e %
» 14 ASU & Other line pre treatments are running on Hot water =
» Converting steam based process into hot water based process | | Tax 9 864
| fuelcanbe saved
= —————— [ Import/ Local 1mpor/ | 1o Credit Available | Yes / N
e [ redit Available | Yes / No
Purpose: investment Effect Forecas (Tick (/) Appropriate Box
» Use Hot water instead of steam for paint shop heating Cost Reducton ¥ [Environment 7
purpose Safety Technology
Target: Qualit Improvement Legal Compliance
» Reduce Uity Cost by and CO; Reduction by = Others
Requirement: Renovation/ Replacemment] (Plsse Specly)

1€ Member

Remarks.

Harbhajan Singh
(Uirectar - GEA)

Hiroyuki Sukegawa
(Director)

IC Secretariat

Finst. & Comm. of VAM, modification of Paint process heating
T
v

Payb:
Period
¢ ‘[4

ShashiAfich Naveen Kumar

Target Setting is done and it is been approved by Board of directors
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Themes Discussion Feasibility Study

T s reren ) Fripmsn — N N y )
13 th introduction of the technique theme in terms < Utilty  Production Support) 013 thinkoduction of the lechique theme in tems ¢ Utity - Producton Suppert)

i S— T
blds L™ o semiass Gaske
o™ X e P N o
xt\- s e | | o T
Comien
Y u 2 r 3 - | e e |- -
o .
EUR t 'l i Dty Ulzat

Synergy Meeting

Cost Down o
Initiatives A
Energy Representative Energy Representative
Summary of Themes Final Submission
13 th introduction of the technique theme in terms < Utiity - Production Support) Theme Slmcme_ml Factories
e e
[} L]
[ ]
e o |
e o | @
e @ (@
S v . "
Energy Representative Energy Representative = 2 “j}"j_“j; :
= L)
E.( Fans are 30-40% more efficient than Normal Blower . . .

Cost Down Initiatives are discussed among all four Plants & data is shared till Directors
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Evaluation Method:

Purpose of Kaizen Activity

Monthly Kaizen

Manlhly Kaizen Manlhly Kaizen:
sashanag As:socate ]

 af Ksizen ""IIV:‘ f Kat
npeneatabilty Associale
ol Siciom Manayer

Increase
joy of
Creation

Creating a Monti Iy Kalame Monthly Kaizen:

Half Yearlv Lvaluation:

workplace Joy of b Sevtion Mamager
where free improving Form by comduarlemg
. kol Conoa: Departmens
minded workplace Commillee

ideas grows

Feeling of Development Hall Yeardy Fyaluation: Annual Evaluation: Annual Evaluation:
L ? ‘ ior of Top 11 Mtion
participatio of ones own s et Llact Ke
iy Kaszers ineech 1ot P'te’e'lu o .
n ablhtles Croe Fenclivnal = Slevrng Commitlo Steering C n'lmlltrr

Committee

Awards

Monthly Award

YA+" Category
Soon - T & ulsove
Henwmnd «Nx B

“A"Y Calegory

Soure - 40 =~ &0

“B” Category

o -~ 20w

“C¥ Calegory
e e [
Menwi

Annual Award - ﬁ P i
S i

EIIHIII'IIIIE

Recognition Kaizen participation

Kaizen system
started in Narsapura
factory in 2016

18425 19589
1I9

2016-17 2017-18 2018-19 2019-20 2020-21

15 prize winners will
participate in

World Kaizen Convention

Kaizen is a part of our daily work routine
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( N
PURPOSE OF ENERGY WEEK ENERGY WEEK ACTIVITY SCHEDULE - FEBRUARY - 2022
5l. No Activi o i i ~
. 1 Ener ek banner displa 1l
1. To create awareness among associates and s ki \
) . 2 Poster competition - Assocl

suppliers about energy conservation. e 4 -
3 Poster competitlon - Family v V
2. To create awareness about switching to 4 Slogan Competition - Kannada Y A
L renewable energy from nonrenewable energy. 5 Slogan Competition - English T 7
B Energy Conservation Madel \V4 Y

( )

GLIMPSES OF ENERGY WEEK 7 Energy conservation commitment by signing on banner v
C ELEB RATION g Quiz competition v
Infarmation sharing in canteen on Energy conservation v
Associate Commitment towards Energy conservation v . _ v
 LAd!
o gy Y $¢7¢
"t
: de 20-
”.,\% & quiv-
®E Q-
an Writing
Competiti

Total 1350 Participants in Energy Week celebration
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3F has continually endeavored to keep its momentum towards sustainability
Along this way came many awards & recognitions

Awards and recognitions by State and national level bodies

energy Efficiency

Preduct
Stewardship

PRy

>850/1000

score
ZeroLANDFILL
m Carton ‘?g
emission =

—— | : '- =

Py 2o Greenco Star Performer  Greenco Star Performer ¥
BEY Award 2019 and 2020 Award 2019 and 2020
R'n.-;.- \.1.1“-,-i31 y -, Honda Mnmlcyc:‘eazf::t‘:er India Pvt Ltd,
Conservation '\ / VI“‘ PLATINUM +

\ | ‘ ; 2021 -2024
) \ PLATINUM Waste
i’ 2018 management L
o I Cell
G'Eiz:"i};ppiy ile Cycie Asues L = : P O t d t -I 98KI 99Ki
' Innovaton e Cyce Assessmen . — roject details
National Water .
Award National Energy Leader Qi-2 | Q34 | Q12 | Q34

< First factory in Honda India Group to Benchmark among. A.sia & Oceania Genpos Zero land fill facility A\ 4

achieve “Greenco” rating cz,f 4E m';:;zn '2';"4""’23 5 362 434

54 62 205 i B m B Additional 2.5MW roof v

< First Manufacturing facility in Karnataka to i3 i WP HMSI AHL HVN  BSH ATAI TH  AHJ top PV

achieve Platihumratng | 77 Water Consumption — Ltr/Veh 2.7 MW Windmill v

‘eg! 130 230 260 310 320 330 620 6|4° installation

DS i i : = = =) o [ =] |5 i
3 Natlonql best in Waste management and AT T ASU hot water

Innovaton ] e 97 ki conversion project AVARR V4

2018-2019 2019-2020 2022-2023

3F will continue its journey toward implementing more Environmentally sustainable
projects which is having very good financial viability also
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W, GreenCo is a Green Factory Rating System developed by Confederation of Indian

|

.L:‘-——»‘-

Lreer

= Industry (CII) that critically evaluates all the Environmental Performance Parameters
of a factory and provides rating for benchmark performance

W
ERNIRONMENT

A

HMSI 3F has reflected outstanding performance across 10 Environment Performance Indices & 9 Green Requirements to
achieve Top most rating (Platinum Plus) establishing itself as the benchmark

= o W

Energy Renewable Water Green House Waste Life Cycle Material Product  Green Supply
Efficiency Energy Conservation  Gas Emission ~ Management Innovation Assessment Conservation Stewardship Chain

Platinum Plus Journey-3F

* 1 1

______________________
< +Zero Waste to Landfill
Star Performer «Third Party Wind Power
«2.5 MW Solar Rooftop
*Propane to LNG
-VAM for Paint Shop *Hot Water Generator

*VFD Installation
*RPR for Solar RT
«Solar Tubes

High Efficiency RO

Star Performer

«Solar Rooftop-7MW
«Solar Dishes-300 Nos

«Air Dryer Optimization
*Phytoremediation
*MBR for STP

*EC Fans

Platinum Rating

*Waste Heat Evaporator
*Solar Sludge Dryer

2018 2019 2020 2021

% First Automobile Company in India to be
awarded with Platinum Plus Rating

% First company across all sectors in Karnataka to
get Platinum Plus rating

Assessment conducted on 30t Nov & 01st Dec, 21

+« National Best Scores in Energy Management,
Green House Gas Emissions and Innovation

. . S | -5 . " " a

+ Site Assessment was done by External Senior - E?astgﬁqucgnll?:t?gljnmlgﬁﬁ to S Trom
Evaluators and Industry experts (Mr. AT Mathew and Honda Motorcycle & Scooter India Pvt Ltd,

TN PRI, - Benefits through GreenCo:

« Platinum Plus is the highest possible GreenCo rating, PLATINUM * @ (&-’\_\) Q a2
and it requires Benchmark performance to be 2021 -2024 = Nf '..‘
demonstrated across 10 Performance Parameters, 3 Energy Saving CO, Reduction Water ReductioWaste Reductio
mandatory requirements & 6 specific requirements. 12.65 Lakh KWh/Yr 3418 MT/Yr 6086 KL/Yr 101 MT/Yr

HMSI 3F is the First and Only Automobile Company in India to be awarded with GreenCo
Platinum Plus Rating by ClII
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Learnings from Cll Annual Events
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Background

Cll Annually conducts events to showcase industries best practices in Energy Management, Environment, Water Management and

Waste Management.

Learnings from CIl Events

Project Name

Solar Dish

National Energy

Cll Event Name Excellence Awards summit

Investments INR 28 Mill
Cost Benefit INR 13.4 Mill
Energy saving 292 tons of fuel

CO2 saving 681 tons of CO2

Water savings -

WHE Sludge Dryer

Environment Excellence
Award summit

Environment Excellence
Award summit

INR 25 Mill INR 3 Mill
INR 10 Mill INR 5.5 Mill
204 tons of fuel 109 tons of fuel
607 tons of CO2 317 tons of CO2

3336 KL/Annum 1100 KL/Annum

Airtron

VAM with out cooling tower

Greenco Summit National Energy .
Excellence Awards summit

INR 49 Mill INR 2.1 Mill

INR 16.3 Mill INR 1.1 Mill

11 Lakh kWh & 301 tons

1.65 Lakh kWh
of fuel

1690 ton of CO2 123 tons of CO2

1650 KL/Annum -

Savings achieved from the Learnings

L J\,\EJJ y /
SAVING ‘ : ,

12.65 Lakh
kWh/Annum

6086 KL /
Annum

)

ENERGY

SAVING

3418 Tons / 906 Tons /
Annum Annum of fuel

=

INVESTMENT

107.1

46.3 Mill / ,
Annum Mill

HMSI has gained Environmental and Economical benefits through the Learnings from ClII

Annual Events
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_( Energy Efficiency )
« Paint Shpp Hot Water _Sep22
conversion
« ECFansin ASU -Dec’22

Striving to be
the Pride of the Region,
a Factory Friendly,to

People and the Earth

Reduce
Waste

Effectively
utilizing
resources

Appropriate
Processing

Renewable Energy
« 2.7 MW Offsite Captive Wind 2 -Aug’23
« 2.7 MW Offsite Captive Wind 3 -Aug’23

Advanced Treatment technologies

« Short PT for ABS -Aug’22
« Zirconium PT -Jan’22
Reducing toxic chemicals
« Auto Booth control -Feb’23
Supply chain emission reduction
_ * WMS Implementation for BOPs -Dec’22)
—— Zero-Waste
Reducing Waste
+  Washing Machine for Cotton _Dec’22
Waste
« Vertical Baler for Compaction -Mar’23
— Management Systems & Ratings
+ Energy Audit A&O -Oct22
- ISO 50001 -Nov'23
— Activities to contribute to society
" Joint-Community Activities A
« External solar/wind park -Sep’'23
+ Drainage strengthening in _Mar'23
neighboring villages
«  External Greenbelt expansion -Mar'23
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It is in our hand to protect our beautiful earth

Contact Details : Sriram Karikkat
Ph. No: 9606011715, E Mail: sriram.karikkat@honda2wheelersindia.com




