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1 1&F3eE/SCOPE

1.1 ATZHEE KA Bk, BEAAIAT e 547 5 78 B B /738 K 255 )
(60681-97) (AP IR J5 T B L J11B K T Z5e WD) (60682) (i HL SR (3B K T 205

W) (606800 (18-8 RUAEHN 1 £ G tE Jm VBRI iR K TZSFN) (WH60662) (it
RRAFR K 257 ) (60684) T ZHTE
1.1After the release of the process specification, all of the process specification
60681-97,60682,60680,WH 60662,60684 will be replaced.
1.2 AR T ZRVEIE H 5/ Applicable steel designation

BEN: Q235. Q275 K HAh SN

Carbon steel: Q235, Q275 and other steel of the same level.

KA S48 MN: Q355 (Q345) . S355. P355. Q420. Q460. Q500D. S500Q-
S550Q. HD610CF [ HiAth 7] 4 5l 44

Low alloy structural steel: Q355 (Q345) , S355, P355, Q420, Q460, Q500D, S500Q,
S550Q, HD610CF and other steel of the same level.

B 2G200-400. ZG230-450. ZG270-500. ZG20Mn K HoAth [F] 254K

Cast steel: 2G200-400, ZG230-450, ZG270-500, ZG20Mn and other steel of the same
level.

B49: 20Mn. 20SiMn. ASTM A668E. 25Mn. 20MnMo. ASTM A668H. SMS570-F
Je AR 014N o

Forged steel: 20Mn, 20SiMn, ASTM A668E, 25Mn, 20MnMo, ASTM A668H, SM570-F
and other steel of the same level.

B4 R EE AN A kL : ZG04Cr13NidMo « ZG06Cr13NidMo +  ZG04Cr13Ni5SMo -
ZGO6Cr13Ni5SMo. ZG04Cr16NiSMo S HoA [ 25 54N

Stainless steel used for runner: ZG04Crl13Ni4Mo, ZG06Cr13Ni4Mo, ZG04Cr13Ni5SMo,
ZG06Cr13Ni5SMo, ZG04Cr16Ni5SMo and other steel of the same level.
1.3 AL ZMEAGE TR AT LR IUE . ISR R RI IR AR AR AR OR S R B 9T
PRI 5 Z AR AR KT
1.3This specification applies only to annealing of parts which are welded with manual welding,
MIG welding ,Non-MIG welding and submerged arc welding.
1.4 AhRHERTEE S-S B A AR 1R R BE AR T A B e PR AL BRI BE
1.4 The annealing temperature of the above steel parts shall be lower than the heat treatment
temperature of raw materials.
1.5 Bk S DA R IR G IR K T E, AR T 9 2 AT il
1.5The annealing process of steel which is not mentioned above, will be prepared by Metal

Material Technology Lab.
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2 5|45 /REFERENCE

GB/T 6067
GB/T 6067
GB/T 10201
GB/T 10201
GB/T 12801
GB/T 12801

GB 15735
GB 15735

GB/Z 18718
GB/Z 18718
JB 8434
JB 8434

B EAL 2 = R

Crane safety regulations
AL A P
Regulations of proper usage of electricity in heat treatment industry
A R e A AR A

General principles for the requirements of safety and health in

production process
5 AL A P R e A TR R

Requirements for the safety and health in production process of metal

heat treatment

AL FT RE

BRI

Technology heat energy saving guidelines

IASE BRI PRI R BR

No./Rev.: 0EA.622.040/C

Heat treatment technical requirements for environmental protection

3 FrA%%/Equipment

3.1 1R GBI IACFRAE & 2P gk T, AP E LT HEC AHSCHRTTAE, &3
AP SENR 1 s,

3. 1The annealing of weldments shall be performed in a car type heating furnace. Furnaces need

to go through the certification of the HEC. The parameters of furnaces are shown in Table 1:

# 1 1B k)= %uTable 1 Furnace Parameters

BT RO X S o IO
BT 2K K By It e I AL P %
. Load capacity | Highest temperature
Furnace Furnace size (T c) Purpose
LxWxH (m)
901 Bk 7.5%6.5% 3.6 100 1050
iR K Annealing
902 B K H 3.5%3.0x 1.8 20 1050
1E ‘K normalizing
903 B K4 11.5% 5.5x 4.8 150 1050
[F] K. tempering
906 iR K 10% 3.5x 2.5 50 1050
iR K Annealing
905 B K H 12x 7.1% 5.8 250 800
[7] K tempering
2/14
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4 EZ T {E/Preparation

4.1 HAEHEEIEN AL HEC £5Il)5, 1@ HEC A7 BT AR I H & Ak B (g
FAHRBEARHIRTT A F K

4.10perators need to go through the certification of the HEC Human Resources Department
before employment.

4.2 PAEPRERAE N A N GEAR T 26 SR P B EREAR, 1 AR B A N TS B S LK,
AL PSR PR AT AL BE T2, AR R

4. 20perators shall be familiar with this specification and the operating procedures of annealing
furnace, and aware of location that parts should be placed and the requirements. Heat treatment
process must be strictly enforced the specification.

A3 VGRS, TR L SCPE I KO Bk . RN .

4. 3Clean furnace platform, prepare refractory bricks or horns, and scrap boards as supports.

44 R AR K BIERETE . R HUET D P a . PEESERALE I

4. 4Check the aspirated pipes, burners, mechanical parts, top and bottom of the furnace.

4.5 i AR K 2R G 1 AR A R E A

4. 5Furnace temperature measurement system must be used during the certification period.

4. 6 K AmAIRAER B A A 2 TS AR RO E TN

4. 6Temperature instrumentations and thermocouples must be used during the certification period.
5 TZid%2/Process

5.1 i@ I8 F1R K/ Annealing for general weldments

5.1.1 &y s R R PR SRR R B B A G A B . TAFHEG AL, B =
AL B AN I IR K A B IVE o RO TR T, LU T IR, T
2)ReUR, RN DA AORAE A 7 3

5.1.1When load furnace, it must be considered if the loading amount of annealing furnace is
economically reasonable. The workpiece length, width, height and weight must not exceed the
effective range of furnace. And fill the furnace as far as possible to reduce the times of running
furnace and save energy, and ensure the production cycle.

5.12 AR EEIRZ, A5 U IR KN, A% 55 R A d K42 J2 8 % 1 H A Y
Jela, REA1d UL, AT B TE R B S T H AL i, IR R HE TR
EHME, DA R SO 848 P I TR) K i B AR A R S S A

5.1.21If there are lots of weldments to be treated, which must be divided into several furnaces to
annealing, divide them into several groups by considering the maximum thickness of the weld and
the scheduling date of machining. Arrange the workpieces with similar maximum weld thickness

and scheduling date of machining in a group as far as possible. Consider the rationality of loading
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to shorten the running time of annealing furnace and reduce the deformation and oxidation of
thinner workpieces.

5.1.3 ZEhP A NI B AR IR KA HINIEE, T sl in A &y 51 AR U A, RiF Al IR
il YEAH B Az s SCHE R

5.1.3The stiffness of workpiece to be annealed shall be inspected one by one. For the workpiece
which can be easily distorted by high temperature heating, the stable support frame shall be
attached by the original manufacturing team in advance.

5.1.4 FNIERBUNG . B0 RO EHE LA, (H IR RAE AN T2 KA R R B BAE T2
S SO VF R 2 A TR BEAT

5.1.4Place the light, thin workpieces of small stiffness on the top, however, this shall not affect
the stiffness of large workpieces or under the conditions allowed by the specifications.

5.1.5 NI/ TARE A RIRZ 52, & LA K SRk, bRt 5 A%
B2/ 500mm, TAFS T (0]t 55 Z A K R Bk B E RS, RamEE N
100mm. FERNAL T TAFRIRESEAL, WSLHR N, R RARSEER W T Z R,
5.1.5To reduce the temperature difference in the furnace and prevent the workpiece from
deformation, workpiece shall be placed stable and properly supported with firebricks or scrap, and
the distance from the bottom of furnace shall be at least 500mm. Between workpieces, there are
required to placed in stable and boosted at least 100mm~200mm.Horn should be located on a
solid place. The specific requirements of workpiece support are shown on its process card.

5.1.6 B KA G4 (kB R BNl EFLZE P OR, HE8Rein T, BAEAR
TN, WS OR B A SEAR L TR B3R, JFAEIR KT 0 25 G IR AT SRS, R iR L 2 A o
4, PrEiRALE AR .

5.1.6Pieces with the seamed plate when annealing (such as hydro-generating center body on the
upper spider, its seam be machined before annealing, and after annealing no longer
machining)shall retain all the stabs on seam plate. Remove all the screws and nuts, and fill the
holes with quartz rope to prevent oxidation of screw before annealing.

5.1.7 TZERIBKGAFIN T HME AR, N REAR &R IT, KA HiB K
BN TS, Tyl e N R R UAN AR, EX S8 ORI LRI KN AL, RS
Jiik: AERUR B SN TAR R, RIZETF S R b sg AR s ORI R T LAY
FE) v ) B F A A 2ok FLZE SEE R 4D 7R 52, wia AU Jol A6 2004 4 )

5.1.7Pieces which are no longer processed and closed after the annealing process, the seam plate
shall not be opened. Only when the furnace can not accommodate, few components on it could
be removed, but the seam side needs to be protected in order to avoid oxidation during annealing.
The protection methods include: In order to protect the machined surface from heating by hot air,
asbestos rope or fine sand shall be applied to fill inside when welding the top lid on the open side,

meanwhile, all round of the top lid shall be welded carefully.
4/14
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5.1.8 MR AR, (R T 205 T B R TR SRk BT R IR — Bk, ANAT

EEREAYID ISR 3 TN

5.1.8To reduce the deformation of the weldment, it is forbidden to get the assembly or slab rid of

if workpieces to be required to annealing with slab of assembly.

5.1.9 fEIR G, BRI I IE IR B IR, RE R HEE).

5.1.9During the annealing process, keep monitoring the furnace temperature on the record table to

minimize its volatility.

5.1.10 Nk PRI AV AN L E IR A 20 N AR ML, BRI 7 AR S IS Ah, 2 T

PISCAAR IR, AR R & T P SC R BB A B R AL S JR AL, AR THIR S PR IR T R

K 4.5m AR SRR ZE AN REREIE 70°C, 00 T AN VR B A A B 4 K003 B8 R R U s 22 1

5.1.100perators shall regularly check the temperature of various parts of the furnace during

heating, holding and cooling time. In addition to the furnace body thermocouple, at least two

additional thermocouples shall be fitted up; thermocouples shall be placed in the thinnest and

thickest parts of the key components. body thermocouples shall be arranged in important

components according to process notice requirements. During the process of heating and cooling,

the temperature difference between any two thermocouples within 4.5m shall not be exceed

70°C.If necessary, adjust the heating and cooling rates to ensure the temperature deviation.

5.1.11 B KRR &R ik Kok B Ak T A

5.1.11The burner flame shall be prevented from direct contact with the workpiece during

annealing process.

5.2 #4458 518 K/Annealing for welding runner

52.1 FRR KN EEHI T T LE. WFEREARRT 4m, LA TZHIIT.

5.2.1The upper crown shall be placed down and the lower ring shall be placed up for the runner. If

the runner’s diameter is greater than 4m, the annealing process should be according with special

process.

52.2 BECAEN ATRERS, NPT R RE KO B T A, R G R R R I

5.2.2When the runner is placed in the furnace, the burner flame shall be prevented from direct

contact with the workpiece. To avoid local high temperature, if necessary, protect the workpiece

with a fire-board.

52.3 ¥eh LA/ DRCE W SCRABE AN A, P TSUNE BN  JR AR T B SR H A

5.2.3At least two sheathed thermocouples shall be placed on the runner to be processed, the

position shall be located on the thinnest and the thickest wall of the runner, or key positions.

524 fEiR KR, EBER DR B ARz, RERCD ).

5.2.4During the annealing process, keep monitoring the furnace temperature on the record table to

minimize its volatility.

5.2.5 InFA DRI S v KNI B TE INHAS 2 N 80 BRI, FETHIR A BRI R T 5K 4.5m
5/14
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FEART S5 ZE AN RE I 70°C , o 22 N U0 8 T b B 2 003 B2 A ORI Tk 1 v 22 4

5.2.50perators shall regularly check the temperature of various parts of the furnace during heating,
During the process of heating and cooling, the temperature difference between any two
thermocouples within 4.5m shall not be exceed 70°C.If necessary, adjust the heating and cooling

rates to ensure the temperature deviation.
6 TZ5%/ Process parameters

6.1 Q500D. S500Q. S550Q. 20MnMo. ASTM A668H 251 it 4015 J5 iR k.

6.1 Annealing for Q500D, S500Q, S550Q, 20MnMo, ASTM A668H steel weldments.

6.1.1 25475 & /Temperature of loading furnace: <315°C

6.1.2 FHilE# ¥ /Heating rate: <<50°C/h (Wi [A] Bk B8R, FFRE/D#T %)

6.1.3 R I5 & /Holding temperature:580°C+15°C

6.1.4 TRIGIN ] : 42 B KM R BETH B ORI I ), W3R 2. ffa— R IAFARIL S 565 CITaR T
SR PRGN ]

6.1.4Holding time: calculated by the maximum thickness of the weld, see table 2. The holding
time begins when the last thermocouples reach 565°C.

6.1.5 A HIERE: <40°C/h, CGHEILIZEHRABIBE A IT R KTREBD, A — T 4 5% A
W, DL ad i B IR, o AR T T R T R

6.1.5Cooling rate:<<40°C/h. All nozzles must not be shut down one time, so as not to cause a
sudden drop in temperature and make the cooling rate exceed the requirements.

6.1.6 Y ESE: <315CHI A

6.1.6Temperature of out furnace:<<315°C could be air cooling.

6.1.7 AT H% 6.1.3 FE i BE AT 1R 5 AL BRI, 22 T2 GOA R T 4%k 3 UK ARIR I 1R 75
BRI T HEAT IR o b PR

6.1.7When the heat treatment temperature provided by §6.1.3 was not feasible, a longer holding

time at a lower temperature by Table 3 is allowed after recognized by technician.
2 A HL A/ {RIR I ] /Table 2 Holding Time of PWHT

PR

Thickness of welds

<50mm >50mm

>50mm J&, 2h-HEEEEAN 25mm BF[E3E A0 15min R 2

DR T B 7] ‘ \
e 2h 25mm % 25mm %)
Holding time o ) N
>50mm, 2h + time increases 15min for each additional 25mm
1F /notes:

1. JRBJE 1T/ Weld thickness calculation
IR /butt: JEEEIE 1R B/ Depth of welding groove;
FJE/filet: fAJEEENIE S /Fillet weld throat high;
MR /repair welding: i K& %M E BE/Maximum thickness of repair.

6/14
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IKT 580°CHyIREZREMLE (T
The temperature decreases below 580 'C ('C)

JRAE )R <25mm

B ALt P ) foe D PRI TR) (D

Weld thickness <<25mm

holding time after decrease temperature (h)

20

40

65

90

2.5

4

10

20

T 33 PR R R <25mm /b ORI (], 2498 BERT 25mm i, JE AN 25mm,
B /D ORI [8] S AE I 15min
Note: Holding time after decrease temperature was given when weld thickness < 25mm in table 3.

When weld thickness >>25mm, time increases 15min for each additional 25mm.

6.1.8 IB- K L Z 2k anl& 1 firzx/Annealing curve:

I/ C
Temperature

<315°C Z&Jp
Loading

6.2 Fe ke MR I ANEAN IR JF IR K

A

<50C/h

580 C+15C
<40°C/h
LRI ]
Holding time .
<3157C

A

A 4

g

Could be air cooling

»

»

I
Time

Kl 1Bk T ZHhZE/Annealing curve

6.2 Annealing for stainless steel runner weldments.

6.2.1 25475 & /Temperature of loading furnace:<150°C
6.2.2 FHif % & /Heating rate:<<50°C/h

6.2.3 )i 5 & /Uniform temperature:450°C+20°C

7/14
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6.2.4 I I [8]/Uniform time:3h~5h.

6.2.5 PRI 15 & /Holding temperature:580°C+15°C

6.2.6 DRURMT H): 4% TAFIREERRN)Z IS, & 25mm fRiE 1h, ORIER HASDT 20,
I Ja— R ARIA 2 565 CHF AT SR 7]

6.2.6 Holding time: according to the maximum thickness of the weld, 1 hour for each 25mm,
and holding time shall be not less than 2 hours. The holding time begins when all the
thermocouples reach 565°C.

6.2.7 & #13# &£ /Cooling rate: <40°C/h

6.2.8 i & /Temperature of out furnace:<150°C

6.2.9 KB TR M PRI R b 4.5m A AR Z A IR ZE AR = T 70°C .

6.2.9The temperature difference between every two thermocouples within 4.5m during heating

and cooling procedures of heat treatment process shall be not higher than 70°C.

6.2.10 iB kK T2 #h £k &l 2 AT 7~/Annealing curve:

A
IJZ/C
Temperature 580°C+15°C
<50°C
450°C+20°C <40°C/h
<50/C/h
S ;
25mm fRif 1h
Loading <150°C Hi )
Could be air cooling
i 8]/h
K 2 iR -k T-Z 1 4 /Annealing curve Time
6.3 HEHIR IR K

6.3 Annealing for other steel weldments

6.3.1 2% )75 & /Temperature of loading furnace: <315°C

6.3.2 FHilEi# ¥ /Heating rate: <<50°C/h CHFME N [A] Bk B8R, FFE/D#T %)

6.3.3 PRI I5 & /Holding temperature:600°C+15°C

6.3.4 DRI [A] s Facdpe KOG H2 EL L v B ORIEIN R], L3R 2, fefe— R ARIA R 585 CH4h1TH

8/14
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SR PRGN ]

6.3.4Holding time: calculated by the maximum thickness of the weld, see table 2. The holding
time begins when all the thermocouples reach 585°C.

6.3.5 AHIERE: <40°C/h, CGHEILIZEHRABIE A ITE KIREBD, A — T 4 5% A
W, DL id i B IR, o AR T T R T R

6.3.5Cooling rate:<<40°C/h. All nozzles must not be shut down one time, so as not to cause a
sudden drop in temperature and make the cooling rate exceed the requirements.

6.3.6 Y ESE: <315CHI A

6.3.6Temperature of out furnace:<<315°C could be air cooling.

6.3.7 AT RESL 6.3.3 MU R AT 1R 5 AL ERRS , & T2 FOARI T 43R 4 DUBCK SRR I [A]
FERRIR BE N BEAT R 5 AL B

6.3.7When the heat treatment temperature provided by §6.3.3 was not feasible, a longer holding

time at a lower temperature by Table 3 is allowed after recognized by technician.

% 4 )8 5L £53% 1.2/ Table 4 The Alternative PWHT Process

R% R E<25mm
{7 600°CHYIREZFFEAEL (C) AT B3 5 Ji 0 SRR 1) ()
The temperature decreases below 600 'C (C) Weld thickness <25mm

holding time after decrease temperature (h)

20 2.5
40 4
65 10
90 20

v R 3 YINIEREIEE<2Smm HAMRIRRTE, 2B KT 25mm K, JE ARSI 25mm,
/b PRI A TR S 00 15min.

Note: Holding time after decrease temperature was given when weld thickness < 25mm in table 3.

When weld thickness >>25mm, time increases 15min for each additional 25mm.

6.3.8 #ub P i Z& tn &l 3 Fr7n/Annealing curve:

9/14
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A
R/ C G O
Temperature 600°C£15°C
<50°C/h e
PRI 1]
Holding time 315C i
<B15°CHehr < > <
Load - Could be air cooling
Loading i
I #)/h
Time

Kl 3 1Bk T Z 1 2k/Annealing curve
6.4 7EIR )OSR, W@ RV R A I, MR 6.4.1 SRaKER 6.4.2 kAT AL P

6.4 In case of stopping gas or unable to maintain normal production, the annealing process should
be deal with according to §6.4.1 and §6.4.2.

6.4.1 1E Tl S 5 M A o b BB T2 1 A 7 I, e R e A A P T R 2 T2 ER (<
40°C/h), TAPEARRRIN, TR K T 224K S TR A7 R PR PRI 2 AN /2 T 220K,
WA, MR 2 <150CJF1%IB K TZ &7,

6.4.1 When normal production can not be carried out during heating and uniform process, if the
cooling rate of the welded parts meet the technological requirements ( <<40°C/h) , the parts can be
continued heating after trouble solved; if the cooling rate of the welded parts do not meet the
technological requirements (<40°C/h) , the parts should be cooled below 150°C and then heated
according to the annealing curve.

6.4.2 {EDRIGIEAE A Y DA B e IR 1 2 P I, A SRR AR AR PR T 0 e T 2R (<<40°C
/), HFEARPRIN, PR K T2 24k ST, DRI I 1) Dy T 25 B SR PR i e 1) ok 2% e e iy
ORI ) A PR R A PR AN L 2R, R AR, MFRIR = <150°C/51%iR
KL ZEHZAAT .

6.4.2 When normal production can not be carried out during holding process, if the cooling rate of
the welded parts meet the technological requirements (<40°C/h) , the parts can be continued
heating after trouble solved and the holding time is specification requirements holding Time
minus the holding time before trouble; if the cooling rate of the welded parts do not meet the
technological requirements ( <40°C/h) , the parts should be cooled below 150°C and then heated

according to the annealing curve.
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7 ¥ &2 3%/ Inspection records

7.1 &R FEENE HEC AJJBIEERT RS 7] B R o3 7 i A e R E 1 31l
SRANCER B i FA AR AR A E TN

7.1Inspectors need to go through the certification of the HEC Human Resources Department
before employment, the professional qualification must be used during the certification period.
Automatic temperature recording instruments and all thermocouples must be in the calibration
period.

7.2 FIA AL B AT (R S S H Bhid k. BUEHEETRE, BRAEETRIHE At
wsxR” (WM.

7.2All of the heat treatment temperature and time shall be continuously and automatically
recorded. The operator should fill the “heat treatment record” (See Table 4) after heat
treatment.

7.3 KBS FE PR A 53 BT IS, AR B A B T S AR AT B
7.3Inspectors shall carry out inspection during the heat treatment, Inspectors should be strict
supervision of the implementation of the heat treatment process.

7.4 PAEFESER)G, “RSEECRRT EIE CHahds g7 b, BRI E AL H 3D
WM Fid N RS Ble. TSR, RO, $EEusE, SHhIKEE
HE . A AN HUE PSSR S SR H A AR T AR AT I AR, AR R
SUSEINTRES S E 0 A ANEE I £ = B S SR | A WA R S & 2l A

7.4After heat treatment, records shall be attached to “heat treatment record”; operators shall
record the number of work, drawing number, part name, date of heat treatment and his name
on the automatically recorded curve. Then it will be signed and sealed by foreman. Inspectors
shall confirm “heat treatment record” filling in truth and accuracy, and heat treatment process
without any illegal operations, then inspectors cover inspection stamps, signatures, and

archived for future reference; otherwise inspectors have the right to refuse checks.

8 4., TEE 5 If 1B /R P /Requirements of Safety, Energy Conservation and

Environmental Protection

8.1 4 REK/Safety requirements

IR IR AR N RSB AR P T AR M AT Y GB/T 12801 (A il fE 2 4 PAZER A
) HIAE SR SR K GB15735 (<)@ B A P il i 2 4 AR ER ). [RIIN 25008 57 3 ) 4% T
AR, WA PR A
Workers must comply with requirements of GB/T 12801 "General health and safety requirements
during production" and GB/T15735 " Requirements for the safety and health in production

process of metal heat treatment" in the heat treatment process, and must also comply with all
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safety rules to avoid accidents.

8.1.1 #AEN DL ZiUBA AL BB ARAIE,  Hi I 51 06 250 & oS0 THD AR A R

8.1.10perators must have a heat treatment certificate. Support staff must have basic electrical

knowledge.

8.1.2 HRAEATE ARSI & e TR SRR, FRFLENGH G, @

JUNER ARG R WEAGE. IR E R R HEm . R, L ftis 2 &=k

W, PR R AR SR e e AT A, BRORAP T SR AT T AT REAT P B

B PACERRE T S5 HE HAT GBI 2 A F L) .

8.1.2Before the operation, operators must be familiar with heat treatment equipment and other

tools to use, wear the necessary protective equipment, examine if the electrical equipment,

measuring instruments, mechanical protection device is in good condition. It is strictly prohibited

that equipment runs with fault. Examine the heat treatment furnace before operation. Workers

must comply with requirements of Specifications for annealing furnace safety operation" in the

heat treatment process.

8.1.3 HbH TENHAE G RIAE R N TEER, A2 TSR e e 45

b 25

8.1.30perators shall read the requirements of drawings and technical seriously, and operate

process strictly accordance with technical specification. Off-site is prohibited during the

operation.

8.1.4 5T Ap S5 NGB AL A vt A0 A il B2 R e KR

8.1.4Every furnace shall not exceed its maximum rated temperature and maximum loading

capacity.

8.1.5 R4 GB/T 6067 (EEEHIMZ L) #RAEREN . X i B A 4 B E Bk A,

XoF LI A ) s R AT 73 288 06 25 ) B 45

8.1.5The operation of lifting appliances shall be strictly in accordance with GB/T 6067 "crane

safety regulations". The spreader and sling shall be regularly checked and mandatory replaced.

8.1.6 —MXIEHLT, #ALHE T AR L T i) Mg NAE =T FHEAT, mis ISR LA & TNk

ML HERE, RGN 2488 m A T, R mIgHr, B R RS

Yoo 2 BAT ™ B A AR Y B ISR SIS 5 | B

8.1.6General, the workpiece and tooling shall be at room temperature for lifting. Special spreader

should be used for the lifting of hot workpiece and tooling, before lifting cleanup the oil and dirt

of spreader surface. The use of wire rope is prohibited for lifting hot workpiece. The spreader

shall be mandatory replaced when a serious distortion or cracks were found.

8.1.7 WASNE RUKHT, RIRRVN N ECE AU, 1 A ZHEN T e 1T IFHPIRES N4

AR K

8.1.7Before ignition of gas furnace, the furnace shall be free of flammable gas. And the door must
12/14
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be fully open when ignite the furnace.

8.1.8 fEIMALH A RE S, INAAFMEEAGAF IR T ZEIEF SR, AT RV I
SCHE, IFDLBC RV B AR o

8.1.8In the heat treatment process, the flammable and combustible items should not be stored near
heating area. It is prohibited the use of flammable and combustible items for temporary support.
And there shall be equipped with fire equipment.

8.1.9 LA [ RL R K58V, A SIS HERAE

8.1.9Surrounding the workplace should be kept clean, shall not hinder the operation.

8.1.10 tRAW &I, NMAZRMFIEIER:, REFMISIEDN, AN E., 2t AR,
8.1.10In case of equipment malfunction, equipment operation shall be stopped immediately, keeps
the scene and reports relevant department to examine, analyze, and deal with.

8.2 7T AEE K /Energy Conservation Requirements

8.2.1 EBRAERIRE AT I IS [ AR A, I AH B A E R

8.2.1During operation, the time of opening the door shall not be too long, to reduce the heat loss.
8.2.2 W REM HI 1 R AT AL HE

8.2.2Use the waste heat of furnace to conduct the heat treatment as possible.

8.2.3 HHLLHELAE, WIS ]

8.2.3Reasonable to arrange work, reduce the shutdown time.

8.2.4 X T/IMILEHALIA I, F5 TCHRFIRER Bl R G ER, WHZ R
8.2.4For small quantities of workpiece, if it is absence of special requirements and meet the
requirements of compliance furnace, then conduct according to requirements of compliance
furnace.

8.2.5 Al I RE A AT REBOR BRI #E 14 GB/T 10201 (FAAEE SR T N K
GB/Z 18718 (HALHTTREROAR T D 25 B S AAT L FIAH BRI AT -

8.2.50ther requirements of energy conservation in the production process strictly complied with
GB/T 10201 "Heat Treatment Guidelines for Rational Use of Electricity" and GB/Z 18718
"Technology Heat Energy Saving Guidelines" and other relevant national and industry standards.
8.3 M EiLRH 5K /Environmental protection requirements

G AL I TB 8434 (HALEEIAET (RIMEORER) T S AAT L AR bR TERAT
Environmental protection shall strictly comply with JB 8434 "Heat Treatment Technical
Requirements for Environmental Protection " and other relevant national and industry standards.
8.4 ALZMIEAKRIREE, ZEFK AT N HKIRHEHAT .

8.4Matters not covered in this specification, conduct comply with national and industry-related

standards.
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