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GB/T 3190 4R K& &=
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GB/T 6892 —M T & & it
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RIBRIZE X
AR RS ATERE X
PSR E

Y

1 SREAMR: RfFE GB/T 3190 A1 GB/T 5237 B3k, JEREMWZEARN AT +£0. 1 mm.
2 FRUR/RVES: RHEE (80-120 HD . RS (180-240 H) . #ot (400 HUA LD .
.3 EEEAAORE: BRI WEVES (oH i) .

2 &

A HTEBE&

a) AN (EAR/NT 800 W) ;

b)  HUEEEHL GREEAR KT 2 mm, AR NT 10000 K /min) ;

c)  WOLITEML

4.2.2 WRAEEZ: MEARN/NT 2000 m3/h, SEIEICRARR/NT 99 %,

2.3 Mg E

FIEHREZI (Ra<0.81um) .
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6 TETZ
6.1 LTEZRE
6.1.1 FRALIR: JREEIEVE — GREEAR I —bRic T B X 3
6.1.2 HAEE: MfEH 80 HWANERARE, EAARKT 50 N, MEEAR KT 2 m/min.
6.1.3 F5EE: NAEA 180 HEPACH RN, 28 XATEE.
6.1.4 #hde: RfEH 400 HEPARECEER . WCEIITME, Ra AMAT 0.8 wm.
6.1.5 EE: MAEHTTAMEER, UG RBRET A
6.2 YFIRERE IR
6.2.1 XUBHERXIE: NI RS HL O R X S AT b5, WPk AR 15 N.
6.2.2 1REET A NIRRT B Sk AR A8 X AUHEAT b
7 RERRE
7.1 KITE
711 BMEE: AR =1000 lux TSR,
7.1.2 LSRN
7.1.2.1 AEREREL: X LIPS, NS RTRDRE FE SO BR OBRR 4% EATRDRE FER I, K IIA D T 3 A

J=
7.1.2.2 BEFERG: ZLFERRGE, NZ% GB/T 11345 1 F A ARG 45 2K MR g3 4T R
7.2 AEEHALIE

a)  BERME: RER T, DB
b)  REGRRE: BERIRK, BEFETZ.

(o]

ZE5IMRER

1 RE[HIF

1.1 DARGIP: NGNS NS B4 I, B H -,

1.2 RBRE: WEMNE SRS, SUEmNEEAN KT 0.1 s.

1.3 BRZRE: HANTERFA GB5226. 1 HaR, 442 dHHNA/NT 10 MQ, B2 B AR KT 4 Q.
.2 IMRIEHE
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8.2.1 sl N “Ie B +HEPA iy 7 ey, HERGKEARN KT 3 mg/mP.
8.2.2 EFRMIMIE: NI TR MR FD UG E L AR AT A,
9 IEFS5RE

9.1 ATEEMENL TG MIEETEILFER (LA , DTN E . BEAR. &S, B4tH
BEER

9.2 JREAGISE BN AR S AR A

10 ®ITS5EIER

10.1 &IHEX

10. 1.1 XUHH A5 SR R A2 AN RN /T 500 mm,  JBE B AR 4% .

10.1.2  PRIEE MR NSHIZE 60 © +5 ° , Alid i EEREEEIAE 1-2 mm.

10.2 ELES

10.2. 1 FREEZAE: R RNIEHIE 10-35 C, BEAN KT 80 %.

10.2.2 W&RME: AN BRI TR UE, FTEENLEFIBEEh AR KT 0. 02 mm.

11 IBEmLEEX

1.1 B85S T UG a0 N B Brhis, N ARN L REE AL E .
11.2 IR JR4ETHGE N HI7E 80-120 C.

12 $FRIMEERIENSE

12.1 S=RIE

12.1.1 EiRAE T, W&EIE1T 2 h NEHL 15 min.

12.1.2 SRS T ISR 4G i

12.2 SRENE
12.2.1 iR FERRIE NS R B s Rb AR, 4T B 5 S B B 85 7)o

13 #IP5%RFE

13.1 IR EHEP
13.1.1 B FHIF LA B AUESR . B&IRE).
13.1.2 B B NiE W AR, SR .
13.2 ITREE
WhAR RN I B AE RGBT ik, ORBTI 12 DM H .

14 ZFIISINIE

14.1  #BIEEN
a)  EREN N IR . B SR IR A AR AR B
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