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51 &RMRK
51.1 LEm5

% GB/T 20066-2006 fill#E, RH KAEE GG LEIN, Tl KA u R & &N E 7 i 2
K.

51.2 KREDM

¥% GB/T 1480-2012 HIRRE, KA 2iE (BEEOCKIEEAO MK, ¥y ARKBE D50 Wik 2 um ~ 15
um, FiESARGEREE (D90 ~ D10) / D50 < 1.5,
G BAREEEERUIME, JBERARURE.

51.3 MEEE

% GB/T 1479.1-2011 &, MFFEER 1 HHE.

x®1OMKREE
i H Eiz 2
BRI AR B T = 2.4 g/em’
HH R R = 3.2 g/en’

#*2 8=
IiH E =2
P ARA ST & < 0.5%
AEFERR R < 0.3%

5.2 FhEEF
5.2.1 RROIE

WL LA AR - FUSEE T, SRR ZER < £ 5%.
5.2.2 RIEMEHE

KHBMERABA, EBYIEZE 1000 s' ~ 10 000 s ' HE 150 'C ~ 200 C R, khE
< 1 000 Pa-s, MEEE R < 0.5 Pars/C.,

5.2.3 AKE

KHE DA, ERTTR THEEER 10 C/min &4 F, MERSE R0 EIREXE, o
ERES TZRIMREN < £ 10 C,
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6.1 FURE

BRI B 4 B R R UKL £ 77— [FURON SR S AL, JF R 1545, B BiRE R m midi s, fEp R
BYBEIRE A . HAEIRAEEN 40 C ~ 60 C. BFEKN 5min ~ 15min , fFRE4 7 E&matE.

6.2 BRI
6.2.1 |EEX

% OB AR ML T IR B R IE, KR A 40 ~ 60, MEHHEELE 50 r/min ~ 200 r/min [X[d]
RIEW .

6.2.2 diEEir
JoMAEE A eI BRI, BB MRS sS4, &a it & @ K.
6.3 Y

xR PR EEAT B AL EE, JF R RIGHLEC & 1 2 R 48, iR W 2 A B — 0. 08 MPa,
FFHERF 10 min ~ 20 min, KePPRIR A REh, RPPRLE N s

6.4 IR

e 7K N UPREHL S DRI, AR S R 20 i 75 5K, R 43R 5 DR B2 (R ) ) s AN AT
HORHEREE, KRR EEIE 2 m ~ 4 m , RARESED + 0.2 m.

6.5 REWN

X ) 26 4 RO MORLEEAT AT BT EAS I, AR AN VRN, A A, KA I A PR BE RN
JE B ES A A AT
7 ESTRRE

7.1 REEIT

SRR B AN R i & = i RT
7.2 BRUEZRSmE
7.2.1  CBEH S MR VRS AT AT AR BE AR Ay, B BRAK o ST REAEAE R . 2, ARUEMERRL
FEEL. A

E: EWEMEA SRR, NHT TR .
7.2.2 JEFESHLEORE, B AT S FRERLINEHE . IRl AR R, CRRRRL L Y R SR
[FI, WS E  PRORE A RICIR 2, A B S AL 00 22 B [ B A% B8 S e, A ERPEERLZE LR Y IE
Rl B4k, TR A s BRI .
7.3 GESTRNEY S EE
7.3.1 ForERhIEAL)E, TESALFIEATHES AR MR, $% 50 MPa ~ 150 MPa [V ESHE 1. 5mm/s ~
100 mm/s FVE: S 3o 5 2 M gy AR L R fis, MEORL RS B s s, S BRI e 22 AR IR I B
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7.3.2 FARIEJE 1M 60% ~ 80%. 5s ~ 20 s MR A 86k 7Y i o iy A ml R AT AN R, kM2
RHAER G P= A AR R AR, RIESE R )G, TR EAH KRG MR N A E e i,

7.4 BRRSRMHEE

JABNES HL ALY, B T R SRR, B B BB A s p i o A S A
AT R R PRSP < £ 0.1 mn  SPBLRIEBORL, 6L, KBS, G
e < 0.05 mm.

8 Rihs

8.1 &IRRAE

R T =& OIRZVER], SR BN SR, I PO 3 50 mm BLE, In#GaEHE 30 'C ~
60 C, @I 1 h ~ 8 h, W 60% ~ 80% Higs#|, BUHIRE, FF AR e G+,

8.2 MM

ERSY PN 400 'C ~ 600 ‘C, fRiE 1 h ~ 5h, ZEREIRRLETR, BPAEIR 100 C
LA HCH

8.3 tHAMBE

FIRFIME LR 40% ~ 60% Kh4iH, HADUE, SBEE = 98%.
FE VTGRS RE S AR AT N S T L ST R

9 IRt

9.1 FHRkRL

PR IR SRR RS, EE R AR IR, ST, MIEE5 C/nin ~ 10 C/min
EREEREEER], HIEE 10 'C/min ~ 20 C/min PRAIP 44, @B 5 'C/min ~ 10 'C/min )%
GEIRFE, £ 1 h ~ 3 h.

9.2 AR
BERAE < 10 °C/min BEFEHISRAA, BE 100 CLLTRHY, &4 15% ~ 20%, 2573
NN 96% ~ 99%.

10 FaE

10.1 RELIE
10.1.1 $ERTZE
KR FE R AR R, #EF 5 um ~ 10 wm.
10.1.2  #hsk
FRbAT . PR He I GBS, KR TIRREEFE % Ra 0. 4 1 me
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10.2  #A4L3E

BAFNEAAEES P LL 10 °C/min ~ 15 C/min FHE K 1050 C ~ 1100 C, WA S A
J&, T 200 C ~ 300 °C [’k 1 h ~ 2 h, WHEEHEFZE HRC 45.

10.3 #mI
KHEFEEE CNC i LAy, B &4 7] B ToesfLAr, AZ £ 0.01 mm, {LEAZE £ 0.01 mm,
EEAZ < + 0.015 mm.

11 BRaiEE

1M1 SMRAGEE
HALER 20 fFBORBATE, RN IEHLA. IR, B, RHHEE Ra < 1.6 wm.
1.2 RH&3
I ZAhrill AC &, ReHmZER < £ 0.05 m.
1.3 NFMERE
11.3.1  hifdtae

¥% GB/T 228.1, #ILfHidismE = 500 MPa, ANFEWME = 600 MPa. JERSEE = 250 MPa. M
JaHKE = 5%,

11.3.2 WEKRE

SKFH U ICH B el [QRE 2, Ikl = 3 A, WZER < £ 3 HRC B + 10 HV,
1.4 FERMERERE
11.4.1 HiMERE

G P REPE R DR, MM AN BN 58 % Bs = 1.5 T Hemil /7 He < 100 A/m, fiZE < + 5%,
11.4.2 THEMME

AEFEAML GB/T 10125 A F K, RIG= 240 h BELHE; MRS FRK > 48 h
T B S
12 HmANE

12.1 8FEX

12.1.1 AN AES, VIZzE. M55 (ADD Y. Bk, BERSES TR VIR
12.1.2  RCRABEE . B, WaEHROEEREE, BNTEA. RIEE. L. Ti55,
FLAG R0 1 2 e R BEL R 12
12.1.3  AMEIBERFH FARARAE, ARiR R HE LR 25
a) PR
b) M,
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c) Ik
d)
e) ErPH;
£) IR,

12.2 WERHE

12,21 WAF e, SRR WSR2 M.

12.2.2 TR T BRI . B kR . MXHE R 75% LT,
12.2.3  FEHAFUP ] BRSNS A R 4 i S FL A (1) S T ) )

12.2.4  NIEAEAEE AR PE S A .

13 FRRER5EH

13.1 TiEiCFE
ﬁ

AP RN S8 BT 3K
— R
—  RBHIESAG
—  ENRMIZEFR;
—  ifaihZ;
— R&ETZHE

— RS RA .
13.2 B

WRRAFINE. = 2 45, ST M JEURE 2 B i 76 8 W B
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