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ASCAHHEIE GB/T 1.1—2020 (FrdEAL TAESM 55 187 ARAEAL ORI S5 R ATES SR ) I
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AT R R L E 2RI KRR R A R

A AL R S A .

ASCAF AL AL R L E R KR IRA R LIRS AR PR 22 7] X

$iﬁ£%ﬁ$k:im\%ﬁé\%ﬁ\%E‘ME%‘E%%‘EHQ%%%\HL

\§
e

X

,%A

1T



T/HEBQIA XXXX—XXXX

HIEEIRE RARIE

1 SEE

ASCAFRE T B A P 2 A AP i AR R R SR e AL B
AT T R AR R A

2 MuMsIAxH

B S A ) P A A SR R 5 T AR SCA AN T 2D 1 2 R RS R 5] A S,
1Z H A B AR ASE F T A S ASvE H AR5 SO, ik CEREERTA MBS EHTA
A

AQ 2023 i KM R =2 A HRE

YB/T 5049 g i%

3 AIBMZEX

NAAREE SE T A
3.1

FHEFMR  slag slide plate

LERT RPN A, AR T BRAR TR IE IS5 KRR Ok TR, HURE. B 0%
FERG THIR . REHE . R 5T A T il R S T K

e BRI LR O0E T B TR AR .

4 HEEEH
4.1 T RBEX

MAFEAQ 2023, A TG DL R FE :
— PR AR R, M TR H BB . IR ERE, P SE R HEK RS
JERMFX . AP X . B A7 X 23 DX B A, 5 DX 3 10045 B SR AR IR RN BE R =, 82
X5 G

—— AP X R I AE 10 °C~35 °C, AHXTRIE<60%, Fiik T QIR KBidh) BB s e

PEZETa], WRIERETEE <5 °C,

4.2 wEEX

NEFFA PA N RLE -

— ORI AR E AT £01% B FHRE RS, H&EsER. BiEid st S5iawThhe,
TRENL A RGN E SRS E I RE, BRI BT B A &0, W% MMERL, Bkt
P h 5
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— AR WUE R TNLE ISR <£0.5 MPa, B EAZEE. BRI HAM R
NARFLE T AN, RIEHIEYE Ra<<1.6 um;

——Be A ANECEAEUE IR E IR RS, REEE<SESC, ARAARHIEEE, fstilie

JEME L AP AR E TR

K% L& BOERLE AT X SRR AETREN . JTREMEHRIGHL . RSB PR A

IS, AR 4% 7 IR HE Tl (A DN 5% SR MEAA 7T 5

4.3 AREXR

AT Er AN HLE -
— B E N A R, AGERIHIE AR T SR B KRR R, A
JRJTA] B

a6 N 53 UL A AR L ) LML RR AT RE, AR IR ERNTE, R O R 6 BEAIE 1S 5
——RORN G R BRAR R RE . T2 L b RIR, B i AR TR B 17 L) RE
7.

5 g HIEK

51 FE#

5.1.1 N K. BHGKERIBITRIG, NA% 5% B N3 1), R ai sy« R 4 i

FeIR e, RIGE T S AN R SR L 0 R IE B A B AN R R 7 BTE B IR E gt

5.1.2 JFREIIALEE: BRI S,  NOBEE RSN 9, 7 FUs kR A RGENLER B (i
W% =12000 Gs) , BB SR <03%; ASKEHTa4# CRE 105°C+5°C, BE2h) ,

FLKE K5 B HITE<0.5% 5 14 .

5.2 BEH

5.2.1 BCRIATRIAZNEC T, WRERCERn . bUHERf 0 1% .
5.2.2 PR R RAZIRBORINY HE4T,  BORFE RS AT 2R, B ORBCRIE BEFRT & 2K
5.2.3 BORMEHE B SEINAT 76, TG R A PR BORHE . BORHRE]. AR NS E R

5.3 E&

VERHN 8] B 1 5E 40 min+ 5 min, HAFVE1S min. JIAZSFEIER25 min; BT E S RHE
JE R AEHIAE20 °C~257°C, FiRJE#EII28 °C, T EIREFEAL 2 X FER

5.4 R

TR FIVDRL B N BB RS, NNRE S (R 20 °C~22 °C, FEXTEES50%+5%) W36 h
+2h, WRHAEE 12 hsh 1LIRERES, HilRKo 55567555,

5.5 mRE

5.5.1 ALEMESR: AT BEAL LA, IRPEER, ISR <0.1 mm, WHCRIBARBIAERE, fR
A2 f5 N AU HE, B KEEIRZE <0.05 mm/m.
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5.5.2 WMSHL: MRS BOE AR S (15 MPa£0.5 MPa) « fRIERS ] (40sE£5s) , Akl
EAGRRARBUN 11 A5~ 1.2 58508, B RIARECE ; AR A28 10 fRERIE, RfheE 1 fFIR s
UNSIESEA D€ VARSI K JoRicE 2 i

5.5.3 WRMRALPE: RS FJRARNEEAE IR E, BARREEER (D20, #RERRN; ©®
RREBAREAE T . RN BEANRS S, BATRLIPNRHEHEIES, Pk si.

56 T

5.6.1 N RHMEBMETETLZ, TEMESHT:

—TJHEM B (Zii—>50°C) : FHEEZE 5°C/h, R 4 h;

— TR (50°C—~80°C) : JHEHE# 8 °C/h, 1#iE 8h;

— TR B (80°C—120°C) : JHEIE® 10 °C/h, f£IR 12 h;

—FFRF B (120 °C—~= )« FRIRAEZR 10 °C/h, EEPUE B -
5.6.2 TR TP 4 h RASI 1 IRTERERE . B, 8 h IFEA R, E A
ey, 7 RP R AR 2R A AR IR T ]

5.7 AR

5.7.1 ZEmBLR. WP “FERR. FES” $%, WARREZ50mm, 545EEMFE =100 mm, &
KA TR B, BARMFE CPEEIRZE<O A mowm, 4 PR ARAEE,
5.7.2 RMESHINT:
—RIER B CEIE—~800°C) : FHEER 12 °G/M, 4 h, HEH AT B K 545 57K 0
——HEFT B (800 °C—~1200 °C) = FHEH AL L2C/MH, | frilt 6 h, (EREIRES & [N s
BB (1200 °C—1580 °C) = JHREZNS °C/h, frif 10 h, #HLR AL MERE
R AP B (1580 °C—~800 °C) : [FfE A 15°C/h, 800 °CLL T HAAR AN 2 % i
5.7.3 SFRMEEE: FEAGEFE R RIS B AT NG E . AR, AR s 10 °C, SZRIJE 3 PID
(Proportional Integral Derivative) 5 A 2N HIBLIEE (JE77=0.02 MPa) , W JIF T HES I % .
5.7.4 HWERE: MRmEE, B, MRS R, BRI, NE il )RR
AbFE,
5.8 HIERSHKS
5.8.1 JHRHERAR LR S LR A E) 2 5 IR S BN R G, T R (20 °CRTZ 3RS A2 100
mm%/s~ 150 mm&) ;=3 [ = H 77 5L T3 =50 mme. JHIRIRE 60 °C+5°C, JE /7 0.3 MPa=£0.05 MPa,
HIRITE] 6 h£0.5 honAF 1 h RAds 1 KEE. B/ .
5.8.2 MR WIRGHGE, PERBMEET (RE=2h) , FRERIIHER GEHIE 3%~5%) ,
W ZEAS R I EFHE (PR 2 h) 5 R IHARE A S REBAS I 1 CKGRE, RS FE I 200 mm?® /s

IS S8 KT
5.8.3 REMEEEI: WIRJE I RSO, R R P A RSG5 =120 MPa,  RIHCHG A,
R BE 2 S A0

— =i —>100°C: FHEIEZ 10 °C/h, £RIF 4h;
——100°C—>220 °C: FHRi#% 8 °C/h, f#if 8 h;
——220 °C—"E . FFIRIE% 10 °C/h.

5.9 S$EERFERR

5.9.1 fUE M TR IR HS AR -
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5.9.2 EEWRMER: VEAREHAEIRE A MR AT B, LB RINEMZ 54400, RHATKOEEE G
s & APREE R S JE & 10 min HF .

5.9.3 FEAEMF: RESEFEIKERERCN 0.4 mm+0.05 mm, ¥J5078 SRR, TOIR G KSR o6 AR
IR 4% E, N 0.8 MPa10.1 MPa JE JJ [ 5E, RHJCEKE CREH5), @REERLY) , £%
IR R [E 4L 36 he

5.9.4 EEAES: [0S NG AR IS BRSSO, HZERRNSS G480 (<03 mm) , KA
ik CMNEERRR, FBEEMRTT ) WIEd &R E M RIS, SERENR, S5 5 Bk

510 TfES%R=

5.10.1 AWFEA) BLEEAT RS ML B AL ERSE SRR AN, A A5 RN AT S A R EEK

5.10.2 Tl A b RO T 4 0, B ORAN S S5 T AROUG 5 5K, AR Sh LR, T A fe AT AR TR .
5.10.3 BRI N ORI AR e SRR UL, 3650 Ja ke S AR oS ST AR A 195 100 » 6t Ot B 5%
Bl

6 RmEXR

=

NG YB/T 504911131 5E o

7 BEAIE

Jm

7.0 AR AR IR A G . TESEURB O SRR GO, N L A R D
R IE 8, 2 21 4 it S Jm BEAT SRR, B ORTRIF R OUAS B R .

7.2 REREOAAEE RN LR, BREFEIE. RN AR, BIESREEE, dx
ZDRAF 2 s
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