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ASCAFRLE T 23 L e R BOE B ARTE AN E SO R BRI 750 ARSI RS, B,
B S BERAE 58
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2 HEMsImxH

N HSCA A ) P 2 S AR R | T A RSCAR SCA AN T R SRR R 3 E R 51 S
A% H A R RRASE B T A S s AR H AR5 SO, Hschiogs CEFEITE FESR) EHTA
A

GB/T 223 “WEk G4 BEEINE PR € B AL ek

GB/T 228.1 & JEMAlL Pkl 21505 i aI ik

GB/T 229 &)@kl B L4k i 36 77 v

GB/T 1299 T #¥iHA4N

GB/T 1800.2 i JLITHEARMIE (GPS) LMERF AZISOUS IR R 2 AnE A ZHiAUs M
FL Bl A PR s 22 %

GB/T 2828.1 ITHHHFATIGAREST S8 &M E IR (AQL) AL & A LA 38 Fh A T Kl

GB/T 4338 & J& i i v

GB/T 8547 “Kk-NE AR

GB/T 13384  HLHE™ i A28 F 52 AR %A1

3 AIBMZEX

FANAIE RN g SCE A,
3.1

BRIRZFE cavity for conductor seat

AL 5 S HiE . ERVICKRIRE X, KR ERRmANT SLERN 8 5, HU
PR IR BN 51 AL I B0 22 #h N /7
3.2

SR HA ejector with stripper plate

TR SRR W B 1 22 ST s T RS, W AR A EAERT B[R0 LV, 8 G0 FF s 28 19 ey [RDRE A
PR .

4 FAREXR

4.1 —RREX

L N 2 0 R R e St A P PR B BOR S i 5 B B A4 LM, PRI (RS [a] <
10 min; BEEAMEEIAANT RS, AEI0 TSRS 2 BR U B IR B A R .

4.2 R

4.2.1 PAEREEAEEH H13 (4Cr5MoSiVl) BY HD (4Cr3Mo2NiVNb) , HmiREIRGEE o 6., (600 C)
= 600 MPa, #JE57HAP REF < 8X10 ¢ mm/cycle,

4.2.2 XFRERTE E i BE e, TR Y615 METRMER A4, WA = 86 HRA, HIEAREIR A MG
BEF RS, IR GmE = 350 MPa.
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4.2.3 Sk, B, FIEMASEEE], RH 42CrMo N, RIS TF54L, BEXRE 0. 25 mm~
0.35 mm, FAMEE 650 HV~750 HV, G 8L ELSIMEMmMZ < 50 HV.

4.2. 4 FEFBIKEHN K BP+psME G+ 2SR T2, 43 18R AL By C. D JUSR s
M < 2.5 %%, 4 GB/T 1299 [RGB ANFE

4.3 AL

4.3.1  PAEBLEAEE JOMACR H B S A S R, EAGREE 1020 'C~1050 C, WA SmSAA R
80 C LA FIZLEPIE K,

4.3.2 [ KTERNHRERR K, $F—% 580 C~620 C, & ¥ 560 C~600 C, [A|KkHHE 48
HRC~52 HRC, [F—EMEMEZE < 2 HRC,

4.3.3 FEMILJERM =X ERAEIK, BT HRA R KIRE 20 'C~30 C, fREMT = 4 h, L
BRI THEARN T, b Ja SR DI 2R -

4.4 HHmMI

4.4 1 TR ELCR F Toih md e el s K AE R, BEHI R TFAE . Ra < 0.8 um, HKAEMEILE
B < 15 um, JFEEFHEMNEE Ra < 0.4 um.

4.4.2 FEIRGFEEhRFENZE GB/T 1184 By K FKAT, BEEIRZE < 0.15mm; M- PATE#%
GB/T 1800.2 ] 7 %,

4.4.3 TiFFLE A RH H7/f6 [EFRECE, FLEMEA 0.5X45° , [y 1k BRG] 84
4.5 FMmEL

4.5 1 MRS A PVD 8% TiAIN EHEE, BE 3 un~5 wm, E658mE = 80N(RIRE),
£ 700 C fRIE 1 h J5EFE.

4.5.2 XPTERBUBEE, TR EEINESE Ni-Al B, FEEEE 30 un~50 wm, minpraf
H < 0.5 mg/cm® (800 CX100 h) .

4.6 FImwm

4.6.1 JMFEKN: BWIHFEHZ GB/T 8547 1] B AT, ARVFIE = &2 mm HEM A
R

4.6.2  WARRIIN: RSO JE0 BTE T REATIRIE R R, 42 JB/T 6062 H 11 4%, Zetkskis L/D <
3, HERKKE < 1.5 mm,

4.6.3 WERE: RARKNEMNZ S, BaR/NEE = WiHE 80%, mlIxMEsHEE,
4.7 RES5HE

4.7.1 EFBEAHER < 0.10 mm, A 0.05 mm ZERKL, HAEE < 20 mm.

4.7.2 TIHRGPIE, FETAWEZ < 0.20 mm, A@EEES .

4.7.3 WABLLZ: BN 460 C+10 C, BETM#H 250 C+10 C, #% 1.5m/s HEHIE, HH
TMERIRFEE 100% A HILEI S LRl MM,

4.8 1EEEG

FERHELZEW N, I3 MR HAdr = 8000 fF; HD fWEHEZFdr = 12 000 F; BH5 & HEk
i = 25 000 fF. FHdrgabdE. HBIKE = 5 mn 2Y, SMALEREEEZ > 0.30 mm, 5
RIMMKESE Ra > 1.6 wm HIGEMBES.

5 WEHE
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51 MRMUERDSNFMEEE

WEER I #5 GB/T 223 FBopHTs i hrfiid GB/T 228. 1; phvile % GB/T 229; myl hufiifZ GB/T
4338, ZRNIL 4.2 R,

5.2 HWE
K IGHEEE oF HRC AR/, BEMLEAN 5 &, BCPHME, ZE < 2 HRC.
5.3 FAKEE
et OREL R B2 OO TR 2R R A S & 3 B, 9B 5 mm, HURCKAH.
5.4 HERE
ZARBRIE LR AR, SREEIEE < 0.5 mm, 5 CAD BEBMEAILLNS, TR Al Z .
5.5 FCiRi&in
HF L BR . WRZEME T ESNE 4.6 $U4T, HERKIRE AR 10 4.
5.6 AARIIE
BELAEE 50 fF, REFEHA 100%, REGER 0%, WKAMRBEEME 3 ARV E, TRk
DIk e N EHs
6 HIGHM

6.1 HITHE
Iy ) e AR SR
6.2 ZAHLANIAE

6.2.1 $% GB/T 2828. 1 H A IE R AT IS — RAAE 7 SREAT, SRUCERR (AQL) Jedsr /K AL b
hEARE

6.2.2 DR RI SR, — PR AR 7 18 [R) A 107 el D[R] — ik
6.2.3 SV St NLEEAT BIE AR R AIC S, SR A HE R iR E. SR N AR S S .
6.3 W

RRALIP SIBTIEAT A T, KT iR T TH T, KRB0 SR P A (T — T ok, T
AL S TR, % SRR DR (b, AL AL S A i

6.4 BIIGIE

MR F WA R 2 B, A FINIEZ—, BLIEET R SR
—— 7 A

——IESUEJR, MR TEARORECE, AR R

—— 46 A UL, YA

—— AP, T —

—— R R 5 YRR RS

—— R B AT R R TR

—— PR R AR R A TR

5607 B S TR B AR 2 b A B 2 T 1

6.5 FIEHN

P I H A AR FE i, 37 AN MBI SR, fnfE A R A, R Ae A% ) E izt
PR AR WMPPAEARERRINHE, WAEZAH fhOA G
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7.1 R

RERAR AR R ZIE: A5 MRS e BEEEAE. HIG H . HER A MR BT,

5 5 mm~7 mm, YRZ 0.3 mm~0.5 mm.
7.2 \%

TAFmIRG A, FH VCT Breisss; DRMEARRE, SV RS E, FAMmE « B
£ CONODRT TR, S GB/T 13384,

7.3 B
IBHRE —30 C~+60 C, BESN HIZMARIZIIRS: BemIms M AE M, By 1k 53 B AL .
7.4 IO
RN X, MRS < 70%, BT = 100 mm; HERGEE < 2 )2, BiEEEAE; b
AR 12 A H RS HTRBT S il A A R
8 REAIESIEH

i3 DAL RL, AR R JE RO RS ATE I A, IRAFIIIR = 156 5 M
FLAE IR H A 2610 R DR st v g B bt DL T 28, 3 7 9 D e B SE R BZ &R, IR E d i B
kST
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