ICS
CCS

T/ SCAS

q )l ‘é *T /E € 1 /\ K *T /E

T/SCAS XXX—2026

IKECH AR A IS B T 2 M2 MR ERSE

Process Flow and Operation Specification for Laser Cladding of

Hydraul ic Turbine Runner

CHESR & DA

2026 - XX = XX &%5 2026 — XX — XX =LfiE

m)lEfmEihs £



T/SCAS XXX—2026

H X
= 1
L1 3
e D2 5 I 3
B RIBHIIE X o ettt 3
A R R 3
B B R L 4
6 L TS o 5
T R O 9
I I . 9



Al

]l

.

T/SCAS XXX—2026
ASCAEIRGB/T 1. 1—2020 (hpviEfk TAE SN

SLE s AL SCIR R SE AR FR) e
THERA AR AR AT RED S LA o A I R AT A AR L A ) 5T AE
ARSCA DY Ll KT 0T R AT R A Fl S i
A PN bR AEA T T 1

A SRR A DY K R A BR AR DR AR B K T R A R A R
AR ARAT YN A F] . TEHERE. LR ZK RS A IRA R VU Al R
BT PHA R AT B REARIE A R A A .

2 2y
. u{a\/—r‘ b

IRIERER
HEEE. FRGE. BREAAL. LB PXGE. R A

o
A FEZGREN: El. Ee. &, RIS SRIRAS. IRESR. B, MO0, ARIFAL

- AZHILL BIRE. @&

N _:ESF:o

1T



T/SCAS XXX—2026

IKE IR B E B T 2RI R IRIENTE

1 SEE

A RUE T KEENUAL RO IR B I BAREOR . MOBLER . T2 KRG . SR &
sk
ARG TR B WU SO 78 T 2R S A Y

2 MuMsIAxH

TN HISCA A R P S S BRSBTS AR SO AN T R ke ek, v HIH 51 S
i, A% H B B AR ASE B T A S AN B 5 S, AR CRFRRTE B SR iE
T A

GB 2626 WFWRRT4 [ W act ik BT ROk P R 2

GB/T 10320 0t e ANVt ) L < 22 4

GB 15577 KBk 2 4 JiFE

GB 17914 Gk BB VERE i i A7 = P B AR 4

GB/T 18490.1 #MlbkZ 4 WOLINITIHL H1H 5. WHZ2EKR

GB/T 29795 WOLBEHEAR RiBEME X

GB 30863 AMARHH A% HRIEFHSEI WOLH ¥ 5t

GB/T 41643 =T BOGHIE W & 2 A FH 457

DL/T 2793 JRECHLM: v R IMBOCIEE AL H A T

3 AIBMZEX

GB/T 2979555 1 LA S I B ARAE AN 58 S F A SCA-

3.1
BIATE laser cladding

I e 2 2% B WO AR PR I #US AR AT KL, RS R A, A EEEE J5 7R M R R
G 45 A E M — ROt n THoAR.
[SkiE: DL/T 2793-2024, 3.1]

4 BIFEX

4.1 EAKEX

411 WOCKEE TN AKESHLEL R T S5 B
a)  IKEEHLELRCA T s
b)  FKEEHLEE R ALK kB 57 7 S it
o) JKENUER P REEINS, GRBEME. T2

4



>
IN

»
o

4.5.
4.

i
W W www

0 N o O WON -

S
S

A WO N =

N

w

5.

T/SCAS XXX—2026

d)  AKEEHLEL R TEBR D AT =%

2 WO EEL AT R B TR S, Rk 34, TN,

AGIEXK

A EBEBRN AN AT A %A

a) JEEIREN AN T EORE I, ERFOCHEE & MR SR e A R R %
ARABMERE, HAADT 1T ERHRIE;
b) WG TAE T EARE B BEOR 1 5T RS AH B Ml A 2B PA B BOR BE4%

-2 FAEIRERAE ANABARN SN AR R (R BAR BARAIE F B [ TRAIE R 0 BUHEF

BEEK

BOCIEEW & NARE R, BOLHRAUE IR E KT 4kW, DhEFE M 2 B < £ 2%,
F 1678 R & OB B 1070 £ 10nm.

WO T Sk BT I8 7K FE AL 6 AR 5 A PR 4 350 DX 3
EMENH 2 1g/min~400g/min.

12 3)) R FE R % N/ T £0. 05mm.

TAF & B K& # B A 4000kg .

594 158 4% JCHAE 57 38 B 87 =2000m/s, -3 5 R =700m/ s

% 3 1 2% KA TR E B /2 2600°C ~3000°C .

MERER

VA TAERBIRE N 5° C~30° C,

VA8 TAEARBEAEGERE, HXEE KT 80%IEE R k1T .
WO & A RNAER s ZR s 37 BTt AT TAE

VAT it 137 T o853 KOE AN BOK T 2m/s.

REEFEK

1 SEHEEOEIETE TAERGESE GB/T 41643 STt 284t FH 22 4 A X e .
2 BOLIATE RTINS NS GB/T 18490. 1 I#lE, HAZRAEMNAFE GB/T 10320 [KIHLE .

Gk Gy TRk R A A7 AN BE 4% FE GB 15577 A GB 17914 AT .

4.5.3 {EWHOCIE X R E M B KBRS BRER, MEZEEIES.

4.5.4 WOLIEE AR X X B3 E B, WS BRI 0 B 5 05 78 X 34 s, &2 B 0 96 B KT
300mm, KT 500mm, WLEHENCR A GUE IR

4.5.5 {EMEBOCHBEAREN, NMEEEOLE HIHE, 7 HBNATS GB 30863 MliE .

4.5.6 RN GRFE B L 1 BN AFA GB/T 2626 FIRLE -

4.5.7 WOCIRER, 1B GRS E A — AN T 0. Tm.

5 MREX
51 RBMH

BOCIE MR ER FFe-028 KM R}, M AKE B2 09 25-28HRC,  HLHLHR R =900Mpa; SR KEER

FFe—04¥ KA A}, ¥y REHE )y48-55HRC, Hihi s JE W =900Mpa. F &1,



®1 BREMRMLERS

T/SCAS XXX—2026

Fe-02 By ARAL AR 3R CH AR, : 100-270 H)

ToE Fe Cr Ni C Mo Si S P 0
HE D Bal 17.51 9.07 0.11 0. 68 0.008 0.008 0.009 0.025
Fe-04 MRS pisr3 Chy AR A% : 100-270 H)

TLE Fe Cr Ni C Mo Si S P 0
e (%) Bal 18~25 3~7 0.1~0.3 0.2~1.0 0. 008 0. 008 0. 009 0. 025

5.2 WHAME
K F A ERAT VAN TT IR SR A% 40T (Hogands) A2 7= (KK FE AL % P40 B ok Bk

Amperit 558. 074, MyAKKIZ LD HN: 86%WC,

10%Co 1 4%Cr, fxAESky R R AE

15pm™ 45um 2 6], BRALESRY AR 4% e B eI .

6 TZRERBENTE

6.1 —RREXK

EROCIS BTG, RS EmR T AR BB IR E 52, SR miR
JEJEASRZNF 0. 3mm.

6.2 HNIEE

6.2.1

KRR

BOCIRTE FR BRI 1




T/SCAS XXX—2026

' T ZiEitEmiA ’

fEEaIRJHE feEaiR{n4k
ic= ]

' SIREHAR ’

E 1 HEB RO

6.2.2 TEZAER

6.2.2.1 HMZEFRLEFRM TR (40mmX 120mmX 120mm) 4T T. &R o

6.2.2.2 WOLIRB TN ERT 2E&BRAONE, M. TEMKRE. LS. BRY. TR
A S R

6.2.2.3 TZAWHNIATSAHKN, WML RKESILFE. LRSI BRIBE . BRIERHE.

6.2.3 RIPRE*X

B LA, N A A B ARG E AT R, AN, AR R, R ARk
Wos R R 4, BT AT A
6.2.4 EHRELIE

BOGIEERT N BT AL TR TAE, GFREEMS . E5RER. MR, T8 mmerE sy R
BN

a) B AR AT R A R R

b)  ATEE: (M ENLEBRFAF R 45 2 S ok ;
o) AvE: MERTOK QB TR AR MG 8500 S R i AT 0k -

6.2.5 BEBIRTIEHE



T/SCAS XXX—2026
N0 TR A R AT E s, ENE SN T ES % R,
6.2.6 BERIRGLIE

BRI TR FAFREAT RIS IERY], BERMEGAAAE T ROEFHRE, WA, Jextskia
BEATBANE AT RO E N T,

6.2.7 fEAEHREERE

XEMRMAT AL REEERIEA BRATITE LG, Ao E N Bt irie, 24ha
(IR B A B Y AR AL EEAT A2 T AR B . CEAFAESRIEEEAT L Ty, sk Fa e H AT )T

6.2.8 HNIBRE

S Ab I JE I AR AT O IA BN T, JEFA L T 6 s T 0 07 3R SR R I P T A I U
AT CnE2-a) 5 FRIn L7 ESR A R B E S 7 0T CnE2-b) , BAEEE S R TR
BN T,

a) TEGBEE b) R EIAERIE

B2 HABEREE
6.2.9 1EBRERTEN

W R TR R G, BEEAT RO A, A4S I RS 56 i A2 72 1 R B O e I B N T i R
ARTFRARS, ENTRABE RS FNEHTH IR, BEERSHOER,

6.2.10 BEERGLERBREHE

FOT SRR INESE, MR BATIZER D, ROGERICO G R S8, A PRDIR I LR
RIGEAFEREE, WHAT R R MGk AL L RPN &4 RIEROI AR, R 2 % 2
AT BE R A AR TR, It RAS IR T

6.2. 11 (EE RN T

XA JE BONLZE 2 2 IR e vt R AR EAT LA N T 31 e 24 R 4R RS
6.3 KIARTAR
6.3.1 REKI

6.3.1.1 AMASES: FRBOIRMEMR T, . EHRRERIG . TG JEe. BROGRAIL
BRI . FrBHREA ST RHIRAS, BFT & B4R T 2K .

6.3.1.2 BERMNAERL. RIGEEFHRME.

6.3.1.3 JUHkEe: 215 ER—E.



T/SCAS XXX—2026
6.3.2 &%

TER AL TR IS Ve NG De B, 4825 AW . Tl Ve 10 22 T R0y T 45
TR W B RBRIRE, W BB w0 O B4R A T iE B, 7EWTRD A N PR 4R 1T
Temi oK.

6.3.3 BAIF

6.3.3.1 WP ANMHARAT, WA Z A ARME IR XA B 3. o A 1 5 X IR BORUZ B 37 3 i i1 7
o

—— )2 mmR A P e R R T HEAT B, B L A SRR HE N AR X

— R ENAERE 2 b, RS RIS, ISR A .
6.3.3.2  DRYIORHKIGTHIANRLG GBS iR R AN A AR o AR DR B R A SOV T A B AR B 1
GREE LR

6.3.4 EREFE
Ao [ e B R A b
6.3.5 NEEL

6.3.5.1  XWIIRIALHEAT BRI AL R 5, R N2 LY ST e R OGP AL REIRAS AN HY LR R
AL, R i R AR T RELRE P2 KT R 3. Oume

6.3.5.2 WKW R R I A SRVFARF-fd, A SO VFAH LAl R B, 38 4 D) A 8% BN T AN 15 110 3 A
TGS EBE G (A TED MEFERE. M. HICRIREDR, WA R ERENAE 4 h it
TR -

6.3.6 MERGIEHYEIR

TAFRWHY e, ARG TR0 R4 2 SVAF R R 42, A S WORD 2R 10 N IS ST e
FHRE AT o 8 e DX S5k A7 B840 1 T DR

6.3.7 W&

6.3.7.1 WEIRINEN T, TCHARK DR,
6.3.7.2 HERCWORGENAERER ISR TR, F. R AN N R okl O\
KA BIAGAEHKIL 10em XD o BHRALE R 2RI 3.

MAH mmmm

R (L )
MM@L@N%§T41
< B

oA AT

LETE g B

B3 HEBRIERSE



T/SCAS XXX—2026

6.3.7.3 FIKHUMM TR R I3 S FA BT mwiig, BARW R
a)  THEEWER: PUBIR. (HRH AR
b) JEIAWER: PUEEHR . 1EIWIR AR
c) IEBNIFMmR: SR, S B .

6.3.7.4 WHRTEMIGE, ROXIRERIITE L.

6.3.8 WHAERM
WA S R R AMIDIRAS IR SR L MR FE AT R
6.3.9 WHREHIE
6.3.9.1 FrABHRERIETHRSE, MERFEERRTFME, QRERWTHRRY. SBRE R 4.

6.3.9.2 fEERRGRY. REMSGEBERZER, AR R IARGE SR I BREIRD o IR
BRI, BT R R A ERRE .

7 BARXH

WOGCIE B BOR SR LR gt . BEERANORAE, BRI N A CHREEART
—— M BE M A5

— RO E TRk

—— OB RS T PR AR T %

—BOUIEE R

—— WO R AL B R

8 B
8.1 TG E Ja N AR AR AR Bk R AT B, BRRAE M. 3. Bkl e Ry

TR Z I EEAE BEANAE F 1 BEAN 52 LML AR o
8.2 EMWHREE IS, WASHMAT AR, w3 ENTEEAR R EER . EEHETL




	前言
	1　范围
	2　规范性引用文件
	3　术语和定义
	激光熔覆 laser cladding

	4　总体要求
	4.1　基本要求
	4.2　人员要求
	4.3　设备要求
	4.4　环境的要求
	4.5　安全生产要求

	5　材料要求
	5.1　熔覆材料
	5.2　喷涂材料

	6　工艺流程及操作规范
	6.1　一般要求
	6.2　激光熔覆
	6.2.1　技术路线
	6.2.2　工艺调试
	6.2.3　保护及装夹
	6.2.4　零件表面处理
	6.2.5　熔覆前尺寸记录
	6.2.6　熔覆前探伤处理
	6.2.7　修补零件表面缺陷
	6.2.8　激光熔覆
	6.2.9　熔覆后尺寸检测
	6.2.10　熔覆后探伤处理及报告出具
	6.2.11　熔覆后的机械加工

	6.3　火焰喷涂
	6.3.1　来件检验
	6.3.1.1　外观检验：待喷涂的零件应干燥，无锈蚀、无机械碰划伤、无油污、无汗渍、无荧光液和其它表面污染物。待喷涂
	6.3.1.2　渗透探伤检查裂纹、未熔合等缺陷。
	6.3.1.3　尺寸检验：是否与图纸一致。

	6.3.2　清洗
	6.3.3　防护
	6.3.3.1　喷砂和喷涂前，应对零件的非喷涂区域做有效防护。配合面等区域应采取双层防护遮蔽的方式：
	6.3.3.2　保护材料的结构不应污染或改变涂层和零件基体。在保护操作过程中不允许对零件基体造成任何表面损伤。

	6.3.4　装夹固定
	6.3.5　喷砂
	6.3.5.1　对喷涂部位进行喷砂粗化吹砂后，表面应呈现均匀的无金属光泽的粗糙状态，不应出现漏吹和过吹。吹砂后的表面
	6.3.5.2　吹砂后的表面不允许赤手接触，不允许相互碰撞划磨，避免因工位器具和手套不洁净而造成二次污染。若被污染（

	6.3.6　喷砂后的清理
	6.3.7　喷涂
	6.3.7.1　喷涂环境应干净，无其他粉尘材料。
	6.3.7.2　转轮喷涂位置应在转轮止漏环工作面，上冠、下环进口外圆面、流道面及叶片出水边（从出水边至边缘往进水边 
	6.3.7.3　导水机构应对顶盖、底环、活动导叶过流位置进行喷涂，具体如下：
	6.3.7.4　喷涂完成后，应对涂层表面进行封孔。

	6.3.8　喷涂后检测
	6.3.9　喷涂后清理
	6.3.9.1　所有喷涂操作完成后，应去除清理保护材料，包括胶带残余物、过喷涂层及粉尘。
	6.3.9.2　在去除保护、残留物或过喷涂层时，不应对零件基体造成表面损伤（磨痕或划痕）。在拆除遮蔽物或夹具，应注意



	7　技术文件
	8　包装运输

