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1. Ja[E/SCOPE

ARSCAHE TR L N HEZS 3 FH AR 42 IO 22 1 i A 3G AL IR 3K
This specification prescribes requirements for manufacture and acceptance of

nickel-alloy bare solid wires for reactor vessel of nuclear power plants.

2. Bl /Referenced Documents

T HU AR B RSCAS B A 1 G A A b FH T AR ST A
For undated references, the latest edition of the referenced document (including
any amendments) applies.

ASME BPVC 2007 edition through 2008 addendum

ASME BPVC Section II Material Specifications Part C Specifications for

Welding Rods Electrodes and Filler Metals.

ASME BPVC Section III Subsection NCA-General Requirements Division
1&Division2.

ASME BPVC SECTION III Div 1 Subsection NB.

ASTM A370 Standard Test Methods and Definitions for Mechanical Testing of
Steel Products.

ASTM A751 Standard Test Methods, Practices, and Terminology for Chemical
Analysis of Steel Products.

ASTM E3-2011 Standard Guide for Preparation of Metallographic Specimens

ASTM E21Standard Test Methods for Elevated Temperature Tension Tests of
Metallic Materials

ASTM E1032-2006 Standard Test Methods for Radiographic Examination of
Weldments.

AWS B4.0M Standard Methods for Mechanical Testing of Welds.

ISO9400 Nickel-based Alloys-Determination of Resistance to
Intergranular Corrosion.
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3. BHAZEXR /General Requirements

3.1 hptE K2 H|/Standard and Classfication

FE 22 1) 1) 36 AFIVRG: 565 7 376 4. AWS AB. 14 HA R I 23K
Acceptance of the bare solid wires shall be in accordance with the provisions of

AWS A5.14.
3.2 #LHE X/Definition of lots

FEUIR 22t [F)— b5 AE A A 7 1) 3 o 390 P A 7 ) ) — RIURS i (R 464
A lot of bare solid wires is the quantity of one size produced in one production

schedule from one heat.

4. i/ Manufacture

4.1 1B 22 R ~t/ Size

WL . IR () Bk, EE L AZENMIER 1 ERIT.

Wire diameter, coil diameter and coil weight are shown in Table 1.

R B RIFE[ R

Table1 Sizes
HiE e % H 44 ¥ B 44 7
Diameter N KR 1R L E AR B
(mm) Allowed tolerance Length (mm) Coil Diameter(mm)  Coil Weight(Kg)
®0.9 1+0.01 / ®200/P52, W=55 5
D12 1+0.01 / ®200/DP52, W=55 5
D2.4 +0.01 100045 (Straight) /

4.2 Jt¥5 B M3 B /Finish and Uniformity

Wi 22 M NAZEAFOETE , BT R R E L IR B & 3R MF B R 42 )
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FIVEREA AR RS M. MR, EA . 8. JrBaMIRY.

The wire shall have a smooth finish that is free of slivers, depressions, scratches,

scale, seams, laps and foreign matter that would adversely affect the welding
characteristics, the operation of the welding equipment, or the properties of the weld
metal.

BRI 22 NN R — At B RRESRIE S R 22 R 2248 H A 5
SRR B, AfZms sy, L RIEdt.

Each coil shall be a continuous length of wire from a single lot of material
without welds. Wires shall have been made so as not to interfere with the uniform,

uninterrupted feeding of the filler metal on automatic and semiautomatic equipment.
4.3 EHER/ Winding Requirements

WRLL PRGN OIS . WAl B R, R THIRAPIRS T REE H
AT MRz bbim ORI —im) NANRAARIC, (TREA %R, JfNEE
74, PABTIERA M .

Electrodes shall be wound so that kinks, waves, sharp bends or wedging are not
encountered, leaving the filler metal free to unwind without restriction. The outside
end of the filler metal (the end with which welding is to begin) shall be identified so it
can be readily located and shall be fastened to avoid unwinding.

TESR LA, 5 22 (R 3 SRS MR e P AN 5 B AR 224 F SR AN 2 B 3R %
HHZE S 3

The cast and helix of filler metal in coils shall be such that the filler metal will

feed in an uninterrupted manner on automatic and semiautomatic equipment.

5. KT HE/ Test

X B — b S IR L A AT T B

The acceptance tests on each lot of solid wires as specified.
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(1 RefEEEREE D ot U8
Chemical analysis for wire and weld metal.
(2> JEBeRPL R RS EAAEEEE)
Tensile Properties for weld metal (As-welded / PWHT).
(3 EHe Rt (RS EAAEEEE)
KV Impact test for weld metal (As-welded / PWHT).
(4)  PRFEERSRE AL RS AIE G AR HES)
Bend properties for weld metal (As-welded / PWHT).
(5)  J&EB<e I a1 hiate, ORS+HEUL. BACEIS L)

Accelerated intergranular corrosion test on weld metal (Two specimens are

subjected to as-welded condition + sensitizing treatment; Two specimens are

subjected to heat treatment+ ensitizing treatment.)
(6) ALK CRSMEEHRAEEZS
Metallographic Examination (As-welded / PWHT).

6. R/ Weld Plate

6.1 WA/ Weld Plate

RLARYE SFAS.11 55 9 =1 ) Z 3K il 2 AR A B st AR R ST i A2 A 1
AN 56 T H HURE 2K

The acceptance of filler metal test plates shall be prepared according to clause 9
in SFA5.11. And the dimension of the test plates shall be enough for test samples to be

taken both for the series of required tests and any re-tests.
6.2 S-S/ Welding Parameters

SRR TR 2 4 (0 B 0T A

The welding parameters for the welding plates as specified in Table2.
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[
R2 RESH

Table2 Welding Parameters

22k Cmm)

i ®0.9 ®1.2 2.4
Size  (mm)
JYSR
kﬁiﬁ& GTAW GTAW GTAW
Welding process
PR E T (PAD A (PAD TR (PA)
Welding position Flat (PA) Flat (PA Flat (PA
ﬁ#LCEI
P 2 >121°C >121°C >121°C
Preheat Temperatures
AN
IR <250°C <250°C <250°C
Interpass Temperatures
Je 232~400°C, #/b 4 /Nif
post-weld heat treatment 232~400°C for a minimum of 4 hours
SER/WLIES Hii
Welding type DC
et B IEE
Polarity DCEN

B (A (WS
Welding Current (amperes) for
machine GTAW

B (A (FTE

HfE. 110-170
Ig&{E: 220-280

Welding Current (amperes) for 140-220
manual GTAW
(V)
E 9-14

arc Voltage (volts)
S5 (mm/min)
Travel Speed(mm/min)

100-180

6.2.1. RMAE L/ Examination of the Test Plates

SRR AU T B . RS BRI G ALK, MIENKE ASME
FVERNERPAT, I3k ASME NB-5000 FKIERFITHIC.

Test plates shall be visual examined, liquid penetrant examined and

radiographic examined in accordance with ASME section V. The acceptance

standard shall be in accordance with ASME section III NB-5000.
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6.2.2. kb / heat treatment

Xof T A P A AR AR S AT — ISR AL B, A BAE TG 56 2 AT B
ZJERAT AT o ARAUE S PR FE R S A2 AT EEK
A simulated stress relieving heat treatment shall be applied to the test plates for
Post weld heat treatment condition accepted test. The heat treatment shall be applied
to the welding plates before specimens are removed. This heat treatment may be
applied either before or after the nondestructive examination. Post weld heat treatment
shall be applied according to the requirements as specified below.
(1) AP LRI IR FE 600~620°C, #ALFLRIGIS [A] 40 (0, +1) /N
Holding temperature for the post weld heat treatment shall be 600-620°C, and
holding time shall be 40(0,+1) hours.
(2) JHiEAE 300°C LA LI, In#Anye Al R G5 55°C/h.
Heating rate (and cooling) shall not exceed 55°C/h in the range above 300°C.

7. WHER/Tests

7.1 243/ Chemical Analysis

PR L2402 BT AR AR 22 R L 3%, (HAVD T 3 TR, Mg
22 1) Sk R o

Chemical analysis for solid wire should be taken from at least 3% of total coils
for each lot, but at least 3 coils for each lot.

H L2 W FA S 0 W kR I X DR 2R A o e R P WA e e

The sample for chemical analysis may be taken from the reduced section of the

fractured tension test specimen.

W M IR N & ASTM AT51 FILE .
The sample shall be analyzed according to ASTM A751.

PR 22 SR JRmAL 7 i 25 R BT & 38 3 HIRE .
Chemical composition for strips and weld deposit should conform to the

requirements in table 3.
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R3 B RIFBERULERT (Wt%)

Table 3 Chemical Composition Requirements for solid wire And Weld Metal

15z C S P Si Mn Ni Cr
ERNiCrFe-7 <0.030 <0.008 <0.010 <0.50 <1.00 Balance 28.00~31.50
ERNiCrFe-7
) <0.030 <0.008 <0.010 <0.50 <1.00 Balance 28.00~31.50
Deposited Metal
ERNiCrFe-7A <0.030 <0.008 <0.010 <0.50 <1.00 Balance 28.00~31.50
ERNiCrFe-7A
) <0.030 <0.008 <0.010 <0.50 <1.00 Balance 28.00~31.50
Deposited Metal
Item Co Mo Cu Nb+Ta Fe Ti Al
ERNiCrFe-7 <0.020 <0.50 <0.05 <0.10 8.00~11.00 <1.00 ¥ <1.10Y
ERNiCrFe-7 W o
. <0.05 <0.50 <0.05 <0.10 8.00~11.00 <1.00 <1.10
Deposited Metal
ERNiCrFe-7A <0.020 <0.50 <0.05 0.50~1.00 8.00~11.00 <0.50 "V <0.50
ERNiCrFe-7A 0 o
<0.05 <0.50 <0.05 0.50~1.00 8.00~11.00 <0.50 <0.50

Deposited Metal

Other elements
(Co. B. Zr. N

Item N B Zr W \ Bi .
included ),
Total %
ERNiCrFe-7 <0.030 Test Date Test Date Test Date Test Date <0.002 <0.50
ERNiCrFe-7
. <0.030 Test Date Test Date Test Date Test Date <0.002 <0.50
Deposited Metal
ERNICrFe-7A <0.030 <0.005 <0.020 Test Date Test Date <0.002 <0.50
ERNICrFe-7A
<0.030 <0.005 <0.020 Test Date Test Date <0.002 <0.50

Deposited Metal

# %/ Note:
(1 ANTI fEcK AN 1.50%.
Al+Ti is 1.5 maximum.
(2)  Poxt R g RUE BUE TR AT o, A S PRI AR A TR, N
PERE—25 08T, ABEMRS TR B R AT R P iR)s — 8 “HAcR 8 & (B Co. B.
Zre ND 7 T RLE AR PR AE

The weld metal shall be analyzed for the specific elements for which values are shown in this
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table. If the presence of other elements is indicated in the regular analysis, further analysis should

be performed to determine that the total number of those elements does not exceed the specified

limit of “other elements (Co. B. Zr. N included ), total” in the last column of the table.
7.2 J1%ME8R%/ Mechanical Properties

7.2.1. PR/ Tensile test

FEAUR L2 AR RS FIIAKE BOIRZS 0 26 A T BEAT IS B IR Al iy, & — X5k
AT, iR 350°C & PN AAE . hr AR 2 A TR 12 R A E, 2 AWS
B4.0M ZLRIEATIREG . RIGLE R WK 4 iR

Tension tests shall be performed for each lot of wires in the post weld heat
treated condition and as-welded condition. Two specimens for room temperature and
two specimens for 350°C shall be tested in each condition. Tension test specimens
whose axis is located at mid-thickness of the test plates, and the tests shall be
performed in accordance with AWS B4.0M. The results of tension tests shall conform
to table 4.

R4 BB BRI ER

Table 4 Tensile Properties of Deposited Metal

JEAREERE (MPa)  FLfisEfE (MPa ) HEAHI2E (%) b T i i 6 (%)

i : . : .
- M&i Yield Strength Tensile Strength Elongation At Room Reduction of
emperature
P (MPa) (MPa ) Temperature (%) Area (%)
=
Room =310 585-750 =30 S S HE
Temperature
SRS Hts S AL et
350°C =190 =510

For Information For Information

7.2.2.  HEREY Impact Toughness of deposited metal

FFFORE 22 I 4 B AE RS AR G P S AR BT E . Vv BB O el
R, KV A 3 Mk, W0 R~FNAFE ASTM A370 B 11A BIERR,
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WEE O T30 1/2 R AL E . K HE AWS B4.OM R ERIFEATE EL Vv s
Wi . = MREARIE 45 R NI E AKV =600,

KV Impact test for each lot of wires should be performed in as-welded and

postweld heat treated conditions. KV Impact was performed at room temperature.
Three specimens shall be tested for each series. Specimens shall be in accordance
with SA-370, Figure 11, Type A, and specimens center shall be located at the
midthickness of the test plates. The Charpy V-notch test shall be performed in
accordance with AWS B4.0.M The value of each Charpy V-notch impact specimen

shall be equal to or more than 60J.

7.2.3. ZEfEE/Bend Tests

TR N ESTIEERAEETHT . SRS TR, . M)
A% RS LAk 9 26 A BNAT A2 5 AIRILE o

Bend test for each lot of wires should be performed in as-welded and

postweld heat treated conditions. Test type, size, quantity for each condition should

conform to table 5.

B8 75 7%4% AWS B4A.OM HIBUE AT . WlFEZ )5, it A so v 3
BHARAETERIZREL, AR RS SF B K A 1.5mm. KJE
£ 0.4mm LB SRR ECEE AT 3 4.

The bend test shall be performed in accordance with AWS B4.0M. After bending,
the face in tension shall be examined, and any defects over 1.5mm is not allowed and
the quantity for defects longer 0.4mm can’t be more than 3.

x5 LiitEae

Table 5 Bend Test

REERES BSliiieS B RGT (mm) i (R e IS
Specimen condition Type Size (mm) Quantity Test Condition
B %
As welded TX30X200 2 D=4a 0=180°
— Face bend




CFHI AL A G st B IR 22 RIS (ASME) FiAs: B

A4S 22-CFHI-GWD-WMPS-WT-009
Pl fid: 13 of 22

PWHT
powelded HE TX30X200 2 D=4a 0=180°
AL ST Root bend

PWHT
As welded B f'tﬂfﬂlﬂ%“. .
RS Transver_se side 10xTx200 2 D=4a 0=180
— bending

PWHT

E: TARBEE, D AEMRBIF SRR, a A% AR EE,
Note: T is the thickness of test plates, D is the plunger diameter of the bend test machine, a is
the thickness of the bend specimens.

7.3 &AHKH/ Metallographic Examination

JE MK B S AR A N AT S . AR KR ASTM E3 12Kk it
17 B AR 56

Metallographic examination shall be carried out in the condition of as-welded
and the condition of after heat treatment. The test shall meet the requirements in
ASTM E3.

TG AR I N TCAFAT G RIG G IEFI LR

Macrographic examination: No visible cracks or any incomplete fusion,
inclusions and any porosity.

TSI RO 200 fE3EAT, FREET NICIEREL. RIS & I BRI .

Micrographic examination: No present of cracks, microcracks, incomplete fusion,
inclusions and so on in 200X magnification.

Metallographic examination shall be carried out in the state of welding and in the

state of heat treatment.

7.4 {5 18) FE o A/ Accelerated Intergranular Corrosion Test

e [ JE8 b o e FURE I AT e D M L B R B, JFIUERRE X LAAD
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Accelerated intergranular corrosion test shall be carried out. The samples shall be

taken close to surface of welding plate. When taking test specimens, the minimum
amount of metal shall be removed from the surface of the deposit.

WK 51T m 47, RPN 2X20X40mm, #& 4 B, Hif 2 Hug
S INEAL R, 2 T P I A .

The samples shall be taken along the direction of welding. The dimension of the
specimens shall be 2X20X40mm. The number of specimens is 4 pieces. Two
specimens are subjected to as-welded condition + sensitizing treatment; Two
specimens are subjected to heat treatment+ ensitizing treatment.

R AL AR A A B SR, T B DL 675°C X 1 /N B RAL AR R

Sensitizing treatments specimens shall be taken from the heat treatment test plate.
Than the specimens shall be subjected to sensitizing treatments. The "sensitizing”
treatments temperature shall be 675°C, and the time shall be 1 hour.

I J7724% ASTM A262 “E” 581 1SO 9400 “B” VEPUT. iRFEL i f5 4%
ASTM A262 “E” %8 ISO 9400 “B” AIFiE

The corrosion tests shall be carried out according to ASTM A262 Method E or
ISO 9400 Method B. The above intergranular corrosion test shall be evaluated

according to practice E in ASTM A262 or practice B in 1SO 9400.

8. X /Retest

ISR T AU FTIRY 025 R 6 8ER, AAREA e (e 7 048 5250
ELRS LS IR R T AL AT AR AV S . 52 B0 0 72
ENTRYLE VRPN

D) RFTARSAHT, R IR 2 TR AR 76 ST

2) RO PEREHURIBE T R TR 9 S R 1 S0 T 475
.

3) Wi BERAEI, PAREE RIS R B

&) ThedibERE: SIESUEIRRE PRSI, PIALRRER R R A .
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If the results of the following tests fail to meet the requirement, double retesting

shall be performed. The results of both retests shall meet the requirement. Double
retesting is not allowed for test other below. The retest shall be carried out for only
once.

1) For chemical analysis, retest need be only for those specific elements which
failed to meet the test requirement.

2) Tensile Test : Yield Strength Tensile Strength and Elongation are
simultaneously used as retest items review.

3) Bend Test: Two groups should be retest, the results of the two groups are
qualified.

4) Impact Test: Two groups should be retest, the results of the two groups are
qualified.

S50 CRE N B[R]0 S i il AR, AEAS T B V) B2 6 K i B 96 1k
HIE ST, 20U g — B, SR EAT IR AT I 0T, BT St ARG 56 25
SIS 50 L R R

Specimens for retest shall be taken from the original test coupon. If impossible, a

new test assembly should be prepared for all the tests.

0. HIRMHAMEMF G RKHEM B IWER/ Additional

requirements for filler metal for first application or with a “G” suffix

PO T =A%) R RIS B G 2R REAT, U
DA 5K

For trade designation of welding materials used for the first time in
third-generation nuclear power plants or the filler metal with a “G” suffix, the

following requirements shall be added.
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9.1 SRR} 5] i85 B MV SRIE BE/ Experiences of welding material

Manufacturer

PR R &G 7 75 SR A UEHE 2R B, R AR AR B A R A R U AR AL
BRI H A Y A R Y S

The welding material manufacturer shall provide information to prove the
application experience of the welding material in the field of nuclear power or other

industries with similar quality requirements.

0.2 SRR FI PEREUERA/ Proof of the performance of welding

materials

PR RGBSR SRR B, SRR 2D C e =Mt 5 il
UE B ZARARHE R A = i P R R A RV O R 00, R a4k = o A
JIEA P RE AT LA A2 ML SR o SR AL AR B N s T oA [ B R Rk A 3 7 2R
7, BAMREE RS, ME RS BAER D A R H R R

The welding material manufacturer shall provide evidence that welding material
have through at least three furnace/batch number of the test, show that the welding
material using the welding variable used in production, its chemical composition and
mechanical properties of weld can satisfy the requirement of regulations. Certificates
provided shall be of the same welding material manufactured by the same welding
material manufacturer, of the same trade designation, of the same type and without

significant changes in the formula.

9.3 JEEA RME F P REIE B 1 25 —Fh ¥/ Another method of proving

the performance of the welding material

I R E AR IE R R PR A 9.2 R AGIEYE, FR AT IS UE W IZR A RHE
AFERIZEAE T, AL AT g2k B R ILE I EEK o 25 /D NIXE = A AR g A
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[tk A0 22 /D PR ELAR (A0 SRAE A= v A P R AR L — ) AR B R ATl
6 75 UE B 2 7 o A P vt AT 18 94 20 T 2 MR AL ) e T 2 (B A sk e 4
BN R TE TR AL IR FE AT E AR PRI IRE TRITRLEE L i A )
IZEAE T, #RRET A 2 il M ZA PERE R ZE3R

If the welding material manufacturer is unable to provide the evidence in Section

9.2, tests shall be carried out to prove that the chemical composition and mechanical
properties of the welding material meet the specified requirements under different
conditions. At least three different furnace/lot numbers and at least two sizes (if more
than one is used in production) shall be tested for welding materials. The tests shall
prove that the requirements of chemical composition and mechanical properties can
be met in production using high and low cooling rates and similar welding processes
(i.e., high heat input, high interpass temperature, low cooling rate for thin plates and

low heat input, low interpass temperature, high cooling rate for thick plates).

10. BEERIFRIR/ Packing and Marking

10.1 2%/ Packing

FEAL B EUNR 22 N 42 [ AWS-5.14 ZORDLS AL (7, N ORUELE IE W 26T
TRy E gAY A7 AR T RS2 i

Each spool or package of wires should be provided in hermetically sealed
package in accordance with AWS-5.14 to prevent damage during shipment and store
under normal condition.

FHTR EAR A 3 AR 22 %2 B — HOE S T A R R

All spools with the same diameter shall be as single continuous length of wire
with no splices.

PR 25 R R AR NZAF 5, AN AERTLELA .

The wire shall be level wound.

RSP L2 NAZAAT A& B A TN, sl i R e
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Each spool shall be placed in a closed carton for protection for shipment.
FEAL b T FE R AR 22 B 1% [ — Y

All cartons on skid shall be one lot of wire.

FERLIR 22 1 AN ZE AN RE I +10%.

The tolerance on net weight of wire coiled on each spool shall not exceed =+

10%.
& A A RS A L VA% 2 R 6 LE
The shipping pallet size and weight should conform to table 6 below.

K6 RAFER MK

Table 6 Size of Pallet

FoAE KR Rt (mm)® = & (kg)®

Pallet type Size(mm)* Weight(kg)**
PIRKIIFCAL ORI T) Max.960Hx1100Wx1200L Max.1200/4E 4%
Pallet for wire (wooden box) Max.960Hx1100Wx1200L Max.1200/Pallet

e (D RGO ARBRR R
This size should be meant as including wooden support material.
(2): FHERYIE, FERLMIEELTLUNY 1200kg (FeiF A Z+0/-10% )
If possible, the weight of pallet is approximately 1200kg (tolerance +0/-10%).

10.2  #xiR/ Marking

AR N 22 () A M 25 A 22 0] VR A0 0 %7 2% B A 2

Adhesive labels shall be attached to both the outside of the cartons and to both
side of each spool.

BT B0 AR B B A ) 2 5 L% TSR, AE[R—HIZ i IEA h, dAR B b A
ANRFHEE RS .

All cartons and pallets shall be numbered consecutively. No carton or pallet
number shall duplicable that of any other carton, or pallet contained in the same

shipment.
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BAFEAERE . BT PR HE AWS-5.14 FIEORARIR, 20 NAHE LT N4

Unit containers: All labels shall be identified with the information required by

SFA-5.14, it contains the following information as minimum.

— R°F

— Size of wire

— 9. peEkakS

— Lot, heat or control number

— AWS 55

— AWS classification . No.

— Fbr

— Trade name

— {FHE

— Net weight

— i3y B B R A A4 R

— Name of manufacturer or supplier

— A H W

— Producing date

— BB IERARE, ATE R PR A A DL
P 22 (R I 22 10 Y

— Each box of wires shall have labels which could trace back to shifts,
production line and the range of chemical composition of the core wire

AR A FERENAE T I8 R SR AR R 1R B S AR 455,
BAT W5 Z A A RS R

Packing of unit containers: each box shall be plainly marked with the same
information required on the unit containers in addition to the purchase order number
and the specification and revision number/letter.

L2 R EL A AR N E M 7 70 77 AT AR B R Y 2R

The following should be shown strikingly and clearly on surface of each packet
of strip and flux.

—MEH >SS MRS .

—Classification number and brand.

—HhilliE ) PR AR o

—Name of manufacture and trademark.
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— R R A L

—Size and net weight.

—Hts . WS (G 5.

—Lot, heat and inspection number.

—A = H

—Making date.

IR SEEBUERE, REAR ELBUR B LN FRIE AWS 2515 .

Each welding rod shall be imprinted AWS classification number.

11. JFREZER/ Quality Requirements

111 REFIEER

J5PE 1L 1% 7 LB HAF003 5 ASME BPVC Section II1 NCA-3800 [f) %
SR VT A S o B ORUE KA, BARER R & [RIPAT
The welding material supplier shall formulate and implement Quality
Assurance Program according to ASME BPVC Section III NCA-3800 or
HAF003-1991. The Quality Assurance Program shall conform to requirements of
the purchase contract in detail.
R B AR R RN B, — L — B — R BUZ G A
I BN SR B 2R TA) . P AR AT T K
CFHI, CFHI’s customer, and CFHI’s authorized nuclear inspector shall have
access to the supplier’s plant facilities and records for inspection or audit at each tier
of procurement.
(R, BN IE T — IR SIS, X ARSI AL B IME NAT 2
KT HEHE
When a nonconformance is identified by the supplier prior to shipment, the

nonconformance shall be submitted to CFHI for approval of the disposition.
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11.2  #EHIUEBE/ Certification of Material

EEMBHARAR T (CMTR) RMFEMRM —EAZ T, I 20N T oI N A:

The Certified Material Test Report (CMTR) shall be delivered with the welding
consumable and shall include the following information as minimum:

(1) P ERIA A b I AR i SEBREE R o

The actual results of all required chemical analysis, tests and examinations.

(2) AT I BRI 2 BETT IR . X T ERAE A b, iR
ey B 6 LA e SR AR BB WL ) A, N IR L8 TAE BT X TAE R &%
T HIAE CMTR b, B K& 0 BE 07 IE B INE CMTR L

The subsupplier’s certification for performing chemical analysis, tests or
examinations. The operations other than chemical analysis, tests or examinations
requiring maintenance of traceability, these operations and the approved subsuppliers
performing them shall be listed on the CMTR or the approved subsupplier’s
certification for the operation may be furnished as an attachment to the CMTR.

— RPN,

Size and net weight.

— PPRRIRREIR

Material identification description.

— MRMAZ PR RGOEB A RO GER R D:;

The Material Organization’s Quality System Certificate number and expiration
date, as applicable.

— RS A B R G R R A AT H ] GE I .

The revision and date of the applicable written Quality System Program, as
applicable.

— WS MRS

Specification and classification designation.

— fts. BEHSEN S,

Lot, control or heat number.
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— JREINE,

Welding parameters

— R E 5 AR 155

Purchase order number and the procurement specification number.

— ARG I AE PR IE 3K

Records of any nonconforming items including the disposition.

— PR A PR bR

Supplier’s name and trade designation.

— WEFEMERETZ. BIRRSE. Bt B2 EFES

— Recommended welding process, power source type, polarity, parameter scope,

inter-pass temperature, welding position and other welding parameters.
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