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1. B #J Purpose
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This document specifies the inspection and test requirements for cladded pipe cap products
throughout the entire process from raw material incoming to finished product delivery. It clarifies the
inspection items, inspection methods, inspection standards, inspection frequency and responsible
personnel for each process to ensure product quality meets contract requirements, technical

agreements and applicable standards and specifications.

SEFR5E [ Scope
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This document applies to various types of cladded pipe cap products manufactured by
CLADDING Technology (Shanxi) Co., Ltd., including but not limited to:

o EEHEIRE IR

o EMHEIEEIR

o hEEHEREE

o HIAMEIZEIR

e Flanged cladded pipe caps

e Pipe fitting cladded pipe caps
e Shaft sleeve cladded pipe caps
e Mold cladded pipe caps

3. BR 7t Responsibilities
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Ji & Quality Management Department

A 728 Production Department

J5% TREIT Welding Engineer PSR L EE 5 TZSH0N: 18 FHERAE
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% %3 Equipment Department

4. } 6 5 iR k11X Inspection and Test Plan
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5. T 50 ¥ 5E £ M Acceptance Criteria

5.1 S WAL 6 $ 58 £ | Appearance Inspection Acceptance Criteria
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o HEIRJEIRMIRURE FL N AT A HOR BLESR

o HMESRE HEMILIN NG, AFAWGL. FREERIE

e The cladding layer surface shall be smooth and uniform, without cracks, porosity, inclusions,
incomplete fusion and other defects

e The surface roughness of the cladding layer shall meet the requirements of the technical

agreement
e The transition between the cladding layer and base metal shall be smooth, without undercut, weld

overflow and other defects

5.2 R ~H6%6 3 58 4£ | Dimensional Inspection Acceptance Criteria

o ARSI NS BRI EARESR, o vF i 2 H A AR AT
o MEIRZEENATEWATER, RVFWZEZ AR I IIE
e All dimensions shall comply with the requirements of the technical agreement and drawings,

with allowable deviations in accordance with relevant standards
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The cladding layer thickness shall meet the design requirements, with allowable deviations as

specified in the technical agreement

.3 TSARA I3 5E 4£ W] NDT Acceptance Criteria

R E RES GRS ERL RIEE . RIEEEA SCVFRIG

AL JRESEBRIE 1 FOVFAF % NB/T 47013 BT

No cracks, incomplete fusion, incomplete penetration and other unacceptable defects shall exist
in the cladding layer and interface

The allowable level of porosity, inclusions and other defects shall be in accordance with NB/T
47013 standard

4 AR TE A N Pressure Test Acceptance Criteria
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No leakage, deformation or abnormal sound shall occur during the test

The pressure drop during holding period shall not exceed the specified value

No visible permanent deformation shall exist after the test

6. A& 1& fRiZ%] Nonconforming Product Control

6.1 A& MR 7 ERRE Identification and Segregation
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Nonconforming products identified during inspection shall be immediately marked and

segregated to prevent misuse or mixing.

6.2 A& mALIE Disposition

ANEH LRI E T N HE:

The disposition methods for nonconforming products include:
& T. Rework
%1% Repair
125420 Concession acceptance

R Scrap
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6.3 IR T /3REE K Rework/Repair Requirements
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A rework/repair procedure shall be developed and approved by the welding engineer before
rework/repair

Relevant inspections shall be re-performed after rework/repair

7. iIE X5 S Records and Reports

7.1 K EIE X R Inspection Record Requirements
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All inspection records shall be truthful, accurate and complete

Inspection records shall be filled in the prescribed format, with clear handwriting and no
alteration

Inspection records shall be properly stored, with retention period in accordance with the

company document control procedure

2 IR &R Inspection Report Requirements
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Inspection reports shall include inspection items, inspection methods, inspection results,
judgment conclusions and other contents

Inspection reports shall be signed and confirmed by the inspector

Inspection reports shall be submitted to customers or archived as required

8. A B ZE # Supervision and Assessment

8.1 IS B E 3R Supervision Requirements

Ji R B T ST AR 38 S g TR AT IR DU AT B A

=

11—



@ NETHA (WE) ERAT

8

Cladding Technology (Shanxi) Co., Ltd.
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The Quality Management Department shall supervise and check the implementation of this
inspection and test plan

Problems found during inspection shall be corrected in a timely manner, and corrective actions

shall be taken when necessary

2 ZR%E KR Assessment Requirements
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PRRAT R R e HERRIEBEAT PR
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The work quality of inspectors shall be assessed regularly

The completeness and accuracy of inspection records and reports shall be evaluated

The effectiveness of nonconforming product control shall be assessed

9. i} Supplementary Provisions

9.1 44 Document Control

o)
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This document shall be compiled, revised and interpreted by the Quality Management
Department

Modifications to this document shall be published and implemented after approval

.2 8% 34 Related Documents

R T 2R (WPS)

T 2ZEER S (PQR)

77 it P AR S B AR B

JEURE ARG 962 s 1
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Welding Procedure Specification (WPS)
Procedure Qualification Record (PQR)
Product drawings and technical agreements

Raw material inspection standards
NDT standards

12—
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9.3 iC % &R #& Record Forms

o JRFRME KR

o BRI

o JRHETARISICIR

o HERIFERIGIC R

o SO

o BRI T

o IR

o UAIRISIR T

e Raw material inspection report
e Forming inspection record

e Pre-weld inspection record

e In-process cladding inspection record
e Dimensional inspection record
e NDT report

e Pressure test report

e Final inspection report

45#| Prepared by B 4% Reviewed by it Approved by

Jo B P FORHER MEH
Quality Management Dept. Technical Dept. General Manager
H 1 Date: H i Date: H #H Date:
4453 End of Document
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