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1. B8 Purpose

ke Hulia itk (TP BAMVERNE THAR Qe A IR =] mim AR F 7 b 1
IiFAR AL . HEREVER L SR AR . J70% S UShRitE, B DR E A AE K e
IR AT T RSG5 e B SR RE T SE 1, W2 % ) BAT WARHEE R .

This Inspection and Test Plan (ITP) is established to standardize the procedures, methods and
acceptance criteria for high-temperature creep testing, microstructural stability inspection and
hardness testing of high-temperature cladded pipe fittings produced by Cladding-Technology-
Shanxi-Co.,-Ltd, ensuring structural integrity and performance reliability of cladded pipe fittings
under long-term high-temperature service conditions, and meeting customer and industry standard

requirements.

2. SEASEHE Scope

A ITP 3& F T2 7R TIG HEAR . MIG HENR K B 5S4 )3 T 204 7 (2% S il HEAR i
R, AHEREAR T
This ITP applies to all types of high-temperature cladded pipe fittings produced by the company

using TIG cladding, MIG cladding and arc additive manufacturing processes, including but not

limited to:
o EZEHEIRE T Flanged cladded pipe fittings
o EHEIEFE N Cladded pipe fitting products
o EHESE M Cladded steel pipe products
MBS HEIE 0 Cladded shaft sleeve products
R HHEIRE E P Cladded mold repair products
& THLFAE: Wil BE>400°C I myif = B8 RS, WAk, ). B&ETILE
el A PR I

Applicable service conditions: High-temperature and high-pressure piping systems with design

temperature >400°C, involving high-temperature medium conveying pipelines in petrochemical,

power and metallurgical industries.

3. BR 3t Responsibilities

2B/ {\L Department/Position A3 Responsibilities

TITA ITP Mg BT S MRE; ISt %30
e S5 s g AL A6 1 5 R A A

= P Quality Management Dept.

HARH Technical Dept. HStER T R LZSH e 24t
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PR S 5 ] Ak 2
. , T 1% T2 EOR B Bl U 55
A 723 Production Dept.
£ TAE

B4 & HL Equipment Management Dept. IR IR A 4 R ST B HE

M2 General Manager HTTA ITP B S BT R frbs

4. BEERZAE 5 FEF Management Content and Procedures

4.1 RBIE &R

Overview of Inspection Items

BIEWR IR B W T % £ bE 5 BRAERRIT
Inspection Inspection Inspection Sampling Responsible
Item Stage Method Ratio Dept.
e i A AR ) e Btk 11 R HE
R LI 0
High- Ji i Final , /100 #4 Each Quality
1 . Creep Testing
Temperature Inspection . batch 1 pc/100 Management
Machine Test
Creep Test pes Dept.
AR E A ,
“% SHBMEAMT SR REREmE
= Jl Ak Final  Metallographic /100 /4 Each Quality
2 Microstructural ) )
Stabilit Inspection Microscope batch 1 pc/100  Management
ili
ALY Analysis pes Dept.
Inspection
AEFERTIG B R/ PR B Jo B T
. R (V7
il A 06 o T Quality
100% Full
Hardness Test Process/Final ~ Rockwell/Vickers . Management
] Inspection
Inspection Hardness Tester Dept.
4.2 BB R R IE High-Temperature Creep Test
4.2.1 15 HH9 Test Purpose
B EHE SR AL IR IR 1 T O DUIR AL e, PPASHEIR R 5 B 25 5 IX AR = iRUIR

B TG R EYE, B OR™ i R BETHE 73 A 2R
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Verify the creep resistance of cladded pipe fittings under long-term high-temperature loading,
evaluate the structural stability of the cladding layer and base metal bonding zone under high-

temperature service conditions, and ensure the product meets the designed service life requirements.

4.2.2 1852 B4 Test Equipment

I’ Z 2R Equipment B/ BEEXR Accuracy BOFEFEHA Calibration
Name Model/Specification Requirement Cycle
A iR IS WL High- T FE A A B £1°C
HUE IS >800°C Rated n
Temperature Creep Temperature Control 12~ H 12 months
) ) Temperature >800°C
Testing Machine Accuracy £1°C
. 2 0-10mm Range 0- 43 #E3 0.001mm
5|{H 1] Extensometer £ 12/~ H 12 months
10mm Resolution 0.001mm

¥ FE£1.5°C Accuracy
+1.5°C

#HL {8 Thermocouple K T/K-type 6 ™ 6 months

4.2.3 i #7514 Specimen Preparation
R SR Bt BRI, BURE RO BT & GBY/T 2039-2012 (<6 Ja G A2 ¢ A 567
%) oK.
Specimens shall be cut from finished cladded pipe fittings, and specimen dimensions shall
comply with GB/T 2039-2012 "Method for Metal Creep and Rupture Testing":
o FEAREEKEE: 50mm Specimen gauge length: 50mm
e {{ffE4E: 6mm Specimen diameter: 6mm
o FEEE: HLKAT 3 £F Number of specimens: not less than 3 pcs per batch
o FE M. HELR)E S BEM FLIH /7 ) Specimen orientation: cladding layer and base metal
interface direction
R 1) 2 K -
Specimen preparation requirements:
o WFEINITRNCKHAYIRIBEETE, @5 4N T4 Specimen machining shall use wire
cutting or precision turning process to avoid work hardening
o XFEERIALRE & Ra<3.2um Specimen surface roughness Ra<3.2um
o FEMIR NN THREL, {#T-2%J¢ Both ends of specimen shall be threaded for clamping

4.2.4 1353 L #E Test Conditions

2% Parameter Z&4F Condition #5F Remarks
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RIGHELE Test Temperature

1056 W /7 Test Stress
156 5 [7] Test Duration

IS E

Environment

4.2.5 11533 2 Test Procedure

¥ 77 b TR FE+50°C B 600°C
(MU =iME) - According to

design temperature +50°C or
600°C (whichever is higher)

FARLE IR FE 1 30%-50% 30%-
50% of material yield strength

A/F 1000 /N Not less than
1000 hours

ARG AR LAY Air or inert

gas protection
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M4 25 P BRER According to

customer technical requirements

R BT # A7 5 Determined

according to design load

TR A ] IS 2 4

Accelerated test may be

appropriately shortened

McHiE SEPR T According to

actual service conditions

LR TR RIOHL, BRI BEEIAE 15 147 11— 5 Install the specimen on the creep

testing machine, ensuring the specimen axis is consistent with the loading direction

2. i, B RYIGEEE A
PA 5°C/min FI# TR A H AR AL Start the heating and raise

3. RSN ARSL,

temperature to target test temperature at a rate of 5°C/min

4. AR E
<+1°C), apply test load

Install the extensometer and adjust to initial zero reading

Ja (PEBh<£1°C) , it it 24 After temperature stabilization (fluctuation

5. CEVIGEA L E, FFAATHE Record initial deformation and start timing

6. AZLUN I RS A
o 0-100 /M-

R PE: Record deformation data at the following time intervals:
10 ZNEFIE S — K 0-100 hours: record once every 10 hours

e 100-500 /J\Hﬂ“: 50 /NEFiE S — 1K 100-500 hours: record once every 50 hours

e 500 /ML L
7. 5

deformation and fracture condition (if fracture occurs)

8. LHiliFEAR A2k (W AS-Ff[a] 2k )  Plot creep curve (strain-time curve)

4.2.6 2 ictr # Acceptance Criteria

¥IETAE Inspection Item & 145 Acceptance Criteria

<Ix10°%/h (RIEM BIEL M E) <1x10°%/h

FaIF AR %K Steady-state creep rate

1000 7N A

I A5 & Total creep strain at 1000h

£ 100 /NI 38 —7K Above 500 hours: record once every 100 hours
i JE, ICEHATEE ARG (R ERRE)  After test, record final

(determined according to material grade)

<0.5% CIK#EBIHERIAE) <0.5% (determined
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according to design requirements)

X > 1.5 4% >1.5 times of designed service
U5 A% W LI 7] Creep rupture time " " &

life
IR 2 5 BEM 454 X Creep deformation at TAHEITE. T3 EIA No interface cracking,
cladding-base interface no delamination

4.3 AR E RIS Microstructural Stability Inspection

4.3.1 1242 B #9 Inspection Purpose

PG HEIE B A iR KRS HEAR 2 R Ao X AL ARG I, S bR T 22k
PEROE B, B R SR AL I AR b A2 R 50 S Bk BE TR

Evaluate the microstructural stability of cladding layer and heat affected zone of cladded pipe
fittings after long-term high-temperature service, verify the rationality of cladding process parameter

selection, and ensure that the product will not suffer performance degradation due to microstructural

deterioration during use.

4.3.2 1252 845 Inspection Equipment

. BEER Accuracy
&% &R Equipment Name ) -S/3# Model/Specification = .
Requirement

S MR 5% Metallographic JECKAG %L 50-1000 15 43 #F#<0.2um Resolution

Microscope Magnification 50-1000x <0.2um
FHEs (Tk) SEM - , TS5 Ht For
7 HE% <1nm Resolution <lnm
(Optional) microstructural analysis
AFEI N1 Specimen Polishing H3# 0-3000rpm Speed 0- PR E£<0.01um Polishing
Machine 3000rpm accuracy <0.01um

4.3.3 i FE#4 Specimen Preparation
TFE AHERRE AE B B, RS HERE . PG XA BERS = [X 5
Specimens shall be cut from finished cladded pipe fittings, including three zones: cladding layer,
heat affected zone and base metal:
e /S 20mmx20mmx10mm Specimen size: 20mmx*20mmx10mm
o IUFEAIE . MEIEZE S BEM S X Sampling position: cladding layer and base metal interface
area
o RFEEE: LKA T 2 44 Number of specimens: not less than 2 pcs per batch
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R A AURE -

Specimen preparation procedure:

9. PIE|HUAE Cutting sampling

10. #Efx CERS) Mounting (if necessary)
11. FHEE (180#-800#HP4%) Coarse grinding (180#-800# sandpaper)

12. K5EE (1000#-2000#54%)  Fine grinding (1000#-2000# sandpaper)
13. #is (&NIAHEE D) Polishing (diamond polishing paste)
14, J& CRFEMRHEREJEHF])  Etching (select etchant according to material)

H P S )«

Common etchants:
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o AEENHEIESZ: T/K (HCL:HNOs=3:1) Stainless steel cladding layer: aqua regia

(HCLI:HNOs=3:1)

o THANBEM : A%REERIAS VAR 4% nitric acid alcohol solution for carbon steel base metal
o AL 4 HCIHH0.JE A HCl+H:0. mixed solution for nickel-based alloy

4.3.4 12522 Inspection Content

¥IETAE Inspection Item

#8757 3% Inspection Method

ISER Inspection

Requirements

524141 Cladding layer

microstructure

P X H 2 HAZ

microstructure

HESR IR S RIS 5 Fh i

Cladding-base metal interface

WAL YIHT Hi Carbide precipitation

A Sigma phase detection

2 B R W82 Optical

microscope observation

2 B R4 W82 Optical

microscope observation

62 B /SEM W% Optical

microscope/SEM observation

4} 43T Metallographic analysis

& AH /3 H7T/EBSD 237
Metallographic analysis/EBSD

analysis

ML), RSk, TR
AT HAH Uniform

microstructure, no coarse grains,

no abnormal precipitates

mnRL R <TEARBP R 1.5 £
Grain size <1.5 times of base

material

G R, TRIBG. LR
Good bonding, no lack of fusion,

no cracks

TIELEPURBRAL VAT H No
continuous network carbide
precipitation

ofl & E<1% CHMRPEO
Sigma phase content <1% (area

fraction)
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4.3.5 FBHRRE (MEHREEMSF) High-Temperature Aging Test (Accelerated

Microstructural Stability Verification)
IR ISR 2R e 1, R AT S A AL B

To accelerate microstructural stability verification, specimens shall undergo high-temperature

aging treatment:

650°C-700°C (fKHEHEHfE) 650°C-700°C

I X0iR . Aging temperature
(determined according to material)

A R4 B T8] Aging time 100 /NP 100 hours
#1770 Cooling method Biti ¥4 % Furnace cooling
I 25 2R B K

Post-aging microstructural inspection requirements:
o HMEIRZHZULHH B AL Cladding layer microstructure shows no obvious coarsening
o PG X IS 55 AT HY No abnormal phase precipitation in HAZ
o YA IRA R U Interface bonding condition is good
o T T [ £ <10% Hardness reduction <10%

4.3.6 B34 t7& Acceptance Criteria

¥IETAHE Inspection Item & 1845 Acceptance Criteria

546 GB/T 6394 #laE, dnkifE=5 2t Complies
with GB/T 6394, grain size >Grade 5

<BEARPPRHE 46 SRR ST 1.5 £% <1.5 times of

original base material grain size

HEJEZ SR Cladding layer grain size

EA [X KR ~) HAZ grain size

ToRMEA TR LA FL No lack of fusion, no

L 45 A0IRAS Interface bonding condition .
cracks, no porosity

ofH<1%, y#H<0.5% Sigma phase <1%, chi phase
<0.5%

5% M& & Abnormal phase content

i %4 J5 i £ A8 48, Hardness change after aging T IE £ <10% Reduction <10%
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4.4 TEERS I Hardness Test

4.4.1 724 B #9 Inspection Purpose

SR UF HEJR A SR 2 AR RE S A B S0 1, A ORMER R AE RE T R BT H 2K, (RN S0 IE HE AR
TR B PERE IR AL ] S VE A

Verify the hardness distribution uniformity of cladding layer of cladded pipe fittings, ensure

cladding layer hardness meets design requirements, and verify that the impact of cladding process on

base metal properties is within controllable range.

4.4.2 1232 %% Inspection Equipment

I’ Z 2R Equipment 8IS /H48 BEEXR Accuracy RAE[ERP Calibration
Name Model/Specification Requirement Cycle
7% IRAEZ 11 Rockwell ¥ FEE+1HRC Accurac
- HRS-150A e Y 124 A 12 months
Hardness Tester +]1HRC
24 I B 11 Vickers F& P +2HV Accurac
- HV-1000 e Y 12 A 12 months
Hardness Tester +2HV
LRI A 1 (520
- F& FE£1.5% Accuracy R
LeeB Hardness Tester TLS300 15 12 H 12 months
(Portable) e

4.4.3 1242 5% Inspection Method

el Ao oK FH A IQAE B2 (HBW) BRI IRASEE (HRC) J5¥2:, MR HE R 2 J5 BE R Rl 25 1
PR ESE

Hardness testing shall use Brinell hardness (HBW) or Rockwell hardness (HRC) method,

selected according to cladding layer thickness and material type:

2 EEE Cladding Layer TEE MR 75 3% Hardness Test

REE S Test Force
Thickness Method

7% EAl & HRC Rockwell
>3mm 150kgf
Hardness HRC

7 [CAE E HV 10 Vickers
1-3mm 98.07N
Hardness HV10

#E A HVS Vickers Hardness
<Imm 49.03N
HV5
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4.4.4 12 HH7TE S #E Inspection Positions and Quantity
T FEE A 6 A0, B 07 78 o5 HE AR 2 45 )RR T ) -

Hardness inspection positions shall cover the full thickness direction of cladding layer:

. 3R = ¥ Number of Test .
KISHLE Inspection Position [BJEEEEK Spacing Requirement

Points

100mm K A>T 3 £ Not

HEJEJZ 2R Cladding layer _ &i[A] PE>3mm Point spacing
less than 3 points per 100mm
surface >3mm
length
Vs /.
‘ N 100mm K EEADT 2 55 Not X
HeA2 )2 H 3 Cladding layer A1[E] E>3mm Point spacing
. less than 2 points per 100mm
middle >3mm
length
N 100mm KJEAD T 2 51 Not
W8 2 5 R4 FUH Cladding- #5741 0.5-1mm From interface
. less than 2 points per 100mm
base metal interface 0.5-1mm
length

100mm KA/ F 2 /i Not

#E 5L 1-3mm From interface 1-
PHELM X Heat affected zone less than 2 points per 100mm

3mm
length

100mm K A>T 2 £ Not

#55 1Hi>5mm From interface
LR Base metal less than 2 points per 100mm

>5mm
length

4.4.5 12422 %% Inspection Procedure

15, JEVERFER, RS ALE . Hi5%% Clean specimen surface, remove scale, oil stains, etc.

16. EFEEMEE TR /1, AT 524 HE Select appropriate hardness tester and test force,
calibrate equipment

17. ¥k i hr B EEAT R, 1l % st A2 {f Conduct hardness testing according to
inspection position diagram, record hardness values at each point

18. X HESRE Z AT I A EE M CAEERY )+ Conduct cross-section hardness testing of cladding
layer (if necessary):

o il 84 M Prepare metallographic specimen

o JMEEZE R 2 B IZ 558 E Test hardness point by point from cladding layer surface to
base metal

o J[E]FE 0.5mm Test spacing 0.5mm

19. 25 £ 4347 1 28 Plot hardness distribution curve

10—
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20. THE DX I I E A 2 Calculate average hardness and range for each zone

4.4.6 B34t & Acceptance Criteria

38 X185, Inspection Zone A 1ARE Acceptance Criteria

FFAWITESR, fWZE<E10% Meets design

WEIEJZ M Cladding layer hardness
requirements, deviation <=10%

IS Z A8 2] Cladding layer hardness

W Z£<15% Range <15%
uniformity

<HEIFZHEEE ) 80% <80% of cladding layer

hardness

Pz [X i B HAZ hardness

FFE B ARE LR, 15 R B#<10% Meets base
BEFHHE 2 Base metal hardness metal standard requirements, hardness reduction
<10%

ST A LR K

Typical material hardness requirements:

HEIE44 8 Cladding Material FERE R Hardness Requirement

309L/309MoL A5 4N HESE = 309L/309MoL

HBW 150-220
stainless steel cladding layer
316L ANEEHESEJZ 316L stainless steel cladding
HBW 140-210
layer
BILE 4 625 HEMRZ Nickel-based alloy 625
) HBW 200-280
cladding layer
RILE 4 825 HEMRZ Nickel-based alloy 825
HBW 160-240
cladding layer
kAL 29 HELR 2 Tungsten carbide cladding layer HRC 45-55

5. fE I ic F 5 E Inspection Records and Reports

5.1 I0 ¥ E 3R Record Requirements
AR5 S5l I0iE S N A St %, 1l N A N AL

All inspection and test activities shall be truthfully recorded, and records shall include:

11—
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PR M. HE'S Product name, specification, batch number

K36 H . #5596 A\ 52 Inspection date, inspector

KIS AR Ya'T . IRUHEIRAS Inspection equipment name, number, calibration status
KOk GREE. NJJ%E) Inspection conditions (temperature, stress, etc.)

JR 4% Original data

THE 453 Calculation results

¥ 96:45 1 Inspection conclusion

5.2 #X & A2 Report Content

R e i ARG LR A 2
Inspection report shall include the following content:
#4595 Report number
F= i 2EAE . Product basic information
656 391 H 3 . Inspection item list
K596 77 75 5 b Inspection methods and standards
F6: 53645 B4 5. Inspection results summary
IFAR M2 (W& ) Creep curve diagram (if applicable)
SHIHL T (WiER ) Metallographic microstructure photos (if applicable)
A (4niEH])  Hardness distribution diagram (if applicable)
Rr36 4518 5 F%E Inspection conclusion and judgment
R8N 71257 Inspector signature
H 1% N 1255 Reviewer signature

5.3 iC 3% {&7F Record Retention

RIS RAFIRA D T s s R3], HAD T 10 4

Inspection records and reports shall be retained for not less than the product warranty period,

and not less than 10 years.

6. X & 1& T4t Nonconforming Product Disposition

6.1 S ¥ Nonconformance Determination

ML T ELZ —, HE A EHE:
Any of the following conditions shall be determined as nonconforming:

e v I AR 6 &5 R HH B KR v High-temperature creep test results exceed acceptance criteria

12—
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2H SR e VRS 6 R T 5 2H 2 B LTI GRLFF Microstructural stability inspection reveals
abnormal microstructure or interface defects
T 55 A 6 35 SR 8 HE 56 Ok Hardness test results exceed acceptance criteria

6 56 3ot R H R LA 52 T P i P R B BREE Other defects affecting product performance

discovered during inspection

6.2 A S ALERFE Nonconformance Disposition Procedure

21.

22.

23.

24.

25.

26.

FRREREE: XA AT bR IR B8 25475 Mark and segregate: mark nonconforming
products and store separately

SRR AT FRFH LM AE 4% IR A Cause analysis: Technical Department organizes
analysis of nonconformance cause

ANE TS HRARE SRR 23 b4 S e Ab B 7 & Disposition plan: determine disposition plan
based on cause analysis results

1R T. Rework

1B1& Repair

125420 Concession acceptance

& Scrap

Wb St FEALHER 7 RPAT AL B Implementation: execute disposition according to approved
plan

FHGK: b E e UG BT T A A I8 Re-inspection: conduct relevant inspection after
disposition

TOSRJARY . AE AL EE 4 R 10 5 VT84 Record archiving: archive records of entire

nonconformance disposition process

7. WA B Z ¥ Supervision and Assessment

7.1 NERE #% Internal Audit

Ji B PR R DA G IR ITP PUTIR LI A R B %, B AL A4

Quality Management Department shall organize at least one internal audit per year on the

implementation of this ITP, audit content includes:

ITP $ATHF & 14 ITP implementation compliance
o 56 1 5% 52 B4 Inspection record completeness
B BAEA 1% Equipment calibration effectiveness

N B A& 1% Personnel qualification compliance

13
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7.2 ¥ IEFR Assessment Indicators

Z %I E Assessment Item B #x{& Target Value

ITP $447 % ITP execution rate 100%
K810 5% 52 2 K Inspection record completeness 00
0

rate
W& HE S I % Equipment calibration timeliness L00%
0

rate
1656 N\ 2 77 IIE R Inspector certification rate 100%

8. [N Supplementary Provisions

8.1 f8X 34+ Related Documents

e CLADDING-QP-001 )i & F /i Quality Manual

e CLADDING-WI-005 #E4# T. 2 ##£ Cladding Process Specification

e CLADDING-ITP-001 24450 5 146 71X ITP for Cladded Pipe Fitting Visual
Inspection

e CLADDING-ITP-010 /24 Jetiifer il 5 ik 4% 11 %] ITP for Cladded Pipe Fitting NDT

e GB/T 2039-2012 & J&if AZ FF AR5 /1% Method for Metal Creep and Rupture Testing

o GB/T 6394-2017 4 J& -4 fikii BE I %€ ¥ Method for Determination of Average Grain Size of
Metals

e GB/T 230.1-2018 )&% KA & 1% Metal Rockwell Hardness Testing

8.2 {&1]iC 3% Revision History

1&3T HEA Revision 1T Revision .
MRZA=S Version 3T A\ Reviser

Date Content

JiR & HE Quality

Management Dept.

A/0 2025-01-15 T YR AT First issue

8.3 {42 %| Document Control
A2, REREEFHAUHE, BN NS EH . AME.

14
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This document is under controlled management. No individual or unit shall copy or disseminate

without approval from Quality Management Department.

4wt Prepared by: H3#A Date:
B 1% Reviewed by: H# Date:
fit7E Approved by: H 3} Date:

15



	ITP-015 高温堆焊管件检验与试验计划
	ITP-015 Inspection and Test Plan for High-Temperat
	1. 目的 Purpose
	2. 适用范围 Scope
	3. 职责 Responsibilities
	4. 管理内容与程序 Management Content and Procedures
	4.1 检验项目总览 Overview of Inspection Items
	4.2 高温蠕变试验 High-Temperature Creep Test
	4.2.1 试验目的 Test Purpose
	4.2.2 试验设备 Test Equipment
	4.2.3 试样制备 Specimen Preparation
	4.2.4 试验条件 Test Conditions
	4.2.5 试验步骤 Test Procedure
	4.2.6 验收标准 Acceptance Criteria

	4.3 组织稳定性检验 Microstructural Stability Inspection
	4.3.1 检验目的 Inspection Purpose
	4.3.2 检验设备 Inspection Equipment
	4.3.3 试样制备 Specimen Preparation
	4.3.4 检验内容 Inspection Content
	4.3.5 高温时效试验（加速组织稳定性验证） High-Temperature Aging Tes
	4.3.6 验收标准 Acceptance Criteria

	4.4 硬度检验 Hardness Test
	4.4.1 检验目的 Inspection Purpose
	4.4.2 检验设备 Inspection Equipment
	4.4.3 检验方法 Inspection Method
	4.4.4 检验位置与数量 Inspection Positions and Quantity
	4.4.5 检验步骤 Inspection Procedure
	4.4.6 验收标准 Acceptance Criteria


	5. 检验记录与报告 Inspection Records and Reports
	5.1 记录要求 Record Requirements
	5.2 报告内容 Report Content
	5.3 记录保存 Record Retention

	6. 不合格品处理 Nonconforming Product Disposition
	6.1 不合格判定 Nonconformance Determination
	6.2 不合格处理流程 Nonconformance Disposition Procedure

	7. 监督考核 Supervision and Assessment
	7.1 内部审核 Internal Audit
	7.2 考核指标 Assessment Indicators

	8. 附则 Supplementary Provisions
	8.1 相关文件 Related Documents
	8.2 修订记录 Revision History
	8.3 文件控制 Document Control



