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1 EH #4J Purpose

1.1 837 R R EERID/ D B & 12 R i & 2R #8570 R S
xR, BAERESHRIETEER, EEE. TZERMELE,

1.2 Establish a master production schedule management for
concentric/eccentric forming of cladded reducers and cladding layer quality
control, ensuring production plans align with market demand, capacity

allocation, and process requirements.

SEFASEHE Scope

21 FHRERATAREZHE, EHHE, NEHSE, HEEHSE, &
RIS 8 RIBH HlE ™ MBI E &R E 5HAT.

2.2 This schedule applies to the master production planning and execution
for flange cladding, pipe fitting cladding, steel pipe cladding, shaft sleeve

cladding, mold cladding repair, and additive manufacturing products.

3 HR 5% Responsibilities

BB177/59 4L Department/Position _ Responsibilities

o R Production Planning il £ 1Rl ¥MH Prepare MPS, coordinate
i
Dept. ZEIR resource allocation
e ) PATA IR, RBU#E Execute production plan,
A= Production Dept.
i3 report progress
TP § Provide process
e Process Engineering R T ZSHEHARL P )
T2 parameters and technical
Dept. HF
support
JR B Quality Dept. il et S bR e, B Establish inspection
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= standards, supervise
quality
. N . B Ensure equipment
WA Equipment Dept. PREE R &I TR anip

operational status

S 8 3 Provide order

o REETHE B SERM Y

HEER Sales Dept. i information and demand
WA

! forecast

4 EBHNZE5FEF Management Content and Procedures

4.1 72 HKI4% %l Production Planning

4.1.1 T B4E B Uk £E Order Information Collection

HEBATCERZ ITRER, BRI SR, SOWER, IR ERP R4, X
THEIRRARE 0, T T HR S
o FAREMHKE: DN50-DN1200
o MEIRZH: 16
o MERAEL CrNi&E. Cofae. Nifa®
o T RO/ O O
o RIMMAELEZR: Ra3.2-Ral2.5
The Sales Department is responsible for collecting customer order information, including

product specifications, quantities, delivery requirements, and entering them into the ERP . For

cladded reducer products, the following technical parameters must be clarified:

e Reducer specifications: DN50-DN1200

e (ladding layers: 1-6 layers

e (ladding materials: Cr-Ni alloy, Co-based alloy, Ni-based alloy
e Forming methods: Concentric/Eccentric forming

e Surface roughness requirements: Ra3.2-Ral2.5

4.1.2 P2 BETF{d Capacity Assessment
AT REBARIE T S B, 456 DA R T = Re VR4 -
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TIG HEAE =R TIG Cladding Capacity 60-80 kg/h 60-80 kg/h
MIG HEE 7= g MIG Cladding Capacity 150-250 kg/h 150-250 kg/h
W& HE Equipment Availability >85% >85%
o . RN Configured per process
AR E Personnel Allocation TR E i
requirements

- Inventory meets 7-da
FHEMIE R Material Supply FEAE /& T RS Y Y

production

4.1.3 71 XI#HEF= Scheduling
AP R IR AT R e SSHIESR . P REIR B £ A v, THRE O A RER
Zhitd, B .
He= SR
o IR LHAHEZIT R
o AIAR TIG/MIG LR #%
o AR HERIRURS ™ dh D R
o THEH 10%™ BESIXT B 5
The Production Planning Department prepares the master production schedule based on order

priority, delivery requirements, and capacity status. The planning cycle is a monthly rolling plan,

updated weekly.
Scheduling principles:

e Prioritize urgent delivery orders
e Reasonably allocate TIG/MIG process equipment
e Batch same-specification products to reduce changeovers

e Reserve 10% capacity for emergency insertions

4.2 IEBSEERID /R T I 2 1#2% Process Control for

Concentric/Eccentric Forming

4.2.1 B T2, Concentric Forming Process
[F] o TG FH o HE AR 2 S B 2 S PR BRI s (7=, 2% B

f2HIAE RHER Control Requirements

TRk Workpiece Clamping b ERL, fRZE Center positioning,



@ NETEA (T BRAT

Cladding Technology (Shanxi) Co., Ltd.

<0.5mm deviation <0.5mm
RS Welding Parameters & T 2RPUT Execute per process card
)2 TR Interpass Temperature 150-250°C 150-250°C
s RE 4 Dilution Rate Control <15% <15%
= B Layer Thickness Control +£0.2mm +0.2mm

FlL.ORTE LS8 (TIG #H15) -

FEEEHLIR Welding Current 120-180A 120-180A
A e Arc Voltage 12-16V 12-16V
PR Welding Speed 80-150mm/min 80-150mm/min
B TR Wire Feeding Speed 300-500mm/min 300-500mm/min
RIS E Shielding Gas Flow 12-18L/min 12-18L/min

4.2.2 {Rib B2 T2 Eccentric Forming Process
iU T 38 FH T 75 22 SR E s Ak B s S IR AL B S AR =, L2 i R

f2HIAE RHER Control Requirements

Per drawing

Py B E Eccentricity Setting Fe P ARELR )
requirements
S . N o Zoned numbering
Iy X HEE Zoned Cladding 53 X 95 R
management
. Transition Zone N o
i X Ab PR R REPUR: Smooth transition
Treatment
JE A Thickness Inspection 5 DX Ao Inspect each zone

O T 238 (MIG HEIR) -

FEEEHLIR Welding Current 200-350A 200-350A
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ARSI R Arc Voltage 22-28V 22-28V

PR Welding Speed 200-400mm/min 200-400mm/min

1KLL E Wire Feeding Speed 500-800mm/min 500-800mm/min
RIS E Shielding Gas Flow 15-25L/min 15-25L/min

4.3 8 2 i B2 cladding Layer Quality Control

4.3.1 [R#+ ¥4 Raw Material Control

YR i) Material Type 2 HIE R Control Requirements

W5 By 754 GB/T Chemical composition

HEJE SR 22 Cladding Wire
14957 meets GB/T 14957
Material certificate
Y ) Base Material P45 E B 5 4
complete
(AN Shielding Gas 4l [£>99.99% Purity >99.99%

Y
o
o
=
o

2%l In-Process Quality Control

R IR I B A A

Inspection _ Acceptance
P KEHX Frequency ARRE 'p .
Item Criteria
N No cracks
Weld TR A ’
FREESM U 2 Each layer . porosity,
Appearance fL. Jed . .
inclusions
. Interpass . . Cleaned
JZ R B rp. w2 Each layer P e
Cleaning thoroughly
o Interpass o S At s Meets process
J TE) R (537 Each layer A T EER )
Temperature requirements
iy 2P Dilution Rate 32 Every 3 layers <15% <15%
Geometric Meets drawin
TUfRT R ~F . . = Each layer 6 B ARE K : ¢
Dimensions requirements
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4.3.3 B FARE % Finished Product Inspection

Inspection

BEImE

Item

WW75E

Inspection
Method
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Visual
AW B )
Inspection
Dimensional
Rt ,
Inspection
T 0 4 Hardness Test
L oR NDT
o Chemical
=3 %ix -
Composition
Metallographic
SARLLL srep
Structure

SRR ON: 3

=ARbRINE

HB/HRC

UT/MT/PT

B AR

Visual +

Magnifier

CMM

HB/HRC

UT/MT/PT

Spectral
Analysis

Metallographic

Microscope

4.4 %7713 EIRER Production Progress Tracking

4.4.1 3 FEE Progress Reporting
& S SN S 1 S e il 1 S Vvl R K

. SRR
. Rl
o il

o LI

= Acceptance
ARITE b
Criteria
Smooth
KMEFHE, T
B surface, no
=]
defects
. Meets drawin
o RmRAZ s
tolerances
e . . Meets technical
FFEHIRER )
requirements
54 NB/T Meets NB/T
47013 47013
e A s . Meets standard
T EPREEIR .
requirements
Uniform
HAWE)
structure

The Production Department reports production progress to the Production Planning Department

daily, including:

e Daily completed quantity

e Cumulative completed quantity

e Plan rate

e Abnormal situation description

4.4.2 FE AL Abnormal Handling
W P R SR 5%, B S A B
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Lo AR oA S A
G S
PR BRSO
PRERTE SCRCR

When production progress lags by more than 5%, initiate the abnormal handling procedure:

bl

Production Planning Department analyzes the cause
Develops a catch-up plan

Coordinates resource support

=N W

Tracks implementation effectiveness

5 I B ZE # Supervision and Assessment

5.1 THRIAEFEEEE $ Plan Accuracy Assessment

Assessment _ Assessment
BH¥rE Target Value
Indicator Cycle
THRI e e Plan Rate >95% >95% HIE Monthly
Delivery
A HAIA A Achievement >98% >98% HEE Monthly
Rate
Plan
THRI %R Adjustment <10% <10% HIE Monthly
Rate

5.2 i B2 %% #% Quality Control Assessment

— Assessment _ Assessment
EIER HirE Target Value
Indicator Cycle
—IXHEHMH First Pass Rate >95% >95% HE Monthly
NS Customer
- aki gl ) <1% <1% = Quarterly
Complaint Rate
BRTHR Rework Rate <3% <3% HE Monthly
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6 Bft ] Supplementary Provisions

6.1 A< THJ B A7 T BB 4 T AR R ROIET .

6.2 This schedule is interpreted and revised by the Production Planning

Department.

6.3 AT ¥ B XMz BEWST, RAMAXITIRNEL.

6.4 This schedule takes effect upon release, and previous related schedules

are simultaneously abolished.

4qt Prepared By: H#A Date:
B 1% Reviewed By: H A Date:
fit#E Approved By: H 3 Date:

B THA (L) FHRRAHE*
*Cladding-Technology-Shanxi-Co.,-Ltd*
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