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1 EH #4J Purpose

ARLZHIERE TR THAR (L) ARAREREGEHEEE T, SR RS
W HEIRZE FTEAR I HLIN AP R e UG S S AT R EOR RS, MiRiBE 5
AR B R AL TR BE SR, IR B iy, PRI P A AR

This process specification defines the technical requirements and operational standards for mold
dimension restoration, cladding layer quality inspection, machining treatment, and final acceptance in
mold repair cladding operations at CLADDING-Technology-Shanxi-Co.,-Ltd, ensuring that repaired

molds meet performance requirements, extend service life, and reduce customer production costs.

2 sEFSEH Scope

A LZMREE T AR AR SR ARRBEIH, URFEART:
This process specification applies to various mold cladding repair projects undertaken by the

company, including but not limited to:

o EBIBLAAE, BB RSHKE

e Injection mold cavity and core dimension restoration

o JEFGHLA TEERmRILIER

e Die casting mold working surface strengthening and repair

o IPRBLETIO K TAERAEE

e Stamping mold edge and working area repair

o MUEKLARHMBE S5k

e Forging mold surface repair and strengthening

o MARIBEHERIKE

e Powder metallurgy mold dimension restoration

o PUMBIAMmEE

e (Glass mold surface repair

3 HR 5% Responsibilities

3.1 TZ B ARE Technical Process Department

o ZHIAEIT AL Z MR

e Prepare and revise this process specification
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HER BB R IR T 2%

Develop mold repair cladding process plans

T HEAR AL RLILAC 5 %6

Determine cladding material matching schemes
HIZBEE T 2S48

Review repair process parameters

AEEE T2 5 HEOR A

Handle process abnormalities and technical issues

3.2 £ 7=&8 Production Department

o T2 AT HESR AL

Execute cladding operations according to this specification
EHIMEE L2 S5

Control cladding process parameters
WA 5 EER

Record production data and process information
TORHESR E SR AT A HORER

Ensure cladding layer quality meets technical requirements

3.3 JiE &P Quality Department

w

il A B s v 5 e A U

Develop inspection standards and acceptance criteria
PATHESR 2 5 A

Execute cladding layer quality inspection

Y FAS 364

Issue inspection reports

B T ZPATERE

Supervise process execution

.4 Pl I % 8] Machining Workshop

B ARER AT I T AL E]
Perform machining according to drawing requirements
PRAUEIN TR R

Ensure machining dimensional accuracy
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o PRI T ALAE K
e Control surface roughness
o RIHEMRZAZ A

e Protect cladding layer from damage

3.5 i H £ ¥ Project Manager
o PRI TAR

e (Coordinate work among departments

o PREFNIHBERE

e Track project progress

o SEIHEMINERER

e Communicate with customers to confirm technical requirements
o UL

e Organize final acceptance

4 EBHNES5FEF Management Content and Procedures

4.1 B & & 5i1vEfh Pre-repair Assessment

4.1.1 IR R IFE{h Damage Assessment
B BERAE, HLZEARMHREARN O BEEBIORG AT 2 TP, PPN
HAFE:

After receiving molds for repair, the Technical Process Department shall organize technical

personnel to conduct comprehensive assessment of mold damage conditions, including:

el =] Assessment Item WHERAE Assessment Content

N Wear, cracks
e BB WO AT " eracks,
PR Damage Type . deformation, corrosion,
Lﬂﬁ‘ etc

B, B, JJH. F  Cavity, core, edge, guide

AR AL Damage Location
s 2 P pillar, etc.
JoHmZ®E . WL T Dimensional deviation,
TR Damage Severity
i depth, area
R RIS Material Condition HEARMEL . 241 Base material, hardness,
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R microstructure

TARIREE. JE/. M Working temperature,

i FH LR Usage Requirements e i
s pressure, medium, etc.

4.1.2 & & A[{T1E 5T Repair Feasibility Analysis

RIEIRA VPGSR, TERARFMRATER W AT, #5E

Based on damage assessment results, the Technical Process Department shall conduct repair

feasibility analysis to determine:

emE e RMHERBEE TE

Whether cladding repair process is suitable
HERFHESZ ML R E T S IS

Recommended cladding material type and specification
Hb i 2 A5 T

Estimated repair cost and schedule

1B 2 B L TR A 7

Expected service life of repaired mold

4.1.3 T2 5 EH5E Process Plan Development

T ARG PS5 R E E T 205 %, T RN B

The Technical Process Department shall develop detailed process plans based on assessment

results, including:

HERR T 207 0E# (TIGMIG)

Cladding process method selection (TIG/MIG)
HEXRRRIVG T 6

Cladding material matching scheme

T B 2 T il P s ) oK

Preheating and interpass temperature control requirements
HEIR RIS AT R R

Number of cladding layers and thickness per layer
SR LY SIS

Post-weld heat treatment plan

U T AR B E

Machining allowance determination
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4.2 R~k & T2 Dimension Restoration Process

4.2.1 A HAE Mold Pre-treatment
HEAT AT N AR EL AT DA TRAL 2

The following pre-treatment shall be performed on molds before cladding:
(1) RMHE{EH Surface Cleaning
o IHMREERMEAIMTT . AAB . PSRN
e Remove oil, oxide scale, rust and other impurities from mold surface
o R TR TR ERAPEAE TE ef HE AR X 35
e (lean cladding area with acetone or alcohol
o TARORMENR DX vl T
e Ensure cladding area is clean and dry
(2) EHAEPE Reference Measurement
o [ =ARARIFE N B R B S R)
e Measure key mold dimensions using CMM or special measuring tools
o CREUR R EE, # RIS
e Record original dimension data and establish dimension archive
o HiERKR HESE
e Determine dimension restoration target values
(3) #IRE LI Fixturing and Positioning
o WO H, W DR e 7 HE
e Design special fixtures to ensure accurate mold positioning
o CRIHLME AUy 30 e R R,
e Fix mold using magnetic or mechanical methods
o THEAHEIZ AR

e Reserve cladding operation space

4.2.2 ¥ 15 ¥ % P& cladding Material Selection
R AL L B A4 AR R FH 22 SR 32 36 DG R PR 3 A e

Select matching cladding materials based on mold base material and usage requirements:

Recommended
Mold Base . Application

BEEATR HEFHRMR Cladding

Material Scenario
Material
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" Cold work
Cr12MoV Cr12MoV ER80S-B2 ER80S-B2 AR H d
mo
H13 H13 ER554-B2 ER554-B2 AR EL Hot work mold
General
A5H#4 45# Steel ER50-6 ER50-6 — & A
structural parts
. Die castin
3Cr2W8V 3Cr2W8V ER554-B2 ER554-B2 R A d g
mo
PN PN o . High wear
T & 4 Hard Alloy Co#t#4  Co-based Alloy i BE R .
resistance

4.2.3 TIG ¥ T 22 % TIG Cladding Process Parameters
SRS ER AR, R TIGHE TS, MR TZS3HF.

For precision mold repair, TIG cladding process is preferred, with typical process parameters as

follows:

SHIME

FEHE B

CE)EERES

ySEEAEK

TR

J2 1B

Parameter

Item

Welding

Current

Arc Voltage

Welding Speed

Argon Flow
Rate

Wire Diameter

Preheating

Temperature

Interpass

Temperature

80-160A

12-18V

50-150mm/min

10-15L/min

1.6-3.2mm

100-300°C

<250°C

Parameter

Range

80-160A

12-18V

50-150mm/min

10-15L/min

1.6-3.2mm

100-300°C

<250°C

&#iE

R A 5

TR RIS E

TR

AR R 3%

MR E

B 1k 5 K

Remarks

Adjust
according to

thickness

Maintain arc

stability

Control

dilution rate

Shielding gas

Select
according to

material

Determine
according to

material

Prevent

overheating



METHEA (LHE) FRAA

Cladding Technology (Shanxi) Co., Ltd.

©

4.2.4 MIG ¥18 T2 & # MIG Cladding Process Parameters
SRS RE, AR MIG #EE T2 maes, SRl TS50 .

For large area dimension restoration, MIG cladding process can be used to improve efficiency,

with typical process parameters as follows:

Parameter Parameter
Remarks
Item Range
. Adjust
. - Welding . ]
PREE IR 180-300A 180-300A RIEHR EHEE  according to
Current .
thickness
e o o Maintain pool
2 GEENES Arc Voltage 22-30V 22-30V TREFIE IS 2 ,
stability
200- 200- . Improve
PRI Welding Speed ) . I =T p.
500mm/min 500mm/min efficiency
. Ar+CO
A E Gas Flow Rate 15-20L/min 15-20L/min  Ar+COiE &S o
mixture
Select
SR HA% Wire Diameter 1.2-1.6mm 1.2-1.6mm AR 15518 ¢ according to
equipment
Wire Feed . Match with
B R 4-8m/min 4-8m/min 5 BT RS
Speed current
Preheati Determine
. reheatin, , .
TR £ 100-250°C 100-250°C RHEAEHfE  according to
Temperature

4.2.5 ¥ /52 EER Cladding Operation Requirements

(1) EINSWEK Arc Starting and Stopping
o CKHIGIIIAGEIR, ®BERAARE FEEGEIN

e Use arc starting plate, avoid direct arc starting on mold
o WIS SEIRET, B ik ARGt R AL

e Fill arc crater when stopping to prevent crater cracks

material

o GIHTALIE G N {5 B I ]
e Appropriately increase dwell time at arc crater

(2) HJEEF#H] Cladding Layer Control
o TUMCESHITEEHEIRIERE, BZEE AR HAN 1.5 15
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Strictly control thickness per layer, single layer thickness shall not exceed 1.5 times wire

diameter
JE RIS, 2R
Thoroughly clean slag between layers, remove oxide scale
PERZ AR L, By ik #
Control interpass temperature, prevent overheating
(3) FREZ%H| Dilution Rate Control
TIG HESEARRER P HIAE 10%-20%
TIG cladding dilution rate controlled at 10%-20%
MIG HEREFRFEARIEHAE 15%-25%
MIG cladding dilution rate controlled at 15%-25%
SGiBURL K - MNde L Eatl i e
Control dilution rate by adjusting process parameters
(4) ZEF4%E | Deformation Control
Ko B . X FR AR T 2
Use segmented cladding, symmetrical cladding methods
& B HEHESR PP
Arrange cladding sequence reasonably
WIS Y A T4 It

Use anti-deformation measures when necessary

4.3 ¥R EH L Cladding Layer Inspection

4.3.1 AL Visual Inspection

HEIRSER, NI HESR R HEAT AN AR I, A 90000 H L4

After cladding , visual inspection shall be performed on cladding layer, including:

No porosity, slag

F I o Surface Quality TS . Rar
inclusion, cracks
— ) ) . . Uniform weld, smooth
FREE R Weld Formation fREEL 5], PP .
transition
N . . L St A e b T Meet process
T w22 Dimensional Deviation o L2ER .
requirements
vl Undercut AJE<0.5mm Depth <0.5mm
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L ) . . Meet design
R Reinforcement FEEBHER .
requirements

4.3.2 R~H% Dimensional Inspection
i AR 85 B HEAR 2 R HEAT GG -
Use precision measuring tools to inspect cladding layer dimensions:
o MENREJESE. A FHE A O A B
e (ladding layer thickness: Measure using ultrasonic thickness gauge
o HEJRDXH T A = ARARII E A LI B
e (Cladding area dimensions: Measure using CMM
o JUHmZE: #EHI7EL0.2mm LAY
e Dimensional deviation: Controlled within #0.2mm
o P #EHIE 0.lmm AN

e Flatness: Controlled within 0.1mm

4.3.3 L Hardness Inspection
XSG Z AT I, B0 E HE SRR A «

Perform hardness testing on cladding layer to verify material performance:

Cladding Hardness . .
HEAR . ° BEEX . MR A% Test Method
Material Requirement
. Rockwell
ER80S-B2 ER80S-B2 HRC 45-55 HRC 45-55 5 BT
Hardness
. Rockwell
ER554-B2 ER554-B2 HRC 40-50 HRC 40-50 % I HE i
Hardness
Brinell
ER50-6 ER50-6 HB 200-280 HB 200-280 i PR
Hardness
. Rockwell
Co &4 Co-based Alloy ~ HRC 50-60 HRC 50-60 5 PR
Hardness

4.3.4 AR Non-destructive Testing
FRPEAR EL R B, X HEIR E AT G -

Perform non-destructive testing on cladding layer according to mold importance:

10—
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(1) &R Penetrant Testing

AL HE A 2 2R T 2T

e Detect surface cracks in cladding layer

o RIFOLEUE iBE

e Use fluorescent or dye penetrant

o RMRBUZAMET B

e Detection sensitivity not lower than Grade B
(2) HE¥REI Magnetic Particle Testing

o EMTERMNER R HEAR R

e Applicable to ferromagnetic material cladding layers

o TN R I R 3 I R P

e Detect surface and near-surface defects

o RAZIEREFLHIL

e Use AC or DC magnetization

(3) A EA Ultrasonic Testing
o FIMIHESR IR A AR GRIG
e Detect internal defects in cladding layer
o LR E S EARG SR
e Detect bonding quality between cladding layer and base
o CRIAEHKLEURHAS AT
e Use straight probe or angled probe

4.3.5 £+HR L Metallographic Inspection
XF SRR B HE IR R AT S AR AR 5
Perform metallographic inspection on critical mold cladding layers:
K HESR R AR
e Inspect cladding layer microstructure
o MIGHEIRR SHARSS & T
e Inspect bonding interface between cladding layer and base
o KT AT AN
e Inspect for overheated microstructure
o IIRTRAMA I A SN

e Inspect carbide distribution uniformity

11—
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4.4 H.hIL I 2 Machining Process

4.4.1 H1I0 TR % Pre-machining Preparation
HEIEZRIS A5, BEANUIN L LR, 0 L arEss TAEHE.

After cladding layer inspection passes, proceed to machining process. Pre-machining
preparation includes:
o WHUNHEIRE R KALE
e Confirm cladding layer dimensions and position
o fEIN I HET
e Determine machining datum surface
o HENINL L ZRRLL
e Develop machining process route

o E/RTHIIRKIE

e  Prepare special tools and fixtures

4.4.2 38T Rough Machining
RN T E A BRI Tk it, ks N At %

The purpose of rough machining is to remove most of the machining allowance for finishing

preparation:
Machinin Parameter .
mIs% 8 SHE &t Remarks
Parameter Value
Adjust
VIR Cutting Depth 1-3mm 1-3mm FRHE P ELE®EE  according to
material
Ensure
prisepr Y5 Feed Rate 0.1-0.3mm/r 0.1-0.3mm/r  PRIEIN TALR machining
efficiency

According to
DI 8 R Cutting Speed ~ 80-150m/min  80-150m/min  HR45 JJ H AT K} s
tool material

Cooling Adequate Prevent tool

R E , B 1E 7] H BE 45
Method Cooling wear

A7

4.4.3 ¥ I Semi-finishing
RN T PR SR AR A v 0 RS R R 2% T T

12—
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The purpose of semi-finishing is to achieve higher dimensional accuracy and surface quality:
o VIHIEAEE: 0.3-lmm
e Cutting depth: 0.3-1mm
o HEZAHE: 0.05-0.15mnvr
e Feed rate: 0.05-0.15mm/r
o JUTAZE: IT8-IT9
e Dimensional tolerance: IT8-1T9
o RIMIKEE: Ra3.2-6.3um
e Surface roughness: Ra 3.2-6.3um

4.4.4 ML Finishing
RSN B )ik 21 B AREE SR ) 5 28 R AR 1T o 2«

The purpose of finishing is to achieve final dimensions and surface quality required by drawings:

Machinin Parameter
mI&H & SHE Remarks
Parameter Value
- ) e Ensure
DR Cutting Depth 0.1-0.3mm 0.1-0.3mm TRAERS
accuracy
. . . . Ensure surface
pLiR/BU Y53 Feed Rate 0.02-0.08mm/r  0.02-0.08mm/r  {RUFF T i & lity
quali
Adjust
I Cutting Speed ~ 100-200m/min ~ 100-200m/min R4 KA according to
material
Dimensional . . According to
R a% IT6-IT7 IT6-IT7 B ARE R e
Tolerance drawing
Surface . . According to
R A Ra0.8-1.6um  Ra0.8-1.6pum T AR SR , s
Roughness drawing

4.4.5 FEEENN T Precision Grinding
X Tk B EOR AR LAY, R RS B N
For high precision mold surfaces, use precision grinding:
o WL CBNBRRERIFDE
e  Wheel selection: CBN wheel or diamond wheel
o MR W10-W20
e  Wheel grit: W10-W20

13—



©

o BEHITRE: 0.02-0.05mm

e Grinding depth: 0.02-0.05mm

o KIMFHHKEE: Ra0.2-0.4um

e Surface roughness: Ra 0.2-0.4um
o JUHEEE: IT5-IT6

e Dimensional accuracy: IT5-IT6

4.4.6 Y110 ;¥ EZFE T Machining Precautions

(1) JJEi%FE Tool Selection
o IRIEHEIEMRIEELEFESIE TR

e Seclect appropriate tools according to cladding material hardness

o DRSGIEMIME)R <8 CBN JJ A

e Prefer carbide or CBN tools

o JIEITIIRIER], G )

e Tool edges should be sharp, avoid chipping
(2) YIHIZ# Cutting Parameters

o KA. /NiltgE. miE

e Use small cutting depth, small feed, high speed

o REAIMTEEDIAI

e Avoid intermittent cutting

o fRUEFR/FAHN

e Ensure adequate cooling
(3) #Je 3 Fixturing Method

o CRMEUNEE A

e Use soft jaws or special fixtures

o B SR FEATY

e Avoid excessive clamping force causing deformation

o PRIUEECLHER

e Ensure accurate positioning

4.5 1B g #4bE Post-weld Heat Treatment

4.5.1 #4432 B B9 Purpose of Heat Treatment
HESR 5 A E G E

Main purposes of post-cladding heat treatment:

14
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o THBRHESER )

e FEliminate cladding stress

o HUEHERZAL

e Improve cladding layer microstructure
o IREMEIZEINE

e Improve cladding layer toughness

o FEHEEERN

e Stabilize cladding layer dimensions

4.5.2 F A T 258 Heat Treatment Process Parameters
FRYEHEAE AR & P B T2 350

Determine heat treatment process parameters according to cladding material:

e Claddi.ng R Heating Ho?ding B
Material Temperature Time
ER80S-B2 ERS80S-B2  820-860°C  820-860°C 2-4h 2-4h L
ER554-B2 ER554-B2  800-840°C  800-840°C 2-4h 2-4h Rl
ER50-6 ER50-6  600-650°C  600-650°C 2-3h 2-3h =

Co-based 1050-
Co &4 1050-1100°C 1-2h 1-2h Gt
Alloy 1100°C

4.5.3 P IR EE R Heat Treatment Operation Requirements
o CRAFEANEIE A AT b B

e Use box furnace or pit furnace for heat treatment

o JNIRFESEFEHILE 100-150°C/h

e  Control heating rate at 100-150°C/h

o LRI [A)H TAF A RS FETHE

e (alculate holding time according to effective thickness
o AN JT R T ZER Y

e Control cooling rate according to process requirements
o FRALPE S SRS U6 A

e Inspect hardness promptly after heat treatment

15—
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4.6 AWK Final Acceptance

4.6.1 I U 4E % Acceptance Preparation
I ZIRISCHT, 58 DA T AR A

Before final acceptance, complete the following preparations:
o EHPTHKIRICK
e Organize all inspection records
o HERIRWITH AR
e Prepare documents required for acceptance
o WNIRIIRHE S IO E
e Confirm acceptance standards and methods
o HENE B 7]

e Notify customer of acceptance time

4.6.2 IULTH B Acceptance Items
BRI H 45 -
Final acceptance items include:
(1) 4PWALE Visual Inspection
o MLAKRIMIHIN . JCHRAE
e Mold surface free from damage and defects
o FUEDGHE AT & 2K
e Surface finish meets requirements
o FRIATHMIEHE
e  Markings clear and complete
(2) R~ Dimensional Inspection
o A = AR E AL I OSBRI
e Use CMM to inspect key dimensions
o JUIAZEREEIARER
e Dimensional tolerance meets drawing requirements
o JELLAZEREER
e Geometric tolerance meets requirements

Tolerance

KIS E Inspection Item DNEEKR

Requirement

R R Cavity Dimension +0.02mm +0.02mm

16 —
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RS RS Core Dimension +0.02mm +0.02mm
~FHI Flatness 0.02mm 0.02mm
EHE Perpendicularity 0.02mm 0.02mm
AT RE Parallelism 0.02mm 0.02mm

(3) TEERL Hardness Inspection
o HESRJZEELAT A HORER
e (ladding layer hardness meets technical requirements
o THE AN
e Hardness distribution uniform
o THRZNNK AL T 54
e No less than 5 hardness test points

(4) IThEEMHREE Functional Test
o MEIGUFAE BTN RE

e Trial molding to verify mold function
o AR R

e Inspect molded product quality

o IOAEME I

e Verify mold service life

4.6.3 3744 Acceptance Documents
B GO RAIE DAR SO

The following documents shall be provided for final acceptance:
o MABETZII%
e Mold repair process plan
o WHETZZSHud3
e (ladding process parameter records
o HEIRZIEKAR
e (ladding layer inspection report
o HUINLAL I
e Machining inspection records
o HEEET Zd%

e Heat treatment process records

17—
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o RAWYIRE

e Final acceptance report

4.6.4 B W 4518 Acceptance Conclusion
B EE 7 A AR = b
Acceptance conclusions are classified as follows:
o Hi%: FTAKRINHFTEER
e (Qualified: All acceptance items meet requirements
o iRSBE ASTH RN, AN
e Concession acceptance: Minor deviation in individual items, does not affect use
o NG REIMHAFFEER, FHiRL

e Ungqualified: Key items do not meet requirements, rework required

5 I B ZE # Supervision and Assessment

5.1 X2 A B Process Supervision

Ji R RN AR BAE S HER A AR AT I, B AR
The Quality Department shall supervise the entire mold repair cladding process, including:
o LEZHHTHEN
e Process parameter execution
o IHEIRZ BRI
e (Cladding layer quality status
o MU ERA
e Machining quality status
o FuidIEENM:

e Inspection record completeness

5.2 i BZ# Quality Assessment

SRR ML, BRI

Establish quality assessment mechanism, assessment indicators include:

— Assessment —
EizigkR . BfrE Target Value Weight
Indicator

18
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—REHFE  First Pass Rate >95% >95% 40% 40%
o o Customer
BIHEE Satisfct >90% >90% 30% 30%
atisraction
R Rework Rate <5% <5% 20% 20%
e L On-time
A B HERT Deli Rat >95% >95% 10% 10%
elivery Rate

5.3 FF4E0 Continuous Improvement

o EMITESSE, RNl

e Regularly analyze quality data, identify improvement opportunities
o WEE B A TE

e (Collect customer feedback, continuously optimize process

o HETSEHE T ZHEARMB K

e Promote advanced process technology and equipment

o finoE i THRAERTI

e Strengthen employee skill training

6 Mt Supplementary Provisions

6.1 344 Document Management

o  ATLZHMEH T EH AT AEREFELT

e This process specification is interpreted and revised by the Technical Process Department
o LZHMMBITHAEARNTTNEH

e Process specification revision requires approval by technical director

o LZHUREARTE NN AR OCHER

e Process specification changes shall be promptly notified to relevant departments

6.2 ¥H 247 4 Related Standards

A LZMRES 5 LU bpik:
This process specification references the following standards:

GB/T 19418 /882 8. LS &R T2V E

19—
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e GB/T 19418 Welding - Welding procedure qualification for steel, nickel and nickel alloys
o GB/T 3323 )R MM AR Ik S 2R A

e GB/T 3323 Radiographic testing of fusion-welded joints in metals

o GB/T 11345 HAM5 4% T T P R0 7 2 AaAA 28l

e GB/T 11345 Manual ultrasonic testing of steel welds and testing levels

o GB/T 9445 Jebttarill 2@ keI N B3 93 46 46 5 AAIE
e  GB/T 9445 Non-destructive testing - Penetrant testing - Qualification and certification of

personnel
o JB/T 9649 4% T. 2 MR il Z2oK
e JB/T 9649 Requirements for welding procedure specification preparation

.3 2% & #& Record Forms
AT Z MR EMH L NIk R k%

The following record forms are used with this process specification:

(o)}

o 1R EMBHE £ Mold Repair Assessment Form

o MHET ZZ%d %% Cladding Process Parameter Record Form
o MEEERKIGHE Cladding Layer Inspection Report

o MU TALL: L% 3R Machining Inspection Record Form

o EZIGR Y Final Acceptance Report

6.4 £ 5] Effective and Revision
o ARILZMIEHERAMZHIEAER

e This process specification takes effect upon release
o ARLZMFEFFEITH —IX

e This process specification is reviewed annually

o LZHMBEITHRASHE A0. A/l. A2 I

Process specification revision version numbers increment as A/0, A/1, A/2

v

Technical - General
ARHB Joi Quality Dept. Bl
Process Dept. Manager
HHA: Date: H A Date: HHA: Date:
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