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Pekerjaan hardfacing secara online terhadap selubung rol penggiling dan pelat

pelapis meja giling pada pulverizer batubara kecepatan menengah boiler Unit #1

dalam pelaksanaan overhaul inspeksi unit

—. KRR EREREAFRAH
Pihak Pengadaan: PT Pembangkitan Listrik Pintar Energi

Z. EAH %M Persyaratan Kualifikasi

WA AR L EM N E, R E AR, FEARE L,
RE L AR REFTE, AR ML L6 B WA .

Penyedia jasa merupakan perusahaan yang terdaftar di Indonesia, memiliki status
badan hukum yang berdiri sendiri, memegang izin usaha yang sah dan masih berlaku,
serta mampu secara mandiri menanggung tanggung jawab perdata , memiliki
kewenangan independen untuk mengadakan dan menandatangani perjanjian/kontrak.

RNMFFASFQ2LFTALHEMZEDER I RFEBERNERE. B
HARAELIER N 5, AFREEELGH R RGEEH G (BRI EH R
aEeRHE. RWEE, EFEFNFEIEAD

Dalam kurun waktu 5 (lima) tahun terakhir (sejak tanggal 1 Januari 2021 sampai
dengan saat ini), Peserta Penawaran sekurang-kurangnya harus memiliki 1 (satu)
pengalaman pekerjaan pengelasan pelapisan keras secara online (online hardfacing)
pada selubung rol penggiling dan pelat pelapis meja giling pulverizer batubara
kecepatan menengah. Peserta Penawaran wajib menyerahkan salinan hasil
pemindaian dokumen asli kontrak yang berkaitan dengan pengalaman pekerjaan
pelapisan keras tersebut. Setiap salinan hasil pemindaian dokumen asli harus memuat
sekurang-kurangnya halaman sampul kontrak, ruang lingkup pengadaan, halaman

tanda tangan dan cap/stempel para pihak, serta isi utama lainnya yang dapat



membuktikan keaslian pengalaman pekerjaan dimaksud.

=, WARAEEE: 2026 £ 6 A 25 F A fmikEE 9:00

Batas waktu penyampaian penawaran: Paling lambat tanggal 25 Juni 2026 pukul 09.00
WIB.

. T4E# & Lokasi Layanan: PLTU SUMSEL 8 Desa Tanjung Lalang, Tanjung Agung,
Kabupaten Muara Enim, Sumatera Selatan o

B, THEHR: FNEANGE S, B be o (8] LUK G 7 3 51 o

Jangka Waktu Layanan Pekerjaan: mengacu pada Spesifikasi Teknis. Waktu mulai
pelaksanaan yang sebenarnya mengikuti pemberitahuan dari Pihak Pengguna Jasa.

< TEAERTEER: #FLEAML S,

Ruang Lingkup Pekerjaan dan Persyaratan Pelaksanaan Pekerjaan: Sebagaimana
diatur secara rinci dalam Spesifikasi Teknis.

+. HEAME K Persyaratan Lainnya

LM ER Persyaratan Penawaran

(D RERBPHABZ 2N, GELEMN. ENETEEFRTERTAGER

REFTAR R, mmtRae, A%, Bis. A, RREFA . AR ax
W HRABM . BN F 2 A REEN LN, ENELALE, ENEZEE. B
A BHERRESIAT, wBEXRHEREE, TERHENRFIR, HE, HE
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Penawaran ini menggunakan harga satuan tetap dan nilai total sementara
(estimasi). Nilai total mencakup, namun tidak terbatas pada, seluruh biaya yang
terkait dengan pelaksanaan kontrak ini, termasuk biaya material, biaya tenaga kerja,
pajak, keuntungan, asuransi, serta biaya lainnya. Pajak yang wajib dipotong dan
dipungut akan dipotong dan disetorkan oleh Pihak Pengguna Jasa sesuai dengan
ketentuan peraturan perundang-undangan yang berlaku. Penyedia Jasa wajib
mencantumkan harga satuan dan nilai total secara terpisah. Harga satuan bersifat tetap
dan tidak dapat diubah, sedangkan nilai total akan diselesaikan berdasarkan realisasi
pelaksanaan pekerjaan yang sebenarnya. Seluruh tarif pajak yang berlaku akan
mengikuti tarif pajak yang sesuai dengan ketentuan yang berlaku. Dalam hal terjadi
penyesuaian tarif pajak oleh negara, harga satuan sebelum pajak tetap tidak berubah,

sedangkan tarif dan jumlah pajak akan disesuaikan dan dilaksanakan sesuai dengan



ketentuan terbaru yang berlaku.
2) BWABXNBNEL X GFELETZE, EAEERL, XEHHR
INFT 5 — R AR A, EL R AT AR G AR e A B AT E XXX R TG AT B AR S

(**AF]) 7,

Dokumen tanggapan penawaran yang disampaikan oleh peserta penawaran wajib

ditandatangani dan dibubuhi cap perusahaan. Dokumen penawaran agar tidak

dikirimkan berulang kali. Pihak pengadaan hanya mengakui penawaran terakhir yang

diterima. Judul/subjek email wajib dicantumkan sebagai:

“Dokumen Penawaran Paket Pengadaan XXX Proyek Boya (Nama Perusahaan)”.

(3) WMz T

Daftar Penawaran adalah sebagai berikut:

R
Daftar Penawaran
Ay =R
FE (Rp) (Rp)
4 ¥ Nama Barang AL Unit | 20 Jumlah #7F Keterangan
No harga Harga
satuan total
1B 2 ER LA
#1 AL A & M A
A+ & B R 2. RN RAEIR 22 A
| MEBERE. BHE | Txn 7000 BERLEH, TM
AR £ 4R THEARFRAAT 2
2 WA AR LR
#

/N1t Subtotal

AR 11% (PPN11%)

41t Total

2.4 B {t # 77 5\, Cara Pembayaran dan Penyelesaian (Penagihan)
(D) EEEH, RREE, FHAERENF AT ENEH, 6E6AKXE




DRERTFRBENERNE, NME I KN EHEN 97%, T4 3%H ik
&, RERBAA—F, RRAFLREFE A, F5mlh AR 3%.

(1) Pembayaran dilakukan berdasarkan realisasi pekerjaan yang sebenarnya.
Setelah pekerjaan dinyatakan lulus pemeriksaan dan diterima, serta setelah Pihak A
menerima faktur yang benar, sah, dan sesuai dengan ketentuan peraturan
perundang-undangan yang telah disetujui oleh kedua belah pihak, beserta dokumen
penyelesaian pembayaran, Pihak A wajib membayarkan 97% (sembilan puluh tujuh
persen) dari nilai kontrak dalam waktu 30 (tiga puluh) hari. Sisa 3% (tiga persen) dari
nilai kontrak akan ditahan sebagai uang jaminan mutu dengan masa jaminan selama 1
(satu) tahun. Apabila setelah berakhirnya masa jaminan mutu tidak terdapat
permasalahan kualitas, Pihak A akan membayarkan sisa 3% (tiga persen) tersebut
kepada Pihak B.

(2) BITFATHIKA K, MO ARLELHRTH LIRS .

(2)Pembayaran dilakukan melalui transfer bank. Peserta penawaran wajib
memiliki rekening bank atas nama perusahaan (rekening korporasi).

3FHE A R FH RN &, % REH X TF K EHRMN TR 32 07
EHEEEARBLE . XAFETBEFARNATTIESF,

(3)Metode evaluasi: metode harga terendah setelah evaluasi. Evaluasi dilakukan
berdasarkan prinsip pemenuhan seluruh persyaratan pengadaan dengan penawaran
harga terendah, dan selanjutnya direkomendasikan secara berurutan sebagai calon
penyedia yang ditetapkan. Peserta penawaran yang tidak memenuhi persyaratan
kualifikasi tidak akan dilakukan evaluasi.

N B X HERFTA: AT R EHE (IR RN FTH
AR R B T IR AN R R B FE R EE AT 731465071 @qg.com.

Metode penyampaian dokumen penawaran: dokumen cetak yang disegel

disampaikan ke Departemen Material di lantai 2 Gedung Administrasi PT Huadian
Bukit Asam Power, atau penawaran elektronik dikirim ke alamat email yang
ditentukan: 731465071(@qq.com.

. Bk Z A KRBk Z ¥, Narahubung dan Nomor Kontak

7 43 7 Bagian Komersial: T F % Yu Zaijun 082177928042

# A # 4 Bagian Teknis: 2 & Li Gang 082184383670


mailto:731465071@qq.com。

+. RUEBRER R BEL A 131465071@qq.com. K LA F
FHBFEETREEZEAE, TUNATEE, AR 4 R0 4“3 F T E
XXX % W4 A7 B #% A B (8] (** /v 5] ) 7, Saluran dan tata cara penyampaian

keberatan/pertanyaan: klarifikasi hanya dapat disampaikan melalui alamat email
khusus klarifikasi, yaitu 731465071@qq.com. Apabila dalam proses pengadaan
terdapat pertanyaan, peserta dapat mengirimkan ke alamat email tersebut; pertanyaan
yang disampaikan melalui saluran lain tidak akan ditanggapi. Judul/subjek email
wajib dicantumkan sebagai:
“Pertanyaan Tender Paket Pengadaan XXX Proyek PLTU Sumsel-8 (Nama
Perusahaan)”.

+—. X B F®FZEHSH Alamat Email Penerimaan Pengaduan

Pengadaan:chdptplpe@gmail.com
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N EJ}T\U

—. General rules

1LAXRER

1. Basic Requirements

L1 ARSOR AL G 5 38 T B9 B S8 3 v 7 A IR B 2026 4F 10 A#1 LAl & i
K, 4 e FREENERE. BEAABOEETE, vRETARBRERE. W
2. TH. BRAREST EEAEARE K.

1.1 This technical specification applies to the inspection and major overhaul of
Unit #1 at Indonesia Huarui Power Co., Ltd. in October 2026, specifically involving
the overlay welding of roller sleeves and grinding disc linings for four medium-speed
coal mills. It outlines technical requirements regarding welding quality, scope,
schedule, and acceptance criteria.

1.2 AREARH A & = o R IR R Z K, IR G R H AT
O BARE SK, BRAO7 B AT 4R B R BORE B BT R LR, IR AR B AR R
TIZRE, MREHRAEANAGH AT ZNEK.

1.2 The minimum technical requirements are proposed in this technical
specification, and the specific requirements of relevant provisions and standards are
not cited. The service provider shall carefully read all the provisions in the technical
part, and the quality of materials and construction technology provided by the service
provider shall fully meet the requirements of the process cited in this technical
specification.

1.3 AT ERZ 5, M 77 A AR W 1A 56 Am B fo AR & A R A6 T 7 AR 1Y
—sbtf R E K, AARTE m 7 R B R, B A ey 5 A

1.3 After the signing of the contract, the purchaser has the right to put forward

some supplementary requirements arising from the change of specifications, standards
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and procedures. The specific items shall be agreed by both parties without adding new
costs.

1.4 BRI PR 9 Am v 48 5 IR 57 BT AT AR E R £ T JE B, 4%
BARATHERAT .

1.4 In case of any conflict between the standards used in this technical
specification and the standards implemented by the service provider, the better
standard shall be implemented.

L5 HEEAMBH RGBS — BT, RH7 N ERAFRR L EE, K
B I B U LR 7 o AR A

1.5 If there is any inconsistency between the technical specifications, the service
provider shall clarify before the bid, and if no clarification is made, the purchaser's
interpretation shall prevail.

1.6 EZIAT &R 25, RIGT7 R 8 3T ARBOR A G 4% 4175 F KA L a AR
A, %77 BAE T LELE. Bk, RARIUE fnd ki 007 B 2.

1.6 After signing the contract, the purchaser reserves the right to make
supplementary requirements and modifications to the technical specification, and the
service provider shall promise to cooperate. If modifications are made, the specific
items and conditions shall be agreed by both parties.

1.7 RBOR AL A W7 LA T 5 E A6 BRI, 56 FIE
XEAFFR

1.7 This technical specification shall be confirmed and signed by both parties as
the technical appendix of the contract and shall have the same effect as the text of the
contract.

2. R %77 Y BT Bk G ok

2.Service provider qualifications and performance requirements

2 REANEM S EAN, EAMIEARE, FHAEARELHE, @
0 T A K F AL,

2.1 The enterprise legal person registered in Indonesia has independent legal

personality, holds valid business license and can independently bear civil liability.
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22 MSFED TRITF HBERABERE . BEHEATIRE LR 5.

2.2 In the past 5 years, at least one welding performance of medium speed coal

mill roller sleeve and grinding plate liner has been completed.

—. LEHMm

—~ Project Overview

L afr &

1.Site location

JHfL T MUARA ENIM £ DL Darmo # A B 4 3.5km 4 (A4 E®, T
), ¥ CENTRAL BANKO ## % 1.6km, 25 5/A¥7E) bt LTI 4 550m B
At iy R i@ L, Enim #1723k A2 1.0km f B i ALT AL

The site is located approximately 3.5km southeast of Darmo town, south of
MUARA ENIM district (straight-line distance, same below). It is about 1.6km east of
the CENTRAL BANKO coal mine. Highway 25 runs through the site from north to
south about 550 meters to the west, while the Enim River flows from south to north
about 1.0km west of the site.

QARKMF

2.meteorologic condition, weather conditions

ATIRFEREETEZFAEHRFTARKE. TFERTSHO6H, HF8406
AMAR 103 11 AR, ERAES.

The project area is a tropical climate zone with a distinct dry and wet season. The
dry season begins in May or June and lasts about six months until October or
November, and the rest is the wet season.

% P HEEAKE N 3226mm

The average annual precipitation is 3226mm
ZEE T K o 202 X

The average number of rainy days per year is 202
1 4 K 4R [T & 4 4046 mm

The highest annual rainfall is 4046 mm
TEF/NFEREN 1851 mm

The minimum annual rainfall is 1851 mm

i AR S A AR A7 34.48°C

The extreme maximum temperature in the past years is 34.48°C
R Sm R AR A 19.77°C

The extreme minimum temperature in the past years is 19.77°C
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X3 % 4% A AR R EE A 21~33°C, #HEH 27°C, &AAN 12 Afo 1
Ao 5 B9 AREHA, AHAEEEMTEE N 30%~90%, H/MEAEEE L
ETE12 A, TR AMSEEHEREES A.
The annual and monthly temperature range of the region is 21 ~ 33°C, with an
average of 27°C. The coldest months are December and January, and the hottest
months are May to September. The relative humidity range is 30% ~ 90%, with the
minimum relative humidity usually occurring in December and the maximum relative
humidity usually occurring in May.
ZEFHRAE I A 97.94kPa.
The average atmospheric pressure over many years is 97.94kPa.

3.2 BT

3. traffic

Nt

highway

a) XaRoE

a)Regional Highway

MUARA ENIM £y T/ # [1& 4 TR #F, Lematang 77 X 25 S A H#E
ZRHPTZME, ZHE A RBTREEZ N NE, RBEBEL.
25 5NN MFERE, BEEEN Tm, BEAMNEHTD T 0.8m HEFEE,
B RAT AP T R E ) Z RN F.

MUARA ENIM County is located in the southwestern part of South Sumatra
Province. The Lematang River and Highway 25 run north to south through the area,
with the main external transportation routes being highways, making the
transportation relatively convenient. Highway 25 is paved with asphalt, has a width of
7 meters, and features hard shoulders of at least 0.8 meters on each side. The road
conditions are comparable to those of a third-grade highway in China.

b) J4haE B
b)Off-site road

Wer A BB AN 1.okm, WA S E . ALRDEF S BN
At ) eyt B am BT R Rt B, R
e 0 AR R B B VT R T A R 23

The coal mine and power plant are only 1.6km apart, so we can consider building
a road outside the plant. The planned road to the coal mine will pass through the north
side of the power plant. The power plant's access road and freight road can consider

using part of the coal mine's access road. The maintenance road of the coal transport
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bridge connected to the coal mine can consider using the coal mine's access road
completely.

Wy tesE Bl 25 5B, MABENET Tk 47, K2 2.8km; &) #
B R BN R RSB E 25 50, mEd e, K 0.2km;
W EREEEE R BN, mEEAKY, #EEKY 1.50km,

The coal mine maintenance road connects to Highway 25 and extends eastward to
the coal mine industrial square, spanning approximately 2.8 km. Both the power plant
access road and freight road branch off from this maintenance road to Highway 25,
then proceed southward into the power plant, covering about 0.2 km. The fly ash
transportation road originates from the southern side of the power plant and continues

southward to the ash disposal site, with a total length of approximately 1.50 km.

tREEHRAFEN =R T EREAE, BEK Tm, HERELEEE.
The above roads all adopt China's third-grade factory and mine road standard, with a

pavement width of 7m and asphalt concrete pavement.

RS
Railway

MUARA ENIM E WAUH 8 — 4k B8 [ db ez, T abdErm, A
4 W 78 NIZ 3 X 3 AT
The only railway in MUARA ENIM County is located northwest of the factory

site, running westward from the north through the area.

K E:

waterway

Lematang # 4 Z= % M # i, XA &ZF W HRAMEAH, Enim FER A EE
WAL, B HE R E A O T AL 27 200km 9 O.gan AL AL Sk,

The Lematang River is a seasonal waterway with only seasonal navigability,
while the Enim River is essentially non-navigable. The nearest port to the plant site is

the private O.gan River terminal, located approximately 200km northwest.

4.3 & IR

4.Device status
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PR N 8] 2x660MW HLAL T 2023 4F 10 A HNH LizAT, REFELE
R BH FP o BEEAERE. BAEAPCEREA.

In October 2023, the 2x660MW units of Boya Branch commenced commercial
operation. According to the annual maintenance schedule, we plan to perform overlay

welding repairs on the grinding roller sleeves and grinding plate liners of some coal

mills.
B AL 2 T
The coal mill agreement is as follows
R WERE. RERE. BHE. REK
Coal type Bituminous coal, anthracite, lignite, lean coal
"B M % 40 Grindability | HGI>35 (v K ¥ B )
coefficient HGI>35 (Hardness Index)
B R 0~50mm
Raw coal particle size
JE R B A 3% 30 t/min
Grinder plate speed

AREZE. ARG EICER THEL A4 NAREME KGR 4 6
ZGMII3N-IA s E L. FERAERE. BHARY CRREEN N 74,
REFERRELERT X, BARREULTERREN K.

This roller sleeve and liner cladding repair is exclusively applicable to four
ZGMI113N-II medium-speed coal mills in Unit #1 of the Boya Branch during its
inspection overhaul. The estimated cladding weight for the required roller sleeves and
grinding disc liners is approximately 6.5 tons, to be applied via online cladding

technology as needed, with the final quantity subject to actual settlement.

=\ BEABRREREX
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=. Fix content and technical requirements

T B ENAT 2 IR E AR E FE AR RI$R T, 1% 08 B2 Ko B AL
REREBATRRA P IEE T AT, &R ESOR.

Without removing the grinding roller sleeve and grinding plate liner when the
coal mill is out of operation, the grinding roller sleeve and grinding plate liner of the
coal mill are welded with open arc according to the drawing requirements, so as not to
cause equipment damage.

FR %77 REAE 3 12 0 7 X2 #3025 R ot , W7 M3 )Rl 6 xR 2 &
EHROTHALT, AL EAEN TR,

If the service provider arranges the repair by online welding, both parties shall
confirm and sign the weight of the welding wire before and after the welding, and the
visa form shall be used as the basis for settlement.

BEREERIRL (V25 ) BAMR R OB R MR, R M &R LS
Bph Tk T R fEE R VAUTID. 42 [ #38 [F stein. 5 [ & K 3L Stellite,
HZE/HAH4C. Si. Mn. Cr. Fe. Mo. Nb %1%, HHTELEZD H: C:
5% ~6%-. Si: 1% ~2%. Mn: 0.8% ~3.5%. Cr: 26% ~35%. Nb: 5% ~7%.

The roll sleeve spot welding wire (rod) features excellent wear resistance and
pressure resistance. The selected brand should meet or exceed imported standards:
German VAUTID, German Stein, and American Stellite. It must contain at least the
following elements: C: 5%—6%, Si: 1%—2%, Mn: 0.8%—3.5%, Cr: 26%—35%, and Nb:
5%—7%.

B E B AATROE R R LM R GO I, AN B, R EA B E
2 R 77 N5 7 VT #ATHE IR

The material of the welding wire used for the grinding roller sleeve and grinding
plate backing plate is detected by spectrometer to confirm the material, and the
material report is provided. The welding can be carried out only after the confirmation
of the purchaser.

B RN R 2 OB AR E SR I THE B £ 2R REA R AR, T
EREARLERIH, BRELFRNERGT AR LT AR TARE, £

8
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F R JE #E4T B AR A

Since the workload of online welding of coal mill grinding roller sleeve and
grinding plate liner is mainly the consumption of welding materials, the workload is
calculated according to the weight of welding wire used. Before each welding wire is
unpacked, it is weighed by electronic scale under the witness of purchasing personnel,
and on-site verification is carried out before and after use.

HERWERKERFEHITEE, BREARNERKELRR T, HL
BRI,

The worn parts of the grinding roller device are repaired, and the assembled
grinding roller device meets the original design requirements in size and performance.

ERE. BEHMNBCEERETY:

Roller sleeve and grinding plate backing plate cladding process

EIGIT LR, FABERANERE. BHARAATENE L BENE,
TEILEK.

Before the site work begins, the original data of the mill roller sleeve and the mill
plate liner should be measured before welding, and a complete record should be
made.

He YR RT S0 % e 3 TARHATH BRI E, #0A TR0 12 B8 0 R Wk
M. RAS & R L SUH T B 38 o R 77 JLAE, JF4T B B 2 REER MG R )5 77 7]
SR T, BRABFRERTRS T RAEERNERE. BRI,
FR %577 BL A2 2 3 0 JE 35, 8 2R A AR

Prior to overlay welding, the workpiece must undergo dye penetrant testing to
confirm the absence of cracks or internal defects that could compromise the welding
process. If cracks are detected, the procuring party must be notified and present as
witnesses. The workpiece shall be ground until all defects are eliminated before
proceeding with overlay welding. Should the service provider be responsible for the
fracture of grinding roller sleeves or grinding disc liners during the overlay welding

process, they shall compensate by providing new sleeves or liners.
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LSRR R, FEMERIEE, T REEIER. BENL, HiE#A,
4 P R U R AR AR IR

During online welding, the welding ground wire should be overlapped nearby
and should not be connected to the grinding roller or reducer to prevent the bearing
and gear from being damaged by overheating due to current passing through.

W )RR T ERRP BAE BB AR T, B S R 4 R E T A T 90°C,
DL PROR B A AR = A ) R, i RIEATHR R RE.

Before welding, impurities and hardened layers should be removed. During
welding, the temperature of the roller surface should be strictly controlled not to
exceed 90°C to ensure that welding does not affect the thermal stress of the matrix
and cause delamination and peeling during operation.

PREE RO EIRANTY, Wb THREERL. B,

During welding, cooling process should be done to prevent the whole part from

cracking and deformation.

BREABRTHEERETRATI ZX, BAERKE.

The thickness of each layer in the welding process should not be more than 3
mm to avoid peeling.

BEFAERERERAREEEESBFARFRHERCEER A, k&S
Befl, HRA0E BB G A RATE BRI, 54 GB/IT 9443 (FM Ak tF
BERN ) WEX.

The overlay welding layer of the coal mill grinding roller sleeve and grinding
plate liner must be free from penetrating cracks, dense pores, slag inclusions, or other
defects. Both the overlay welding and the surrounding base material must undergo
penetrant testing to meet the requirements of GB/T 9443 (Cast Steel and Cast Iron
Parts-Penetrant Testing).

B R R R B RARA RN E TR, DU &R B 0 R0 AR A
W B IR BB R B A T AR T BB R AR R Ak o, SRR TR R

The transition layer should be based on austenitic stainless steel to isolate the
cracks of the welding layer from the base body; or eliminate or slow down the sudden
impact caused by the production process, so as to avoid the peeling of the hard surface
layer.

B ERE. BEAREEERXEAYREFERRITEXR, ALAMNER
e E, BN E A SRS

After welding, the surface shape of the wear-resistant layer of the grinding roller
sleeve and the grinding plate liner should meet the original design requirements.
When using the special measuring ruler for inspection, the gap between each

10
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measuring point is uniform.

FEFER BN AR, RF A2 F AE LA AR T B An (B FHATAD s
R E R RN EHRE GBS, AR IR, ﬁmﬁF&%@%%t,A
B R+ £ B ia3mm, 7 B R £ A1 Smm, RE R DAL A,
ARSI AT, R ELEREHEFE, RAESERIEIA, %ﬁ%%
FRREAFELRT 3mm; FEEZAFEZOARN, #2200, £\
#E £ HRC>60.

Surface quality is visually inspected, while dimensional tolerances are verified
using appropriate measuring tools and instruments. Specialized calipers are employed
to measure the external dimensions of post-welded grinding rolls and liners.
Compared with the original product drawings, the circumferential dimensional
deviation should not exceed £3mm, and the radial dimensional deviation should not
exceed £1.5mm. Surface stress cracks must be uniform without obvious unevenness,
and the weld path on the deposited layer surface should be smooth and flat, with no
continuous cracks appearing. The scale-like protrusions on the surface shall not
exceed 3mm in unevenness. Surface hardness is tested using a hardness tester. During
welding, layered inspections are conducted to ensure the surface hardness reaches
HRC=>60.

Wi B B9 RE L HRC: 60-65. 302 5 k%77 Mgk A LA M, (R 7
K.

The wear-resistant layer has a hardness of HRC 60-65. The service provider shall
submit a hardness test report after the overlay welding for the purchaser's acceptance.

e THAT B 3o W B, BRAT7 R 4% R 77 A7 ok AL B v R 7 RN
RAATIK.

When the construction reaches the acceptance point, the service provider shall
notify the relevant personnel of the purchaser in time according to the relevant
provisions of the purchaser for acceptance.

A7 RS ARG 7 6 sk R B, R G E W ERNERE. BEAR
RF R M7 & WHAT.

Due to production demand or other special reasons of the purchaser, the size of
the welding repair of the mill roller sleeve and mill plate liner shall be carried out
according to the opinion of the purchaser.

ERECAMIEEME: (1) 15°846H; (2) BEREERE.

The main repair positions of the grinding roller sleeve are: (1) 15 joint surface; (2)

the welding layer of the grinding roller sleeve.
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EREW 15°E0EGE: GENTFHTEREMFOLERL, Ba7RHE
BT, B S BHRAT BUAE [ 69 88 62 R 2 AT RN, R B R
JEERTHATFH T BRENFR SRR E G, I 5H M5 E 86k
Fa; 54 m T J5# % K SOSHRCSSS8, MKEEERAY L.6.

Repair of the 15th mating surface of the grinding roller sleeve: Before repair, the
material composition of the worn surface must be confirmed through spectral analysis,
with the service provider providing a material analysis report. Subsequent repair
involves overlay welding using hard alloy welding wire matching the base material,
followed by turning operations according to original factory drawings. Post-repair,
excess weld scars and flash must be removed, with no dents or other welding defects
allowed. The hardened surface shall achieve a hardness of 50<HRC<58, with a
surface roughness requirement of 1.6.

BREREREGL: HRWL AL THH#TEERHIRE, AL
PR B R N E R SEIR AT H FIRAR . BALE;, RERIE R, N
B R E AL 90°C, DI RIRE IR AN P, R EE
BEFGATIEX, BARE EERESRARFUHEREREA S, XiE
Skl WEE MR HRC>60, 307 /6 k%77 btk (R 8 AR M . R 248
F&, ETREEHETH.

Roller bushing overlay repair: Prior to overlay welding, conduct dye penetrant
testing on the workpiece to confirm the absence of weld-affected cracks or internal
defects. Remove impurities and the hardened layer before welding. During welding,
strictly control the roller surface temperature to no more than 90°C to prevent thermal
stress on the substrate. Each overlay layer must not exceed 3 mm in thickness to avoid
spalling. The overlay layer must be free from through-cracks, dense porosity, or slag
inclusions. The wear-resistant layer must have a hardness of HRC >60, and the
service provider must provide a hardness test report after welding. Weld wire usage
shall be calculated based on actual weighing.

AT A2, EREAEELE Y, BER RN BER, RETT
EANR R IR A RHL. AREFN, HRETRHLIE.,
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In order to prevent abnormal stress, the temperature between the welding layer
should be strictly controlled during the whole welding process. The service staff
should check whether there are cracks, bubbles and other conditions in the welding
path while welding, and arrange for treatment in time.

Wi B BATAR B e SR B AR o 3 T WAL OT, RS e S R
EEHHREFATEIFRIEE ¥ A .

If the roller sleeve and liner plate are cracked or damaged due to collision during
the repair process of overlay welding, the service provider shall compensate the whole
set of new roller sleeve and liner plate free of charge and ensure normal use.

H|E. ABOEERGEE TR E B a1 D F10000/N, HAE—A 4
ERMEREESFHIAME, HRAKRSREIIEFELL2, BEELFHI
FEEE LY E—RABCRE R R AFEIABE, RSB E SR
172, #RELRHIATEHUS. TWERST RFHTEE, FEHRITHE
Rl A

The service life of roller sleeves and liner plates after overlay welding repair
shall not be less than 10,000 hours. The overlay welding layer on any roller sleeve
surface must remain intact without peeling, and the exposed metal of the liner plate
body shall not exceed 1/2. The overlay welding layer must not develop severe dents.
Similarly, the overlay welding layer on any liner plate surface must remain intact
without peeling, and the exposed metal of the liner plate body shall not exceed 1/2.
The overlay welding layer must not develop severe dents. In case of non-compliance,
the service provider shall carry out free repairs and recalculate the service life.

WBEE)E, BRETMERBEAMHIIREERAGCEENIERGLAEE,
DUE R 77 3¢ R A6 B AL AT F B IR B IR % I IR A B AR B
WA R ATAR AR TR W E A JLRESR, fl i “DI” A% —KENE, “D2°HF =
RIENR, DUERM 77 L2 RH.

After the cladding repair, the service provider shall mark the repair unit and the
cladding weight on the outer surface of the repaired part, enabling the purchaser to

track and inspect the quality of the repair unit. The service provider shall also indicate
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the cladding sequence on the inner arc surface of the rolled sleeve and the
non-working surface of the liner, such as "D1" for the first cladding and "D2" for the
second cladding, allowing the purchaser to track the cladding sequence.

FRELZEBHRE ARRERTHATHEECE, 0L IR R T ek
A ARG ENTHRS T EERG 7 288k XEEELRELT RUERRR
EFERE, PHRUTARF TN EZREEEE (BEEREZER) ARASE

Hu 45T 3-5fF ik,

It is strictly prohibited to perform overlay welding repairs without adhering to
the original dimensions of the roll sleeve and liner plates. If the repair cannot be
completed on-site due to non-compliant overlay welding dimensions, the service
provider shall compensate the purchaser for all losses. For cases where adjustments
are required to barely meet production requirements, the purchaser shall deduct 3-5
times the excess overlay welding weight (or deviation weight) from the service

provider during cost settlement.

V. X5 FAE

V0. Responsibilities of both parties

LR 77 5 4E

1.Purchaser's Responsibility

L1 AT RETEEENRE. HARBTHERK.

1.1Responsible for quality acceptance of repaired roller sleeves and liners
provided by the service provider

1.2 551 B 77 46 T 3 R B AR B AT AR

1.2 Responsible for specifying the roll sleeve and liner to be welded to the
service provider.

13 ARG T7HEAWE RS EN KH#HTHE

1.3 Responsible for weighing the wear-resistant welding materials when they

enter or leave the factory together with the service provider.2. k% 7 3 £
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2. Service provider responsibility
2.1 SR E. ABCERBEHET I, HxaWEE4RERR.
2.1 Responsible for the whole work of roll sleeve and liner plate welding repair,
and responsible for the quality of all welded parts.
22 HIFERE. HPCEREA TN LWz THE.
2.2Responsible for all transportation required for roll sleeve and liner plate
welding repair.
23 RIFERMTHEXNBE. ARG EA K TN R ERK.
2.3Responsible for the quality acceptance of roll sleeve and liner plate welding
repair with the purchaser.
2.4 S50 ERM 7 K F W EEAENT K #ATARE
2.4  Responsible for weighing the wear-resistant welding materials together

with the purchaser when they enter or leave the factory.

F. THAESR

Fi. Construction timeline

LELIHENT: 2026 4F 10 A #1 HLALME M KB 1.

Online cladding: During the inspection and major overhaul of Unit #l in
October 2026.

2AFEERNEERE N 7R, &AM 30K,

Each coal mill requires a welding period of 7 days, with the total project

duration not exceeding 30 days.

N~ RERIE:

75~ quality assurance

LEEAREHRE. ARRERITH N 1.

1.The warranty period for repaired roller sleeves and liners is 1 year
2SR RARE, MR T Z AR LR F AT R ERERT R,
WR% 77 A AWB KI5 ERFTRE, FREFAHRS 7 8 E. FHFNEH
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PR R A E B E L 20mm DL B RS T A2 BB R E.

2.During the overlay welding process, if a roller sleeve fractures due to improper
process control or welding material defects, the service provider shall cover all losses
and replace the sleeve free of charge, with replacement costs borne by the provider. If
the wear on the welded surface exceeds 20 mm within six months, the service
provider shall replace the worn roller sleeve at no cost.

3R N RARS BN BRI 12, HREAFLIA EH LI
TSR REXERBEESAHFHIARE, K 4E — K, F % 10000 T .
3.During the service life, the exposed metal of the lining body shall not exceed 1/2,
and the severe depression shall not appear in the welding layer; the welding layer on
any surface of the lining body shall not fall off, and the assessment shall be 1000 to
100,000yuan.
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