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202 Recognition of other standards is subject to submittal
to the Society for evaluation.
E 300 Certification

301 Welding and testing of weld assemblies are to be per-
formed in the presence of the surveyor. Upon successful
completion, the Society will certify that the welder has
passed the approval testing.

3

302 Where certification is performed by other IACS
members or independent organisations, e.g. accredited or
nationally approved certification bodies, recognition of such
certification will be evaluated on a case by case basis. The
Society reserves the right, however, to require verification
of welders' qualifications when deemed necessary. Such
verification may include testing prior to production, extra

~ NDT and/or welding production tests.
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. Welding Consumables for Low-Alloy, Heat-Resisting Steels

SECTION 3
TYPE APPROVAL OF WELDING CONSUMABLES

Contents

General

100  Scope

200 Approval procedure
300 ; Approval testing.

400 Changes

500 Basic groups and grades
600 Testing procedure

700  Test specimens

800 Hydrogen test

900 Re-testing

. Covered Electrodes for Shielded Metal Arc Welding of Nor-

mal and High Strength Steels

100  General

200 All-weld-metal test

300 Butt-weld test

400 Hydrogen test

500 Covered electrodes for fillet welding

600 Covered electrodes for gravity or contact welding
700  Deep penetration electrodes

800 Annual tests

900 Upgrading

. Wire/Flux Combinations for Submerged Arc Welding

100  General

200  Multi-run technique
300 Two-run technique
400 - Annual tests

500 Upgrading

. Combinations for Use in One-side Automatic Welding Proc-

esses

100  General

200 One-run welding

300 Multi-run welding

400 One-and multi-run welding
500 Testing

600 Requirements

700 . Annual tests

800 Upgrading

. Wires and Wire/Gas Combinations for Metal Arc Welding

100  General

200  Semi-automatic multi-run welding
300 Automatic multi-run welding

400 Two-run welding

500  Annual tests

600 Upgrading

Combinations for Use in Electro-slag and Electm-gas Wel-
ding Processes

100 General

200 Initial tests

300 Annual tests

. Welding Consumables for Welding of Steel Grades NV 2-4,

NV 2-4L, NV 44 and NV 4-4L for Low-Temperature Ap-
plications

100 General

200 Additional requirements
300 Annual tests

(NV 0,3Mo, NV 1Cr 0,5Mo and NV 2,25Cr 1Mo)
100  General

200 Additional requirements

300 Chemical composition

400 Annual tests

Welding Consumables for Welding of Steel Grades NV
1,5Ni, NV 3,5Ni, NV 5Ni and NV 9Ni

100  General

200 Additional requirements

—

300 Annual test
400 Other welding consumables

b

J. gVelding Consumables for Welding of Extra High Strength
teels

J 100 General

J 200 Additional requirements

J 300 Annual tests

K. Welding Consumables for Welding of Austenitic Stainless
Steels .

K 100 General

K 200 - All-weld-metal test

K 300 Chemical composition

K 400 Possible additional tests

K 500 Annual tests

L. Welding Consumables for Welding of Ferritic-Austenitic
Stamless Steels (Duplex Steels)

L General .

L 200 Test assemblies

L. 300 Chemical composition

L 400 Microstructural examination

L 500 Corrosion test

L 600 Annual tests

M. Welding Consumables for Welding of Aluminium Alloys for
General and Low-Temperature Service

M 100 General

M 200 Test assemblies

M 300 Testing

M 400 Annual tests

A. General
A 100 Scope

101 This Section specifies the requirements to be complied
with for obtaining the Society's type approval of welding
consumables for welding of normal, high and extra high
strength steels, boiler and pressure vessel steels, steels for
low temperature service, austenitic stainless steels, duplex
steels and aluminium alloys. This section covers IACS UR
W23,

A 200 Approval procedure

201 The surveyor is to be satisfied that the manufacturer's
plant, methods of production and quality control of welding
consumables are to be such as to ensure a reasonable uni-
formity in manufacture.

202 All test assemblies are to be prepared under the su-
pervision of the surveyor, and all tests are to be carried out
in his presence.

203 When welding consumables are manufactured in se-
veral factories of the same company, the complete series of
approval tests are to be carried out in one of the works only.
In the other factories, a reduced test programme, at least
equivalent to annual tests included hydrogen testing for low
drogen type consumables is permitted if the manufacturer
can verify that the materials used and the fabrication process
are ideRtical with those used in the main works. This re-
quirement is applicable to all manufacturers of filler pro-
ducts under licence (sister firms). However, should there be
any doubt, complete test-series may be required.

204 All welding consumables approved are to be subjected
to an annual re-testing. On these occasions, samples of the
approved consumables are to be selected by the surveyor

DET NORSKE VERITAS
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and subjected to the tests detailed in subsequent sections of
these Rules. '

Use of a manufacturer's quality assurance system as an al-
ternative to annual testing procedure may be accepted after
agreement with the Society.

A 300 Approval testing

301 All weld tests may be performed by the manufacturer
or anyone appointed by him.

302 The welding conditions used such as amperage, volt-
age, travel speed, etc. are to be within the range recom-
mended the manufacturer for normal good weldin
practice. When a filler metal is stated to be suitable for bo
alternating current (A.C.) and direct current (D.C.), A.C.
is to be used for the preparation of the test assemblies.

303 The tests prescribed are to be carried out for each type
of welding consumable for which approval is required.

304 The Society may request, in a particular case, addi-
tional tests or requirements as may be considered necessary.
A 400 Changes

401 Any alteration proposed by the maker to the approved
consumable which may result in a change in the chemical
composition and the mechanical properties of the deposited

metal, must be immediately notified to the Society. Addi-
tional tests may be necessary.

402 Upgrading of welding consumables will be considered
only at the manufacturer’s request, preferably at the time of
annual testing. Generally, for this purpose, tests from butt
weld assemblies will be required in addition to the normal
annual approval tests.

A 500 Basic groups and grades

501 Welding consumables are divided into groups, de-
pending on the strength of the filler metal and further di-
vided into grades depending on the impact test temperature
and the chemical composition of the filler metal.

The grades of welding consumables given in Table Al are
specified in this Section.

502 Welding consumables which have satisfied the re-
quirements for a higher toughness grade, are also considered
as complying with the requirements for a lower toughness
grade of the same group.

Table A1 Grades of welding consumables
Normal strength steels High strength steels Extra high strength steels | Austenitic stainless steels
1 2Y 3/4/5 Y42 308/308Mo/308L
2 3Y 309/309L/309Nb/
3 4Y 3/4/5 Y46 309Mo/309MoL
5 5Y 310/310Nb/310Mo
3/4/5 Y50 312
I 2/3/4 Y40 316/316L
Grade of welding 11 3/4/5 Y55 317/317L
consumables I . 1Y 318
A% ny 3/4/5 Y62 330
nmy 347
IVY 3/4/5 Y69 349
VY
II/HI/IV Y40

A 600 Testing procedure

601 The test welds are normally to be made on the mate-
rial for which approval of the welding consumable is de-
sired. Any grade of structural steel may, however, be used
for the preparation of the all-weld-metal test assemblies.

602 The test specimens are to be made under controlled
conditions, on metal deposited from the filler metal in
question. .

603 After being welded, the test assemblies are not to be
subjected to any heat treatment.

604 1t is recommended that the welded assembly is sub-
jected to radiographic examination to ascertain whether there
are any defects in the weld prior to testing.

A 700 Test specimens

701 The test specimens referred to in this Section is de-
scribed in Ch.1 Sec.2 and Ch.3 Sec.l1.

Tensile tests:

Round tensile test specimens are to be machined to the di-
mensions shown in Sec.1 B201, type A, care being taken
that the longitudinal axis coincides with the intersection be-
tween the midplane of the weld, and the midplane of the
plates.

Flat specimens of the form given in Sec.1 B201, type C are
to be prepared. The upper and lower surfaces of the weld
are to be machined flush with the surface of the plate.

Prior to testing, the tensile test specimens may be subjected
to a temperature not exceeding 250°C for a period not ex-
ceeding 16 hours, for hydrogen removal.

Charpy V-notch impact tests:

Standard Charpy V-notch test specimens are to be prepared
as shown in Ch.1 Sec.2 ’

The test temperature for specimens tested at 0, —20, —40
and —60°C are to be controlled and kept within +2°C of
the prescribed temperature.

The test specimens are to be cut with their longitudinal axis
transverse to the weld length, with the notch perpendicular
to the surface of the plate and positioned as follows:

— for deposited metal and butt weld test assemblies with
multi-run technique, the test specimens are to be cut at
mid thickness of the weld

— for two-run welded test assemblies the specimens are to
be cut on the 2nd run side, 2 mm below the surface

— for electroslag or electrogas welded test assemblies all
specimens are to be cut 2 mm below the surface

— for one-side automatic welding processes, the test speci-
mens are to be cut 2 mm below the face side and 2 mm
below the root side of the test assembly.

The average absorbed energy value is to comply with the
requirements of subsequent sections. One individual value
may be less than the required average value provided that it
is not less than 70% of this value.
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Bend test:

Flat bend test specimens, as shown in Sec.1 Fig.2 and 3 are
to be used. The upper and lower surfaces of the weld are to
be filed, ground or machined flush with the surface of the
specimens and the edges of the specimens are to be rounded
to a radius not exceeding 2 mm.

The test specimens are to be capable of withstanding bend-
ing through an angle of 120° over a former having a diam-
eter three times the thickness of the specimen.

Y

A 800, Hydrogen test

801 Low hydrogen consumables are to be subjected to a
hydrogen test. The test is to be carried out in accordance
with the mercury method specified in ISO 3690-1977, or
any method such as the gas chromatic which correlates with
that method. The glycerine method may be admitted at the
discretion of the Society. This method is described below.

Prior to welding, the consumables may undergo a normal
drying process recommended by the manufacturer.

802 Four test specimens are to be prepared measuring 12
X 25 mm in cross-section by about 125 mm in length. The
parent metal may be any grade of structural steel. Before
welding, the specimens are to be weighed to the nearest 0,1
gram. On the 25 mm surface of each test specimen, a single
weld bead about 100 mm in length is to be deposited by a
4 mm diameter electrode, using about 150 mm of the elec-
trode. The welding is to be carried out with an arc as short
as possible and with a current of approximately 150 A. All
four test specimens are to be welded within a period of 30
minutes. For iron powder electrodes, an electrode with a
dimension giving approximately the same quantity of de-
posited metal as an ordinary 4 mm diameter electrode is to
be used. For each test specimen, a new electrode is to be
used.

Within 30 seconds of the completion of the welding of each
specimen, the slag is to be removed and the specimen
quenched in water at approximately 20°C.

After 30 seconds in the water, the specimen is to be cleaned
and dried and then placed in an apparatus suitable for the
collection of hydrogen by displacement of glycerine. The
last step is to be completed within 2 minutes after breaking
the arc. The glycerine is to be kept at a temperature of 45°C
during the test. All specimens are to be welded and treated
identically.

The specimens are to be kept immersed in the glycerine for
a period of 48 hours and, after removal, are to be cleaned
in water and alcohol, dried and weighed to the nearest 0,1
gram to determine the amount of weld deposit.

803 The amount of gas given off is to be measured to the
nearest 0,05 cm? and corrected for temperature and pressure
to 20°C and 760 mm Hg.

A 900 Re-testing
901 Tensile and bend tests:

Where the result of a tensile or bend test does not comply
with the requirements, duplicate test specimens of the same
type are to be prepared and satisfactorily tested. Where in-
sufficient original welded assembly is available, a new as-
sembly is to be prepared using welding consumables from
the same batch. If the new assembly is made with the same
procedure as the original assembly, only the duplicate re-test
specimens needs to be prepared and tested. Otherwise, all
test specimens should be prepared as for re-testing.

902

When the average value of a set of three impact test speci-
mens fails to meet the stated requirements, or the value of

Charpy V-notch impact tests:

more than one specimen is below the required average va-
lue, or when the value of only one specimen is below 70%
of the specified average value, three additional specimens
from the same piece may be tested and the results added to
those previously obtained to form a new average. If this new
average complies with the requirements and if no more than
two individual results are lower than the required average
and no more than one result is below 70% of the specified
average value, the tests may be accepted.

B. Covered Electrodes for Shielded Metal Arc
Welding of Normal and High Strength Steels

B 100 General
101 Electrodes will be divided into the following grades:

— for normal strength steels:1, 2 and 3

— for high strength steels with minimum yield strength up
t0 355 N/mm*: 2Y,3Y,4YandSY

— for high strength steels with minimum yield strength up
to 390 N/mm#: 2 Y40, 3 Y40 and 4 Y40

Approval will be considered subject to compliance with the
specified tests and requirements in 200 and 300.

102 Electrodes complying with the requirements stipulated
in 400 will be given the suffix H15, H10 or HS added to the
grade mark. Electrodes for high strength steels are to be
hydrogen tested and are to satisfy the requirements for at
least the suffix H15.

B 200 -All-weld-metal test
201 Preparation of test assemblies:

Two all-weld-metal test assemblies are to be welded in the
downhand position as shown in Fig.1, one using 4 mm.di-
ameter electrodes and the other using the largest size manu-
factured. If an electrode is available in oné diameter only,
one test assembly is sufficient.

REINFORCEMENT TO BE MADE
AS SMALL AS POSSIBLE

" /3 MPACT TEST

SPECIMI
TAKEN AE:?IIID ={) PERPENDICULAR
DEPTH OF WELD 7 TO SURFACE

OF PLATE

une of cut !
" FOR TENSILE /
SPECIMEN f; ! 1 TENSILE

TEST SPECIMEN

a; P
3 L&
3
7~
’
(-]
10 mm _—q_\
1
{ =~ 20mm

oo E R P S R O OE MO oA D SR W W Mol Ne © B0 ¥ oS O om0 P I o N L m

MIN. 100 mm

Fig. 1
All-weld-metal test

The weld metal is to be deposited in single or multi-run
layers according to normal practice, the direction of deposi-
tion being reversed between subsequent layers, each bead
being no less than 2 mm and not more that 4 mm thick.
Between each run, the assembly is to be left in still air until
it has cooled below 250°C, the temperature being checked
in the middle of the weld bead.

DET NORSKE VERITAS




va-
0%
ens
| to
1eEW
han
age
fied

up

the

ted

be

r at

di-
nu-
ly,

O8i-
ck.

ntil
ked

MAAARITE 1996.1. F2EFEIEHEIW FI18H

SHh:

RRAME 1 18 2 R 3 FOmRe TS Mite. 88600 L F
KERAT. BRI TE SRENEEFT, %
TR R85 2 mm B,
REMNERZBESERIETAREEN M EME120° A
RIS

A 800 JUSiX3

801 (EATRARLETRIAIRE. PORmenHE 1SO 3690 - 1977

PHERKRIERIAT, BURHAL SR E R KB
EMSAY BANE. 244 FAE TRATMNER &
AR :

R0, BATIHATHIE T PR A TR .

802 [ TIERBEARTE N 12 x 25 mm, K4 125 mm HIEKEE,
BHAHEMERMEMN. B, SENKRE, HHE
0.1g, ZEBHRIAFMN 25 mm MEE L, N RAER 4 mm BE
%, FERIZ 150 mm MMREKE, HIE 5% 100 mm KEK
BRI, R ARTTRBAE M B IHIZ) 150 A B R HEATHESR,

SHIUMRPERIZE 30 roh ARG, X T8RS, RIRAEME
BERESEEHR 4 mm MELNENSRRILEHEINE
% ME—RREE, BIRERARRER.

EERRBERER 30 BaR, BTRARREHAEETFY 20
CHRIKHRH.

K30 BE, BN FRER TR REREEsWERT
MER MM ESNE S, BIGHSBMERIUE 2 HHN5%
B RBHE, HWMBRRF 45 CRRE, FraliaEs gt
Bk T .

RRERBE T H M P ORRF 48 /M, UG, RFE/KHITRG g
% FTREHFEOIHRD 0.1g ) LIFIEIBLEMERRE.

803 GIfEHEH SRR, HHE 0.05 cm®. HELKIEBNEHE
MR 20 CHIE S 760 mm Hg B HI A -

A %0 EERW

) W Ry Ry

WA RBR T IXBERAFEER, R H & FE
ERRREAHETHREORE. R R A R S &
ER AR AR, GG R — AR AR — Rk g
HRBHEF SERAGHER, AR SMRERE R i
B BN, DOYER IR & A AR

02 BV BGEO L

H—A =AM AR T SE AT & UE B RS — A Bk
HRBERIET AER T RHER, BA —MARKARERT
RETH{EE 70 % B, R AVFXTE B Rl —2 60 = F hnisthe
ETABHHER S FERBHERMME R — 11T

. MR TFHEFEER, BRTRENFHEGRER
B, FHAPETREFEK 70 % KA 8T —, W
A= linis: 3

B. LiEBEEMSEENSERIPEE
IR FEG IR &%

B 100 —RIEXR

101 BER5 BT IISR:

— MEEBER: 1 R 2HM3IK

— SERARERIRE < 355 N/mm? BIRREEMR: 2Y. 3Y. 4Y
HSY %

— MRARERIRE < 390 N/mm’® IR REM: 2Y40. 3Y40
1 4Y40 2%

£ 200 F01 300 HLE 930 FIEE K ) i AR A0 T LA T

102 FFH 400 MEBRMBER, BEHFRIMTEEMER

H15. HI10 5 HS; ERESMARERMETUERR, 5
/MR MBS HIS BB AT RENER.

‘B 200 £RFHIXE

201 ISEHIAERY:

RIEHRABERIFRSRMAE 1 FIRESBRRE —BER
FE#Z 4 mm BRI — AR FPTH & R RERE
B4, MR —-RERORE WHEERH —SRel4E.

FRIE 35 BRI B/

16 mm

15
E
e

t =20mm

B 100mm _,0mm,
e

B/ME 100 mm
-re ‘

H1 2ERAE

ﬁ%ﬁﬁﬁmﬁaﬂ FARENEERER, EENNER
W E R ERA PR R R, B R EEEMNA 2mm B
4mm. GEE—EE, RENETH#IESSPEEHB 250 T
T, RERNEEENFEME REHET—E.

WEARG




Rules for Ships , January 1996
Page 19 — Pt.2 Ch.3 Sec.3

202 Test specimens:

One longitudinal tensile and three impact test specimens are
to be taken from each test assembly as shown in Fig.1.

The test specimens are to be prepared according to A 700.

203 Test requirements:

The test results are all to comply with the requirements given
in Table Bl1. i

204 Chemical analysis:

The chemical analysis of the deposited weld metal in each
test assembly is to be supplied by the manufacturer and is |
to include the content of all significant alloying elements.

Table B1
N Tensile test Impact test
Grade R, Ren. As z e KV, 1
2 minimum, L. emperature minimum
N/mm N/mm? minimum, % % average
1 20
2 400—560 305 0
3 . . —20
2Y 0
3Y 1 —20
iY 490—660 375 22 40 47
5Y —60
2 Y40 0
3 Y40 510—690 400 —20
4 Y40 —40
1) Reduction of area to be reported for .information.

B 300 Butt-weld test
301 Preparation of test assemblies:

Butt-weld test assemblies as shown in Fig.2 are to be pre-
pared for each welding position (downhand, horizontal-ver-
tical, vertical and overhead) for which the electrode is
recommended, except that electrodes satisfying the require-
ments for downhand and vertical position will-be considered
as also complying with the requirements for the horizontal-
vertical position.

When an electrode is intended for downhand position only,
one additional test assembly is to be prepared in this posi-
tion.

302 Welding procedure for test assemblies:

The following welding procedure is to be applied when
. making the test assemblies:

Downhand welding:

First run with 4 mm diameter electrode. Remaining runs
(except last two layers) with 5 mm diameter electrode or
greater according to the normal welding practice with the
electrode. The runs with the last two layers with the largest
diameter of electrode manufactured.

Where a second downhand test.is required, the following
procedure is to be adapted:

First run with 4 mm diameter electrode. Next run with an
electrode of intermediate diameter of 5 mm or 6 mm, and
the remaining runs with the largest diameter of electrode
manufactured.

Horizontal-vertical welding:
First run with 4 mm or 5 mm diameter electrode.
quent runs with 5 mm diameter electrodes.

Subse-

Vertical and overhead welding:

First run with 3 mm diameter electrode. Remaining runs
with 4 mm diameter electrodes, alternatively 5 mm diameter
electrodes, if recommended by the manufacturer for the po-
sitions concerned.

Vertical downwards welding:

Vertical downwards technique should be adopted for the
preparation of the test assembly, using electrode diameters
as recommended by the manufacturer. :

For all assemblies the back sealing runs are to be made with
4 mm diameter electrodes in the welding position appropri-

ate to each test sample, after back chipping. For electrodes
suitable for downhand welding only, the test assemblies may
be turned over to carry out the back sealing run.

Test specimens:

One transverse tensile, two bend tests (face and root bend)
and three impact test specimens are to be taken from each
test assembly as shown in Fig.2.

The test specimens are to be prepared according to A700.

€T
N/

P4

2—3mm
g s — 2 1
MIN. 100 mm

—a
MIN. 100 mm

15—20 mm

REINFORCEMENT TO BE MADE
AS SMALL AS POSSIBLE

DISCARD__,

f — — ——

CHARPY V-NOTCH TEST SPECIMENS
FROM DOWNHAND, OVERHEAD
AND VERTICAL TEST ASSEMBLIES

b
+ =
e
+=
- -

TENSILE

Wmm 50 mm

DISCARD

THESE TESTS ARE ONLY REQUIRED FOR

GRADES 2Y,3Y,4Y, 2Y40, 3 Y40 AND 4 Y40
ELECTRODES AND FOR ELECTRODES FOR WELDING
OF SPECIAL QUALITIES WHEN REQUIRED

B8Y THE INSTITUTION

Fig. 2
Butt weld test assembly

Test requirements:
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The test results are all to comply with the requirements given bending, no crack or defect having any dimensions exceed- £
in Table B2. The position of fracture in the transverse tensile  ing 3 mm can be seen on the outer surface of the test spec- [ - |
test specimen is to be reported. The bend test specimens can  jmen. i

be considered as complying with the requirements if, after [
Table B2
Tensile test Impact test — KV, J, minimum average
Grade Rm, o Downhand, horizontal- Vertical (upward and
minimum, N/mm? Temperature °C vertical and overhead downward) ]
v 1 20
2 400 0 4
(- 20 , _
2Y 0 34 3
3Y —20
5Y —60
2Y40 . : 0 . 1
3 Y40 510 —20 41
4 Y40 —40
B 400 Hydrogen test 20 25 S 125 3 _
401 Hydrogen test requirements I : E : ' : ' b :
' [ [ '
Electrodes passing the hydrogen test as stipulated in A 800 HH H ; E ]
are to satisfy the requirements given in Table B3. Both the N HH i -
individual and the average diffusible hydrogen contents of : Y] About 50 :
the specimens are to be reported and the average value in M About 1/2 About 1/2 L 2 .
cm? per 100 grams is not to exceed the following: L ‘
J
Table B3 : ‘ Fig. 3 )
Mark Mercury method Fillet weld test assembly E -
(ISO 3690-1977) . . . .. E
H1is 5D Hardness readings are to be made in each section as indi-
5 . cated in Fig.4. The hardness of the weld is to be determined
H10 102 and is to meet the requirements in Table B4. |
3 .
H5 ' ' 5 The hardness of both heat affected zone (HAZ) and base I
1) 10 when Glycerine method is used. metal is also to be determined and is to be reported for in-
2) 5 when Glycerine method is used. formation. !
3) Glycerine method is not allowed. ’ !
Table B4
H Grades
B 500 Covered electrodes for fillet welding Method (I;n;de; 2Y. 37 4Y SY
501 Where an electrode is submitted for approval for fillet ' » 2 Y40, 3 Y40, 4 Y40 - L
welding only, and to which the butt-weld test required in Vickers To be re- . & ]
300 is not considered applicable, the initial approval tests (50 or 100 N load) ported for 150 minimum -
are to consist of the fillet weld tests given below and all- Rockwell B informa- —
weld-metal tests similar to those indicated in 200. Where (1000 N load) tion 80 minimum

an electrode is submitted for approval for both butt and fillet
welding, the initial approval tests may, at the discretion of
the Socxety, include one fillet weld test as detailed below and
welded in the horizontal-vertical position. -

Preparation of fillet weld test assemblies: BASE METAL
Test assemblies as shown in Fig.3 are to be prepared for HAZ

each welding position (horizontal-vertical, vertical upwards,

HARDNESS READING

vertical downwards or overhead) for which the electrode is R \\

recommended by the manufacturer. el ,/ o ‘ 5

The first side is to be welded using the maximum size of £ /////// /%
electrode manufactured and the second side is to be welded 8_ //n //

using the minimum size of electrode manufactured and re-
commended for fillet welding. The length of the test assem-
blies L is to be sufficient to allow at least the deposition of
the entire length of the electrode being tested. Fig. 4

The fillet size will in general be determined by the electrode H"'d“e‘s readings
size and the welding current employed during testing.

BASE METAL

Breaking test/requirements:

Hardness testing/requirements: One of the remaining sections of the fillet weld is to have the
Each test assembly is to be sectioned to form three macro- Weld on the first side gouged or machined to facilitate
sections, each about 25 mm thick, as shown in Fig.3. breaking the fillet weld on the second side by closing the two

plates together, subjecting the root of the weld to tension. ‘; 4

Y 8
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