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Approval testing of welders- |
® working to approye.d welding procedures

Part 2. TIG or MIG welding of aluminiumn
andits alloys-
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Partie 2. Soudage & I'arc en atmosphare inerte avec électrode fusible .
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Foreword

This British Standard, which has been prepared under the
direction of the Welding Standards Comr;mttee Isoneofa

series of standards on the approval testing of welders and
welding procedures, the latter having a bearing on the

former for certaln applications. This link has been used as a

means af arranging the series of standards into:

{a) approval testing of welding procedures (se0
BS 4870 : Part 2);

{b) welder approval when approval of the welding
procedure Is required;

{c) welder approval when approval of the welding
procedure Is not required (for either technical or
contract reasons) (see BS 4872 : Part 2).

For the purposes of this Part of thls standard, a welder
working to an approved procedure or a procedure being
approved {s considéred to be sufficiently expérienced in
the appropriate welding process for aluminium and its
alloys and hence already capable of passing tests such as
those given In BS 4872 : Part 2.

To indicate the philosophy behind this series of standards,

it Is considered useful to give detalls of the practices"
-relating to welding procedure approval. Depending upon
the emphasls placed on quality control i the production

of welded components, the approval of welding procedures
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“1. Test pleca and location of test specimens

for butt weld In sheet or plate 3
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of test speclmens for pipe welded In the

fixed horizontal or fixed 45 © inclined

position . 4
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for branch connection in pipe 8

covered in this serles of standards may be administered in
one of several ways which should be stipulated at the
enquiry and/or order stage. The alternatives currently
employed are the following:

(1) each individua! contractor {or sub-contractor) may
have proved by actual test pieces every weld form he
wishes to use, In every thickness and materlal; or

(2) each Individual contractor {(or sub-contractor) may
have proved by actual test pieces; a set of welds
representative on a group basis of all the various thick-
nesses-and materials to be used in production; or

(3) each Individual contractor (or sub-contractor) need
not make procedure test pieces provided he can prove
by appropriate authentic documentation of an
Independent nature that he has prevlously satisfactorily
welded the type of joint and material in question.

In respect of (1) and (2) it should be appreciated that once
the welding procedure tests have been approved, they need
never be repeated unless there Is a change In certaln
variables. As an extension beyond (3), it may be possible
by agreement between the contracting parties for fully
documented welding procedures, developed independently
of the particular contractor, to be employed without the
need for further approval tests.

9




