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INSPECTION

The purpose of irepaction is to
evaluate the quality of fabricatsd
products and mora specifically 1o
grade the qudity of a wald sgainst
an accsptable level of defacts.

The accaptable level of daiscts is
determined by & number of
DErEmetsrs:

B the loed modes and lead condi
tions — static and dyramic,

B the lewels and wariations of
srass,

B the zafety of persons and pro-
Farty,

B the technical and financial
consagquances of failue,

B the options for routine oparatio-
nd inspaction and control.

Approval procedures

Approval procedunes are confrag
tual but they alzo make referencs
to standards §f any) and o the reg
ulations of classification sociaties,
azpacially a5 regards the gualifice-
tion of weldars.

They may be complementsd by
the fabricstar's own ichouse pro-
cedures, gowerring walding mathe
ods in particular.

Tensile and berding tests ars con-
ducted on tast spacimens follow-
ing approval procedures lid down
by the classification sociefies.
These tests are very important as
they can help

B 1o detect 8 lack of fusion that is
hard to identify by MDOT testing,
ard

W to adjust parametsrs 50 8s to
limit defects.
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Testing welded [eints

The frequency and extent of wald
testirg will depand on 3 number of
critenia, such as;

B ztructure,

W rate of strass,

B ary loads imposed on the
welds.

In the coursa of fabrication it is
possible to perform:

B non-destructive tests incuding
random ¥4ay tasting (28), ulirasc-
nic =tc.,
M visual inspeghion and dya-pans-

== on specimans
tches of weldad

(25} Xy rasong & nornomaly
pozzbia an flar walds
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IMPERFECTIONS

The causes of weld imparfactions
are rumerous, ard are a rasult of
either tha preparation of the metal
or poor workmanship.

The most common defects en-
countarsd in aluminium weking
are wWirtualy the same as are found
in the weldng of stesl: isolated
cracks ['star cracks') or kongitudinal
cracks, incomplete panetration,
poor bonding ffusion), porosity and
urdercuts.

Standards dafine wel imperfec-
tiohs based on measuremants on
8 oross section [figure 88 of the
weld and cbservations on its
BppSarance.

An international nomenclature of
dafects has been estabizhed and
is given in EM 130 85331 (300
which lists & groups of imparfac-
tions, a5 shown in table 53, p. 104,

T Jaint or Fillst welds

Misalignmari: d
Tos anghas at basa of bead: 8

Tow mdil at bass of wald 1,
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Toa angles athase of bead &
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