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Tablae 4.3

Mumber and Type of Tost Specimens and Range of Thickness Qualified —

WPS Quialification; PJP Groows Welds (saee 4.10)
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Number and Type of Test Specimens and Range of Thickness Qualified—

WP3 Qualification; Fillet Welds (see 4.11.1)
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° # Metallurgy of welding lancaster, tohn Fredrik-6th ed. - 1999

° # Welding Inspection Technology-American Welding Society-4th ed.- 2000.

° # Aws welding Handbook 7th ed-Vol.2

° # Aws D1.1-structural welding code-steel-2000

° # Aws B1.11-Guide for the Visual Inspection of welds-1988.

. # |so 5817-welding-fusion-welded Toints in steel-nickel, titanium & thair alloys-

Quiality level for imperfections-2003 (E).

. # Welded Toim design-Hicks, Jogn Groffrey.

° # Welding metallurgy-sindo kou

° # |so 2553-welded, brazed and soldered loints-symbolic representaion on drauings.
° # Aws A2.4 standard symbols for welding, Brazing, and Nondestructive Examineation.
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