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B.1 Review of requirements
The following elements shall be considered in a review of requirements:
a) the product standard to be used, together with any supplementary requirements;

b) the capability of the manufacturer to meet the prescribed requirements.
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B.2 Technical review

The following elements shall be considered in a technical review:

a) the parent material(s) specification and welded joint properties;
b) the joint location with relation to the design requirements;

c) quality and acceptance requirements for welds;

d) the location, accessibility and sequence of welds, including accessibility for inspection and non-
destructive testing;

e) other welding requirements, e.g. batch testing of consumables, ferrite content of weld metal, ageing,
hydrogen content, permanent backing, use of peening, surface finish, weld profile;

f) the dimensions and details of joint preparation and completed weld.
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B.3 Sub-contracting

With regard to sub-contracting, the suitability of any sub-contractor for welding fabrication and their
ability to comply with the relevant clauses of the ISO 3834 series (if contractually required) shall be
considered.
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B.4 Welding personnel

With regard to welding personnel, the qualification of welders and welding operators shall be
considered and in conformance with the relevant contract requirements.
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B.5 Equipment

The following elements shall be considered with regard to equipment:
a) the suitability of welding and associated equipment;

b) auxiliaries and equipment supply, identification and handling;

c) personal protective equipment and other safety equipment, directly associated with the applicable
manufacturing process;
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B.6 Production planning

The following elements shall be considered with regard to production planning:

a) reference to the appropriate procedure specifications for welding and related processes;
b) the sequence in which the welds are to be made;

c) environmental conditions (e.g. protection from wind, temperature and rain);

d) the allocation of competent personnel;

e) equipment for preheating and post-heat treatment, including temperature indicators;

f) the arrangement for any production test.

QY=-INX
naI70Nn1 DN NTaYN

=N



PQR

B.7 Qualification of the welding procedures

With regard to the qualification of the welding procedures, the method and range of qualification and
all variables shall be considered against the relevant contract requirements.
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B.8 Welding procedure specifications

With regard to welding procedure specifications, the range of qualification shall be considered and be
in conformance with the relevant contract requirements.
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B.9 Work instructions

With regard to work instructions, the issuing and use of work instructions shall be considered.
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B.10 Welding consumables

The following elements shall be considered with regard to welding consumables:
a) compatibility;

b) delivery conditions;

c) any supplementary requirements in the welding consumable purchasing specifications, including
the type of welding consumable inspection document;

d) the storage and handling of welding consumables;

e) batch testing.
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B.11 Materials

The following elements shall be considered with regard to materials:

a) any supplementary requirements in the material purchasing specifications, including the type of
inspection document for the material;

b) the weldability of the materials to be used;
c) the storage and handling of parent material;

d) traceability.
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B.12 Inspection and testing before welding

The following elements shall be considered with regard to inspection and testing before welding:
a) the suitability and validity of welders' and welding operators’ qualification certificates;

b) the suitability of the welding procedure specification;

c¢) the identity of the parent material,;

d) the identity of welding consumables;

e) joint preparation (e.g. shape and dimensions);

f) fit-up, jigging and tacking;

g) any special requirements in the welding procedure specification (e.g. prevention of distortion);

h) the suitability of working conditions for welding, including the environment.
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B.13 Inspection and testing during welding

The following elements shall be considered with regard to inspection and testing during welding:
a) essential welding parameters (e.g. welding current, arc voltage and travel speed);

b) the preheatingfinterhmss temperature;

c) the cleaning and shape of runs and layers of weld metal;

d) back gouging;

e) the welding sequence;

f) the correct use and handling of welding consumables;

g) control of distortion;

h) anyintermediate examination (e.g. checking dimensions).
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B.14 Inspection and testing after welding

The following elements shall be considered with regard to inspection and testing after welding:
a) the use of visual inspection (for completeness of welding, weld dimensions, shape);

b) the use of non-destructive testing;

c) the use of destructive testing;

d) the form, shape, tolerance and dimensions of the construction;

e) theresults and records of post-operations (e.g. post-weld heat treatment, ageing).
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B.15Post-weld heat treatment

With regard to post-weld heat treatment, performance in accordance with the specification shall be
considered.
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B.16 Non-conformance and corrective actions

With regard to non-conformance and corrective actions, the necessary measures and actions (e.g. weld
repairs, re-assessment of repaired welds, corrective actions) shall be considered.
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B.17 Calibration and validation of measuring, inspection and testing equipment

With regard to the calibration and validation of measuring, inspection and testing equipment, the
necessary methods and actions shall be considered.
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B.18Identification and traceability

The following elements shall be considered with regard to identification and traceability:

a)
b)
)
)
e)

f)

g)
h)

)
k)

the identification of production plans;

the identification of routing cards; n 1 :3 P y1 9 1 n 9 T
the identification of weld locations in construction;

the identification of non-destructive testing procedures and personnel;

the identification of the welding consumable (e.g. designation, trade name, manufacturer of
consumables and batch or cast numbers);

the identification and/or traceability of parent material (e.g. type, cast number);
the identification of the location of repairs;

the identification of the location of temporary attachments;

traceability for fully mechanized and automatic welding units to specific welds;
traceability of welder and welding operators to specific welds;

traceability of welding procedure specifications to specific welds.
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B.19 Quality records

With regard to quality records, the preparation and maintenance of the necessary records (including
subcontracted activities) shall be considered.

NOTE For more information see the [SO 3834 series.
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B.20 Health and safety and environment

With regard to health and safety and environmental issues, all relevant rules and regulations shall be
considered.
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IWE CWENG TWI 0TInn
International Welding Certified Welding Welding
Engineer Engineer Engineer
IWT TWI 171100
International Welding Welding
Technologist Technologist
IWs WCQA TWI VO"IN'YD0
International Welding Welding Welding
Specialist Coordination and Specialist
Quality Assurance
IWP CWE 1A
International Welding Certified Welding mn
Practitioners Educator
IWI-C: CWsS CSWIP 3.2 SWi n;7on
International Welding Senior Certified 5.R Welding n7on 7' NN
Inspector at the Welding Inspector Inspector | 122 MmN
Comprehensive level;
IWI-5 Cwi CSWIP 3.1 Wi n;7on
: International Welding | Certified Welding Welding n7on Jinm
Inspector at the Inspector Inspector mn
Standard level;
CWS ATMINDI0
Certified Welding N2
Supervisor
IWI-B: CAWI CSWIP 3.0 AWI NpPon ATy
International Welding Certified Visual (7012)
Inspector at the Basic | Associate Welding Welding
level; Inspector Inspector
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Table B.1 — Minimum requirements for manufacturers

Classification level CL1 CL2 CL3
Type of activity (see Table 2)
Manufacturer’s evidence of P,M, DS Required Required Required
compliance [see Clause 6)
Weld performance classes (CP) P,M,D,S All CPBZ,CPC2,CPC3and CP CPCZand CP C3
according to EN 15085-3 D with low safety category
andCPD
Quality requirement P, M,D,S EN 150 3834-2 EN ISO 3834-3 EN ISO 3834-4
EN 1SO 14554-1 EN ISO 14554-2 EN IS0 14554-2
Responsible welding coordinator, P,D Level A Level B Level C
iy feve) S Level B Level C Level Cb
M Level A @ Level B Level C
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