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SCOPE

Th is  genera l  v i sua l
wieh the procedure
S tandard .

.F.E ll(5L/t\l\_LL :

i nspec t i on  techn ique  p rocedure  i s  t o  be  use i
f  a r  I  hp  ann - l  i  ce l - r l  c  r c f  c rann i  r r . t  a . r do  ^ t

o , .
Exper ienced personne l  sha l l  per fo rm the  inspec t ions  ou t .L ined in
r h i  c  n r n r o i " - ^

EOUI PMENT

3.1  F i l l e t  we ld  gauges .  we ld  re in fo rcemen t  gauges  and  measur ing

3 . 2

3 . 3

3 . 4

Two ce l l  (C  o r  D )  f l ash l i gh t  o r  b r i gh te r  l i ghc  sou rce .

W i r e  F r r r e h e <  : n d , r n -  a : r , i  n r t . i  n . r  r d h a a t  c  -  t r . , r  - r ^ i - t  ^ ^ -  - - ^ ^ tJ  q r r u /  v -  v - r . r u r r r r  I  v !  - l c l t l l l E 5 5  5 L t r : = - !

and  n i . cke l  base  a1J -oy  ma te r ia l  .  use  whee ls  and  300  Ser ies
st,ainless brushes t .hat have noE been previously used on
ca rbon  o r  Low a11oy  s tee l s .

f f  necessa ry ,  c lean ing  agen t . s  such  as  i so -p ropy l  a l coho l  ,
T r i - sod ium phospha te ,  Dub l -Chek  DR-50  o r  equa l - .

NOTE: l4hen examining nickel  base al loys or austeni t ic
s ta in less  s tee l s ,  c l ean ing  agen is  sha11  be  ana lyzed
j"ndividual- ly for residual  total  suffur,  chfor ine and
f luor ine conten! in accordance with Sect ion V,
A r t i c l e  5 ,  pa rag raph  T -525 .  Fo r  n i cke l  base  a l I oys ,
the residual  total  sul fur cont.ent sha1l not exceed
one  (1 )  pe rcen t  by  we igh t .  Fo r  aus ten i t . i c  sEa in less
s.teels.  the residual  total  chlor ine and f luor ine
con ten t  sha I I  no t  exceed  one  (1 )  pe rcen t  by  we igh t . .
CB I  sha l l -  ob ta in  ce r t i f i ca t i . on  o f  t esE .  resu l l s  f o r
each maE.er j -al ,  including batch number,  i f

;e;-;/rt{ 
"VZca' '-' i cQA'33 r/!

._-.---- ----. aPgl-iieb-19.'---..q*1,e.-e-!:ng agenEs purchased with known

I 
i chemical comeosilrqn do no! reguire analysis.

jgrrtgfu l&r;,'r,tr'r ce,,



Doc. ID vIs
REv. NO. 0
CONTRACT STANDARD

TrLE vrsuA-L INSPECTTON TECHNTQUE PROCEDITRE PAGE NO. 2 o F 3

STANDAR' TECHNIQU-E

4 . 0

r f  necessary ,  v isua l  a ids ,  such as  mi r ro rs ,  magn i fy ing
l e n s e s ,  e t c .

PROCEDURE

4. r  P repa re  and  c lean  the  we ld  su r face  to  be  i nspec ted .

4 .1 .1  Remove  we ld  spa t te r ,  s l ag  and  f l ux  w i th  desca l i ng
too1s .  w i re  b rushes ,  g r i nd ing  whee ls  o r  o the r
su i tab le  means .  Use  s t .a in less  w i re  b rushes  when
brush j -ng  aus ten i t i c  o r  n i cke l -  base  a l l oy  maEer ia l -

4 . r . 2  A s  n e c e s s a r y ,  c l e a n  w e f d s  o f  d i r t ,  o i l - ,  g r e a s e  o r
o the r  subsEances  tha t  m ighL  i n te r fe re  w i th  the
examina t i on  us ing  a  c lean ing  agen t  as  l i s ted  i n
Daraq raph  3  .4  .

4 .2  Wh i le  pe r fo rm ing  the  i nspec i i on ,  naEura l  o r  a r i i f i c i a l -
' I  i A r . F i - ^  - t  - 1 1  L -  ^ . r ^ - t - ' ^  t - ^  i  l  l , t r r l i n a t e  E h e  S U r f a C e  b e i n g- L  - ! 9  r l ' L  r r r 9  5 l r d r r  l J E  d . u s Y u a L s

examined  to  a  m in imum o f  f i f t y  (50 )  f ooEcand les .
l l luminaE.ion from any one of the fol lowing l ight sources
o r  a  b r i ghEer  l i gh t  sou rce  i s  ac iegua te :

Light 2D ceI l  50 l^Iat t  75 wait  100 l la. . t
sou rce  F lash l i . qhE  Bu lb  Bu lb  Bu lb

M a x i m u m  1 0  ( 2 5 4 )
Source to
f l F r i a n r  D i  e l - . r n - a

i n  i n r - h c e  f m m l

1 0  ( 2 s 4 ) 1 s  ( 3 8 r . ) 1 8  ( 4 s 7 )

I f  poss ib le ,  t he  su r face  be ing  i nspec ted  sha11  be  v j -ewed
without v isual-  aids.  However,  v isual  aids such as
mi r ro rs ,  magn i f y ing  l enses ,  e t c .  may  be  used  i f  access  to
lhe  su r face  be ing  examined  i s  noE  eas i l y  ach ieved .

Personnel performing direct  v isual  inspect ions shal l  have
access  su f i i c i en t  Eo  p lace  Ehe  eye  w i th in  24  i nches
(51Omm) of lhe surface to be inspected and aE an angle not
l ess  than  30  deg rees  co  t she  su r face  to  be  i nspec ted .  I f
t he  use  o f  v i sua l  a ids  i s  regu i red ,  t he  reso lu t i on
capabi l iEy shal l  be at  leasE 

-equivalen! 
Eo thaE obtainab1e

bv direct  v i -sua]-  observatsi .on,

4 . 4

cQA-3.i  l /9,
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( c ont inued )

This may be demonstrated by Lhe inspecior being abLe to
see  a  f i ne  l l r l e ,  I / 32  i nch  (1 .0mm)  w j -de  o r  l ess ,  o r  o -Lhe r
a r t i f i c i a l  f  1av ;  on  the  su r face  (o r  a  su r face  s im iLa r  Eo
f h ^ i  h F i n o  e x : m i n e d )  i . n  t h e  l e a s t  d i s c e r n i b l e  ( v i e w a b l e )

l oca t i on  o f  uhe  a rea  be ing  examined '

r f  + o - r i  r a / q  l ^ , r r  t L a  : n n l  i  , , - : l ' ' l  e  c . r d e  o r  S f  a n d a * d .  i  r s n e e r- | . .  E q L I - L !  c u  ! y  r - l i E  q I r I J r f  u c ! r u

i o i n t s  a f t e r  f  i l - - u D .  b u t  b e f o r e  w e l d i n g ,  f o r  c o r r e c !  w e L d
edge  p :ep ,  gap  and  a l i gnmen t .

After welding, inspect wefds fo: :  surface indicat ions and
appearance and measure at  representat ive locat ions for '
a d E q u a c y  o f  s i z e ,  c o n c a v i t y ,  c o n v e x i t y  ( i f  a p p l i c a b l e ) ,
reinforcement and length using gauges anci  measuring tapes

Wher :e  read i l y  access ib le  fo r  v iew ing  w i thou t  v i sua l  a i c i s ,
i nspec t  t he  roo t  su r face  o f  s ing le  s ided  we lds  to  Ce :e r -
m ine  the  amoun t  o f  peneEraE ion  (p ro t rus ion )  o r  concav i t y
( suck  up )  .

cQA-l-< i ; t l


