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Annexes A and ZA of this part of ISO 9606 are for information only.

For the purposes of this part of ISO 9606, the CEN annex regarding fulfilment
of European Council Directives has been removed.



https://standardsiso.com/api/?name=1e6251412f996842542ac1cc4a1a4b2a

ISO 9606-4:1999(E)
Contents
Page

STt o] o1 PSPPSR 1
A (o)1 o LAY (=] (=T = o Tt SRS PRSPPI 1
I D= {19111 0] L SRR U U PRSPPI 2
4 Symbols and abhreVIatioNS .........cccviiiiiiii e e e e seesnreeesraeesreeesseeenns s s reees w2
5 Essential iariables for approval tESHNG ........cccvviiiiiir i see e see e sree e e sree s snbes {opafasheeseeeseneensneenes .3
6 Range of gpproval fOr the WEIHET ..........cueiiii it N e e beesrreesraeesseeestaeenreeenes ...B
A =G LT P iTe oIV oo I ST 1] To SRS S0 DSOS ...8
8 Acceptance reqUIremMENtS fOr tEST PIECES. .. .uiiiiii it see e e e e st e st ee s e e ebeessbeeenseesnbeesnaeessbeessaeees .15
(S I S (=T £ T O 7 SO RO T O T PO PP UPP PR UPPRURRRPPPRPRR P 15
O =T g ToTo o) i V7= 11 To 1Y SRS TSRS .15
R O ) Tor= S SO PR URTURRUPTRPROPN P 16
B2 1= To [ =i o] o T A0 S USSR SRR .16
ANNEX A JOD KNOWIBAGE /i 0ttt ettt e et e st e s s e e e st e e ss b e e ssteeshbeeeseeesteeesee e beeeseeebeeanneeennaeenee s .18
ANNEX ZA BIIOGIaRIY ..ottt ettt bbbt bttt h e bt e bt ea bt R e e b e e b e e be e bt eaeenaeebeen .20

©1S0O


https://standardsiso.com/api/?name=1e6251412f996842542ac1cc4a1a4b2a

©1S0O

ISO 9606-4:1999(E)

Introduction

This standard covers the principles to be observed in the approval testing of welder performance for the fusion welding of

nickel and

The term "

nickel alloys.

nickel" stands for nickel and weldable nickel alloys.

The ability of the welder to follow verbal or written instructions and testing of his skill are therefore important factors in
ensuring the quality of the welded product.

Testing of skill to this standard depends on welding methods in which uniform rules and test conditions are complied

Wlth, and S'tuuldald tcot p;C\JCQ arc uaCd.

The test w
test piece

1 Scopsd

This stand
certificatio

This stand

This stand
welders' ¢
more seved

During the
non mand
on these 3

This stand
by other o

The welding processes referred to in this standard include those fusion welding processes which are design

manual or

This stand
forged or

The certifi

eld can be used to approve a welding procedure and a welder provided that all the relevant requirg
dimensions, are satisfied (see relevant part of EN 288-2).

ard specifies essential requirements, ranges of approval, test conditions, acceptance requirement
h for the approval testing of welder performance for the welding of nickel.

ard applies to the approval testing of welders for the fusion welding of pickel.

ard is intended to provide the basis for the mutual recognition by.examining bodies for approval re
bmpetence in the various fields of application. Tests will be carried out in accordance with this stal
re tests are specified by the relevant application standard wher these are applied.

approval test the welder should be required to show adeguate practical experience and job knowl
htory) of the welding processes, materials and safety\requirements for which he is to be approved;
spects is given in Annex A.

ard is applicable when the welder's approval(esting is required by the purchaser, by inspection au
ganizations.

partly mechanized welding. It dees not cover fully mechanized and automatic processes (see 5.2)

ard covers approval testing-of-welders for work on semi-finished and finished products made from
ast material types listed-in 574.

cate of approval testing’is issued under the sole responsibility of the examiner or examining body.

2 Norm

This European Standard incorporates by dated or undated reference, provisions from other publications. The
tive referepcesare cited at the appropriate places in the text and the publications are listed hereafter. For da
referenceg, subsequent amendments to or revisions of any of these publications apply to this European Starn

tive references

bments, e.g.

5 and

ating to

dard unless

edge (test
information

thorities or

hted as

wrought,

se norma-
ted

dard only

when incorporated in it by amendment or revision. For undated references the latest edition of the publication referred to

applies.
EN 287-1

EN 288-2

EN 571-1
EN 910

EN 970

11992 Approval testing of welders — Fusion welding — Part 1: Steels

11992 Specification and approval of welding procedures for metallic materials — Part 2: Weld

procedure specification for arc welding
Non destructive testing - Penetrant testing — Part 1: General principles
Destructive test on welds in metallic materials — Bend tests

Non-destructive examination of fusion welds — Visual examination

ing
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EN 1289

EN 1320

EN 1321

EN 1435

EN 24063 :1

Non-destructive examination of welds — Penetrant testing of welds — Acceptance levels
Destructive tests on welds in metallic materials — Fracture test

Destructive tests on welds in metallic materials — Macroscopic and microscopic examination
of welds

Non-destructive examination of welds — Radiographic examination of welded joints

992 Welding, brazing, soldering and braze welding of metals — Nomenclature of processes and
reference numbers for symbolic representation on drawings (ISO 4063 : 1990)

EN 25817 : 1
EN 26520 : 1
EN ISO 6941
CR 12187

ISO 857 :19

3 Definitio

For the purpg

4 Symbols

4.1 Generdl

Where the fu
certificate (s4

4.2 Test pigce

nomi
butt V
outsi
fillet

=

plate
pipe

plate|;

992 Arc-welded joints in steel — Guidance on quality levels for imperfections (ISO 5817 : 1992)
991 Classification of imperfections in metallic fusion welds, with explanations (ISO 6520 1982)
11997 Welds — Working positions — Definitions of angles of slope and rotation (1SO6947 : 1993)

Welding — Guidelines for a grouping system of materials for welding.purposes

DO Welding, brazing and soldering processes — Vocabulary

NS

ses of this standard the definitions given in EN 287-1 apply:

and abbreviations

| wording is not used, the following Symbols and abbreviations shall be used when completing the|test
e Annex B of EN 287-1 : 1992).

hal throat thickness-;
veld ;
le diameter of pipe ;
veld ;

or pipe.wall thickness ;

N4~ TTOwmo
=

leg Ig

ngth of fillet weld.

4.3 Consumables

nm no fill

er metal ;

wm with filler metal.

4.4 Miscellaneous
4.4 Miscellaneous

bs weldi
ag back
mb weldi

ng from both sides ;
gouging or back grinding of welds ;
ng with backing material ;
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nb welding without backing ;
ng no back gouging or no back grinding ;
SS single-side welding.

5 Essential variables for approval testing

The criteria specified in this clause shall be examined in order to identify the ability of the welder in these areas. Each
criterion is considered to be a significant factor in the approval testing.

The welder's approval test shall be carried out on test pieces and is independent of the type of construction.

5.2 Welding processes

Welding pfocesses are defined in ISO 857 and reference numbers of welding processes for symbolic represgntation are
listed in EN 24063.

This standard covers the following welding processes:

111 metal-arc welding with covered electrode;

131 metal-arc inert gas welding (MIG welding);

135 metal-arc active gas welding (MAG welding);

136  fluk-cored wire metal-arc welding with active gas shield;
141  tumgsten inert gas arc welding (TIG welding);

15 plasma arc welding;

other fusidn welding processes by agreement.

5.3 Joint|types (butt and fillet welds)
Test piecds shall be produced for butt weld (BW) and.fillet weld (FW) in plates (P) or pipes®” (T) for approva| tests in
accordange with 7.2.
5.4 Matgrial groups
5.4.1 General

In order to| minimize unnecessary multiplication of technically identical tests, nickel with similar metallurgical and welding
characteristics are grouped for'thé purpose of a welder's approval (see 5.4.2).

In general| a welder's approval test shall involve depositing weld metal having a chemical composition compgtible with
any of the|nickel in the\parent metal group(s).

5.4.2 Nickel.groups of parent metal

5.4.2.1 General

Nickel casting alloys are included in the following groups but the filler metal shall be compatible with the filler metal used
for the wrought materials in the same group.

Material groups according to CR 12187
5.4.2.2 Group W 41: Pure nickel

5.4.2.3 Group W 42: Nickel-copper alloys Ni = 45 %, Cu > 10 %

1) The word "pipe", alone or in combination, is used to mean "pipe", "tube" or "hollow section".
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5.4.2.4 Group W 43: Nickel-chromium alloys (Ni/Fe/Cr/Mo) Ni = 40 %

5.4.2.5 Group W 44: Nickel-molybdenum alloys (Ni/Mo) Ni = 45 %, Mo < 30 %

5.4.2.6 Grou

p W 45: Nickel-iron-chromium alloys (Ni/Fe/Cr) Ni = 45 %

5.4.2.7 Group W 46: Nickel-chromium-cobalt alloys (Ni/Cr/Co) Ni = 45 %, Co =10 %

5.4.2.8 Group W 47: Nickel-iron-chromium-copper alloys (Ni/Fe/Cr/Cu) Ni = 45 %

5.5 Consumables

It is assumed

to a relevant pWPS or WPS has been carried out using a filler metal and shielding gas suitable for that miaterial

this test will g

same materigl group.

5.6 Dimens

The approva

pipe diametefs which the welder will use in production. A test is listed for each of the-three ranges of plate thick
pipe wall thickness or pipe diameter as specified in tables 1 and 2.

It is not intenpled that thicknesses or diameters should be measured preciselybut rather the general philosophy

the values gi

that in most approval tests the filler metal will be similar to the parent metal. When a welder's test

onfer approval on the welder to use any other similar consumables (filler metal or shielding gas) fq

ions

test should be based on the thickness of the material (i.e. plate thickness or'wall thickness of pipe

en in tables 1 and 2 should be applied.

Table 1: Test piece (plate or pipe).and range of approval

Test piece Range of approval
thickness t

mm

t<3 t to 2t
n<t< 12 3 mm to 2t

t>12 >5mm

Table 2: Test piece diameter and range of approval

©1S0O

according

r the

) and
ness and

behind

Test piece Range approval
diameter D
mm
D< 25 Dto 2D
P=25 =0;5 D25 i)

5.7 Number of test pieces

Plate:One test piece per position.

Pipe: A min

imum weld length of 150 mm is required, but not more than three test pieces.

5.8 Welding positions

The welding positions shall be taken from EN ISO 6947.

The test pieces shall be welded in accordance with the nominal angles of the positions according to EN ISO 6947.
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6 Range

6.1 Gene

ISO 9606-4:1999(E)

of approval for the welder

ral

As a general rule, the test piece approves the welder not only for the conditions used in the test, but also for all joints which
are considered easier to weld. The range of approval for each type of test is given in the relevant sub-clauses and tables. In

these table

6.2 Weldi

Each test porma

welder to Ip
coveram
welded by

approved by either of the following routes:

a) as
withou
the ran

b) su
(141)
with b3
6.3 Joint

Depending
are applicg

a) app

b) app
mm, e

lti-process joint. For example in a case where approval is required for a single-side butt joint-with

uccessful completion of an approval test simulating the multi-process joint, i. e. the rootrun welded

vithout backing for the root run and a separate test for the fill by metal-arc welding with covered el

types

s the range of approval is indicated in the same horizontal line.

ng process

e approved for more than one weldlng process by a smgle test or by two separate approval tests

TIG (141) without backing and to be filled by metal-arc welding with covered electrode (1112), the W

backing, subsequent runs or layers welded by metal-arc welding with covered electrode (111) with
ge of approval for each welding process;

cessful completion of separate relevant approval tests (within the limits of\each range of approva

cking or welded from both sides with or without back gouging or grinding.

on the test piece, the range of welds for which the weldér is approved is shown in table 3; the fol
ble:

oval for butt welds in pipes, diameter > 25 mm, includes butt welds in plates;

oval for butt welds in plates in all relevant positions covers butt welds on pipes having an outside dj
cept when item c) also applies;

possible for a
to be used to

he root to be
elder may be

by TIG (141)

n the limits of

one for TIG

ectrode (111)

owing criteria

ameter = 500

c) appfoval on test butt joints in plates welded in the flat (PA) or horizontal (PC) position shall include approval for butt

joints i

d) butt
approy

e) app
approy

N pipes of outside diameter = 150 'mm welded in similar positions according to table 4;

welds approve fillet welds( In cases where the majority of production work is fillet welding, the wi
ed also by an appropriate-fillet welding test;

oval for butt welds~invpipes without backing includes approval for branch connections within the s
al as in tables 3@and4. For a branch weld the range of approval is based on the diameter of the bran

blder shall be

ame range of
Ch;

f)in cases where the majority of production work is predominantly branch welding or involves a complex branch

conne
be ned

tion, thewelder should receive special training. In some cases a welder approval test on a branch ¢
essary.

bnnection can
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Table 3: Range of approval for tests on butt joints (Detail of weld type)

Details of weld type Range of approval
Butt welds in plate Butt welds in pipe
welded from one welded from both welded from one
side sides side
SS bs SS
with no with no with no
backing backing | gouging | gouging | backing backing
mb nb gg ng mb nb
Butt welded with mb * - X - ") -
weld from 'uab:\illg
in plate| ope side
ss
no nb X * X X ") ")
backing
welded with gg X - * - Y -
from gouging
both sides
bs
no ng X - X * ") -
gouging
Butt welded with mb X - X - * -
weld from backing
in pipe | ope side
ss
no nb X X X X X *
backing
1) See 6.3 b)) and 6.3 c)
* indicatep the weld for which the welder is approved in the approval test
x indicatep those welds for which the welder is also approved
- indicatep those welds for which the welder is.not approved

6.4 Materia) groups

A test carried|out in group W 41 covers all 6ther groups, but not vice versa. A test carried out in any of the groups W 42 to W
47 covers all groups of W 42 to W 47(

Groups W 41)to W 47 also covetthe group W 11 according to EN 287-1, but not vice versa.

Approval of dissimilar metalgoints: When using filler metal from groups W 41 to W 47, all combinations of stegl/steel and
steel/nickel alloy are covered.

6.5 Consumables

A change in thetype of efectrode may TeqUITe a change i the wetder's techmique, therefore a new test may e necessary.

A change of shielding gas is permitted (see 5.5). However, a change from active to inert shielding gas or from inert to active
shielding gas requires a new approval test for the welder.

6.6 Dimensions

The range of approval according to plate thickness or wall thickness of pipe and/or pipe diameter is shown in tables 1 and 2.

6.7 Welding positions

The range of approval for each welding position is given in table 4. The welding positions and codes refer to EN ISO 6947.
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7 Examination and testing

7.1 Supervision

©1S0O

The welding and testing of test pieces shall be withessed by an examiner or examining body acceptable to the con-

tracting parties.

The test pieces shall be marked with the identification of the examiner and the welder before welding starts.

The examiner or examining body can stop the test if the welding conditions are not correct or if it appears that the welder
does not have the technical competence to achieve the requirements of this standard, e. g. where there are excessive

and/or systematic repairs.

=125

=125

=300

7.2 Shapeg and dimensions of test pieces

v

4

Figure 1: Bimensions of test piece for a butt weld in plate

The shape and dimension of test pieces (see 5.6) required are shown in figures 1 to 4.

Dimensions in millimg¢tres
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Dimensions in millimetres

zZ = a\/?
t Q .
A N
/ N4
<
2

=125

Fort=6mm,a<05t

Fort<6mm,05t<a=<t
(z=0,7 1)
Figure 2: Dimensions of.test piece for fillet weld(s) on plate

Dimensions in millimetres

)

X
4

—

\

D

Figure 3: Dimensions of test piece for a butt weld in pipe
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Dimensions in m

Is
O
//>\i’5
/.

7.3 Welding

The approval

z=aV2
N
D
2
7(.
0,5 0 mirm.
L 50 (max.

=125

NN

Figure'\4/Dimensions of test piece for a fillet weld on pipe

conditions

test for the welder shall correspond to the conditions used in production and follow a pWPS or WP

in accordancg with EN,288-2.

The following

conditions shall apply:

t corresponds to fthe thinner
For t=6 mm, a < 05+
For t<<6mm 05+<< a3 <
(z~ 0,7+

©1S0O

illimetres

part

5 prepared

a) the welding time for the test piece shall correspond to the working time under usual production conditions;

b) the test piece shall have at least one stop and one re-start in the root run and in the top capping run and be identified in
the inspection length to be examined;

c) any pre-heat or controlled heat input required in the pWPS or WPS is mandatory for the welder's test piece;

d) any post-weld heat treatment required in the pWPS or WPS can be omitted unless bend tests are required;

e) identification of the test piece;

f) the welder shall be allowed to remove minor imperfections, except on the surface layer, by grinding or any other
method used in production. The approval of the examiner or test body shall be obtained.

10
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7.4 Test methods

Each completed weld shall be examined visually according to EN 970 in the as-welded condition. When required, visual
examination can be supplemented by penetrant (see EN 571-1) or other test methods (see table 5).

If accepted by visual examination, additional radiographic tests (see EN 1435), fracture tests (see EN 1320) and/or
macroscopic tests (see EN 1321) are required (see table 5).

The macroscopic specimen shall be prepared and etched on one side to clearly reveal the weld (see EN 1321).

When radiography is used, bend tests (see EN 910) shall always be applied to butt welds made by MIG/MAG (131, 135)
processes.

Prior to thchanicaI testing, backing strips, where used, shall be removed. The test piece can be sectioned-lly mechanical
means disgarding the first and last 25 mm of the test piece at the end of the plates (figures 5 and 6).

Table 5: Test methods

Test method Butt weld Butt weld Filletweld
plate pipe

Visual mandatory mandatory mandatory

Radiograghy mandatory 7 mandatory 7> not'mandatory

Bend mandatory * mandatory not mandatory

Fracture mandatory mandatory mandatory >

Macroscopic test not mandatory not mandatory not mandatory *

(without pplishing)

Magnetic particle/penetrant not mandatory not mandatory not mandatory

1) Radiggraphy or fracture test shall be used, but not both test methods.
2) When radiography is used, bend tests are mandatory for the processes 131 and 135.

3) The fracture test should be supported by magnetic \particle/penetrant testing when required by the
examliner or examining body.

4) The ffacture test may be replaced by a macroscopic examination of at least 4 sections, one of which will
be taken from the stop/start location.

5) The rpdiographic test may be replaced'by an ultrasonic test for thickness = 8 mm on ferritic steels only.

7.5 Test piece and specimens
7.5.1 Gengral

In 7.5.2 t¢ 7.5.5 details_of the type, dimensions and preparation of test pieces and test specimens are given. In
addition, fhe requirements for mechanical tests are indicated.

7.5.2 Buttjwelds in plate

When radiographic testing is used, the inspection length of the weld (see figure 5 a) in the test piece shall be radiographed in
the as-welded condition in accordance with EN 1435 using class B technique.

When fracture testing is used, it shall be carried out in accordance with EN 1320. One root fracture test specimen and one
face fracture test specimen shall be tested. The inspection length of the test specimen shall be =50 mm. The specimen
preparation, types of notch profiles and methods of fracture shall be in accordance with EN 1320.

When transverse bend testing is used, one root bend test specimen and one face bend test specimen shall be tested in
accordance with EN 910. The diameter of the former or the inner roller shall be 4 ¢ and the bending angle 180° unless the
low ductility of the parent metal or filler metal imposes other limitations.

For plate thickness = 12 mm, the transverse bend tests can be substituted by two side bend tests in accordance with
EN 910.
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Dimensions in millimetres

Inspection length of
the test piece

25 25
ly
a) Secftioning intfo an even-numbered quantity
of fest specimens
%; T A
c) Fracture testing, face side
7.5.3 Fillet weld on plate

Figure 5: Preparation-and fracture testing of test specimens for a butt weld in plate

| | ] N

| Nl - -
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| T N T

b) InSpection length of the test sgecimen
NOTE: Figure b) shows the notch prpfile g

N
[/

A JA

d) Fracture testing, root side

For fracture tests according to EN 1320 the test piece can be cut, if necessary, into several test specimens (se¢ figure

6a). Each tegt specimen shall be positioned for breaking as shown in figure 6b, and examined after fracture.

When macro

length. Macroscopic tests shall be carried out in accordance with EN 1321.
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Inspe

of the test piece

ISO 9606-4:1999(E)

Dimensions

ction length

%

in millimetres

I\\
NN

Q

7.5.4 Butt

A minimun
test pieces

When rad
radiograph

When frag
specimen
accordanc

Inspection length of the fillet welds b).\ " Fracture testing
(The fillet weld may be notched,
if necessary)

Figure 6: Preparation and fracture testing of test specimens for a fillet weld on plate

weld in pipe

h weld length of 150 mm isfequired for testing of pipes. If the circumference is less than 150 mm, a
will be required.

ographic testing isTuséd, the inspection length of the weld (see figure 7 a and 7 b) in the test g
ed in the as-welded Condition in accordance with EN 1435 using class B technique.

fure testing~iS Used, it shall be carried out in accordance with EN 1320. The inspection length of th
shall be>sv40 mm. Test specimen preparation, types of notch profiles and methods of fractur]
e With\EN 1320.

When tra

dditional weld

iece shall be

e fracture test
e shall be in

sverse hend testing is used, it shall be carried out in accordance with EN 910, The diameter of the

former or the

inner roller shall be 4 t, and the bending angle shall be 180° unless the low ductily of the parent metal or filler metal imposes
other limitations.

The number of fracture or transverse bend test specimens depends on the welding position. For welding position PA or PC,
one root and one face bend test specimen shall be tested (see figure 7 a). For all other welding positions, two root and two

face bend

test specimens shall be tested (see figure 7 b).

For wall thickness = 12 mm, the transverse bend tests can be substituted by side bend tests in accordance with EN 910.
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Inspection length of Dimensions in millimetres

the test piece

Position 1:
specimen
Position 2:

or orie e

test specimen

a) Sectioning into at least two test specimens

Inspection length of
the test piece

Position 1 + 3:
bend test specimen
Position 2 + 4:
bend test specimen

b) Sectioning into at least four test specimens

Each position one root fracture’ or one root transverse bend or orf

Each position one fage fracture or one face transverse bend or ¢

AN

D
AL/
—
PN
N
PN
7~
N
N\
N
P
rd

A \../

A

d) Fracture testing, face side

For one root fracture or one root transverse bend or one side bend test

e bend

e side

ne side

/\/ /’\/—\/_—
%, x5
~ l:p\') T
\V
c) Inspection length of the test specimen e) Fracture testing, root side

NOTE Figure c) shows the notch profile g

Figure 7: Preparation and fracture testing of test specimens for a butt weld in pipe
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7.5.5 Fillet weld on pipe
For fracture tests the test piece shall be cut into four or more test specimens and fractured (figure 8).

When macroscopic examination in accordance with EN 1321 is used, at least four test specimens shall be taken equally
spaced around the pipe.

N 7

‘nlnn DN ICCCCCCC ((((|((‘

Figure 8: Preparation and fracture testing of test specimens for a fillet weld on pipe

8 Acceptance requirements for test pieces

Test piecep shall be evaluated according to the acceptance requirements specified for relevant types of imperfections. A full
explanation of these imperfections is given in EN 26520..Jhe acceptance requirements for imperfections found by test
methods afccording to this standard shall, unless otherwise Specified, be assessed following EN 25817. A weldér is approved
if the impgrfections in the test piece are within the speeified limits of level B in EN 25817, except for imperfe¢tion types as
follows: eXcess weld metal, excessive convexity, excessive throat thickness and excessive penetration, for which level C in
EN 25817 japplies.

If the impgrfections in the welder's test _piece exceed the permitted maximum specified, then the welder| shall not be
approved.

Reference| should also be made tp-the corresponding acceptance criteria for non-destructive examinatipn. Specified
procedure$ shall be used for all estructive and non-destructive examinations.
9 Re-tegts

If any test piece fails:to comply with the requirements of this standard, the welder shall produce a new test piecg.

If it is established that failure is attributed to the welder's lack of skill, the welder shall be regarded as incapablg of complying

th th oabuitamanta af thic ctandarA vapthont £ty tratnine hafarn ra factine
with the rebirerments-ef-this-standard-witheutfurther-training-beforere-testing:

If it is established that failure is due to metallurgical or other extraneous causes and cannot be directly attributed to the
welder's lack of skill, an additional test is required in order to assess the quality and integrity of the new test material and/or
new test conditions.

10 Period of validity
10.1 Initial approval

The validity of the welder's approval begins from the date the required tests are satisfactorily completed. This date can be
different to the date of issue marked on the certificate.
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A welders approval is valid for a period of two years provided that the relevant certificate is confirmed at six months intervals
by the welding coordinator or the employer, and that all the following conditions are fulfilled:

a) The welder shall be engaged with reasonable continuity on welding work within the current range of approval. An
interruption for a period no longer than six months is permitted,;

b) There

is no specific reason to question the welder's skill and knowledge.

If any of these conditions are not fulfilled, the approval shall be revoked.

10.2 Prolongation
The validity gf the approval on the certificate may be prolonged for further periods of two years, within the origihgl range of
approval, proyided each of the following conditions according to 10.1 are fulfilled:
a) the prgduction welds made by the welder are of the required quality;
b) records of tests, e.g. either half yearly documentation about radiographic testing or test reparts’about fracture test shall
be maintgined on file with the welder's approval certificate.
The examine[ or examining body shall verify compliance with the above conditions and Sign’ the prolongation of thhe welder's
approval test|certificate.
11 Certificate
It shall be verffied that the welder has successfully passed the performance approval test. All relevant test conditions shall be
recorded on the certificate. If the welder fails any of the prescribed tests,no certificate is issued.
The certificate shall be issued under the sole responsibility of the examiner or test body and shall contain all the {nformation
detailed in Afnex B of EN 287-1 : 1992. The format of this Anhex B of EN 287-1 : 1992 is recommended to be used as the
welder's appI)vaI test certificate. If any other form of weldef’s approval test certificate is used, it shall contain the {nformation
required in Afnex B of EN 287-1 : 1992.
The manufacturer's pWPS or WPS as shown in Annex A of EN 288-2 : 1992 shall give information about materigls, welding
positions, welding processes, range of approval etc., in accordance with this standard.
The welder's approval test certificate shall-be‘issued at least in one of the official CEN languages (English, French] German).
The practicaltest and the examination-ef job knowledge (see Annex A) shall be designated by "Accepted” or "Not jested".
Each change| of the essentialvariables for the approval testing beyond the permitted ranges requires a new testfand a new
approval certfficate.12 Desighation
12 Designation
The designatjon.of a welder approval shall comprise the following items in the order given (the system is arranged so that it

can be used for computerization):

a) the number of this standard;
b) the essential variables:

1) wel

ding processes: see 5.2 and EN 24063;

2) semi-finished product: plate (P), pipe (T), see 5.3;

3) join

t type: butt weld (BW), fillet weld (FW), see 5.3;

4) material group: see 5.4;
5) consumables: see 5.5;

6) dim
7) wel

ension of test piece: thickness (f) and pipe diameter (D), see 5.6;
ding positions: see 5.8 and EN ISO 6947;

8) details of the joint type: see 6.3 and table 3, for abbreviations see 4.4.
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