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SCOPE
This Aerospace Standard (AS) is to be used to supplement AS7110. In addition tathe-requirements
contained in AS7110, the requirements contained herein shall apply to suppliers seeking[NADCAP
accreditation for electron beam welding.

REFERENCES

SAE Publications:

Available from SAE, 400 Commonwealth Drive, Warrendale, BA 15096-0001.

AS7110 National Aerospace and Defense Contractors\Accreditation Program
(NADCAP) - Requirements for Welding

REFERENCE REQUIREMENTS

Applicable ¢ustomer specifications shall.be;available at the facility.
MATERIAL{MATERIALS CONTROL

Base materjals shall be as specified in applicable part drawings.
When requifed, filler metals shall be as specified on part drawings or customer specificatfons.

Cleaning mpterials;-chiemical solvents, or etching solutions shall be as specified on part drawings or
certified/qualifiedwvelding procedures/schedules.

SAE Technical Standards Board Rules provide that: “This report is published by SAE to advance the state of technical and
engineering sciences. The use of this report is entirely voluntary, and its applicability and suitability for any particular use,
including any patent infringement arising therefrom, is thé sole responsibility of the user.’

SAE reviews each technical report at least every five years at which time it may be reaffirmed, revised, or cancelled. SAE invites
your written comments and suggestions.

Copyright 1997 Society of Automotive Engineers, Inc. PrintedinU.S.A
All rights reserved.
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6.1

7.1

7.1.1

7.1.2

7.1.3

7.1.4

Unless otherwise approved by procedure certification, all back-up materials used to absorb residual
electron beam energy shall be the same alloy as the part being welded.

EQUIPMENT CONTROL

The electron beam (EB) equipment shall be capable of producing welds meeting customer
specifications.

Equipment shall be qualified in accordance with applicable customer specifications if required.

All holding 1|ixtures shall be capable of maintaining the desired configuration and tolerane
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TION OF WELD PROCEDURE/SCHEDULE

Hures/schedules shall:

those parameters specified by appropriate eustomer specifications

ified in accordance with applicable customer specifications prior to productior]
alified after failed test welds

alified when a change is made in essential parameters

CONTROL

be prepared in accordance with applicable specifications, drawings, or work i
be machinedsand parallel to each other to assure proper fit-up.
be deburred after machining without rounding off the edges.

fiedyWitness lines or features shall be applied in accordance with part drawin
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7.1.5

7.1.6

When run-on/run-off tabs are used, they shall be the same alloy as the part being welded.

When run-on/run-off tabs are used, they shall be removed after welding in such a manner as to
prevent damage.

7.1.7 Surfaces of parts to be welded shall be prepared using chemical and/or mechanical cleaning or
combinations thereof as applicable in accordance with customer requirements to the alloy being
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rface preparation, parts shall be handled in the joint area with clean, lint-free
or otherwise protected to prevent contamination.

5, and measuring devices shall be free of scale, grease, protective coatings, g
br foreign matter detrimental to the welding process.

bduction welds shall be equal to or less than those usedfor procedure/schedy

red, process control tests shall be performed percustomer requirements (cot
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shall be performed by operators ‘qualified in accordance with applicable custg
NS.

shall be performed in a vacuum of 10 TORR or better.

hall be traceableto.the date of welding and the welding operator.

c-out, the loeation and reason (if known) shall be recorded, when required by
red, tack-welding of details shall be accomplished by EB welding only.

velding is permitted and performed using a process other than electron beam
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shall be totally consumed by the finished weld.
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