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| ~ Table 6.1
Visual Inspection Acceptance Critetia (see 6.9)

Statica}l}f 1 Cyclically
Loaded Looded Tubnlar
Nontubular | Nontubular | Connections

.. Discontinuity Category aud Inspection Criteda o Conneotions | Connections | (All Loads)
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(1) Crack Prohibition : | X % X
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; - Complete fusion shall exist between adjecent Jayers of weld metal and between weld metal X X X
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(3) Crater Cross Section T . B
‘All crators shall be filled 1o provide the specified weld size, oxcept for the ends of X X &
intermitient fillet wolds ontside of their offective length, , ~
ol () Weld Profiles | X o X
45 Weld profiles shall be in conformance with 3.24. - : -
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(5) Time of Ingpection
LY Visual inspection of welds in all steels may begin imimediately after the completed welds
AR Shave cooled to amblent lemperatore, Acceptance criterla for ASTM A 514, A 517, and X X X
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TN 709 Grade 100 and 100 W steels shall be based on visuat inspection performed not less
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i Ih;a‘n}ls howrs affer tff]lllp!etlﬁll of the \f{ﬁldi . _ L ' -
6) Undersized Welds |

“The size of a fillet weld in any cottinuous weld may be less than the specified nominal

i¥esize (1) without correction by the following amounts (U):

‘ L: . Ui

specified nominal weld size, In {mm) allownble decreass from L, In [mm)] -
S 36 15] <1/16(2) X X X
- 14{6] . < 332 (2.5]

= 5/16 [8] ¢ s 1/8[3]

I oll cases, the undersize portion of (he weld shall not exceed 10% of the weld tength,

L,

:On web-to-flange welds on girdors, underrun shall be prohibited at the ends for a fength

—

; '; Rvitogual fo twice the width of the flange. . ~ , NG NES————
T.f;;('l) Undereut ‘ f‘ S
2#(4) Formaterial less than § in (25 mm] thick, undercut shall not exceed 1/32 in {1 mm), T L

SIERESlih the following exception: undercut shall not exceed 1716 in [2 mm] for any accumus X i
s ;}ﬁatcd length up ta 2 In [50 mw] in any 12 In [300 mm}. For material equal to or greater than Vo LAlEST
‘ fin (25 mm] thick, undereut shall not exceed 1/16 in (2 mm] fox any length of weld, _ ORI LR T

28 ¥ 18) In primary mombers, udercut shall be no more than 0.01 in {0.25 mun] deep when *?fifg
3710 wold is transvorse to tonsile stress under auy design londing ¢andition. Undecent shatl ““?*‘**g.,f# :

S3ite o more than 1/32 In [1 sam] deep for all other cases, Sass N
;j I ;:.. :éggt}}-CJP groove welds in butt jolnts transveise to the direction of computed tensile stress LT L RN
SRR wﬁ%ﬁgsﬁaﬂ have no visible piping porosity. For all other groove welds and for fillet welds, the e EREOUREIES ENSIS RIS
hvaebeiz i smof the visible piping porosity 132 in [1 mmj or greater in dlameter shall not excéed SRR SRR I
b %5 448 In {10 mmJ in any linear inch of weld and shalt not exceed 3/4 in [20 mm] In any Sa T e e T

: IR {300 mm] lengthof weld, | N RTINS LR DI

: Pﬁ}’ﬁw frequency of niping porosity In fillct wolds shall not exceed one in each 4 in 5 wr}:‘ﬁ

{00 mm) of weld Jength and the maximum diameter shall not exceed 3/32 in (2.5 ram]. {57 ﬁ,ﬁﬁ;

Sz Exeeption: for fiilet welds connecting stiffeners to webh, the sum of the diameters of ﬁ—fa X X
7 Sidnihing porosity shall not exceed 3/8 in (10 mm]} in any linear inch of weldand shallnot {3 namiats
o5 teiteed 374 dn 120 mm] in any 12 in [300 mm] length of weld, S .
= 1(C)C!P gmbve welds in butt joints transverse to the direction of computed tensile stress ;ﬁ:‘*’l{j}f% :
2200 lall have no piping porosity. For all ofher groove welds, the frequenicy of piping porosity {25 Seliba X X
Mnsas it not exceed one in 4 In [100 mm of length and the maximura diameter shallnot  L3GRe o

7 tieed 33210 [2.5 man).
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%‘?j}i@: An "X indlcates apblicﬂhﬂity for th;e. connection type; a shaded afaa tndicates nnﬁm{;p!i"cabijity.
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