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QG-106 ORGANIZATIONAL RESPONSIBILITY

Personnel performing supervisory activities specified in this Section shall

(a) be designated by the organization with responsibility for supervision, control, evaluation,

and acceptance of eertifHne qualification testing deetments.
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QG-106 ORGANIZATIONAL RESPONSIBILITY

(b) have a satistfactory level of competence in accordance with the organization’s quality
program. As a minimum, they shall be qualified by education, experience, or training in the

following areas:

(1) knowledge of the requirements of this Section for the qualification of procedures and/or

joining personnel

(2) knowledge of the organization’s quality program

(3) the scope, complexity, or special nature of the activities to which oversight is to be

provided
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0G-1064  Simultaneous Procedure Qualifications. When expressly permitted by the

referencing code, welding procedures may be simultaneously qualified by more than one

organization, provided that each organization accepts full responsibility for any such qualifications

and the following requirements are met:

(a) Each participating organization shall be represented by an individual with responsibility

for qualification of joining procedures, as detailed in QG-106.
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(b) A preliminary joining procedure specification acceptable to the representatives of each

participating organization shall be prepared addressing the essential and nonessential variables and,

when applicable, the supplementary essential variables and other requirements that are to be

observed for each process to be used for joining the test coupon(s). If any variables are revised

during the joining of a test coupon, the revised variables shall be agreed upon by the representatives

of each participating organization.

(c) Joining of the test coupon(s) shall be conducted under the simultaneous supervision of

the representatives of each participating organization.

(d) The POR shall document that the qualification was conducted under the provisions of

QG-106.4.
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QG-108 QUALIFICATIONS MADE TO PREVIOUS EDITIONS

Joining procedures, procedure qualifications, and performance qualifications that were made in
accordance with Editions and Addenda of this Section prior to the 1962 Edition may be used in any
construction for which the current Edition has been specified provided the requirements of the 1962

Edition or any later edition have been met.

Procedure specifications, PQRs, and performance qualification records meeting the above

requirements do not require amendment to include any variables required by later Editions of

Section IX and-Addenda, except as specified in QW-421.4. However, as required by OG-100(b), the

qualification requirements of the referencing code, standard, or specification shall be met 426.

Qualification of new procedure specifications for joining processes, and performance qualifications

for persons applying them, shall be in accordance with the current Edition of Section IX.
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interpass temperature: for the-hishesttemperatareintheweldjointimmediately priortoweldingor
-the-ease-of-multiple-pass welds, the kishesttemperature in the seetion-etthe-previously deposited

weld metal or adjacent base metal [typically within 1 in. (25 mm) of the weld deposit] ; immediately

before the next pass is started.

backing: a material placed at the root of a weld joint for the purpose of supporting molten weld metal

so-as-to-factHitatecompletejointpenetration. The material may or may not fuse into the joint. See also

retainer.
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Welding Procedure (QW-200) Changes
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Welding Procedure (QW-200) Changes
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Welding Procedure (QW-200) Changes
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Welding Procedure (QW-200) Changes
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QW- 200.4 (b) Combination of Welding Procedures
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QW- 251.2 Essential Variables
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QW-215.4 Electro Beam & Laser Beam)
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404 Filler Metals
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QW 404- Filler Metal
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Welder Qualification (QW-300) Changes
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Testing (QW-400)
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Figure QW-466.1

Test Jig Dimensions
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LS. Customary Units
Thickness of A4, in. B, in.
Material Specimen, £, in Max. Ma x. C, in. D, in.
P-No. 23 to P-No. 21 through P-No. 25; P-No. 21 A 2Ye 1%, 2%, max 1%, max
through P-No. 25 with F-No. 23 or 26; P-No. 35; Less than Y 16t BlLt A+ 2t + 1 Cr2 + Y,
any P-No. metal with F-No. 33, 36, or 37

P-No. 11A, P-No. 11B; P-No. 25 to P-No. 21 or P-No. y A 2 1'% 3y max 1", max.
22 or P-No. 25 Less than ¥ 644t 34t A+2t + Y C/2+ Yie
P-No.51; P-No. 49 A i 1'% 3y max 15 max.
Less than ¥y Bt 4t A+2t + Y C/2 + Ve
P-No.52; P-No. 53; P-No. 61; P-No. 62 y 3, 174 &y max 2%, Max
Less than 10t 5t A+2t+ Y, C/2 + e

All others with greater than or equal to 20% y 1'% A 2%y max 16 MAX.
el ongation Less than Y 4t 2t A+2t+ Yy C/2+ Y
All others with 3% to less than 20% elongation [Note (1)) 32yt 167, ¢t A+2t+ Yy CI2+ Yy

New
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