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(1) For Option 1 for 1G, 3G, and 4G positions, T
the fillet weld shall be 8 mm max and shall be T

visually inspected for leg size, undercut, and profile.
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(2) Options 2 and 3 aiso require the
welder or welding operator to quahfy S }_

for a filiet weld (see figure 6 and Table 2).
(3) T~ 10 mm except T =6 mm for

G TAW process and GMAW process short circuing. 0 —»te—
(4) =58 mm; 6 mmis recommended.

3 mm max

Option 3 (G)

Figure 8
Plate Test Assembly for § Classification for
SMAW, GMAW, and GTAW Processes
(Sce Clauses 8.5.1, 9.4.1.1,9.4,3.3,9.4.3.4, 9.9.8, 9.11.2, 9.14.2.1.1,
9.14.2.2, and ».14.2.3.1, Tables 2 and 7, and Figure 2 and 6.)
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