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PRELIMINARY WELDING PROCEDURE SPECIFICATION 818 FF 35§
Welding procedure specification No.(WPS #i#%) HAM-1-01

Qualification Standard: IACS UR W28
Issued date : (B{THHI) 15Feb. 2017 Welding type(s) : Semi-Automatic

Test assembly No. HAM-01 Welding process(es) : CAW
e $]ERE*E
Bass Metals & #f :
Specification type & grade R KX EELR : Grade KA
Test piece Thickness : 12mm
Joint §8 CIGA#Y :
Butt ¥i#E(v) fillet IA( )
Joint design #ZERERET : V-type Gap bR : 5 mm
Groove angle FAfAE : 450 Root IREBE & : 1 mm
Preparation Fif§3RMH : Gas Cutting or Machine
Backing H#M# : Yes (v) No( )
Material(type) S #iM B (& X) : Ceramic Type ACE Brand. ABH series
Filler Metal 8241 :
Manufacturer $24% 75 : TIEN TAl Brand Name &R : TWE-711

Grade PBEZ : AWS A5.20 E71T-1C
Size of Filler metals 8% R : 1.2mm

Position $812&% :
Position(s) of Butt ¥ 1524288 : Flat
Welding Progression E$&AHE : Up () Down ( )
Position(s) of Fillet IRA$2E$ : N/A

Preheat T # :
Preheat Temp. Min T & & (°C). N/A
Inter pass Temp. Max JEEBE(°C) : Surfact Temp. 160°C

Post weld Heat Treatment # # &3 :

Temp. Range BB HiMH : N/A Time Range K€ : N/A
Gas :
Shielding Gas RER M : CO. Percent Composition(Mixtures)E&LL : 99.8%
Flow Rate & : 20-25 liter / minte
Electrical Characteristics :
Current AC or DC RHREM: DC(+) Polarity ft : -

Amps. (Range)E#EM: 190-250 Amp  Volt.(Range)EEEIM : 22-26V




Technique $& i

String or Weave Bead HES2 SR Ei$R : Both

Contact Tube to Work Distance &2 T4ERE:  12-20 mm
Multiple or Single Pass(Per Side) Z /B EFEE: Multiple
Multiple or Single Electrodes % sk BE SR % : Single

Travel Speed (Range)$& X EHIE : Root pass 22-28 cm/min, fill pass 18-20
Peening 8% Yes( ) No(v)

Initial & Interpass Cleaning(Brushing , Gringing , etc) : Brushing or/and Grinding
2 O 52 R R 75 75 (Bl BREATT B <5)

Method if back Gouging ¥ #75 3%:

Other HAth:
Sketch of welding condition (Unit : mm)
450
/ \ !
v 12
1 i
A A
/ 15, \
WELDING CONDITION
Flat position
Weld Process Filler Metal Current Volt Inter pass temp
Layer 2 Grade Dia(mm) | Type Amp. ER (Surface)
=N F*E REER =KE RIE &[] HE BERE

Root Pass CAW | AWS A5.20 E71T-1C 1.2 DCEP | 190~220 | 22~24 -

Fill Pass CAW AWS A5.20 E7T1T-1C 1.2 DCEP | 210~250 | 22~26 <160°C




PRELIMINARY WELDING PROCEDURE SPECIFICATION 818 FF 35 #i
Welding procedure specification No.(WPS #&%) HAM-1-02

Qualification Standard: IACS UR W28
Issued date : (B{THHI) 15Feb. 2017 Welding type(s) : Semi-Automatic

Test assembly No. HAM-02 Welding process(es) : CAW
e $]ERE*E
Bass Metals & #f :
Specification type & grade R KX EELR : Grade KA
Test piece Thickness : 12mm
Joint §8 CIGA#Y :
Butt ¥i#E(v) fillet IA( )
Joint design #ZERERET : V-type Gap bR : 5 mm
Groove angle FAfAE : 450 Root IREBE & : 1 mm
Preparation Fif§3RMH : Gas Cutting or Machine
Backing H#M# : Yes (v) No( )
Material(type) S #iM B (& X) : Ceramic Type ACE Brand. ABH series
Filler Metal 8241 :
Manufacturer $24% 75 : TIEN TAl Brand Name &R : TWE-711

Grade PR Z : AWS A5.20 E71T-1C
Size of Filler metals 8% R : 1.2mm

Position $212228 .
Position(s) of Butt ¥{1#68 228 : Vertical
Welding Progression E$&AHE : Up () Down ( )
Position(s) of Fillet IRA$2E$ : N/A

Preheat T # :
Preheat Temp. Min T & & (°C). N/A
Inter pass Temp. Max JEEBE(°C) : Surfact Temp. 160°C

Post weld Heat Treatment # # &3 :

Temp. Range BB HiMH : N/A Time Range K€ : N/A
Gas :
Shielding Gas RER M : CO. Percent Composition(Mixtures)E&LL : 99.8%
Flow Rate & : 20-25 liter / minte
Electrical Characteristics :
Current AC or DC RHREM: DC(+) Polarity ft : -

Amps. (Range)E i £iM: 100-160 Amp  Volt.(Range) EB& M : 18-22V

Technique $& i




String or Weave Bead HES2 SR Ei$R : Both

Contact Tube to Work Distance ##8E 2| T4ERE:  12-20 mm

Multiple or Single Pass(Per Side) Z /B EFEE: Multiple

Multiple or Single Electrodes % sk BE SR % : Single

Travel Speed (Range)$& X EHIE : Root pass 22-28 cm/min, fill pass 18-20
Peening 8% Yes( ) No(v)

Initial & Interpass Cleaning(Brushing , Gringing , etc) : Brushing or/and Grinding
2 O B2 8 RBOER 5 % (fhl BRELFH BE <5)

Method if back Gouging ¥ #75 3%:

Other Hfth:
Sketch of welding condition (Unit : mm)
450
/ \ !
v 12
1 i
A A
/ 15], \
WELDING CONDITION
Flat position
Weld Process Filler Metal Current Volt Inter pass temp
Layer 2 Grade Dia(mm) | Type Amp. ER (Surface)
=N F*E REER B RIE &iE i) BERE
Root Pass CAW AWS A5.20 E71T-1C 1.2 DCEP | 100~120 | 18~20 -
Fill Pass CAW AWS A5.20 E7T1T-1C 1.2 DCEP | 130~160 | 20~22 <160°C




PRELIMINARY WELDING PROCEDURE SPECIFICATION 818 FF 35 #i
Welding procedure specification No.(WPS #&%%) HAM-1-03

Qualification Standard: IACS UR W28
Issued date : (B{THHI) 15Feb. 2017 Welding type(s) : Semi-Automatic

Test assembly No. HAM-03 Welding process(es) : CAW
e $]ERE*E
Bass Metals & #f :
Specification type & grade R KX EELR : Grade KA
Test piece Thickness : 12mm
Joint §8 CIGA#Y :
Butt ¥i#E(v) fillet IA( )
Joint design #ZERERET : V-type Gap bR : 5 mm
Groove angle FAfAE : 450 Root IREBE & : 1 mm
Preparation Fif§3RMH : Gas Cutting or Machine
Backing H#M# : Yes (v) No( )
Material(type) S #iM B (& X) : Ceramic Type ACE Brand. ABH series
Filler Metal 8241 :
Manufacturer $24% 75 : TIEN TAl Brand Name &R : TWE-711

Grade PR Z : AWS A5.20 E71T-1C
Size of Filler metals 8% R : 1.2mm

Position $212228 .
Position(s) of Butt ¥ 382228 . Horizontal
Welding Progression E$&AHE : Up () Down ( )
Position(s) of Fillet IRA$2E$ : N/A

Preheat T # :
Preheat Temp. Min T & & (°C). N/A
Inter pass Temp. Max JEEBE(°C) : Surfact Temp. 160°C

Post weld Heat Treatment # # &3 :

Temp. Range BB HiMH : N/A Time Range K€ : N/A
Gas :
Shielding Gas RER M : CO. Percent Composition(Mixtures)E&LL : 99.8%
Flow Rate & : 20-25 liter / minte
Electrical Characteristics :
Current AC or DC RHREM: DC(+) Polarity ft : -

Amps. (Range)E i £iM: 100-160 Amp  Volt.(Range) EB& M : 18-22V

Technique $& i




String or Weave Bead HES2 SR Ei$R : Both

Contact Tube to Work Distance ###§% B T 435 8 12-20 mm
Multiple or Single Pass(Per Side) Z /B EFEE: Multiple
Multiple or Single Electrodes % sk BE SR % : Single

Travel Speed (Range)$& X EHIE : Root pass 22-28 cm/min, fill pass 18-20
Peening 8% Yes( ) No(v)

Initial & Interpass Cleaning(Brushing , Gringing , etc) : Brushing or/and Grinding
2 O 52 BRI 75 75 (hl BREATT B <5)

Method if back Gouging ¥ #75 3%:

Other HAth:
Sketch of welding condition (Unit : mm)
450
/ \ !
v 12
1 i
A A
/ 15, \
WELDING CONDITION
Flat position
Weld Process Filler Metal Current Volt Inter pass temp
Layer 2 Grade Dia(mm) | Type Amp. ER (Surface)
=N F*E REER =KE RIE &[] HE BERE

Root Pass CAW AWS A5.20 E7T1T-1C 1.2 DCEP | 100~120 | 18~20 -

Fill Pass CAW AWS A5.20 E71T-1C 1.2 DCEP | 130~160 | 20~22 <160°C




PRELIMINARY WELDING PROCEDURE SPECIFICATION 818 FF 35 #i
Welding procedure specification No.(WPS #i#%) HAM-2-01

Qualification Standard: IACS UR W28
Issued date : (B{THHI) 15Feb. 2017 Welding type(s) : Semi-Automatic

Test assembly No. HAM-04 Welding process(es) : FCAW
e $]ERE*E
Bass Metals & #f :
Specification type & grade R KX EELR : DH36
Test piece Thickness : 12mm
Joint §8 CIGA#Y :
Butt ¥i#E(v) fillet IA( )
Joint design #ZERERET : V-type Gap bR : 5 mm
Groove angle A AE : 400 Root IR EE : 0~1 mm
Preparation Fif§3RMH : Gas Cutting or Machine
Backing H#M# : Yes (v) No( )
Material(type) S #iM B (& X) : Ceramic Type ACE Brand. ABH series
Filler Metal 8241 :
Manufacturer $24% 75 : TIEN TAl Brand Name &R : TWE-711

Grade PR Z : AWS A5.20 E71T-1C
Size of Filler metals 8% R : 1.2mm

Position $812&% :
Position(s) of Butt ¥ 1524288 : Flat
Welding Progression E$&AHE : Up () Down ( )
Position(s) of Fillet IRA$2E$ : N/A

Preheat A# :
Preheat Temp. Min T & & (°C). N/A
Inter pass Temp. Max [@EBE(°C) : 200°C

Post weld Heat Treatment # # &3 :

Temp. Range BB HiMH : N/A Time Range K€ : N/A
Gas :
Shielding Gas RER M : CO. Percent Composition(Mixtures)E&LL : 99.8%
Flow Rate & : 20-25 liter / minte
Electrical Characteristics :
Current AC or DC R =R E: DC(+) Polarity ff£ :  DCEP

Amps. (Range)Ei#iE: 180-260 Amp  Volt.(Range)EE&iE : 32-38V




Technique $& i

String or Weave Bead HES2 SR Ei$R : Both

Contact Tube to Work Distance &2 T4ERE:  12-20 mm
Multiple or Single Pass(Per Side) Z /B EFEE: Multiple
Multiple or Single Electrodes % sk BE SR % : Single

15~18 cm/min

Travel Speed (Range)$& X EHH :

Peening 8% Yes( ) No(v)

Initial & Interpass Cleaning(Brushing , Gringing , etc) : Brushing or/and Grinding

7 0 528 AW R 5 4RI R R F)

Method if back Gouging ¥ #75 3%: N/A
Other Hfth:
Sketch of welding condition (Unit : mm)
400
/ \ !
v 12
0~1 I
A A
/ 15], \
WELDING CONDITION
Flat position
Weld Process Filler Metal Current Volt Inter pass temp
Layer 2 Grade Dia(mm) | Type Amp. ER (Surface)
=N ik REER B R/E & i) BERE
Root Pass | FCAW | AWSAS.20 E71T-1C 1.2 DCEP | 180~260 | 32~36 -
Fill Pass FCAW | AWSAS.20 E7T1T-1C 1.2 DCEP | 180~260 | 32~36




PRELIMINARY WELDING PROCEDURE SPECIFICATION 818 FF 35 #i
Welding procedure specification no.(WPS #&&f) HAM-2-02

Qualification Standard: IACS UR W28
Issued date : (B{THHI) 15Feb. 2017 Welding type(s) : Semi-Automatic

Test assembly No. HAM-05 Welding process(es) : FCAW
e $]ERE*E
Bass Metals & #f :
Specification type & grade R KX EELR : DH36
Test piece Thickness : 12mm
Joint §8 CIGA#Y :
Butt ¥i#E(v) fillet IA( )
Joint design #ZERERET : V-type Gap bR : 5 mm
Groove angle A AE : 400 Root IR EE : 0~1 mm
Preparation Fif§3RMH : Gas Cutting or Machine
Backing H#M# : Yes (v) No( )
Material(type) S #iM B (& X) : Ceramic Type ACE Brand. ABH series
Filler Metal 8241 :
Manufacturer $24% 75 : TIEN TAl Brand Name &R : TWE-711

Grade PR Z : AWS A5.20 E71T-1C
Size of Filler metals 8% R : 1.2mm

Position $212228 .
Position(s) of Butt ¥{1#68 228 : Vertical
Welding Progression EE$5E :  Up (v) Down ( )
Position(s) of Fillet IRA$2E$ : N/A

Preheat A# :
Preheat Temp. Min T & & (°C). N/A
Inter pass Temp. Max [@EBE(°C) : 200°C

Post weld Heat Treatment # # &3 :

Temp. Range BB HiMH : N/A Time Range K€ : N/A
Gas :
Shielding Gas RER M : CO. Percent Composition(Mixtures)E&LL : 99.8%
Flow Rate & : 20-25 liter / minte
Electrical Characteristics :
Current AC or DC R =R E: DC(+) Polarity ff£ :  DCEP

Amps. (Range)E#&M: 160-180 Amp  Volt.(Range)EEEIM : 25-30V

Technique $& i




String or Weave Bead HES2 SR Ei$R : Both

Contact Tube to Work Distance 1 #8& Bl T 425 Bi:

12-20 mm

Multiple or Single Pass(Per Side) % /E=REEEE:

Multiple

Multiple or Single Electrodes % =k B 8 {%:

Single

Travel Speed (Range)$& X EHH :

7-9 cm/min

Peening 8% Yes( ) No(v)

Initial & Interpass Cleaning(Brushing , Gringing , etc) : Brushing or/and Grinding

7 0 528 AW R 5 A (R R R F)

Method if back Gouging H#5%:  N/A
Other Hfth:
Sketch of welding condition (Unit : mm)
400
/ \ !
v 12
0~1 I
A A
/ 15], \
WELDING CONDITION
Flat position
Weld Process Filler Metal Current Volt Inter pass temp
Layer 2 Grade Dia(mm) | Type Amp. ER (Surface)
=N ik REER B R/E & i) BERE
Root Pass | FCAW | AWSAS.20 E71T-1C 1.2 DCEP | 160~180 | 25~30 -
Fill Pass FCAW | AWSAS.20 E7T1T-1C 1.2 DCEP | 160~180 | 25~30

-10 -




PRELIMINARY WELDING PROCEDURE SPECIFICATION 818 FF 35 #i
Welding procedure specification no.(WPS #&%f) HAM-2-03

Qualification Standard: IACS UR W28
Issued date : (B{THHI) 15Feb. 2017 Welding type(s) : Semi-Automatic

Test assembly No. HAM-06 Welding process(es) : FCAW
e $]ERE*E
Bass Metals & #f :
Specification type & grade R KX EELR : DH36
Test piece Thickness : 12mm
Joint §8 CIGA#Y :
Butt ¥i#E(v) fillet IA( )
Joint design #ZERERET : V-type Gap bR : 5 mm
Groove angle A AE : 400 Root IR EE : 0~1 mm
Preparation Fif§3RMH : Gas Cutting or Machine
Backing H#M# : Yes (v) No( )
Material(type) S #iM B (& X) : Ceramic Type ACE Brand. ABH series
Filler Metal 8241 :
Manufacturer $24% 75 : TIEN TAl Brand Name &R : TWE-711

Grade PR Z : AWS A5.20 E71T-1C
Size of Filler metals 8% R : 1.2mm

Position $212228 .
Position(s) of Butt ¥#882%% :  Horizontal
Welding Progression E$&AHE : Up () Down ( )
Position(s) of Fillet IRA$2E$ : N/A

Preheat A# :
Preheat Temp. Min T & & (°C). N/A
Inter pass Temp. Max [@EBE(°C) : 200°C

Post weld Heat Treatment # # &3 :

Temp. Range BB HiMH : N/A Time Range K€ : N/A
Gas :
Shielding Gas RER M : CO. Percent Composition(Mixtures)E&LL : 99.8%
Flow Rate & : 20-25 liter / minte
Electrical Characteristics :
Current AC or DC R =R E: DC(+) Polarity ff£ :  DCEP

Amps. (Range) B i & . 180-230 Amp  Volt.(Range) EBEIE : 30-34 V

Technique $& i

- 11 -




String or Weave Bead HES2 SR Ei$R : Both

Contact Tube to Work Distance 1 #8& Bl T 425 Bi:

12-20 mm

Multiple or Single Pass(Per Side) % /E=REEEE:

Multiple

Multiple or Single Electrodes % =k B 8 {%:

Single

Travel Speed (Range)$& X EHH :

16-22 cm/min

Peening 8% Yes( ) No(v)

Initial & Interpass Cleaning(Brushing , Gringing , etc) : Brushing or/and Grinding

7 0 528 AW R 5 A (R R R F)

Method if back Gouging H#53%:  N/A
Other Hfth:
Sketch of welding condition (Unit : mm)
400
/ \ !
v 12
0~1 I
A A
/ 15], \
WELDING CONDITION
Flat position
Weld Process Filler Metal Current Volt Inter pass temp
Layer 2 Grade Dia(mm) | Type Amp. ER (Surface)
=N ik REER B R/E & i) BERE
Root Pass | FCAW | AWSAS.20 E71T-1C 1.2 DCEP | 180~230 | 30~34 -
Fill Pass FCAW | AWSAS.20 E7T1T-1C 1.2 DCEP | 180~230 | 30~34

-12-




3. Quiliication test for Welding Procedure

3.1 Kind of Test

The kinds of butt weld joint test and number of specimens are to be in accordance
with requirements specified given in Table M.4.4 of Part M of ClassNK Rule.

Kinds of Butt welded Joint Test for Rolled steel (Grade KA, KA36)

Kind of test

Number of specimens

Visual inspection

Whole length of welding joints

Tensile test

Bend test

Impact test (sets)

Marco-struture inspection

Hardness test

Non-destructive inspection

Whole length of welding joints

3.2 Test Assemblies

(1) The dimension and type of test assembly are to be same as Fig. M4.1 of Part

M of ClassNK Rule.

(2) The position of notch for specimen is to be shown in Fig M4.1

Fig. M4.1

Welding Procedure Qualification Test assemblies (Unit: mm)

Notes:

(D

Manual welding and semi-automatic welding: W 2= 300mm, L = 350mm

Discard i_ Min. 50
Tensile |
Face (or side) o bend
Root (or side) | | [ bend
BT i o
Hardness " ___.I,__ |
1 I
Impact 1 ! |
L] —|:
1
Spare |
1
Face (or side) t bend
[ Rootorside) || | bend
[ Tensie [T
___IE:;.a_rd_____!__ __________ Min. 50
| f
1 Wz

Automatic welding: W = 400mm, L = 1000mm

()]

-13-

In Fig.(A), width (W) and length (L) of test specimens are as follows.

The root and face bends may be substituted by 4 side bends for 1 2 12mm.




3.3 Finshed Inspection

Welded surface is to be regular and uniform and is to be free from injurious
defects, such as cracks, undercuts, overlaps, etc.

3.4 Tensile Tests
Tensile tests are to be carried out in accordance with requirements of 4.2.5, Part M
of ClassNK Rule. The test is to be carried out with the Table M3.2

B
AN v o v a=t®
__$_4 ! L — =12 (t< 2)
T /'ﬁ =25 (£2)
L=B+60
Le |R @ R=25

3.5 Bend Tests
Bend tests are to be carried out in accordance with requirements of 4.2.6, Part M
of ClassNK Rule.Two specimens are to be takem from root bend and face band

respectively.
kind '[;“r‘” Size of specimen Demensions Intended for
g Test assemblise for butt
g weld test for plate:
§ a=1
3 L = W =30
UB-1 2 | & .
E‘ [ 7 I | L=32
I R=1~-2
=]
g
E
Test azsemblize for butt
weeld test for plate:
| t=12
11 | I a=10
=1 ! & W=1im
B- o ; . .
g T 5 L =200
'E L R=1~2
[
7]
=]
=]
g

3.6Impact Tests
(1) Impact tests specimens are to be specimens to be taken form the position
shown in Fig. M4.2
(2) The testing temperature and minimum mean abosorbed energy of three
specimens are to be as specified in table M.4.8

- 14 -



3.7 Macro-structure Inspection

(1) Macro examination shall include about 10 mm unaffected base metal.

(2) The transverse section o test specimens taken from the welded joint is to be
etched and examined, and is to show the there are no crack, poor penetration,
lack of fusion and other injurious defect.

3.8 Non-destructive Inspection

(1) Internal Inspection will be carried out by radiographic
(2) Surface inspection will be carried by liquid penetrant examination.

3.9 Hardness Test
(1) Vicker hardness is to be measured at the position shown in fig.M4.5. The kind of
specimens for Vickers hardness are to be in accordance with requirement
specified Table M4.10.
(2) The nember of specimen for hardness test is to be in accordance with the
requirement speciied given in table M4.4

-15-



Repair Procedure of the Welding defects (8235 k&5 %)

1) Under Cutting i &1E i

Item IEE

Tolerance

BEFERE

HiEg

depth:0.8mm

2. fillet welds
iH R

| Max. depth:0.8mm
BAEE : 0.8mm

|

1. butt welds | 1.For main structures within 0.6L (skin
plate, longitudinal members and
principal transverse supporting
members.)max. depth:0.5mm
(LENGTH NO MORE THAN 90mm)

1. 06LAIZ M5 MM TR AR, i
MEEEHEE ME) S RE
0.5mm{ & EF XFH90mm)

2.For other members max.

2HEBHREE - 0.8mm

@f_-ld—c@r%
e

I

Repair Procedure |
5%

when the undercut exceeds
the tolerance limits the
undercut shall be filled up by
welding. Using electrodes of
small diameter.
R A RS & A R {E
B EIREA T EE | A
WL 2

However, the filled up welding

| shall not be ground off.

R B T 7] BE b

Same as above bult welds.

Bl Ee

2) Over Lap in .Welding HEB R

Repair Procedure
iR

Tuleran?:é'
 lem AR aNEE
1.butt welds

Higte ﬁ
e;‘ g
i 15
2filetwelds |86 2 90o
1R R 52
-
B ¥

-16 -

in case where 8 is less than
1207 it shall be repaired by

' gn'nr:ling or welding to make

21200
B0 12008 | BB SE
EEEEs ApERi2m

in case where B is less than
909 . it shall be repaired by
grinding or welding to make 8
20(0

O FO0URE | LUTER = BIR
HEHEMED K Rra0e




3) Welding Leg Length Ef£HE

Tolerance Repair Procedure
I o S =0 o
tem A AR #1575 %
Leg Length | L ﬂ? |e”t€}[:]h ) In case where “L =" ( ”is less
roa ICKNess h tol limit ) Id
Rl &= L 2 0.9 * (specified leg length) t an folerance fimits, weld Up over
¢ 2 0.9 * (specified throat length) t N
L HE LU o NAREERIIESE
. }/-f L Qﬁfgﬁ E’
J& LZ09* (BERE)
—"*JLP*- ¢ 2 0.9 * (FREEMRIR)
/ Repair here by building up.

)

4) short bead 4§28

Tolerance Repair Procedure
ltem & .
R RERE B
Mild steel > 30 In case shlort bgadhisl Emade .
erroneously , It shall removed by
LS grinding and rewelded.
MRRIFEERRE , BEREE
TMCP type z 10 &
AH DH
5) Crater $837
Tolerance Repair Procedure
item I Pyl
A memE 0 | s
Crater where found exceeding the the repair method of the concave
44 criteria shall all be repaired. in the center of the crater shall
7u follow the as mentions above

FARENZE , £EEMES

-17 -

MyTeR LA R R E R T B ¥

BRI AR
Reanove here with 2 grndes o
- alr gouping until tha pin Repalr hera by
| f , hele disappears complelely, r |[ bualding g,
O / J i r’
@— ‘“(\ !
) ) e ) )




6) Reinforcement ##58

Tolerance Repair Procedure
tem RH AFEE 7 %

Reinforcement

where found exceeding the
criteria shall all be repaired.

the repairing method shall be as
shown below.

EAEEN LR  cnErey |PRARNET
1o )
7) Overhang ZRH#)
Tolerance Repair Procedure
tem AR aEaEE 5%
;v;r%ang overhang shall all be repaired. gﬁﬁfﬂ? g%g\]va” be ground as
7 5= td the b tal b
ARSI et e e
TMERGTERESBAHE
- Grind off here
8)Crack Zd%&
Tolerance Repair Procedure
ftem EH s W15
RiE

crack shall all be repaired

MEHEL RIS

he repairing method shall be as
shown below.

B EENE R

Remave the crack wilh & grnder or
alr gouging nff i disappaars

Repair here by
P—T | buading up.
[

\j I f

. \ \
! /

- 18-




