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1. SCOPE :
| o 1.1 PURPOSE :

This standard provides guidelines for classifica-

tion, gquality contrel and criteria for acceptance
; . in receipt of defect 1levels and NDT of ferrous
.. (Steel, Gray Iron, 5.G. Iron and Malleable Iron)
' . castings used in BEML. ‘

T 1.2 MATERIAL & PROCESS

The material = grade in respect ‘of chemical
composition, micro-structure,mechanical properties
shall be as stipulated in the drawings/applicable
company standard and the casting (molding) process
shall be as stipulated in the drawing/contract/
purchase order. B
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. CLASSIFICATION
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The ferrous castings are classified as follows

consent of the proprielors.
AN}
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CLASS "A-
A casting, the single Tfailure of which would
endanger the lives of coperating personnel or
cause impairment of the complete equipment.
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A casting, the single failure of which would
result in significant operational penalty such as

' breakdown of a major aggregate of the equipment or
the internal defects in which will result in

- preocess rejection of a major fabricated structure.

§

s
N

CLABS "C~

Castings not included in Class A or Class B and

having a margin of safety of 200 percent or
less.

CLASS "D~

Unstressed or ungraded commercial castings e.g.,
counter welghts, which do not require elaborate
inspection and testing of each batch of supply.
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- 3. METHOD OF INDICATION ON THE DOCUMENTS/DRAWINGS :

- The' following sentence shall be added in all
' documents/drawings under separate note

"FOR  ACCEPTANCE NORMS, CLASS----OF COMPANY STD.
NO.QY1@18-C SHALL BE REFERRED. o

4. PRODUCIBILITY CONSIDERATIONS

The class assigned to the casting should represent

& realistic assessment of its functional require-
ments. Do not assign A class of castings for
class B function. Casting design coupled with
foundry practice can make overly severe soundness
requirements impractical for a manufacturer to
satisfy. Caution should be exercised in specifying
the location for radiographic test, and other
nondestructive tests and, the maximum rermissible
discontinuity level and surface quality require-
ments to be met in a casting.

5. REFERRED DOCUMENTS :
5.1 ISBUE OF DOCUMENTS

- The following documents of the issue in effect on
the date of the contract/purchase order for
procurement of +the castings form part of this
standard to the extent specified herein.

COMPANY STANDARDS

DS1265-C - "Glossary of Terms relating to Ferrous
Caztings”

QY1@24-C - "Surface Quality of Steel castings"”

QY1025-C - “"Surface Quality of S.G iron & Grey Iron
2 castings

OTHER PUBLICATIONS :
Indian Standards : ,
I5:2500 (Part 1&2) : Sampling Inspection Tabl¢

15:2953 Glossary of terms used in Radiographic
Inspection of Castings

1S:2595 : . Code of Practice for Radiographic
Testing

I5:37@3 : Code of Practice for ﬂaznetic particle
. flaw detection
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I15:69807 : Method of Sampling Steel Castings
Visual, Dimensions and Propertles '

I3:7743 : Recommended practice for Magnetic
Particle Testing & Inspection of Steel
- Forgings

15:3658 : Code of Practice for Liquid Penetrant
flaw detection

ASTM E94 : Recommended practice for radi@gr&phic
; Testing
ASTM Ei25 : Reference photographs for magnetic
“particle inspection - indications on
’ ferrous castings

ASTM E142 : Method for controlling quality of
Radloglaphic testing

ASTM E165 : Methods for liquid penetrant inspection

ASTM E186 : Reference Radiographs for Heavy Walled
(51-114 mnm) steel castings

ASTM E242 : Appearance of radiographic flanges as
certaln parameters sre changed :
Reference radiographs for

ASTM E28@ : Reference Radiographs for Heavy walled
(114 to 305 mm ) stesl castings

ASTM E433 : Penetrant inspection - Reference
Photographs for

ASTM E446 : Reference Radiographs for steel
Castings upto 51 mm thickness

ASTM A6@9 : Longitudinal beam Ultrasonic inspection

: of carbon and low alloy steel castings.
ASTM E7889 : Standard recommended Practice for
- Magnetic Particle Examination .

ASTM EB@Z2 : Recommended practice for Gray Iron

Castings upto 114mm Thickness

6. DEFINITIONS

Refer Company Standard DS1@65-C - Glossary of
Terms relating to Ferrous castings™

7. GENERAL REQUIREMENTS
7.1 INSPECTION
7.1.1 Responsibility for Inspection :

The supplier of the castings is responsible for
supplying all supplies in conformance with the
contract/purchase order requirements and, unless
otherwise specified in the contract/purchase
order, the performance of all inspection require—
ments contained in this standard. The inspectic
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provisions contained herein shall become a part of
the supplier’s overall inspection system or
quality programme.

BEML reserves the right to perform any of the
inspections set forth herein or otherwise
specified in the contract/purchase order, when
such inspections are deenmed necessary to assure
the supplies conform to prescribed requirements.

7.1.2 Personnel Qualification

7.1.3 Final

Personnel making accept-reject decisions described
in this standard shall be qualified to level 11 or
level 1II of applicable ISNT/ASNT (Indian Society
for Non-destructive Testing) standards.

Personnel qualified to level I as per ISNT/ASNT
Standard shall be restricted to performance of the
non-destructive testing methods described in this
standard.

R ’

Inspection :

Castings shall be inspected as specified herein
unless the Product Engg./Quality Engg. Departument
of BEML has informed substantiating the suitability
of .other inspection plans for specific cases of
procurement.

7.1.4 Documentation for Final Inspection

For all castings for which radiographic inspection
is specified,the supplier shall prepare X-ray /
GAMMA-Ray film, sketches indicating location of
radiography and documents containing

aj Part name and part number of casting
radiographed -

b) Classification of casting

c) Alloy and heat treatment condition
d) Discontinuity levels applicable

e} ﬁisccntinuityﬁ}e&els'cbserved

) Type of radiography & source employed

g) Deviations from +this specification not
govered by the contract/Purchase order

h) {ﬁétails of repairs and upgradation carried out

A me[ommwmmnwdmj

jeu gsnu 31wl ‘papumy

9

1 o popuewusp fiom Auo w  Aypoanpuy

pasorey
aap pasn

Sia00) Y10g fosoug Jo Ausdosd vy ) juswnoop syl

Jo
ie '8y




Iog] | COMPANY STANDARDS | v

FERROUS CASTINGS - - | PAGE NO 5%OF 15

* CLASSIFICATION & ACCEPTANCE NORMS

DATE : ..
1993-12«10

)

»

| This document is the property of Bharat Earth Movers

be used directly or

indérec in any waoy deterimental fo the inlerest of
Campan?wiﬁautwﬁttmcmmtoj&cmm

must not

I

Limited, India

[l

8. SURFACE QUALITY

Castings shall not contain cracks, cold shuts, hot
tears, sand fusion or other defects in excess of
that allowed for the applicable class of casting.
Surface projections, such as those remaining after
removal of gates and risers, shall not be higher
than the limits specified in the drawings or other
applicable documents.

Refer Company Standard QY1@24-C/QY1025-C
9. SAMPLING

9.1 Visual Iﬁspection

Every casting, of all classes, irrespective of lot
size shall be examined visually.

9.2 NON-DESTRUCTIVE TESTING :
i k {on,
Refer Table-1. .

9.2.1 Magnetic particle and Dye penetrant inspection

Castings of Classes A, B and C shall be
subjected either +to magnetic particle or dye
penetrant inspection as may be appropriate as per
sampling plan in Table-1. Casting drawings shall
specify areas designated for magnetic particle
inspection/dye-penetrant inspection. In case of
steel castings unless otherwise specified in the
drawing, the following areas shall be inspected

a)Boss-fillets and Jjunctions of varying X-sections
susceptible to hot-tear and/or cold shut.

b)Weld 1lands and zone of width 190@mnm adjacent to
weld lands, as these may exhibit cracks in the
castings when the castings are welded into
fabricated structures,

9.2.2 Radiographic Inspection

Unless otherwise specified, sampling inspection
coverage shall be as indicated below

Class A,Class B,and Class C castings

Casting shall be examined at zones indicated in the
drawing, as per sampling plan in Table-1

Classud castings

Radiography examination 1s not required unless
otherwise ;pecified in the drawing.
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9.2.3 Ultrasonio’Flaw Detection k:
; Ultrasonic' inspection shall be in accordance with
ASTM A6@9.as per table-1.

1¢. PROCESSING OPERATIONS

When processing operations such as machining,
Brinding, welding or heat\treatment are involved,
inspection(s) shall be performed both before and
after completion of such operations.For processing
operations such as blast cleaning (shot/sand/grit
blasting) and surface coating, inspection(s) shall
be performed before such operations. Surfacs
o~ finish/roughness for certification shall be
) inspected after blast cleaning.

12.1 . Castings may be supplied with rust-preventive or
primer coating as specified in the contract/
purchase order.

. If inspection is envisaged in BEML, the castings
may be supplied with rust preventive oil coating
after blast cleaning as indicated in the contract/

. purchase order or applicable document (See also
Company 5td. PR18@6-C "Pretrestment and Painting
Process for Vendor items/Beml-processed items).

11. TEST METHODS
11.1 VISUAL INSPECTION

All castings shall ' be visually inspected for

AN surface defects and irregularities, particularly

D in critical areas. Attention shall be given to the

‘ presence of discontinuities such as cracks, hot

tear, sand fusion, evidence of shrinkage etc.,
(See also Clauses 9.1). :

When necessary, a magnifying glass (1@x) shall be
used  to ald visual inspection, In case of
dispute, castings shall be inspected by magnetic
particle or Dye penetrant method as applicable and
acceptance criteria shall be as indicated in
clause 13.2.

11.2 MAGNETIC PARTICLE & PENETRANT INSFECTION
Class A, B & C castings and first off sample
castings of class D (as per Table-1) of ferro-

magnetic materials shall be magnetic particle-
inspected. ‘ ' '
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" Magnetic particle inspection shall be in accord-

ance with ASTM E709 - with assistance from ASTM
E125.

Dry powder magnetic particle inspection may be
carried out where wet magnetic particle inspection
i3 not feasible.

NONFERROMAGNETIC MATERIALS

Class A, B, C castings and first-off sample

castings of Class D(as per Table-1) and nonferro-
magnetic material shall be penetrant-inspected in
accordance with ASTM E165 with assistance from
ASTM- E433 as applicable using suitable postemulsi-
fied / ﬁenetrant or water washable penetrant of
requ;slte seg51t1v1ty

11.3 RADIDGBAPHIC INSPECTIGN ;

Radlographlc inspection shall be in accordance
with ASTH ES4/E142.

Reference radiographs as per ASTM E186, E28@, E446
and EB@Z as  applicable shall be referred for test
interpretations.

Assistance may be avalled from ASTM EZ4Z, IS 2583
and 15:2585

- i hode

Castings of any c¢lass may be screened, using
radicgraphic inspection by non-film methods.

Castings found acceptable by non-film methods
shall Dbe inspected by a film method in accordance
with sampling requirements as applicable to the
specific class for documentation (See clause
7.1.4).

11.4 ULTRASONIC TEST :

a)

b)

It 1is proposed that ultrasonic flaw detection
supplements radiographic examination. Ultrasonic
flaw detection may be carried out in zones
unsuitable for radiographic examination.Ultrasonic
flaw detection 1is also expected to be carried
out in zones of castings not indicated for
radiographic examination in the casting drawing to
ensure freedom from internal flaws which can not
be permitted as per Table-7. :

Ultrasonic testing may be carried in place of
radicgraphy for established supplies when mutually
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agreed to between BEML and the supplier of
casting. However in case of doubt or dispute.the
casting shall be radiographed to characterise and
asses the defects.

Ultrasonic examination and radicgraphy are not
directly comparable. Ultrasconic examinatiocon
technique is intended to compliment radicgraphy in
detection of discontinuities.

12. EXAMINATION OF RE-SUBMITTED INSPECTION LOTS

12.1 REJECTION

On rejection of a lot after inspection as per
single sample plan in Table-1, the lot shall be
screened or upgraded as per approved procedure and
shall be re-offered for inspection as Per sampling
plan in this standard.

12.2 DATA RECORDS

Data records of all tests shall be kept on file in
accordance with this standard/contractual obligat-
ions, For rejectable castings, the details of
discontinuities/defects in the castings shall be
recorded.

13. ACCEPTANCE NORMS

13.1 Visual Inspection

13.1.1

13.1.

13.1.3

Castings shall be free from: cracks, shrinkage
cavities or other evidence of shrinkage, hot
tears, swells, scab, blow holes and pinhole
porosity that would impair the utility of the
castings.

Castings shall be free from sand and scale on all
surfaces to the extent that normal machining
operations can be performed without the necessity
for further cleaning operations.

Castings shall have gates and risers removed,
maintaining casting design contour and dimensional
requirements. :

Refer Company Standard QY1®24—C/QY1Q25—C

13.2 Magnetic Particle Inspection :

13.2.1

Magnetic  Particle Inspection shall be in
accordance with ASTM E'7@9.
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13.2.2

13.3.1

13.4.1

13.4.2

Test interpretations shall be based on ASTM E 125-
reference photographs.

Table-2 establishes quality levels for test
evaluation.All indications exceeding the specified
degree shall be removed.

Removal of +the surface defects should not impair
the casting or necessitate weld (repair) build
- up by BEML.

13.3 DYE PENETRANT INSPECTION :

Dye Penetrant Inspection shall be in accordance
with ASTM E165 with assistance from ASTM E433.

Test interpretations shall be based on ASTM E125
Referenéefpbotograph§r: Refer Table-2.

All ihdiéétiéns exceeding those specified shall be
removed.

13.4 RADIOGRAPHiC INSPECTION :

Radicgraphic (X-ray or Gamma ray) inspection shall
be in accordance with procedural and reliability
requirements established in ASTM E94 and E142
respectively, with assistance from IS5:2953, 2595
and other available Indian Standards.

Teat interpretations for steel, gray iron,,ductile
(spherocidal graphite) iron,malleable iron castings
shall be based on ASTM E446/E186/E280 as
applicable.

Maximum permissible severity levels for dlscontl—
nuities are specified in Tables-3 to 6.

Defects exceeding the permissible levels for the
class of casting shall be cause for rejection of
the casting.

13.5 ULTRASONIC INSPECTION :

Ultrasonic - test interpretations shall be based on
ASTM A6B@9 Quality levels 1 to 3 corresponding to
Classes A, B and C of the standard.

Acceptance shall be based on no indications equal
%o or greater than that specified in Table-8. (For
screening of castings when  radicgraphy is
indicated, +the permissible defect levels shall
correspond to Table-3 to 6.
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13.6 HARDNESS MEASUREMENT

1

Unless otherwise specified, hardness of the
castings shall be measured by Brinnel Hardness
Test as per IS:15@@. A portable hardness tester
may be enmployed where necessary. Location of
hardness testing shall be as indicated in the
drawing. Sampling for hardness test shall be as
per Table-1. Grinding performed for hardness test
shall be smooth and blended so as not to create
notches or stress risers.

3.7 HOMOGENISATION

+

Castings shall be supplied to meet the mechanical
properties as per the material standard specified.
Steel castings shall be given homogenising
annealing priocr to heat treatment specified in the
material standard or drawing, to ensure homogenous
microstructure as applicable to the grade of
material. i

13.8 WELD REPAIR :

come of the material grades for Steel Castings in
BEML are classified as "Difficult to Weld . Weld
repairs carried out on steel castings which
require induction hardening or flame hardening or
gas carburising on surfaces cause rejections of
the castings in the surface hardening/ case
hardening operations. It is therefore necessary
that weld repairs, if any, on castings shall be
strictly in consultation with Product Engg./
Quality Engg. Departments of BEML.

' 13.9 SPECIAL TESTS

Some of the castings used in BEML have specific
requirements such as pressure testing, kolene
Process for Cleaning etc. These specific require-
ments and methods of inspection shall be agreed to
at the time of ordering.
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CLASS OF LINEAR DISCONTINUITIES
CASTING -----mmmmm e
ASTM DEGREE EQUIVALENT mm
A 1 3
B 2 6.3
C 3 12.7
D 4 25.4

: Test interpretations shall be based on ASTH E125
reference paragraphs

This table establishes quality levels for test
evaluation :

All indications exceeding the specified degree
shall be removed.

For non-linear surface defects, refer Company Standard
QY1024-C & QY1@25-C '
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IABLE-3
MAXIMUM PERMISSIBLE RADIOGRAPHIC SEVERITY LEVELS FOR
DISCONTINUITIES IN STEEL CASTINGS UPTO 51 mm

IN THICKNESS, AS PER ASTM E 446

DISCONTINUITY » CLASS OF CASTING

A B C
GAS POROSITY. 2 '3 4
SAND SPOTS & INCLUSIONS 2 3 4
SHRINKAGE 2 3 4
SHRINKAGE 2 3 4
SHRINKAGE 2 3 4
SHRINKAGE ' 2 3 4
CRACK o NONE -—-———
HOT TEAR e NONE —————-
INSERT NONE 2 3
MOTTLING i : c

When two or more +types of discontinuities are
present to an extent equal to or not significantly
better than the acceptance standard for rejective
defective defects, the casting shall be rejected

When two or more type of discontinuities are
present and the predominant discontinuity is not
significantly better than the acceptance standard,
the casting shall be considered border line.

Border line castings may be considered acceptable,
upon review by cognizant engineering personnel.

Gas holes or hard spots and inclusions allowed by
Table-3 to 6 shall cause of rejection when closer
than twice their maximum dimension to an edge or
extremity of casting.

Drawing tolerance is defined as minimum thickness
of material after defects is removed by machining
/8rinding.

Numbers in the tables (3 to 6) are ASTM
‘radiographic numbers for each particular type and
severity of discontinuity. A low number indicates
few emall discentinuities while s higher number
indicates more larger discontinuities.
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MAXIMUM FERMISSIBLE RADIQGRAPHIC SEVERITY LEVELS FOR
DISCONTINUITIES IN THICK WALLED (51 TO 114 mm)
STEEL CASTINGS AS PER ASTM E 186

CODE/ DISCONTINUITY CLASS OF CASTING
CATEGORY e
K A B C

A Gas poROSITY 1 2 3

B SAND/SLAG INCLUSIONS 1 2 4
C SHRINKAGE TYPE 1 2 3 5
c SHRINKAGE TYPE 2 2 3 4
c SHRINKAGE TYPE 3 2 3 4

F INSERTS A -~ NONE ALLOWED --

F INSERTS B -~ NONE ALLOWED --

D CRACKS -~ NONE ALLOWED --

E HOT TEAR -~ NONE ALLOWED --

COLD SHUT -~ NONE ALLOWED --

TABLE-5
MAXIMUM PERMISGSIBLE RADIOGRAPHIC SEVERITY LEVELS FOR
DISCONTINUITIES IN HEAVY WALLED (114 - 3@5 mm)
STEEL CASTINGS, AS PER ASTM E 28@

CODE/ DISCONTINUITY CLASS OF CASTING
CATEGORY A B c
- A Gas porosITY 2 3 i

B SAND & SLAG INCLUSIONS 2 3 4
c SHRINKAGE TYPE 1 2 3 4
c SHRINKAGE TYPE 2 | 2 3 4
c SHRINKAGE TYPE 3 2 3 4
D CRACK NONE NONE  NONE
E HOT TEAR NONE NONE  NONE
F INSERT NONE NONE  NONE

Note : See Table-3
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| COMPANY STANDARDS

CASTINGS ' ote-c

TITLE : FERROUS ) - ) PAGE NO. F 1

CLASSIFICATION & ACCEPTANCE NORMS o 1915
1993-1%-&5

India I wmust not used directly or] -
|Company without written consent of the propriefors.

Limited,

_) ﬂb&mmm!ﬁmemmgwquﬁmuﬁthMm
indirectly in ony way deterimenial to the itnlerest of

‘ ' TABLE-6 ,
MAXIMUM PERMISSIBLE RADIOGRAPHIC SEVERITY LEVELS EOR GRAY IRON
CASTINGS OF THICKNESS UPTO l1l4mm AS PER ASTM E8@2

_._..._._._...._.._....___._.__.____..-_.____._._—___..........._.._._...__._.__._._..___

NOTE : For the other discontindities such as porosity,
sand and slag inclusions, other forms of shrin-
kages, cracks, hot tear, cold shut etc., the maxi-
mum levels specified in Tables 3 to 6 shall apply.

TABLE-T7
ULTRASONIC IHEEEQIIQN -REJECTION LEKEL

CLASS OF ASTM A6@8 INDICATION AREA LENGTH
CASTINGS QUALITY LEVEL (8q. Cm. MAX) (mm Max.)

‘A 1 5.16 3.8

B 2 9.867 5.6

C 3 19.35 7.6

D 4 2.26 7.8
Note

’ ¥ For testing of first-off sample/ﬁilot batch of production

Rejection level

1) The area in the Table refer to the surface area on the
casting over which a . continuous indication exceeded the
amplitude reference 1line or a continuous 1loss of back
reference.of 75% or greater is maintained.

2) Area  shall be Measured from the centre of the
search unit.

3) In certain castings, because of very long test distances
or curvature of the test surface, area over which a given
discontinuity is detected may be considerably larger or
smaller than the actual area of the discontinuity in the
casting, In such cases a graphic plot that incorporate a
consideration of beam spread should be used for realistic
evaluation of the discontinuity.
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COMPANY STANDARDS |, .ovmro.03

TITLE

FERROUS CASTINGS — CLASSIFICATION |-RATE : 2004-03-16
AND ACCEPTANCE NORMS STDNO.:QY1018-C

AMENDMENT SHEET - 1/1 ISSUENO. : 01

L In page 11 of 15, Table—1 “Sample size by inspection levels and size of lots” shall
be read as follows instead of the existing :

TABLE-1 - SAMPLE SIZE BY INSPECTION LEVELS & SIZE OF LOTS

Kadbarstr=¥rust not

Indirectly in ‘any way deterimental fto the interest of,
Company without written consent of the proprietors.

=
‘»This document is the_propery of Bharat Earth Movers

| Limited,

Lot Sample size (Acceptance number)
size Class — A’ Class— B’ Class — 'C’
[~ Tightened | Normal | Tightened | Normal | Reduced | Tightened | Normal | Reduced
. 2~9 |2 ©Ol2 O[2 O]z ®[2 ®[2 ©[2 ©[2 (©
9~15 |5 O[3 O[3 Ol2 [2 ®[][2 ©[2 ©[2 (©
5 16~25 |8 O[5 ©O]5 © (3 O[22 ©[3 O[3 ©]2 (0
s 26~50 | 13 MO [8 @[ 8 MI[5 ®][2 O]5 M ]5 O]2 0
5 51~90 [ 20 M) (13 W13 O[5 Ol2 O] 5 O[5 O[2 @
S 91~150 | 32 () |20 [ 20 O [8 M]3 MO[8 M [8 M[2 M
3 151~280 ] 50 (@ [32 @[ 32 @ [13 O[5 @O 13 O [13 @[3 @
N 281~500] 80 (3 [50 3)] 50 3) [20 @[5 (O[22 @13 @3 O
S 501~1200 | 125 (5) [80 (5)[ 80 (5) [32 ®l8 (MO [32 @3 [20 ®O]5 O

NOTE : Sampling plan shall be as per IS: 2500 (part—1) — 2000 and acceptance quality
level (AQL) shall be 2.5% for class—A’, 4% for class —B’ and 6.5% for
class—"C’ castings.

(Reason : Revision of Indian Standard). APPROVED BY :

411033




T COMPANY STANDARDS |~eoer o o
TITLE : ' ‘ S _
FERROUS CASTINGS - CLASSIFICATION &

ACCEPTANCE NORMS. i
( QY1018-C ) 1996 12-30

ArEN NT SHEET-01/01

'Read Table-7 as follows, instead of the existing :

ULTRASONIC INSPECTION - REJECTION LEVEL

. CLASS OF| ASTM A609 INDICATION AREA|{ LENGTH
| CASTINGS| QUALITY LEVEL (cm2z max.) (cm max.)
— e . A 1 5.16 3.8
£ - B 2 9.67 5.6
i c 3 19.35 7.6
§§§ D#* 4 32.26 9.9
[ Y
.3!
3

Ref : EMFP/ACC NIHON/51/5157 Dt 1996-12-24
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— DATE:
TITLE : : 2001-07-19
FERROUS CASTINGS - CLASSIFICATION & (
ACCEPTANCE NORMS STD.NO QY1018-C

|

W oany way detersmenial to the wlevest of
| Company urthowd uritien consent of the propritor

s documend s (he property of BAarat Farth Nowwrs

Lemited, India It wwust ant be used durectly ov

indirectly

| AMENDMENT_SHEE‘I"{— 1/1 | ISSUE NO: ONE

In para 2 of clause 13.5, ULTRASONIC INSPECTION:
Read as follows instead of existing:

Acceptance shall be based on no indications equél to or greater than that specified in
Table-7.- (For screening of castings when radiography is indicated, the permissible
defect levels shall correspond to Table -3 to 6) :

SR ¢ M

APPROVED BY:
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