- PLATES AND SHAPES WITH t >= 25mm - PRE-HEATED
BEFORE WELDING (100-150°)

-vwzzzzp US = AREAS TO BE CHECKED FOR LAMINATION BY ULTRASONIC TEST

- = WELD INTERFACE NOTCH-FREE

- a = DIMENSION OF FILLET WELD (IN MM!)
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Repair steps | P100 \/oz_@ 1050-M5243R5_Bridge girder |
1. Remove existing weld in this area C @w Ns / -
2. Remove paint in the repair area mm ) _
<8 3. Prepare the welding flanks. _ _ B
L. Perform welding from the outside Full penetration) with |
ceramic backing plate on inside. L _ 8
5. Grind and weld from the outside (welding flanks). (Full connection) o ] 100 o
6. Weld fillet weld between buckle stiffness and flange -
7. After at least 16 hours NDT test (P100) il
8. Acceptance \ ] .
9. Painting /v SER
10 200
5[\ 200
NOTES: 5[, 200
- PRINCIPLES OF CONSTRUCTION AND WELDING ACC. TO
FEM 1001, bookled 3, notch case 3 _ —
- Execution of welds according to EN ISO 5817 quality level B Swace |Sale 125 ravsze A3 |Wegt -
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