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MIL-E-6843B
17 October 1960

MILITARY SPECIFICATION

ELECTRODES, WELDING, COVERED, LOW-ALLO’
STEEL (PRIMARILY FOR AIRCRAFT AND

\VE.wOS APPLICATIONS)

This spec~lc ation i 6 mandatory for use by #l Depart-
mentfi and Agencies of the Department of Defense.

1. SCOPE

. 1-1 2S?Ps%- W -Mfcatfnu curers ,maailfc arc wddfq
covered ektrcdes for use in the rnamml welding of medftun carbon ad low
alloy steels, used in the stress relieved condition.

. 1.2 Clmsiffcation - Electrodes shall be furnished in the
classes and eizes shown in Table I, as specified (see 6. 2):

TABLE I

CLASSES AND SIZES

Electrode M~eriaf Class I E-1oo13 I E-1oo2O I

Cover description I High-titanium potassium I High imm oxide I

Size

1“

1/16, 5/6:, 3/32, I 1/16, 5/64, 3/32,
1/8, 5/32, 3/16 1h, S/32, 3/16 I

Position of \vekffng I A ll 1
Horizontal fillets
and fltis I

Type of current AC or DC (either polarity
depending upon applic atfon)

2. APPLICABLE DOCW$lESTS

. 2. 1 The follow< rig document?, of the Issue in effect cm date of
in\<tation for bids or request for propcmal, form a part of this specificatkm to the
ement specified herein.

=

I
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SPECIFfCATION%

m

MfL-T-5021

MKL-I-6868

MIL-S-7809

ML- W’-10430

MfL-S-18728

31m-s-187z9

Tests, Aircrsft and Mfaaile Weldfng Operatorw,
Qualification

Inspection Process, Magnetic Ptiicle

Steel, H@ Strength, Low Alloy, Bars, Sl@es,
Sheet, Strfp and Pl@e

Welding Rods and Electrodes; Preparation for
Dclivery of

SteeI Plate, Sheet and Strfp, AJIoy; 8630,
Afrcraft Q9afiiy

SttxLPf&3.. sheet and Skff&. AJlOY. 4134.

ST.4ND.4RDS

Federaf

Fed. Test Method
Std. No. 151

Jlilita-y

\lD--STD-IO5

ML- STD- 129

IIIL-STD-248

IIIL-STD4X

Metafs; Test Methods

Sampling Procecimre6 and Tables for Inspection
by Attributes

Marking for Shfpmerd and Storage

Qualification Tests for Welders (Other than
Afrcrzft lVeldments)

Inspection, Radiograpbfc

(Copies of specific xions, standards, drawings, and publications requfred by
sWPllerS in COnn’Xtf OG uith SWCiffC procurement functions should be obtai nti from
the procuring activity or as directed by the contracting officer. )

2
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3. SE.QUIREMENTS

● 3.1 Electrodes - Core wire and co~ings may be miide”by any
process yfeldtng ‘ectrodes conforming to this. sp&ificitiOn.

3.2 h~aterlal -

3.2.1 Core tire - Tk” core wfre shali be free from injurious
defects such w segregation and nonmetailio inclusion.%

.

●

3.2.2 Core tire dimensions and tolerances -

3.2.2.1 Dlmensiona - Uniess otherwise specified, the dfameters
of the core wire and lengths of electrodes SIMU be in accordmlce with the
requirements of Table L

TASf.E ff

DI&%IE3XES AND LENG’IES Or ET-KC’CHODES

~ ~~

9 or 12 (18 when center grip is used)

.

.

3.2.2.2 Tolerances -

3. 2.2.2.1 Diameter of core wire - The dfameters of core Wire sbafl
not vary more than 20.002 inch from the dfameter zpecified in the contract or
purcluwe order.

3.2.2. ~. 2 _ - The length of electrodes shall not vary more thaII
:1!S inch from the length specified in the contract or purchase order. Electrodes
shail be commercially straight.

3.2.3 Electrmie coatings - Coatings shall be capable of producing
satisf:tcm LT arc chwcxter istics, shali he consumed unifor z-.ly, and zb.dl protect
the molten metti from contamination. The coatings shaif be uniform in quidity,
mihercnce, and free from injurious scabs, scafes, blisters, pock marks, and
other surface imperfections. The coatings shall be capable .of u’ithstancilns OrdinaCi
handlinc \\ithou! hwominy detached. The ccmtine ch.all he h.~t ?P?i$tmt co. !h?.!
it will not ftake or crack off when the electrode is used imermitLently within the
recommended current range for tha! electrode class and size.

I
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. 3. 2.3.1 Coating composition - The chemical composition of the
coating shaLl be optional with the manufacturer.

3,2.4 E~lent of coatfng -

3. 2.4.1 Grip ends - Electrodes shall be bare or fr&e from coatings
for a distance of xpproximalely 3/4 inch but not to exceed 1.-1/2 inches for end-grip
electrodes, cmd for approximately 1-1/2 inches but not to exce”ed 2 inches for center
grip electrodes, for making electrical contact wfth the holder.

3. 2.4.2 .Wc ends - The arc end of each electrode shall be sufficiently
bare and the covering sufficiently tapered to permit easy striking ol the arc. The
covering shall cover the core wire for at least one baff of tbe circumference of
the elect rode at a distance H@ to one-haff of the diameter of the core tire or
: f16 i~h ~a.nlu, ~~~~nr ig ~~er f~ ~ _ g~.

L ,, 3.2.4.3 Tolerance, concentricity of coatint - The coatings shall be
.:,~oncentric with the core to such a degree that the maximum core-plus-one coating
‘-~dimetisions shall not exceed the minimum core-plus-one coating dimension by more

than 3 percent of the mean dimension at the respective location.

3.3 Stabilim’ - Coatings shall not be damaged by storage under
normal comiitions and shaLl be satisfactory for use after storage for 36 months from
date of manufacture, in unopened hermetically seaJed, vapor-prod, metal containers
on 3 dry floor and under a rod.

3. 4 Dielectric st-c - Coatings shaSl have sufficient dielectric
stre!lflh al ammen! temperatures znd as removed from the container, to effectively
instd ate againsl a potential difference of 100 volts, alternating curreot (AC) or
direct current (DC).

3. ‘5 L1sability characteristics - Electrodes gha.f3 be suitable for
producing sounti, ci+nse \veld deposits that are reasonably smooth and free fmm
~efeels such as um!ercuning, overlapping, lack of fusion, porosiw, entrapped slag,
LJ cracks, when wsed \%ith the recommended current and voltage settings, and pre-
heat ed !vhe re rcq,ui red or specified,

3.5.1 Positioning q - Electrodes shall be suitable for depositing
weld metal in positions as indicated in Table 1. Class E-1 OOI3 electrodes shall
be capable of producing satisfactory welds in ‘the flat, vertical , overhead and
horizontal positions. Class E-1 OO2O electrodes shall be capable of producing
satisfactory welds in the flat or horizontal-fillet positions.

3.5.2 Root penetration - Electrodes shall be capable of depositing
satisfactory single-pass fil let welds with complete root penetration. The deposited
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single-pass fillet welds shall be ,,~tbfn the size and contour limits shown on
Figures 2 and 3. The fillet weld shafi be free from objectionable undercut or
overlap. Fillet welds made md tested in accord?mce Wfth 4.5.8, Figure 2 md
the mtes thereof shall exbfbit complete fusion titb the b=e met+

3.5.3 S ~ removal - Tbe 13ux residues shall be re@Y ‘removable
from weld beads by the use of hmrd tools after welds have cooled.

3.5.4 Fumes .- The fumes from tbe burning coatings during ,ciuing
shall not be injurious. to personnel when electrodes me used in adm~tely ventilamd
spaces.

3.6 Mechanical properties of the deposited metal -

3.6.1 Compatibility of base metal - Weld deposited on the
.!,. indicated base metal shall exhibit mechanical and physical properties that

shall be in accordance with Table 111 after stress relief treatment when
:....- ~ the specimens are prepared and tested in accordance with 4.5.9.1,
. ,. 6.5.9.2, and 4.5.9.3.

1 . 3.6.2 Tensile stre@lr of welded ioints - Temife specimem prepared
from wefd deposits made with E-1OO13 and’ E-1OO2O electrodes Aalf be stress
relieved at 1150125” F for 1 hour and shafl confiwm ta tbe mechanical pmpertfes
requirements of T&de fll, except that yield strength and elongation requirements
are not applicatde to transverse weld specimens. Transverse weld sp+mens
\vhich fail outside tie fusion zone at a tensile strength greater than specified in
Table If shall be considered satisfactory, but if the tensile strength is less than
that specified in Table HI tie tesl shall be considered wdid.

TABLE D3

MECHANICM Properties OF DEPOSITED \{ZiD METAL ~/

I

~1 Stress relieved at 1150 :25” F for 1 hour.

~[ Sot required of transverse weld tensile specimens.

5
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3.7 Electrode identification .

3. 7.1 Labeli~ - The classification number shalf be stamped
or imprinted on tie coveting of each electrode at not less than two poide or
locations. One imprinted class designation sbaff appear as closely as
practicable to the bare grip-end, the location of the second shall be at the
di scret ion of the manuf~turer.

3.7.2 Size and legibility - The imprinted designation shalf be
composed of equal-size block characters, tbe height of which shalf be apprmd-
m?tply 50 to 100 percent of the overall electrode diameter but need not exceed
a 5/3? i msb height. The imprinted designation shall read from left to rSgbt from
the grip-end. The color of tbe print shaf3 contrast color of the electrode covering
and printed designations shall be readable under normal lighting conditions.

3.7.3 Stability - Printed type designations shall remain dis-
cernible on electrodes. rebaked at temperatures up to 850e F and on unused

“&rtions of partially consumed electrodes or’ discarded stubs, and shall
,.,,resist effacement by contact incidental to normal handling, shipping and
‘~toring.

3.8 \\0rkmaIt9 bfp - E3exmrodes sfmf3 be manufactured in accordame
\\?tb high-grade commercial practice covering the class of \vork. The electrmfes
shall be uniform in qbafity and temper, clean, sound and smooth. The material
shdf be free from inju?ious scabs, blisters, pock marks, bruises m. other
defects. The electrodesshalf be fre’e of any materfals, conditions, or defects
which would create unsatisfactory operating characteristics or unsound weld
metal,

4. QL.tiITY .=SUR.IXCE PRO\TSIOAS

4.1 Res.ponsibili& for inspection - Unless otherwise specified in
the ccmtract or,purchase order, the supplier is respmsible for the performance of
all inspection requirements as specified herein. Except as ot hcrwi se specifie&
the supplier may milize bis own or any other inspection facilities and services
accepmblc to the Govemirnent. The Government resen’es the right to perform any
of the. inspc~tiuns se: forth in the s?ccification $vhcrc suck. i~ls>ecticm: arc deemed
ni.cess.nry to assure supplies and sertices conform to prescribed requirements.

4.2 LOt - Unl&. s otherwise specffied in the cOntracc Or
purchase order, a ~ of electrodes shail consist of one class and size pro-
duced under the same coriditions from one heat of wire and one batch of coating
material and submitted for dellvery at one time. The maximum weight of a

lot shall be 5000 pounds.
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4.3 sampling -

. 4.3.1 Packages - .4 rmdom s-pie of unit packages, with the
contents intact, shall be sefected from encb lot in accordance with MfL-sTD-105,
Inspection Level 1, Acceptable Quality Level 2.5 percent. Packages sh~] be
weighed for contents, visually examined (4. 5.1) mxf tested for leakage (4.5.2)
to determine conformance to Section 5.

● 4.3.2 Electrodes - One or more utdt pwkages of else. .’odea sbalf
he taken at random from the samples of unit packages selected in accord~ce with
4.3.1, or r6n&m samples of electrodes shall be selected from ei!xh lot in
accordance with MfL-STD- 105, Inspection Level II for sampling tests.

4.3.2.1 For visual and dimensional examination - Samples of the
electrodes selected as specified in 4. 3.2 shall be in accordance with MIL-
STD-105, Inspection Level 11, Acceptable Quality Level 2.5 percent defective,,,...

... . and shall be taken for visual and dimensional exarni”ation. Samples
selected shall be visually examined (4.5.3) for conformance with 3.2.1, 3.2.3,,,..,::. 7
3.7 and 3.S; measured for conformance with 3.2.2.2.2, 3.2.4.1 and 3.2.4.2;
and examined for diameter of core wire (4. 5 .4) to determine conformance to
3.2.2.1.
. 4.2. 2.2 For stability - When specified in the contract or purchase

order, one or more unft packages shalf hs taken at random from the samples of
unit packages sefected in accordance with 4. 3.1 from each lot for storw?e. .4t
the end of the specified storage period, tbe maIerial shall be examined by tbe
applicable procedures contained hcr.ein to determine conformance to 3.3.

‘i. 3. 2.3 For other tests - The sanples selected in accordance with
4.3.2 shall be subjected to the following tests:

Dielectric strength
I

4. 5.6

Usability characteristics I 4.5.7

Fillet \Veld tests I 4.5. &

Tensile tests 4. 5.9

Paragraph Giving
Requirements

3.?.4.3

3.4

3.5, 3.5.1, 3.5.2, 3.5.3,’
and 3. 5.4

3.5, 3.5.1, and 3. 5.2

3.6, 3.6.1, and 3.6.2

I
7
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1. 4.4 17$a&em enl applic+l,e to a12 te6t& .

I ● 4. 4.1 Welders - Weldihg of test joints shalf be accomplished by

1. welders qualified in accordance with specifications or standardg applicable
!0 the procuring activity (see MIL-T-5021 and MIL-STD-248).

I
1.5 Test methods -

I

1’
4.5.1 Visual examination or packages - E=h unft package sample

shall be visually examined to determine conformance to the applicable packaging

I adm~rki~requi rernents of MIL- W. 10430 and &ctjon 5 herein.

1“ 4.5.2 Leakage test (unit package) - Filled unit package sample
shall be immersed in water that has heen heated to a temperature of 150” F or
above. The package shall be immersed and rotated so that the top surface
is 1 inch below the water level . All packages ehall be so immersed that

.,.:the greater basic dime”sicm is parallel co the water surface and held for
I ,.

2 “~m”inuces. The presence of leaks as evidenced by the emanation of a steady
s.tream. of air bubbles frOrn the cOntainer for a least 30 seconds Or Othe~ise.
‘s$all be the cause for rejection of the package of contents. Rejection of
the lot represented by the Class la or Class lb metal containers or Class 5
when as a metal container of M1L-W-1043O shall be in accordance with 4.3.1.

1“ 4.5.3 Exmnination of product - Electrodes shall be examined for
compli ante with dinuxtsion&l require nxmts, comfiticm of the coatings, imprint
identification md freedom from obvious defects which can be detected visuafly.

4. 5.5 Concentricih, of covering - The core vi re shall be exposed by
removing a Smd amount of covering from a spot ott one side of the cope ~re ~e=
one end of the covered length, care being taken to imxire that no metal is removed
from the core wire. The diameter o! the core wire and the thickness of the covering
on the side opposite the bared spot shall be meosured with a micrometer. The covering
sha12 then be removed from a spot on the opposite side of the core wire at a point
immediately adjacent to that at m’hich the first measurement w-as mvde, and a similar
measurement made. .Second and third p.tirs of similar measurements sha21 be made
m WPrOfim~elY mid-length and at the other end of tie covered portion, or diameters
approximately 60 degrees and 120 degrees, rtispeclively, [rum Ihe tiiameLer on wbicb
the first pair of mcxsurements were made. .+ pafr of measurements (two adjacent
measurements) which sho\v the greatest variation shall be used to determine tie
acceptabilliy of the electrodes.

I
I
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4.5.6 Dielectric strengt J - Two or more electrodes from each sample
shall be tested by laying each electrode Oat on a steel plate arid applying a potential
of 100 volte dc between the grip end of the electrode and the steel plate. u the electm&
covering effectively prevents tbe flow’ of current, that [s, If no arcing occurs, the
dielectric properties shalf be considered tmtfafnctoty.

4.5.7 UsabllWY characteristic - The operating characteristics of
the electrodes and the burrdng characteristics of the cov*ring?. shtil be f.h.t. rved during
the fabrication of welded test spectmena. Welds shall be examined e> :rnafiy for
smoothness of aurfzce, surface porosity, cracking, undercutting and overlapping.
Welds shall be examined for the presence of internal defects by visual inspection of
the fractured surfsces of transverse weld tensile specimens after failure in tension.
Test plates welded as specified in -t. 5.9.1 and 4.5.9. 2sha.!l be examined mag”et[caily
and radiographfcaJ1y in accordance with MIL-I-6868 and MIL-STD-453 respectively
after removing the veid reinforcement and backing place by machining flush
with the adjacent plate surfaces. Indications of defects exceeding those
shown in Figure 4A in size and frequency shall be cause for rejection of
welded test plates llk inch or less in. thickness. Indications of defects
exceeding those shown in Figure 4B in size and. frequency shall be cause
for rejection of welded test plates 3f8 inch or greater in thickness.
Magnetic indications definitely established as cracks shall be cause
for rejection.

4.5.8 Fiflet weld test -

4.5.8.1 Preparation of specimens - Fiflet-weld T-joint assemblies, con-
forming to Figure 2, shall be made of plate materiah conforming to NIIL-S-167Z3 or
J1lL-S-18729. Specimens shrill be prepared in the verticai and overhead positions
[or <lass L- lii~l~ eieclroaes ana ior wekiing in the imrizonial position only for
Class E-1OO2O electrodes. Welding positions shall be as indfcated in Ffg-ure I.
Duplicate samples shall be welded with AC or DC current as appropriate for
the respective electro& class. \\%en testing any 3/16 irmh diameter electrode,
m initial mot pass with n smaflcr diameter electrode’of the same class aod
manufacture is permissible. The single-fillet welded joint shall be prepared in
accordance wiih Figure 2 from the selected electrodes of tbe sizes indicated by that
figure and the notes applying thereto.

4.5.9.? Examination and test - The weid shall be examined for smoothness
of surface, cmckfng, gas pockets, undercutting, overlapping and excessive convexity
or concavity to determine conform ame to 3.5 and 3. 5.2 and to size and contour
Iin, its shown an Figure 3. The joint shall then be tested by bending in the direct{on
indicated i“ Figure 2 until the weld has fractured. The fracture surface shsdi then
be examined for the presence of root defects to determine conformance to 3, 5.2.

4.5%9 Tensile tests - A ntininmm of two specimens are required for
the tensile tests shown in Table IV.

9
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TABLE N

TENSILE TESTS FOR E-1OO13 and E-1oo2o

~
4.5.9.1 Tr~verse tensile s~cimena -

*’ 4.5.9 .1.1 Preparation of specimens - Test plates shall be prepared in
accordance with Figure 6 and the notes applying thereto from normalized sheet
material conforming to MIL-S-18728 or MIL-s-1872g. Test plates shall be.: .-’
welded from ome side tmly i“ ,the flat position as indicated in Figure 1 using
the eleccrode size indicated by Figure 5.

... .. ~ After welding, the test plates shall be
. . stress relieved by heating at 1150225” F for 1 hour to conform to the requirement

specified in Note 1 of Table III.

. 4.5.9. 1.2 \lacldning of transverse tensile specimens - Tensile specimens
shaff be machined fmm tbe loctiions and to the dimensions indicated in Figure 5.

4. 5.9.2 .411 weld metal tensile SPecimens -

. . 4. 5.9.2.1 Preparation of specimens - The plates sbsll be prepared
?.< :,q::jcl::.? ;7 ri=-:.. r ,- ~:-~j ;.:3:C rl.,,z:e rid cdrkrcrmi!~ :c :.1:---5- ;S 03. li-tiiii,jd
shrdf be performed in tbe flat position as indicated in Figure 1. The be~eled
edees of the base metal rJate and surface of bacldne plate shall be clad with a
layer of weld metal (not less than 3/16 inch thick) deposited with the electrode
being tested. Tbe plate edges shafl be clti,using a stringer bead t.ecbnique,
md machined or ground smooth before assembly of tbe teet plate.

4..5. s,2.2 \9e,0111,q Lecimique - !rilds shall be deposited in layers, u sing
the ?-1/2 diameter split weave buildup sequence sbovm in Figure 6. Layer,g shall
be approximately 1:5 inch thick, and should be depated in such a reamer that the
final layers include x reinforcement of standard pro fmrtfons (1/32 to 1/S inch).

.“ Temperature between passes shall no~ be stress relieved at 1150 =25= F for 1 hour.

4.5.9. 2.3 Machining of alf weld metal tensile 6P ecimens. - The af2 weld
metal tensile specimens of tbe dimensions indfcated by Figure 7, shall be macfdned
from location indicaied in Figure 6.

4.5.9.3 iesti m 01 teneiie specimens - Test~ of spechnens prep-d in
o 3 shafl be conducted in accordance wftbaccordance with .!, .5. 9. 1. 2 and 4. 5. 9....

u,. tippimabie requirements of >lethod 211 of Fed. Test Method Std. XO. 151.
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4.6 Rejection and ~ - when electrodes cr specimens
welded with electrodes fail to meet any of the tests required by tfds specification,
the lot represented sM1 be subject to rejecUon, except as otherwise provided
by hllL-STIJ- 105. Retests sbalf be permitted in accordmce with the requirements
of Fed. Test hletbod Std. No. 151.

4.6.1 Resubmitted lots - Paragraph 6.4 of MIL-STO-105 shall apply
except that a resubmitted lot sfdl be inspected usiw ttghtened insl,cctim. For
vtsual examination where the ortstnaf acceptance nunber Wm ze] , A, stupde size
represented by the next higher sample size code letter sh+ff be cttqaen.

4.7 Waiver of tests - At the discretion of tbe procuring activity,
tests may be waived on electrodes from !ats frcm \rhich electrodes of,tbc srune
heat of core wire, size of wire, and b~ch covering materi~ have been tested and
found accepttie.

5. PREPA.RATfON FOR DELIVERY

5.1 Packagin& - The level of packaging shall be Lsvel A or
Level C unless otherwise specified (see 6.2) .

5.1.1 Level A - Unfesn otherwise speciffed in the contract or
purchzise order, electrodes shaff be packaged in accordance with MfL- W- 10430.
A unft packnge shafl contatn one size and class as specified by the pmcuria
activity. When specified by tbe procuring activity, the net weight of the container
sbalf be 5, 10, 25, or 50 pounds of electrodes.

5. 1.2 Level C - Unless otherwise specd”ied in the ConlrXl or
purchase order, electrodes ahafl be packaged {n Clam la, Class lb, or Clum 2
contai mers in accordance with MIL- W- 10430. Tbe electrodes shafi be @ckaged
to afford the minImurn degree of protection neccs!mry to prevent deterioration
or damage during shipment tinder normal environmental conditions and commercial
modes of trart.spcdrdion.

5.2 -- Electrodes, packaged in accordmce with Level A
or C, as specified (see 5. 1), shall he packed in accordance with Levels A, B or C
of MfL-\v- 10430. as suecified (see 6. 2).

5.3 Tests on shipping containers as specified in MIL-W-1043O
shall apply to Levels A and B packing OIIIY.

5.4 Marking- - In addition m any speciaf marking reqtdred by
the contract or purchase order, Interfor packages, exterior shipping containers,
and pdletized unit loads shall be marked in accordzmce wtth !dfL-STD129
(see 6. 2). The markings shall also irdude tbe fallowtng information:

11
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Spetiification hlfL-E-6843C
N ate”rial class
Size (diameter)
i’oiai~ J’

Recommended voltage md current ~/
>l~ui~twer,s or, di~tijbutor, s brwd or ~ me ~j
Quantity OM ~eigtit) 1/,.
Dale of manufacture (month and year) ~i
Lot or control number L/

AI Information m be entered by manufacturer or distributor.

6. NOTES

6.1 lmen~ed ‘we -

6. 1.1 E-10013 electrodes are mdtkble for welding Lmw-ailoy steel
ia aff >osit ions where AaULW penetration K? desued- Xbey am .mitable for me
with either direct or alternating cirm?nt wiu2rea 9ir@epa9sisre@n3d. ham
sati sfactov for weMing alloy stez to be ftllowed by stress-relia( t~

6.1.2 E-10020 elect~des are suitable for weldl w alloy steel of
moderale tensile strengths to be followed by stress-relief treatment. They are
suitable for use with either direct or altermticg current (either @ariKv dependin
,vTen application).

6.2 Ordering data -

6.2.1 Procurement documents sbou)d specify the following:

(a)

@)

(c)

{d)

(,.)

li,

Title, number and da!e of this specification,

Electrode material class (see Table I).

S;,7., oi electrode (see Ttile 1).

Length oi electrodes (see Table ff).

?tor~,e stabilirv. if reqtd red (see 4.3.2. 2).

.+PIJ ictile Jm’els of packaging and packing

. (g)

(see 5.1 and 3. 2).

Special markings,. if applicable (see 5. 4).

6. 2.2 Electrodes shall be ordered by the pound.
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6.3 The acceptance standards for radfograpbic inspection abowfng
?.,zximtun pcrmtssible porosity, Figure 4, ntifl shortly be promulgated in NfL-STD-779,
Reference Radiographs for Steel Welds, Volumes I and LI u well m similar docu-
rnente to be issued by the American .%ciety for Testing and MateriaLa. Fisure 4A
will be reference rzuiiograpb for Grade 1, Fine Scattered Porosity for aectlon
thickness of 0.187 inck applicable for a thfckness range of over 0.125 Inch and includkg
00 ~~o inch. Figure 4B will he the refemmce radiograph for Grade 1, Fine ?cattered
Porosi~ for section tbfclmees of 0.375 itch, applicable for a tbIckness range of
over O. 250 and Iocluding O. 500 inch.

6.4 c baw?es from previous issue - The margins of this specification
are marked with an asterisk to Indicate where changes (additions, modifications,
corrections, deletions) fmm tbe prevfous issue were made. This was done as a
convenience only and tbe Government resumes no linbility whatsoever for any
inrmcuracies in these rmtalioiw. FM&m and contmctcms am ca.kxied to evaluate
the requirements of this document based on tbe emire content irrespecuve 01 the
mf@=f ~~om aod *ti_ m w kt ~~ i-.

custodians: Preparing acuvfty
Army - Wc Xary - A9
Xavy - M (Projecr No. 243%0122)
Air Force - 11

Revfew activities:
Army - MR. MI, CL, WC
?Jlw-y - As, m

Air Force - 11

Lse r activities:
.4rnty - 31U, AV
Navy - t40SE
Air Force - 94

Revie\v/user information is current a6 of date of this document. For future
coordination of changes to this document, draft cimxlation should be based on
information in the current DODISS.
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Figure 1. Positions of Fillet Welds
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ELCCTRODS CLASS
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E-1C020 HORIZOST.4L Jl!L-S- 1>:33

ELECTRODE THICKSF.S5 FILLET WELD

SIZE 1 , SIZE

I
1“

1.

i

2132 1/4 1)9 TO 1/18
DIM ESS1OSS 1X INCHES. 118 1/8 3/16 TO 1/4

5/32 >/.8 ,/4 TO 5/16

3/16 1/2 3/16 TO 3/3
1

APPLIC.UILE TO ELECTRODES O\, ER +/61 D1.L\!c TE!l

Figure 2. lMai19 of Single, Fillet Weld Specimens

15

Downloaded from http://www.everyspec.com



MIL-E-6843C

,,...
:. ,

.:.- .,.F

COM,CS rtLLET COSCAVE FIL.LCT

Figure 3. Contour Dimensions of Fillet Welds for L!sahility Test
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Figure 4A -
(Fine .Scatte red Porosity

O. 187 tflCh)

MI L- E-6843C

Figure 4B -
(Fine Scattered

9.375 inch)

,.!

Porosity

Figure 4. Acceptance Standards for Radiographic Inspection Shoul ng
Maximum Permissible Porosity

!7

Downloaded from http://www.everyspec.com



.1,..
...

. .... T
,.

Mm 1
I

T-’ I

1-1/2 ,;
1i ———- -.

~~ 7
t--

1! ;

/ A
1
f 4A 6 MIN

3 AVA
1

I .I -“”

AVAV

1: :
! l-e-

CENTERLINE
OF TENSILE t 1-——.
SPECIMEN TEST PL.4TE I

I ,=
t / 1 1

/ Y
r

\\lELD REINFORCEMENT
REMOVED

r \ I
~ ( N I---J I f

I ,,, ,
.— - -— - 1-1 2

‘ ,,
1I

I rl
1“ h’ ‘F-

D1>IENS1ONSIN INCHES.

ELECTRODE SIZE T APPROX

1 ’16
s. 64

0.064

- ,::T

].R
0, 12,5

:. 22 I

L 3;16 .
0, 25U

Figime 5. Details of Test Plates Ior Usabiliw and Transverse
\Y@ld Tensiit5pecimens

Downloaded from http://www.everyspec.com



MIL-E-6843C
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l-1/4 -+ ’-+1-mD D

:, :.. *UGal~
TTPICX L PASS SEQUENCE

TEST PSATE POR CHECKING U,% BILlm CNARACTERISTfCS OF ELECTRODES
AND PRoPERTIES (X-’ WCLO f)EP063TS ““”

.,..

‘ y-=-’” :~~...2- ~ ~

LumKu— E1.5~ ~ IlsuTr W’eLo) 3PKC3ME?43

SKNJ
S/w. 2/16 1/s V16. s/64 3/3a Kr.LzcTRooB mAMmTol

fNBs3m-

D 0.505 0.250 . . --
to. 010

5foN
?0. 005 1/16 5f 64. 3/32 1/8. s/32 3/16

A 4-1,’2 2-5 IQ -- -- B 1/8 1/8 3/16 i/4

B 1/4 3/16 -- --- L 6 6 6 6

L 12-1/2 8- 3/4 6 6 w 4 4 4 4

w 5 5 4 4 T 1/8 1/4 3/8 1/2

T 3/4 1, 2 0.064 0.125 R 3/32 1/8 3/16 114

R 1/2 1,’4 1/16 1/16

D = QL*METER OF GAGE LENGTH

A = LENGTH OF SPECIhl EN
B = THfCKMXS OF MCK-UP STRIP (NOT REC?UWED FOR 1/16, 5/64. OR

3/3: 21 ANETCR OF ELECTRODES)
L = LENGTH OF PIATE9
W . WIUTI+ OF PL,4 T’F5
T = THICKXESS OF PLATES
R = DISTANCE BETWEEN PLATES FOR WZLD METAL

DIMENSIONS IN INCHES.

Fir.ire 6. De fails of Test Plsfes for Usablllty and A1l-Weld-Memf Tensile Test
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tiNGITUDINA LTENSILE SPECIMEN
(FORT ESTINGE LECTRODES. 1$6DIAANDLARGER)

(

sHOULDERED OR SQUARE ENOS MAY BE .USED AS REQUIRED

,$;~,;H O:;J;S+

1.000
GAGE .500

LENGTH

5UBSIZE LONGITUDINAL TENSILE SPECIMEN
(FOR TESTIXG ELECTRODES }25 DIAI

X}. IENSIONS IN INcHES.

Figure 7. Dcmils of Specimens lor A1l-(Veld-Jleml Tensile Test
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