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LAMPIRAN

Lampiran 1 Standar ISO 6520-1

A.

pengelasan atau welding, khususnya bentuk dan posisinya.

Tabel 1 ISO Tahun 2014

Standar ISO 6520-1 mengenai toleransi umum untuk konstruksi

Reference to
IS0 6520-1

Imperfection

No. designation

Remarks

mm

Limits for imperfections for quality levels

C

1 Surface imperfections

11 100 Crack 20,5 [Notpermitted Not permitted Not permitted
12 104 Crater crack 20,5 |Notpermitted Not permitted Not permitted
1.3 2017 Surface pore | Maximum dimension of a single pore for 05t03 Not permitted Not permitted
— butt welds ds03s
— fillet welds ds03a
Maximum dimension of a single pore for >3 Not permitted
= butt welds d<0,3 s, butmax. 3mm |d< 0,2 5,but max. 2 mm
—fillet welds d<0,3 a butmax. 3mm|d<0,2a butmax, 2 mm
1.4 2025 End crater =i 05to3 |h<0,2t Not permitted Not permitted
pipe “_ﬂ >3 h<0,2t,butmax. 2mm |h<0,1¢, butmax, I mm | Not permitted
L5 401 Lack of fusion 20,5 |Notpermitted Not permitted Not permitted
(incomplete -
fusion)
Micro lack of | Only detectable by micro examination 20,5 |Permitted Permitted Not permitted
fusion
L6 4021 Incomplete Only for single side butt welds 20,5 |[Shortimperfections: Not permitted Not permitted
root penetra- h=0,2 thutmax. 2 mm
AN
=< —
Tabel 2 ISO Tahun 2014
t Umits for imperfections for quality levels
No. Reference to | Imperfection Remarks
IS0 6520-1 | designation mm D c B
112 (505 Incorrect weld |— butt welds 205 |@290° az110° az150°
toe
@
— fillet welds 205 |e290° az100° az110°
&Y
&,
mzaand ey 2 a
113|506 Overlap l b I! h 20,5 |hs02b Not permitted Not permitted
114 |509 Sagging Smooth transition is required 0,5 to 3 [Shortimperfections: Shortimperfections: Not permitted
hs025¢t h<01t
511 Incompletely = >3 Shortimperfections:  |Shortimperfections: Shortimperfections:
filled groove — I <0,25 t,but max. h<0,1tbutmax.1mm [h<0,05¢ but max.
L Zmm 0,5 mm




Tabel 3 ISO Tahun 2014

No Reference to | Imperfection Remarks t Limits for imperfections for quality levels
1S0 6520-1 | designation mm D C B
122|601 Stray arc - 20,5  [Permitted, if the prop- | Not permitted Not permitted
erties of the parent
metal are not affected,
123|602 Spatter - 20,5  [Acceptance depends | Acceptance depends on  |Acceptance depends on
on application, e application, e, material, |application, e.g. material,
material, corrosion wrrosion protection corrosion protection
protection
124|610 Temper colour - 20,5 [Acceptancedepends | Acceptance depends on | Acceptance depends on
(Discoloura- on application, e.g, application, e, material, [application, e.g, material,
tion) material, corrosion wrrosion protection corrosion protection
protection
Tabel 4 ISO Tahun 2014
Reference to | Imperfection t Limits for imperfections for quality levels
No. 150 6520-1 fesi | Remarks
S - designation mm D C B
115 [510 Burn through — 205 Not permitted Not permitted Not permitted
116 |512 Excessive In cases where an asymmetric fillet weld has not | 20,5 hs2mm+02a hs2mm+0,15a hs 1L,5mm+0,15a
asymmetry been prescribed,
of fillet weld
(excessive S _._.ﬁ
unequal leg
length) '?t
117|515 Root concavity 05to3 (h<02mm+0,1¢t Short imperfections: Not permitted
hs01t
>3 Short imperfections: Short imperfections: Short imperfections:
h<02¢t butmax. 2mm |h<0,1¢, butmax, 1 mm |h< 0,05t but max,
0,5mm

B.

Menyamakan cacat pengelasan Standar ISO 6520-1 pada variasi arus 40A,
50A dan 55A bisa di lihat pada tabel berikut:

Tabel 5 Cacat pengelasan pada variasi arus 40A

No

Mengacu

pada

6520-1

Desingnasi
ketidaksempurn
an

I1ISO

Perkataan

mm

Batas
ketidaksempurnaa
n untuk tingkat
kualitas

D

401

Lack of fusion
(incomplete
fusion)

Tidak diizinkan

Kurangnya fusi
mikro

Hanya
dapat
dideteksi
dengan
pemeriksaa

diizinkan




n mikro

Tabel 6 Cacat pengelasan pada variasi arus 50A

No | Mengacu Desingnasi Perkataan t Batas
pada ISO | ketidaksempurn mm | ketidaksempurnaa
6520-1 an n untuk tingkat
kualitas
D
1. 506 Overlap >2.0h<02b
=6.0x0,2
=1,2 mm
2. 602 Spatter - > 2.0| Penerimaan
tergantung pada
aplikasi misalnya
bahan pelindungan
korosi
Tabel 7 Cacat pengelasan pada variasi arus 55A
No | Mengacu Desingnasi Perkataan t Batas
pada ISO | ketidaksempurna mm | ketidaksempurna
6520-1 n an untuk tingkat
kualitas
D
1. 510 Burn through - > 2.0| Tidak diizinkan
2. 602 Spatter - > 2.0| Penerimaan
tergantung pada
aplikasi misalnya
bahan pelindungan
korosi
3. 100 Crack - > 2.0| Tidak diizinkan




Lampiran 2 Sebelum repair bumper

Sebelum di gerinda tangan



Lampiran 3 Proses repair bumper

Proses Punch and chisel bumper



Proses pengukuran dimensi kiri

Proses pengukuran dimensi tengah



Proses pengoboran dimensi kiri
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Proses pengelasan

Proses gerinda tangan

Lampiran 4 Tempat pelaksanaan pengelasan bumper




Workshop Politeknik Sinar Mas Berau Coal

Lampiran 5 Ukuran bumper Nisan DT Nisan cwb 45

Sebelum repair bumper DT Nisan cwb 45

10



Bumper setelah di spray gun tampak sisi kanan

Bumper setelah di spray gun tampak sisi kiri

Sesudah repair bumper DT Nisan cwb 45
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