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EN 15085 is the quality standard that relates specifically to the welding 
of railway vehicles and components and has the requirements of  
ISO 3834 as a basis. ISO 3834 mostly has general requirements 
specified in the standard, whereas EN 15085 builds on ISO 3834 and 
specifies specific requirements relating to, inter alia, railway vehicle 
and component welding.

SAIW Certification will manage the certification process in South Africa 
in a JV with Germany’s GSI SLV, one of the world’s experts in EN 15085 
certification. “As there is no certification body in South Africa we will 
work with GSI SLV to certify companies who want to take advantage 

Railway Certification on Track

Continued on page 13

The recent EN 15085 certification of Transnet Engineering Durban (CL 1 – Critical Components) and VR Laser 
Services (CL 2 – Non-Critical Components) has set the process of EN 15085 certification firmly on track in South 
Africa.

of the major railway projects coming on stream in South Africa,” says 
Herman Potgieter, SAIW Certification CEO.

He adds that with this JV in place South Africa has all the necessary 
building blocks to meet the requirements of EN 15085. “We have the 
appropriate training and certification programmes in place and the 
fact that two leading companies - Transnet Engineering Durban and 
VR Laser Services - have already gone through the process must 
encourage other relevant companies who need this certification.”

Potgieter says that the difficulty is that for many of the South African 
companies that have traditionally manufactured components for 
railway applications, there may be a big jump from their current quality 
level to that required by the EN 15085. “But I cannot stress enough 
that if South African manufacturers can’t meet the required standard, it 
is doubtful that the international original equipment manufacturers will 
put their name on inferior quality product and will then source these 
components from suitable overseas suppliers. To make the most of 
the imminent and massive railway projects, EN 15085 certification is 
essential,” he says.

Potgieter says that in GSI SLV, SAIW Certification could not have found 
better partners. Germany is one of the leading welding nations and GSV 
SLV is one of Germany’s best. “It is interesting that Germany has more 
companies certified to EN 15085 than to ISO 3834 and that China, who 
will be central in the railway initiative in South Africa, has also taken 
the reigns and is following Germany with many Chinese companies 
being certified,” Potgieter says. 

He adds that this is as a result of safety authorities in certain European 
countries making certification a mandatory requirement and Chinese 
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“Getting on the Bandwagon” means to support something because it is the popular thing to do. Sometimes people support something only because 
they see so many other people doing it. But this is not the case in our industry because we think about things carefully before we do anything. 

So why is the ISO 3834 Certification bandwagon so popular then?  “It’s popular because it’s so very important,” says SAIW Certification CEO  
Herman Potgieter. “It’s the basic stamp of quality in the welding fabrication business and it is a considerable boost to one’s business potential.”

He adds that ISO 3834 certification is for all fabricators. “I must reiterate that this is not for big companies only. It’s for all companies. In fact smaller, 
lesser known companies could benefit more because this stamp of approval shows they’re on a par with the best.”

Below are some of the companies that have been recently certified.  

The 3834 Bandwagon Continues

Efficient Engineering Hydro Oil Cooling and Engineering 

Metallurgical Manufacturing services

P-Pro Construction

Hlakani Engineering Services

Mass and Heat Transfer Technology
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We have come to the end of another year 
and I suppose the old adage “time flies when 
you’re having fun” is fitting. It certainly is for 
me personally. I took over the reins from Jim 
Guild in April this year with some trepidation. 
He was a hard act to follow and the economy 
in South Africa has not been conducive to 
growing businesses. But it didn’t take me 
long to feel at home and I must say that 
once again this Institute has shown this year 
that it is unmatched on the continent when 
it comes to welding training. This was, once 
again, forcefully brought home to me at 
our last Certification Dinner on Friday 20th 
November where more than 100 students 
successfully graduated bringing to more 
than 600 for the year!

I want to right away thank my colleagues 
and staff, the SAIW Board and all of you who 
are in some way connected to the SAIW for 
having helped me to quickly get to grips with 
the job at hand.

Of course it is not only in welder training 
that we are blazing a trail. Our sister 
organisation SAIW Certification is showing 
the way in terms of the certification of 
companies in line with ISO 3834 and, more 
recently, EN 15085. The importance of this 
certification cannot be underestimated. It 
helps to maintain the world class fabrication 
standards in the South African industry 
and also assures the large end users that 
they are dealing with suppliers who have 
achieved these standards. I congratulate all 
those companies who have been certified 
this year and urge all those, big and small, 
who haven’t yet taken the plunge to do so as 
soon as possible.

This year we saw the completion of 
another successful Young Welder of the 
Year competition and the winner, Jaco 
van Deventer, went on to acquit himself 
admirably at the WorldSkills competition, 
which was held in Sao Paulo in August. 
Jaco’s experience in his preparation and 
participation in the WorldSkills competition 
proved to be a valuable life experience of 
which he has made the most. Jaco is now 
teaching students the “art” of welding.

They say that staying where you are in 
business is to go backwards and, in this 
regard, I am pleased to announce some 
new and exciting courses for next year (see 
details in this Fusion). Our well-known friend 
and ex-President Prof. Andy Kousaris will 
be running  the all-new Welding Metallurgy 
and Failure Analysis courses while the new 
Basic Welding Quality Control course, which 
is designed to allow those who have no 
industry experience to quickly familiarise 
themselves with the ins and outs of welding 
quality control is sure to be a hit. 

Another course development is the 
overhauling of the long-running AWS D1.1 
course. The new course was developed 
by Robert Shaw who is a member of the 
American Welding Society’s D1 Structural 
Welding Committee which develops and 
revises the AWS D1.1 code. 

Ultimately training is the raison d’etre 
of the SAIW and the introduction of new 
courses and the constant updating of others 
is essential to our being a professional 
and relevant leader in the field and I am 
delighted that we have continued to make 
progress in this regard this year.

Another highlight for me this year has been 
the progress made by the first four SAIW 
Foundation students. Their enthusiasm and 
application augurs well for the future of the 
Foundation, which is dedicated to helping 
those who are less fortunate financially to 
start a career in welding.

From an international perspective I am 
pleased to report that the SAIW had a 
strong representation at the 68th IIW Annual 
Assembly, which was held in Helsinki earlier 
in the year. The standard of the event was 
not only very high but it also dealt with vital 
issues in terms of the welding and related 
industries’ role in future environmental 
stability. It was very encouraging for all of 
us who attended that the central message 
of the conference was that design solutions 
incorporating high-strength steels, stainless 
steels, aluminium and other advanced 
materials provide considerable potential 
for energy savings, improved performance 

Message from Executive Director

and lower costs. This augurs well for our 
industry in a future where environmental 
sustainability will be sacrosanct!

There has been much socio-economic 
upheaval in recent times. Mathews 
Phosa was recently quoted as saying 
“empowerment through education” should 
be the new slogan for young people. Phosa 
said success would come through education. 
“The road to success is not through a 
limousine, it is through education,” he said. 
The SAIW has an important role to play 
in providing education to individuals and 
promoting success in our economy. There 
are many career opportunities both locally 
and internationally in the fabrication sector 
and SAIW has a number of programmes to 
support these opportunities.

From a local perspective, the SAIW has 
for some time now been in the process of 
developing its footprint across the country 
with special emphasis on the branches in 
Cape Town and Durban. I am pleased to 
say that both are running well and that we 
have, at last, managed to get the Durban 
branch housed in excellent premises which 
should help the KZN area go from strength 
to strength. From these bases we will be 
able to reach the more remote areas more 
efficiently, which is one of our central goals 
for next year and the years to come.

So, all in all, a good year! Thank you all for 
your contribution to the SAIW’s success this 
year. May you and your loved ones have a 
peaceful and restful festive season and I look 
forward to working with you all in 2016.

  ThE SAIW hAS IMpoRTANT RoLE 

To pLAy IN pRoVIDINg EDuCATIoN To 

INDIVIDuALS AND pRoMoTINg SuCCESS 

IN ouR ECoNoMy. 

  oNCE AgAIN ThIS INSTITuTE 

hAS ShoWN ThIS yEAR ThAT IT IS 

uNMATChED oN ThE CoNTINENT WhEN 

IT CoMES To WELDINg TRAININg. 

Sean Blake
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Introduction 
Navigating through the maze of welding, fabrication and inspection 
occupations is treacherous and cluttered with assumptions.  Clear-cut, 
short answers are few and far between because ‘people in the know’ 
fail to see the necessity of defining each occupation due to the inherent 
logic of the welding and fabrication industry, leaving new entrants 
without a clear understanding and at a distinct disadvantage.

As a result numerous side-tracks have been created based on various 
individual’s interpretation of codes and standards and thus the 
diverging nature in developing an understanding of this system.

This article aims at providing a basic understanding of the various 
personnel involved in the industry without delving into too many 
codes, standards or specifications. The reader is encouraged to study 
the relevant codes in order to obtain a detailed understanding of the 
inspection requirements and the personnel required to undertake the 
necessary inspections.   

Welding personnel:  Fabrication / Construction 
Putting it all together

Fabrication activities are carried out by boilermakers and welders 
who are overseen by supervision and management personnel. 
Boilermakers and welders are artisans that have learnt their trade 
through a training school and/or through an apprenticeship scheme. 
These personnel through their training have received a qualification 
which means they have received a skill and knowledge which has 
undergone an evaluation process. A “Red Seal” welder and IIW 
International Welder are examples of qualifications welders receive 
following training, these qualifications are for life.  Before a welder 
can start welding on a job, the codes of construction require that the 
welder’s competence is verified through a testing process. Codes of 

construction generally require that this testing is undertaken by the 
manufacturer, however legislation or contracts may require that this 
is overseen by a third party. The welder’s competence is recorded 
with a Welder Performance Qualification (WPQ – ASME IX) or a 
Welder’s Qualification Test Certificate (ISO 9606). Supervision and 
management for fabrication operations will often have qualifications 
such as International Welding Engineer (IWE), Technologist (IWT) 
or Specialist (IWS) diplomas as per the IIW Welding Coordination 
training programme (IAB-252).

Quality Control personnel: Welding Inspectors 
Dotting ‘I’s’ and crossing the ‘T’s’,  From ‘A’ to ‘Z’

Welding Inspectors job is to ensure that welding is undertaken 
as per the required procedures, all the appropriate checks 
have been undertaken and all documentation is appropriately 
completed. All these actions are undertaken to ensure that the 
quality requirements for welding have been met and the item 
being manufactured is safe for operation. The Welding Inspector 
could be employed by the manufacturer to ensure that the quality 
requirements have been met or maybe contracted by the purchaser 
of the equipment to ensure that the agreed quality requirements 
have been adhered to by the manufacturer. 

The inspector’s role begins well before welding starts and continues 
during the welding operation and is only completed after welding 
is finished and the results have been properly reported. As part of 
the quality system, inspection activities are defined in an Inspection 
and Test Plan (ITP), also known as a Quality Control Plan (QCP). 
These documents clearly describe the quality requirements in a 
logical manner as fabrication progresses. 

The inspector has many tasks, some of these being to ensure that 
the correct materials have been used, the appropriate welding 
procedures have been implemented and followed and the welding 
is undertaken by appropriately qualified welding personnel. In 
summary the basic functions of the welding inspector is to ensure 
that the required procedures have been followed, the required 
documentation has been completed and that there are no signs of 
non-conformance of the final product.

Once the welding is completed, a new series of inspection 
tasks begin, which starts with executing an inspection program 
according to an approved procedure, keeping track of the status 
of examination and testing and selecting specific welds for further 
NDT or mechanical testing. Heat treatment (such as preheating, 
post-heating and post-weld heat treatment) can be a critical 
operation in a welding fabrication and the inspector is often 
required to ensure that it has been done properly. Heat treatment 
must be carried out following an approved written procedure. The 
inspector must know enough about the technique, the equipment 
and the reports to have confidence that the desired results have 
been achieved.

Once all the fabrication activities have been completed, the 
inspector is required to compile observations, checklists and results 
into reports. Reports are useful documents that allow traceability to 
be maintained and provide valuable information that may highlight 
quality problems that could, perhaps, be remedied by design or 
production improvements.

Role of personnel in the Fabrication Industry
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NDT personnel 
Ensuring flawless welds through applied science

NDT is an applied science, which, through mastered skills and 
processes, provides the manufacturer / end-user / responsible  
engineer with accurate information which entitles them to make 
engineering decisions related to component quality, suitability, 
availability, productivity, remnant life predictions and consequent 
maintenance / refurbishment strategies.

As with many other professions, NDT Inspection personnel must be 
qualified (gained the knowledge) and certified (proven competent) 
in order to perform the inspection as required by the quality 
control process documented by the contract requirements (clients 
specifications) or manufacturing codes.

This qualificationi and certificationii is performed as follows:
a. Basic Personnel Qualification via ISO 9712, 
b. Company Mentoring, Assessment and Authorisation (As per ASNT 

product groupings)
c. End-user approval

Within the NDT profession, there are three levels of personnel for  
which the SAQA Professional designation is NDT operator (Level 1), 
NDT Technician (Level 2) and NDT Technologist (Level 3). 

NDT Operators are responsible for inspecting a component based on a 
supplied written instruction and to interpret (determine the origin of an 
indication) and report the results.

NDT Technicians, whilst capable of performing level 1 duties, are  
also responsible for ensuring, through supervision, that the inspection 
is performed within a quality environment, i.e. in accordance with  
the relevant procedures and written instructions.  Furthermore, 
the Level 2 is responsible for evaluating (accept / reject relevant 
indications) the reported results based on the applicable acceptance 
criteria and to compile (and sign) the NDT inspection report.

The duties of an NDT Technologist can be summarised by stating that 
they:
i. create, or, facilitate the creation, of the quality environment in 

which NDT can be performed. (The quality environment not only 
refers to the resources and infrastructure utilised during NDT 
inspections, but also to the process with which they are managed, 
controlled, applied and evaluated)

ii. ensure that the requirements of the client and that of the governing 
codes are met.

AIA Duties & personnel: SAQCC-Cp & IpE’s
Statutory requirements met

After fabrication (Welding Personnel) is completed, the flawless 
nature verified (NDT Personnel) within a documented and controlled 
environment (QC Personnel), the OSH Act mandates that  an Approved 
Inspection Authority (AIA) verifies that  the statutory requirements as 
described in the Pressure Equipment Regulations (PER) and SANS 
347 have been met. The AIA is required to utilise certified Competent 
Person’s (SAQCC-CP) and Inspectors of Pressurised Equipment 
(SAQCC-IPE’s) in order to meet the legislation requirements. The AIA’s 
are acting as government agents in order to ensure that legislation is 
enforced. 

Impartiality & Conflict of interest (ISo 17020)
Separating the judge from the jury

Above mentioned framework clearly indicates the separation 
between the various functions and the consequent separation of 
responsibilities, however in practice these boundaries are not as 
clear-cut and tend to be crossed more often than not.

ISO 17020 refers to impartiality as the presence of objectivity and 
goes further to describe objectivity as the fact that conflicts of 
interest do not exist. Thus ‘independence’, ‘freedom from conflicts 
of interest’, ‘freedom from bias’, ‘lack of prejudice’, ‘neutrality’, 
‘fairness’, ‘open-mindedness’, ‘even-handedness’, ‘detachment’ or 
balance do not adversely influence the subsequent actions of any of 
the participating entities within this system.

Furthermore ISO 17020 states that all inspection activities shall be 
undertaken impartially, thus, within the frame of reference discussed 
above, this would refer to the manufacturing, NDT and statutory 
inspections to be clearly separated complying with impartiality and 
maintaining the freedom from conflict of interest.

This article will be followed up with further information on 
qualifications, roles and responsibilities specific to the various 
personnel in the fabrication sector.

i Qualification has no expiry date
ii Certification has a limited period of validity and renewal or recertification 
is required at regular intervals to maintain certification

Role of personnel in the Fabrication Industry
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SAQCC-NDT 
CERTIFICATES

Liquid Penetrant 
Testing Level One

Arabi MY
Assoue CA
Ebola Messape AM
Elsiddig OTO
Haarhoff PJ
Hamadou A
Manyuha J
Mergani FFAM
Mohammadou D
Mohammed NGA
Ndhlovu M
Ndimande TC
Omer NAH

Liquid Penetrant 
Testing Level Two

Arabi MY
Assoue CA
Claasen H
Dickason H
Ebola Messape AM
Elsiddig OTO
Hamadou A
Manala V
Mergani FFAM
Mohammadou D
Mohammed NGA
Moyake TA
Omer NAH
Sifunda WS
Swart PAJ

Liquid Penetrant 
Testing Level Three

None

Magnetic Particle 
Testing Level One

 Arabi MY
Assoue CA
Ebola Messape AM
Elsiddig OTO
Hamadou A
Mergani FFAM
Mohammadou D
Mohammed NGA
Mokgobi CE
Omer NAH
Van Hansen PJT 

Magnetic Particle 
Testing Level Two

Arabi MY
Assoue CA
Claasen H
Coetzer CH
Ebola Messape AM
Elsiddig OTO
Hamadou A

Hlophe NE
Mergani FFAM
Mohammadou D
Mohammed NGA
Omer NAH

Magnetic Particle 
Testing Level Three

None

Ultrasonic Testing 
Level One

Arabi MY
Assoue CA
Ebola Messape AM
Elsiddig OTO
Hamadou A
Jiyane KD
Mashego M
Masuku XC
Mergani FFAM
Mohammadou D
Mohammed NGA
Moyake TA
Omer NAH
Selepe MS
Tagne Bopda JM
Van Der Westhuizen G
Victor JC

Ultrasonic Testing 
Level Two 

Arabi MY
Assoue CA
Ebola Messape AM
Elsiddig OTO
Hamadou A
Mergani FFAM
Mohammadou D
Mohammed NGA
Omer NAH

Ultrasonic Testing 
Level Three

None

Ultrasonic Testing 
Wall Thickness

Botha JA
Harilall R
Khubeka SI
Magagula BE
Maloka WK
Motsa MM
Mouton J
Ngwenya MK
Nkalanga D
Nyawuza SEL
Rautenbach AL
Skonde ZI
Smuts AW
Thanjekwayo SB
van der Merwe A 

Radiographic Testing 
Level One 

Arabi MY
Assoue CA
Delport BC
Ebola Messape AM
Elsiddig OTO
Hamadou A
Mergani FFAM
Mohammadou D
Mohammed NGA
Omer NAH 

Radiographic Testing 
Level Two

Arabi MY
Assoue CA
Ebola Messape AM
Elsiddig OTO
Hamadou A
Mergani FFAM
Mohammadou D
Mohammed NGA
Omer NAH 

Radiographic 
Interpreters

Henry KT 
Kunst Q
Lloyd AK
Masina ME
Morrow WC
Mowbeth N
Shaw CEL
Soule E
 

STUDENTS ThAT 
PASSED WELDING 
TEChNOLOGY 
QUALIFICATIONS

Inspectors Level One

Arendse ER
Barnardt Q
Bester JHPI
Bezuidenhout A
Boshielo ML
Brindle E
Cassim TD
Chimedzda A
Conradie WF
Corney JV
Damon DG
de Wet GF
Desmore M
Dhlamini AB
Dlamini M
Dlamini X
Dzanza E
Erasmus T
Fick BA
Fourie LJ
Fransman CLC
Gabuza JS

Gie F
Gilbert A
Gounden R
Hansen B
Koeberg EC
le Roux J
Louw A
Lucas WD
Mabiletsa MJ
Mafora C
Mahabeer P
Malatji MC
Maleka MM
Maluleka GM
Manana FM
Mans W
Mashappa JD
Masiza TP
Matabologa MA
Mavuso LV
Mavuso MJ
Mehala DM
Meyer CL
Minnie WN
Mkwanazi D 
Mohlape PT
Mokoena MS
Mokwadi SK
Moloto G
Mphaga MW
Mshayise MS
Mthimunye DW
Mtshali NH
Mtshali SJ
Mutseyekwa GDM
Mzinyane NN
Naidu A
Nangolo VN
Naqvi SRA
Nene S
Nkalanga EM
Nkuna AR
Ntombela N
Phaho MW
Phakoaga TA
Pillay D
Pomone E
Pretorius AJJ
Radebe NP
Ramharak FE
Ramulongo N
Randera A
Raza A
Scott C
Seconds CG
Titus HD
TM Myeni TM
Tshabalala K
Tshabalala RM
van der Walt DJ
van der Westhuizen M
van Tonder AMM
van Wyk AF
Vilakazi MD

Viljoen AK
Voges JJ
Williams JJ
Yambe Sapeya E

Inspectors Level Two

Adams CJ
Ahmed AS
Alexs WN
Allan JR
Arroe San Roman P
Baloyi SE
Botha JC
Burch J
Dangale N
Drabble CLA
Dubazana SL
Ebrahim ACA
Elms LE
Fourie M
Froneman JP
Gamildien B
Gilbert VL
Gilden S
Grobler EM
Jadwat I
Jean-Pierre CS
Jean-Pierre LJ
Kell KC
Kruger FW
Kruger L
Kruger S
Lamalette CA
Leach JR
Lubbe C
Mahlangu SL
Mahlangu TI
Mapitle SF
Mapurunyane WM
Marshall SM
Mbele MP
Mbhele TP
Mgiba TA
Mngomezulu EM
Mnguni PS
Moodley K
Mthombeni SC
Mupomba T
Mvula J
Ntiwane B
Pheeha J
Pietersen GX
Plaaitjie MK
Pottier ML
Pretorius R
Pule JD
Reddy BS
Reddy C
Robbertze C
Robinson J
Roos CJS
Rose WE
Shabangu J
Sibiya ZC

Singwayo MG
Skosana II
Smith DP
Soule E
Swanepoel FJ
Thomas PH
Tsotetsi MS
van Coller JJ
van der Westhuizen WJ
van Dommelen A
van Jaarsveld AJ
van Staden N
van Wyk ARH
Vilakazi MS
Vundisa CM
Xulu NZP
Yapi S
Zabielski CJ

ASME Codes of 
Manufacture

Aalders MD
Bakane M
Bopape BC
Chin Jin RM
Du Plessis P
Haasbroek A
Innes RG
Madlaldla DJ
Matsapola ML  
Mokoena MJ 
Rabie JP
Scholtz BJ
Twala SE 

Painting Inspectors

None  

heat Treatment

None

CERTIFIED PERSONNEL

CP Steam Generators

de la Guerre PL
Esterhuizen ES
Lorton S
Voogt M

CP Pressure Vessels

Singh R
van Wyk M 
Whitby K

IPE

Geyer J
Janse van Vuuren M
van der Westhuizen HG
Young S

Qualification and Certification
CONGRATULATIONS TO ThE PEOPLE BELOW WhO RECENTLY AChIEVED QUALIFICATION AND CERTIFICATION.
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Fusion: What happened after your teaching stint at FH Odendaal?

MJ: In 1980 I joined the Technikon Pretoria (now the Tshwane 
University of Technology) as a lecturer in the Physics department where 
I became involved in the teaching of Non-Destructive Testing in the 
National Diploma (N.Dip.) and the National Higher Diploma (N.H.Dip.) 
qualifications in Physical Metallurgy, which was offered at the Technikon.  
We also ran “short courses” in NDT and more than 2000 students 
completed Radiography and Ultrasonic Testing short courses over the 
years.  It is heart warming to note that a significant number of these 
students are still active in the field of NDT.

Fusion: You then joined Eskom. What were some highlights of this 
period?

MJ: Yes, in 1989 I joined Eskom Engineering Investigations as Head 
of the NDT department and in 1991 I was asked to head the section 
involved in mechanized testing in Eskom. Some of the important 
highlights were the planning and execution of the reactor pressure 
vessel inspections in 1994 and 1995, the designing and manufacturing 
of mechanised inspection systems for the inspection of coil retaining 
rings and turbine shrunk on discs and the performing of these 
inspections. Our technology and methodology apply even today on these 
components.

Fusion: When did you join the CSIR?

MJ: In 2006 I joined the CSIR and became involved in the inspection 
of complex shaped composite materials and the establishment of an 
NDT facility for the development of testing methodologies and capability 
assessment of NDT methods and procedures. This latter activity is 
still a work-in-progress but small steps are being made towards the 
realisation of this facility for use by the NDT fraternity in South Africa.

Fusion: What would you say has been your most central passion over 
the years in NDT education?

MJ: Since I left the employ of the Technikon in 1989 I have endeavoured 
to get NDT included in the curriculum of engineering courses at 
universities. Over many years NDT lectures were offered free of charge 
at various universities. In 2014 the University of Pretoria included an 
NDT subject in the Honours course for Engineering  Assets Management 
direction of Mechanical Engineering. To date 48 people have enrolled 
and completed the course. Through this effort there will be engineers out 
in the market who understand and use NDT correctly. 

Fusion: This passion, and your NDT work in general has been 
recognised at the highest level, hasn’t it?

MJ:  Yes. In 2012 I was awarded an honorary PhD in Physics and NDT by 
the Vaal University of Technology for the lifetime effort and involvement 
in NDT. This honour opened many doors into the universities to teach 
NDT at higher levels. 

Fusion: What do you think of the standard of NDT education in 
general in South Africa and comment on the role that the SAIW is 
playing?

MJ: There exists a core of competent NDT personnel, who can hold 
their own with anybody from anywhere in the world. The contribution 
of the SAIW, through their NDT training and the managing of the SAQCC 
qualification systems, is significant in this state of affairs. Much more 
remains to be done to get the entire NDT industry up to speed.  

Fusion: Is there any highlight in South African NDT history that stands 
out more than others?

MJ: Yes. In 2012 the 18th WCNDT was staged in Durban with 1500 
delegates attending from all over the world. This must be the most 
important contribution to NDT in South Africa and I was privileged to 
have been the President of the 18th WCNDT and, as a consequence,  
I was made an honorary member of the ICNDT.

Fusion: Thanks

Dr. Manfred Johannes
IN ouR SERIES oF pRoFILES oN pEopLE Who ARE MAKINg A DIFFERENCE 
To ThE WELDINg INDuSTRy AND ThE SAIW, WE TALK To ThE CSIR’S 
DR. MANFRED JohANNES. BoRN IN 1953 IN gERMISToN, gAuTENg, 
MANFRED gREW up IN NoRThERN KZN, MATRICuLATED AT ThE 
hoËRSKooL IN pIET RETIEF IN 1971 AND DID A B.SC.DEgREE IN 
phySICS AND MAThEMATICS  AT ThE uNIVERSITy oF pREToRIA. 
hE gRADuATED IN 1976 AND STARTED hIS CAREER AS A SCIENCE 
TEAChER AT hoËRSKooL Fh oDENDAAL  IN pREToRIA. MANFRED 
hAS BEEN MARRIED To ERIKA FoR 37 yEARS AND ThEy hAVE 
ThREE ChILDREN AND TWo gRANDChILDREN. IN hIS SpARE TIME 
hE pLAyS ThE TRoMBoNE, pLAyS A LITTLE goLF AND LoVES To 
LISTEN To ChoIR MuSIC.

SPOTLIGHT
In the
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president Morris Maroga in his speech at the final Certification dinner of 2016 reiterated 
the importance of education in the future of South Africa. he quoted the late Nelson 
Mandela who said: “Education is the most powerful weapon you can use to change the 
world.”

Maroga went on to congratulate and encourage all the graduates and said that their hard 
work had armed them with what is necessary to go out and get a good job and provide 
for themselves and their families into the future.

Congratulations to one and all, you are all an inspiration!

These pictures represent some  of the graduating students.

An SAIW Certificate – a powerful weapon! Welding Inspector Level one – 
Distinction

Ben Wepener

Welding Inspector Level one Senior Welding Inspector  
Level Two – Distinction

Masesi Mphuti

Winnie Mapurunyane

Nomfundo Xulu
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Senior Welding Inspector Level Two with IIW (S)Senior Welding Inspector Level Two

Senior Welding Inspector - Level 2Senior Welding Inspector Level Two with Distinction & IIW (S)

Conrad Robbertze Edmund Soule Michelle Fourie Shiraz Kruger
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JOb KnOwLedGe 119
Complying with NACE hardness requirements

NACE (formerly the National Association 
of Corrosion Engineers) has published two 
specifications that provide guidance on 
reducing the risk of in-service cracking, 
one of these also being an ISO standard. 
The major difference between these two 
primary specifications is the definition of 
the environmental and service conditions 
for sour service. The first standard, ANSI/
NACE MR0175/ISO 15156, Petroleum and 
natural gas industries - Materials for use 
in H2S-containing environments in oil and 
gas production, is intended for offshore 
applications and NACE MR0103, Materials 
Resistant to sulphide stress cracking in 
corrosive petroleum refining environments, for 
onshore process plant. The latter specification 
refers to a recommended practice document 
for controlling welding activities to ensure 
a low and acceptable weldment hardness;  
NACE SP0472, Methods and controls to 
prevent in-service environmental cracking of 
carbon steel weldments in corrosive petroleum 
refining environments.

Whilst both MR0175 and MR0103 cover a 
wide range of materials (carbon, duplex and 
stainless steels, nickel and aluminium alloys) 
SP0472 and this article are concerned with 
carbon steels only, classified as P1 in ASME IX, 
ie hot finished carbon steels with a specified 
ultimate tensile strength less than 480MPa 

(70,000p.s.i.) and how weldment hardness 
in these steels can be controlled. Note that 
the BS EN 10028 steels are now assigned P 
numbers in ASME IX.

Both MR0175 and MR0103 have virtually 
identical requirements for specifying parent 
metal properties of carbon steels for sour 
service; the principal additional requirement 
being a maximum hardness. All steels that 
have been cold-worked must be stress relief 
heat treated to ensure the hardness is less 
than 22HRC (Rockwell hardness, equivalent 
to 248Hv or 235HB). Carbon steels other than 
P1 can be used provided that their hardness is 
also less than 22HRC. 

It should be remembered that parent metals 
may be weld repaired as part of the plate 
production regime. These base metal repairs 
must also comply with the NACE requirements 
with respect to weld metal and HAZ hardness. 
In addition, although SP0472 is concerned 
with the results of welding any thermal cutting 
process will produce a heat affected zone 
which, if not removed or welded over may 
result in HSC. It will be necessary to require 
some 3mm of material to be removed to 
ensure that there are no areas of unacceptably 
high hardness. 

SP0472 requires that the HAZs of all pressure 
boundary welds and internal attachment welds 
in pressure containing equipment comply 
with a maximum hardness of 248Hv10, as are 
repair welds and some external attachment 
welds. Welding processes covered by SP0472 
are the more common processes; manual 
metallic arc (MMA), MAG, FCAW,TIG and 
submerged arc welding.

To minimise the risk of producing 
unacceptably hard HAZs it is recommended 
to use steels with a carbon equivalent 
(CE) less than 0.43 based on CE = 
C+Mn/6+(Cr+Mo+V)/5+(Ni+Cu)/15. This is 
less of a problem with many of the BS EN 
steels as these are specified to have low 
carbon contents or a maximum CE less than 
0.42. The ASME steels are permitted far 

higher carbon contents with no requirement 
to specify all of the elements required by 
the CE formula so care needs to be taken 
when ordering pressure containing materials 
against the ASME codes; ASME A 516 Gr70, 
for instance, can have a CE as high as 0.52. 
It will also be necessary to specify limits on 
micro-alloying elements such as niobium (Nb), 
titanium (Ti) and boron (B). 

The hardness of production weld metal is 
limited to 200HB (211Hv) although E60XX and 
E70XX electrodes and TIG and MAG deposits 
made with ER70S2, -S3 and -S4 and –S6 
(with less than 0.1% carbon and less than 
1.6% manganese) are exempt from this 
production testing requirement. This implies 
that additional filler metal certification and 
batch control on the shop floor is necessary to 
demonstrate compliance. It is also difficult to 
achieve this maximum hardness figure when 
there is a large amount of dilution from the 
parent metal, for example when depositing 
root passes or from single pass fillet welds 
where very close control of the welding 
parameters is required. In addition to the 
control of the parent metal composition, HAZ 
hardness may be controlled by four separate 
methods; close control of the cooling rate, 
temper beading, post weld heat treatment 
(PWHT) and procedure qualification testing.

Control of the cooling rate requires the 
time to cool from 800-500OC (t8/5) to be 
controlled such that hard microstructures are 

Carbon steels in service in the offshore and oil refinery industries are susceptible to a cracking mechanism known 
as sulphide (SSC) or hydrogen (hSC) stress cracking when in sour service, ie when hydrogen sulphide (h2S) is 
present in the process fluid. Although the cracking is described as stress cracking, the main problem is the hardness 
of the parent metals, the weld and its heat affected zones (hAZ).
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avoided. This cooling rate must be specified 
for production welding, formulae for the 
calculation of t8/5 taking into account the 
relevant variables. Thickness, process heat 
input, joint configuration, preheat etc are 
given in Appendix C of SP 0472. The method 
is qualified by carrying out a pre-production 
weld test on representative parent material 
using the fastest cooling rate at which the 
HAZ hardness is acceptable; several tests 
may therefore be required. A successful test 
qualifies all other production welds made 
with cooling rates slower than that of the 
test piece, calculated from the formulae in 
Appendix C. This may require the welders 
to be specifically trained to deposit weld 
metal within very tight limits on travel speed, 
weaving etc and will require close supervision 
during production welding. 

Temper beading is a method of reducing the 
hardness of HAZs by using the heat input from 
subsequent weld runs to refine and temper 
the HAZ of underlying weld passes. Clause 
QW290 of ASME IX specifies the requirements 
for temper bead welding, essential variables 
and weld procedure qualification. Hardness 
testing is mandatory and the positions of the 
hardness impressions are given in SP0472; 
the maximum hardness being required by the 
NACE specification.

The technique is very useful when there is 
a need to carry out a local weld repair but 
requires very precise placing of weld runs and 
substantial skill on the part of the welder to 
ensure a correct and consistent bead overlap 
and travel speed and that the temper bead 
layer does not overlap onto the base metal 
HAZ. A lengthy training period for the welder 
is likely to be required before the welder can 
successfully pass the qualification test and 
apply the technique in production. 

PWHT will reduce both the hardness of a 
weld and the residual stresses and both will 
reduce the risk of cracking. Depending on the 
construction code there may, in any case, be 
a requirement to PWHT - ASME VIII, Unfired 
pressure vessels, requires PWHT over some 
32mm thick, ASME B31.3, process piping, 
when thickness exceeds 19mm. As high a 
PWHT temperature as possible should be used 
to achieve the maximum amount of tempering. 
BS EN 13445 Part 4 – the pressure vessel 
code - permits PWHT temperatures as low  
as 550°C and there is also an option in  

BS PD 5500 to use a similar low temperature. 
Such low temperatures may not give the 
required reduction in hardness.

Welding procedure qualification is the most 
common method of complying with the 
hardness requirements. It is carried out in 
accordance with the ASME IX requirements 
using actual production material or a steel 
of the same grade but with the maximum 
carbon equivalent of material to be used. The 
welding variables are recorded during welding 
of the test piece and hardness testing is 
mandatory, the hardness of the test weld HAZ 
to be less than 248Hv, that of the weld metal 
less than an average of 210Hv. In addition to 
the ASME IX requirements, SP0472 requires 
butt welds and fillet welds to be qualified 
separately;  although not mandatory, it would 
also be advisable to qualify separately single 
and multi-pass fillet welds. The hardness in 
a single pass fillet weld can easily exceed 
300Hv, particularly when welding on thick 
steel, say over 25mm thick. 

Test piece thickness (and hence the cooling 
rate) may be an issue since ASME IX allows 

production components to be twice the 
thickness of the qualification test piece. 
Where PWHT is not carried out on the thicker 
components, thought needs to be given to 
whether the procedure qualification test 
is carried out using the thinnest test piece 
allowed by the code or using a test piece 
matching the maximum production thickness.

The welding procedure specifications (WPS) 
to be used in production must contain 
parameters matching those of the qualification 
test piece. Production welds must not differ 
more than -10% and +25% of the test 
piece and  heat input, preheat and interpass 
temperatures must be the same as or greater 
than those of the test piece. Production 
welding is restricted to the same specification 
and grade of steel with matching or lower 
carbon equivalents.

Quality control must be based on best 
practice with well trained and qualified 
welders supervised by an adequate number of 
competent welding foremen and inspectors. 
Post weld inspection and NDE will be as 
required by the construction code. SP0472 
does not make hardness testing of production 
welds a mandatory requirement but, since 
an acceptably low hardness is crucial to 
satisfactory in-service performance and is 
sensitive to so many variables, it is advisable 
to perform some checking of weld and HAZ 
hardness on completion. This requires the use 
of portable hardness testing equipment and 
Job Knowledge articles numbers 74 and 75 
discuss some of the methods available.
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New Courses
The raison d’etre of the SAIW is to provide welding education to men and women of all ages so that they may 
begin a career in welding or move ahead in their present career. In order to do this successfully the institute must 
constantly update its current course programmes and introduce new, relevant ones. here are some of those for 
2016.

Basics of Welding Quality Control Welding Symbols

The Basics of Welding Quality Control is a course designed to allow 
people who have no industry experience to quickly familiarise 
themselves with the ins and outs of welding quality control. The 
course introduces welding terminology, gives a brief description of 
common welding processes, material science, inspection techniques, 
welding and fabrication codes, quality control documentation, basic 
mathematics and science. 

This course combines the Foundation week which was previously in 
the Welding Inspection Level 1 course. The course is also for those 
who do not meet direct entry requirements to the Welding Inspection 
Level 1 course.

This course is intended for anyone who wishes to enter the field of 
fabrication and serves as a basis to begin a career in welding quality 
control and inspection. The course can be used to access other 
courses in Welding Inspection or Welding Coordination/Supervision. 
The course meets the syllabus requirements of Module 0 for IIW 
courses.

Welding symbols are used as a pictorial language to convey weld 
requirements. The weld symbol conveys to the fabricator the position 
of welds, type of joint to be used, the size of the weld and the amount 
of weld metal to be deposited. Welders that work with fabrication 
drawings must be able to interpret welding symbols to prepare the 
joint and apply a weld that meets the specifications. Welding inspectors 
must be able to read and interpret welding plans. 

The welding symbol course provides a detailed review of the use of 
welding symbols in the fabrication environment. The course covers the 
use of the European system for welding symbols (ISO 2553) as well as 
the use of the American system (AWS A2.4). The course will also deal 
with the difficulties encountered in engineering design and fabrication 
workshops with the use of two different systems.  

This course is ideal for all fabrication personnel including welding 
supervisors, quality controllers and welding inspectors. The course 
is also ideal for personnel involved in engineering design as well as 
draughting and detailing personnel.

Revamped AWS D1.1 Course
The Southern African Institute of Welding has revamped its long-running and popularAWS D1.1 course. 
The new course was developed by Robert Shaw who is founder and president of the Steel Structures 
Technology Centre in the U.S. He has 42 years’ experience in steel construction and 10 years’ experience 
with the American Institute of Steel Construction.

The AWS D1.1 Structural Welding Code – Steel is widely used both internationally and locally in the welding of 
structural steel in a wide range of applications. 

This four-day course provides a comprehensive look at the welding requirements and recommendations of 
the code. Inaugural course will be presented by Bob Shaw.

The course content includes: Welding Nomenclature i.e. Joints, Welds, Position, Metallurgy; Engineering 
Requirements, Production Drawings and Welding Symbols; Welding Processes and Filler Metals e.g. SMAW, 
FCAW, GMAW, SAW, GMAW-S, GTAW, ESW, EGW;  AWS A5 filler metals, matching filler metals; Welding Procedure Specifications; Welding 
Personnel Qualification; Inspection and Non-destructive Testing; Tubular Joints; Stud Welding; Fatigue Life Enhancement and much more.

Bob Shaw
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Engineering components and structures will fail at some stage. 
Those failures which occur after the design life has been exceeded 
are normally easy to predict and manage. What is of concern 
are the  unexpected or premature failures which may result in 
substantial financial loss and often injury or loss of life. There 
are indeed countless examples of recent catastrophic failures 
which had dire consequences. Many of these failures can be 
prevented by taking appropriate steps at the outset and all failures 
of importance should be analyzed to ensure they do not happen 
again. 

It is important for the design engineer to appreciate that codes 
and specifications do not tell one everything there is to know 
about structural materials and their behaviour just like a chemical 
analysis does not reveal much about a steel and its properties. 
This course aims to review the mechanical properties of metals 
and alloys and the more common failure types and how to avoid 
them. The principles of failure analysis will be discussed  in some 
detail. The characteristics of the different failure types will be 
outlined  including those of ductile failure, brittle failure, fatigue 
fracture, torsion failure, creep failure,  corrosion failures, wear 
failures and failures due to inadequate design. It also covers 
aspects of embrittlement and defects arising from fabrication 
processes which may initiate failure. 

The treatment will be fundamentally descriptive and attendees 
with a basic engineering or technical background should benefit 
from this course. Some case studies will be presented to illustrate 
various failures and their treatment.

Railway Certification on Track
Continued from page 1

companies making their best efforts to access the European market and also wanting to break the perception 
of inferior quality product from China and prove that Chinese companies can produce good quality products. 

EN 15085 is not only a standard for European based manufacturers, it is spreading worldwide with companies 
in the USA, Canada, India, Korea and Japan opting for certification. It is only a matter of time before this standard 
will be converted to an international standard similar to EN 729 evolving into ISO 3834 some years ago. 

“Of course with the future initiatives relating to railway production in South Africa, EN 15085 will become as 
important in this country - and hopefully in all of Africa - as it is in Europe and the East. In the meantime I urge 
all of you who could benefit from certification not to delay,” concluded Potgieter.

Welding Metallurgy Failure Analysis

Welding usually involves the melting of a filler metal and its deposition 
in a groove between two pieces of solid metal in order to join 
them. This and similar processes involve some important physical 
and chemical processes such as the rapid heating, melting and 
superheating of the filler metal and possible reactions that may take 
place between the molten or re-solidified metal from contact with 
the atmosphere and the parent metal(s): the fast re-solidification of 
the molten metal upon contact with the cold parent metal(s) and its 
effects on the structure and properties of the weld: the rapid heating 
and cooling of the parent metal(s) and their effects on the structure 
and properties of the heat affected zone: reactions between the parent 
metal and the environment due to the heating and cooling cycles. 

The response of metals and alloys to welding is different to that in 
other processes due to the rapid heating and cooling cycles. The 
heating cycle leads to substantial overheating while the rapid cooling 
cycles lead to substantial undercooling, which has a significant effect 
on the microstructure and properties of the metals concerned. This 
course deals with fusion welding and its characteristics followed by a 
discussion of solid state welding and joint properties. The metallurgy 
of carbon, low alloy and high alloy steels including stainless steels is 
discussed in relation to welding.

Preheating and post weld heat treatment are dealt with as well as 
stresses and distortion.  The metallurgy of dissimilar metal joints and 
the welding of castings and clad materials are dealt with.  Quality 
assurance in welding is finally discussed. 

This course should prove of value to welding personnel who may not 
have a sound appreciation of the metallurgical principles of welding.

Herman Potgieter -  
SAIW Certification CEO
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Introduction
The second in our Focus on Standards series looks at welding machine 
validation and calibration. An important part of any welding operation 
is the equipment that is utilized – its care, maintenance, fitness for 
purpose, calibration and validation. ISO 3834 (Quality Requirements 
for Fusion Welding of Metallic Materials) is the international standard 
that specifically addresses the quality management requirements that 
a fabricator needs to address to ensure quality in a welding workshop. 
This standard is relevant to any welding fabricator in South Africa, 
having become a prerequisite for supply into the value chains of most 
South African customers. In turn, ISO 3834 refers to the standard  
ISO 17662, which specifies the requirements for calibration,  
verification and validation of equipment used for the control of  
process variables during fabrication, as well as the control of the 
properties of equipment used for welding or welding allied processes. 
Fabricators therefore need to implement all the requirements of this 
standard in the workshop.

In relation to this article, the standard details the requirements 
pertaining to the calibration and validation of welding equipment. The 
current version of ISO 17662 was published in 2005, and is currently 
under review by the TC44 - SC 10 technical committee. However, 
for greater clarity on the various welding equipment calibration & 
validation items addressed, the proposed changes to this standard 
include reference to BS EN 50504:2008[1], and in particular to the 
measurement of electrical variables (current and voltage), travel speed, 
wire feed speed and time. Further details of the requirements of the 
British adoption of the BS EN 50504:2008[1] standard are discussed 
below:

BS EN 50504:2008 – Validation of Arc Welding 
Equipment
BS EN 50504:2008[1] defines the processes to be followed during the 
validation of arc welding power sources, wire feeders and welding 

Focus on Standards
instrumentation. This is deemed necessary as welding is considered 
a special process, where the final result (i.e. the heat affected zone 
adjacent to the deposited weld in the final fabricated component), 
cannot always be verified by testing. Continuous control of the welding 
process and adherence to documented procedures is therefore 
considered critical to ensure weld quality.

Calibration vs. Validation
In this specification, it is understood that the true definition of 
calibration of welding equipment is not undertaken or met. Therefore, 
the specification rather uses the term validation, to describe the 
operation of verifying the welding equipment is fit for its intended 
purpose. It further describes the levels of accuracy of verification as 
either standard grade or precision grade.

Testing of welding equipment by the use of resistive loads connected 
to the power source is recommended. Alternately, independent 
instrumentation can be used. This validation is to be conducted at least 
once a year. In addition to this, validation is to be redone three months 
after the initial validation test, and after any repair or operation liable 
to affect the validation. It is a requirement to use calibrated equipment 
to perform the validation, and validation must be conducted by an 
expert in this field (either performed in house or subcontracted to an 
external service provider). The calibrated equipment is to be in a good 
condition and is to be at least twice, but preferably five times more 
accurate than the accuracy required for the validation grade.

Power sources & measuring instrumentation
Welding power sources are classified as:

Alternating current (a.c.) power sources with constant current 
(drooping characteristic), e.g. MMA & TIG welding machines

Direct current (d.c.) power sources with constant current (drooping 
characteristic) e.g. MMA & TIG welding machines
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Direct current (d.c.) power sources with constant voltage (flat 
characteristic), e.g. FCAW and MIG/MAG welding machines.

Measuring instruments fitted to the welding machines are either 
analogue or digital meter types. Averaging techniques are used to 
measure d.c. and square wave welding supplies, while a.c. supplies  
are measured using root mean square (r.m.s) techniques. The validation 
may be carried out over a limited range, such as the range used 
during production welding – this is to be agreed upon between the 
manufacturer and user, or may be specified in the welding procedure.

Validation techniques
BS EN 50504:2008[1] is written in such a way that, in general, specialist 
knowledge of the construction or internal workings of the welding 
machine is not required. However, as there are numerous types of power 
wave forms in use today (such as ripple contents in inverters, square 
waves, higher frequency components, TIG square wave pulses), these 
may affect the readings taken on measuring instruments, such that the 
validator is to be aware of the power wave form in use and compensate 
for it, or use the correct settings on the measuring instrument.

Safety precautions are required for performing the validations, such 
as correct earthing of the machine and care in connecting measuring 
instrumentation, such that damage is not caused by high currents 
passing through the instrumentation.

The specification provides the amperages and voltages to be used 
when loading the power sources, for the various welding and cutting 
machines. Power sources are to be switched on for 5 minutes before 
any verifications are made, and each output is to be stabilised for  
10 seconds before a verification reading is taken. A stepping up 
approach is followed for all the verification readings, starting with 
the lowest reading. Maximum setting readings are to be taken after 
each of the step readings. Further information to be recorded during 
the validation test is listed under the section validation labels and 
certificates below.

Validation accuracies
BS EN 50504:2008[1] provides the following table for standard grade 
power source controls and instrumentation:

Quantity Accuracy

Current & Voltage ± 10 % Of the true value, between 100 % and 
25 % of the maximum setting

± 2.5 % Of the maximum setting, below 25 % 
of the maximum setting

Analogue meters Class 2.5
Class 2.5 refers to a ± 2.5 % full 
scale deflection

Digital meters

•  Current ± 2.5 % Of maximum rated welding current

•  Voltage ± 2.5 %
Of no-load voltage, or according to 
the manufacturer’s specification (both 
Amps & Volts)

Validation accuracies are significantly greater for precision grade power 
sources (tolerances are just less than half of standard grade sources) 
and validation intervals of maximum 6 months. For most welding 
applications, standard grade level of accuracy would be considered 
suitable. Precision grade should only be used where a welding 
procedure specifically requires this level of accuracy for the application.

Validation labels & certificates
Once the equipment has been validated, it must be marked with a label 
indicating that the equipment has passed or failed. The label must 
further state the grade to which it was validated (precision or standard), 
date of validation, expiry date, authority that issued the label and make, 
serial number and model of the equipment.

In addition, a validation certificate must be generated for the validation 
conducted, indicating a pass or fail, and the following information that 
has to be recorded during testing:

• Name & address of the validating authority

• Make, model, type and serial number of equipment under test

• Ambient temperature

• Supply voltage

• Equipment function under test, e.g. current control

• Method of validation, e.g. load resistor type, meter type

• Grade of validation (standard or precision) and type of validation 
(accuracy or consistency)

• Range of the function under validation, and the results of the 
measurements, comparing the equipment readings with the 
validation meter readings

• Result of the validation test (Pass or Fail), date of the test & 
signature or mark of the validating authority.

BS EN 50504:2008[1] further details in annexures accuracies for 
precision grade power sources (Annex A), wire feed equipment  
(Annex B), slope, pulse and synergic controls (Annex C), precautions to 
be taken with TIG welding equipment (Annex D), validation of ancillary 
components in a welding system (Annex E) and voltage drop in the 
welding circuit (Annex F).

The latest version of ISO 17662[2] is due for publication soon. 
Manufacturers are encouraged to obtain this standard once available 
as well as EN 50504:2008[1] which contains specific information for 
welding machine validation.

References:

[1] BS EN 50504:2008 Validation of arc welding equipment. British Standards 
Institution (BSI), July 2008.

[2] ISO / FDIS 17662:2015 (E) – Final Draft –  Welding – Calibration, 
verification and validation of equipment used for welding, including ancillary 
activities.

Alan Reid
Technical Services Manager
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SAIW NoTICE BoARD

on Friday, 6th November, the Cape Town Branch held a function at Encore 
Restaurant & Conference Centre for the presentation of certificates. 

A great evening was had by all and we would like to congratulate all the hard-working Welding 
Inspector (Level 1) & Senior Inspector (Level 2) students on receiving their qualifications.

Laché Olinsky has started as a Welding Inspector lecturer at the SAIW and we welcome her! She is not 
new to the Institute in the sense that she successfully completed her International Welding Inspector 
Levels 1 and 2 here in 2013. Before that she received her B.Sc degree in geology at the University of 
Pretoria in 2009 and then her B.Sc Honours in Environmental Management at UNISA.

Laché says she is delighted to be at the SAIW. “What we teach and train here is so valuable to the 
students. If they are successful, opportunities for work open up to them like in no other industry,”  
she says.

We wish Laché all the best and look forward to a long and successful partnership!

Cape Town Certification Evening

Welding Inspectors & Senior Inspectors looking forward to embarking on an exciting future in the welding 
inspection industry
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Long Service Awards

David Ngwenya 30 years

Selinah Seane - 30 years

Mildred Nungu 20 years

Congratulations to David, Selinah and Mildred 
and thank you for your amazing dedication 
and effort. We look forward to many more 
years of your invaluable contribution!


