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	14. 
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	15. 
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	rudresh.hm@volvo.com
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	19. 
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	Shri Vinay Tripathi
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	20. 
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	Shri Hardik Sanghvi
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	hardik@royalarc.in

	21. 
	Dayachand Engineering Industries Pvt Ltd.
	Shri Amit Jain
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	info@fairweld.com

	22. 
	Unique Welding Products Pvt Ltd.
	Shri Kamal A. Mulchandani
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	kamal@uniquewelding.com
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	23. 
	Central Marks Department (CMD-2)
	Shri Shivam Ahuja
	Virtual
	cmd2@bis.gov.in



Item 0 General
0.1 Welcome Address by Head MTD
Shri Sanjiv Maini, Sc-F, HMTD, welcomed all the members of MTD 11 to the twenty-fourth meeting of Welding General and its Applications sectional Committee, MTD 11. HMTD mentioned that this is the last meeting of FY 2023-24, so we have to prepare Annual Action Plan for FY 2024-25. He also advised the committee to plan meeting for entire FY 2024-25. After that, HMTD requested all the members to actively participate in the activities of Sectional Committee, by providing comments in the P-drafts, WC-drafts and ISO ballots circulated among the committee members. HMTD ended his remarks by requesting the committee to suggest name(s) for awarding Letter of Appreciation to the member(s). 
0.2 Opening Remarks by the Chairman
Dr. Shaju K. Albert, Chairman, MTD 11, welcomed all the committee members and invitees to the twenty-fourth meeting of the Welding General and its Applications sectional Committee, MTD 11. Then he appreciated efforts of the members’ of MTD 11 by mentioning that its heartening to see the members of MTD 11 are very responsive to the mails sent, seeking their inputs in the ISO ballots. He also appreciated the recent policies of BIS by stating that BIS is ready to make changes in its policies to have a positive effect.
Item 1 Confirmation of Minutes of Last Meeting
Since, no comments have been received, the Committee approved the minutes of twenty-third meeting of Welding General and its Applications Sectional Committee, MTD 11.
Item 2 SCOPE AND COMPOSITION OF COMMITTEE
2.1 The committee noted the information given at Item No. 2.1, 2.2, 2.3 and 2.5 of the Agenda.
2.2 The committee noted the information given at Item No. 2.1.1 of the agenda and after deliberation, decided as given below:
	Sl No.
	Organization
	Decision of the committee in last meetings
	Action Taken
	Decision of the Committee

	1.
	Bharat Heavy Electrical Limited, Tiruchirappalli
	Mail regarding fresh nominations was sent to the organization on 25th April 2023.
The committee in its last meeting advised the member secretary to wait for the nominations.
No new nominations received till date.
Shri Lakavath Praveen Kumar shared the contact details of Shri Hari Krishna, BHEL, Hyderabad and advised the member secretary to get fresh nominations from him.
	The mail regarding fresh nominations has been sent, and we are awaiting a reply. 
	Shri Lakavath Praveen from M/s BHEL mentioned that, he will help in getting the nominations from M/s BHEL.

	2.
	Indira Gandhi Centre for Atomic Research, Kalpakkam
	Mail regarding fresh nominations was sent to the organization on 24th April 2023.
The committee in its last meeting advised the member secretary to contact the Principal member of IGCAR Shri M Krishnamoorthy regarding the nominating authority of the organization and send the mail regarding fresh nomination for the alternate member.
Mail regarding contact details of the nominating authority of the organization was sent to Shri M Krishnamoorthy dated 07-08-2023.
No reply has been received.
The committee advised the member secretary to again contact Shri Krishnamoorthy regarding fresh nominations.
	Member secretary contacted Shri M. Krishnamoorthy regarding contact details of the nominating authority of the organization. 
No reply has been received.

	Chairperson, Shri Shaju K. Albert mentioned that he will coordinate with Shri M. Krishnamoorthy to get the contact details of the nominating authority. 
He also asked Member secretary to send reminder mail.

	3.
	Indian Welding Society
	Member secretary didn’t find contact details of the organization
The committee in its last meeting advised member secretary to contact Dr Asok kumar regarding the contact details of the nominating authority of the organization.
Mail Regarding fresh nominations was sent to the organization.
No reply has been received.
The committee advised the member secretary to contact Dr Raju regarding fresh nominations.
	Member secretary didn’t find contact details of Dr Raju.
	[bookmark: _GoBack]Shri Lakavath Praveen shared contact number of Dr Raju during the meeting.



2.3 The committee noted the information given at Item No. 2.4 of the Agenda and decided as given in the below Table:
	Sl No.
	Organization
	Remarks
	Action taken
	Decision of the committee

	1. 
	Volvo Group Truck Technologie, Bangalore

	Shri Rudresh wants to work with MTD 11. He has nominated the following members from the organization:
	1
	Name
	Shri Rudresh

	
	Qualification
	Post grad Diploma - CAD, CAM & CAE

	
	Designation
	Standardisation engineer; Permanent joints

	
	CV                    
	


	

	2
	Name  
	Shri Gopinath Murugan

	
	    Qualification

	B.E. Mechanical Engg.

	
	    Designation   
	Product Architect

	
	CV                        
	



 Nomination performa is placed below :


The committee noted the information and advised member secretary to contact nominating authority of the organization for proper justification why they want to co-opt in MTD 11. Also, advised member secretary to invite Shri Rudresh and Shri Gopinath to the next committee meeting of the committee.



Invitation mail to attend the meeting was sent to Shri Rudresh.
The committee noted the information and after deliberation accepted the co-option request from the organization.
	Shri Rudresh and Shri Gopinath Murugan were added in the committee composition.
	The committee noted the information.

	2. 
	Royal Arc Electrodes
	The Co-option request from organization was received after the agenda was circulated in the committee.
The committee after deliberation decided to put the nominated members in the mailing list of MTD 11 and send mails regarding ballots and Working drafts. If they participate actively in the work of the committee by commenting on ballots and working drafts then the committee will decide whether to co-opt or not with the organization.
Invitation mail to attend the meeting was sent to Shri Hardik Sanghvi.
The committee noted the information and after deliberation accepted the co-option request from the organization.
	Shri Hardik Sanghvi and Shri Ramchandra A. Dewoolkar were added in the committee composition.
	The committee noted the information.

	3. 
	TUV India Pvt Ltd
	
	Name
	Kamal Dhandha

	Designation
	Sr. Inspection Engineer

	Email id 
Alt email id 
	kamaldhandha@yahoo.co.in
kamaldhandha@gmail.com

	CV
	



The committee after deliberation advised member secretary to invite Shri Kamal Dhandha in the next meeting of the committee.
	Invited to the meeting as an invitee.
	Since, M/s TUV India Pvt Ltd did not attend the 24th TC meeting, the committee advised member secretary to invite M/s TUV India Pvt Ltd again in the next TC meeting, and if the organization fail to attend the next meeting, the membership proposal will be rejected.



2.3 The committee noted the information given at Item No. 2.4 of the Agenda. Chairperson Dr Shaju Albert mentioned that, since M/s L&T is an important organization for the MTD 11 sectional committee, so he will contact with the relevant nominating authority of M/s L&T and ask them to again apply for the membership of the MTD 11 committee after 1 year when the cooling period is over.
Item 3 Action Taken Report
	Sl. No.
	Subject
	Decision of the committee during previous meetings
	Action Taken
	Decision of the committee

	1. 
	IS 6016 : 2009 / ISO 3253 : 1998 - Gas Welding Equipment - Hose Connections for Equipment for Welding, Cutting and Allied Processes
	The committee in the meeting held on 19th February 2016 at Chennai decided to withdraw the standard as ISO 3253:1998 is replaced by ISO/TR 28821:2012, which is a Technical Report. The committee was requested to reconsider the withdrawal of the standard as it is an important standard and it is not being replaced by a new standard. The committee noted the information and after deliberation decided to retain the standard. The committee also decided to take up the standard for revision.

The committee after deliberation constituted the following panel to review the existing standard along with ISO/TR 28821:2012 and give their recommendation whether ISO/TR 28821:2012 can be adopted and whether the same covers all the requirements of the existing standard. If not, the justification for adoption of ISO standard may be provided. Also, the changes to be made in the existing Indian standard w.r.t ISO standard may be suggested. They were requested to give their recommendation to BIS secretariat within 3 months. 
Panel 1
1. Mr. P Ravi Kumar – ESAB – Convenor
2. Mr. A K Gupta – Jai Gopal Engg works – Member

Since, the recommendations were not received the committee after deliberation in 19th Meeting reconstituted the panel as follows :
Panel 1
1. Mr. M Krishnamoorthy– IGCAR – Convenor
2. Mr. A K Gupta – Jai Gopal Engg works – Member

The panel was requested to give their recommendations within two months to BIS. If recommended for adoption of ISO/TR 28821:2012, the same shall be sent for wide circulation for one month.
Shri M Krishnamoorthy during the 20th meeting requested the committee for some more time to complete the review of the standard. The committee noted the information at Sl. No.1 of Item 2.1 and after deliberation requested Shri M Krishnamoorthy to submit his recommendations latest by 30th November 2021.
Shri M Krishnamoorthy during the 21st meeting requested the committee for some more time to complete the review of the standard. The committee noted the information at Sl. No.1 of item 3.1 and after deliberation requested Shri M Krishnamoorthy to submit his recommendations latest by 31st August 2022.
22nd Meeting
The committee in its 22nd meeting after deliberation requested Shri M. Krishnamoorthy to submit his recommendations latest by 31st July 2023.
23rd Meeting
The committee in its 23rd meeting after deliberation and discussion requested Shri P. Ravi Kumar, ESAB to submit his recommendations latest by 31st January 2024.
	The recommendations are still awaited.
	Shri Krishnamoorthy informed the committee that he has gone through ISO 3253, ISO/TR 28821 and IS 6016 and there is not much difference between IS 6016 and ISO 3253. ISO/TR 28821 only has additional information, so he suggested to revise IS 6016 by including the technical report ISO/TR 28821.
The committee noted the information and member secretary requested Shri Krishnamoorthy to send his detailed recommendations via mail. In reply Shri Krishnamoorthy mentioned that he will send the recommendations in detail along with the draft document before 30th April 2024

	2. 
	IS 1395:1982 – Low and medium alloy steel covered electrodes for manual metal arc welding.
	The committee noted the information that no comments have been received and after deliberation decided to adopt ISO 18275:2011 ‘Welding consumables -- Covered electrodes for manual metal arc welding of high-strength steels -- Classification’. The committee requested member secretary to send the document for wide circulation.
It was informed that ISO 18275:2011 has since been revised as ISO 18275:2018. 
The committee after deliberation constituted the following panel to review the existing standard along with ISO 18275 : 2018 and give their recommendations whether ISO 18275 : 2018 can be adopted and whether the same covers all the requirements of the existing standard. If not, the justification for adoption of ISO standard may be provided. Also, the changes to be made in the existing Indian standard viz a viz ISO standard may be suggested. They were requested to give their recommendation to BIS secretariat within 3 months.
Panel 2
1. Mr Vinay Tripathi – GEE LTD– Convenor
2. Mr P Ravi Kumar – ESAB- Member
3. Mr Haridas Mondal – Ador welding- Member
4. Mr L Praveen Kumar – WTC, BHEL – member 
Comments from panel awaited. Reminder was sent on 6/11/2019 and 20/2/2020. 
The committee in its 19th meeting after deliberation mentioned that the committee can function and deliver only if the members take active interest in the work of the committee. The committee members stated that at present the standards formulated by this committee are not being used and in most of the government tenders reference is made to AWS specification. The members insisted that BIS should write to government departments to refer Indian standard in their tenders so that the use of Indian standard is increased. Also, major users such as BHEL, EIL etc also should ensure to mention Indian standard in their tender document.
The committee had requested panel 2 to complete the work allotted to them in two months time. 
If recommended for adoption of ISO standard, the same shall be sent for wide circulation for one month.
During the 20th meeting Shri T. J. Prasadarao, D & H Sechron informed the committee that the review of the standard was not completed yet and requested the committee some more time to complete the review of the standard. The committee after deliberation requested D & H Sechron to submit their recommendations latest by 30th November 2021.
During the 21st meeting Shri Zakir Hussain, D & H Sechron informed the committee that the review of the standard was not completed yet and requested the committee some more time to complete the review of the standard. The committee after deliberation requested D & H Sechron to submit their recommendations before 31st August 2022.
Meanwhile member secretary has reviewed IS 1395 w.r.t. ISO 18275 : 2018 and observed that IS 1395 may be revised by adopting ISO 18275 : 2018 as it contains all the relevant grades mentioned in IS 1395.

The committee in its 22nd meeting after deliberation decided to revise IS 1395 by adopting ISO 18275 : 2018 as 18275 : 2018 contains all the relevant grades of low alloy steel covered electrodes for manual metal arc welding as mentioned in IS 1395 and send the document for Wide Circulation for the period of 1 month. Also, Member secretary informed the committee that ISO 3580 : 2017 contains all the relevant grades of medium alloy steel covered electrodes for manual metal arc welding. The committee after deliberation decided to also adopt ISO 3580 : 2017 as a new standard and send the document for Wide Circulation for the period of 1 month.

The document MTD/11/23173 was wide circulated on 22-11-2023 for the period of 30 days.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.

	The draft document still needs to be finalized.
	The committee noted the information.

	3. [bookmark: _heading=h.2et92p0]
	IS 5206 : 1983 - Covered electrodes for manual metal arc welding of stainless steel and other similar high alloy steels
	The committee in its 18th meeting decided to split the existing standard into two parts by adopting following ISO standards:
1.ISO 3580:2010 ‘Welding consumables -- Covered electrodes for manual metal arc welding of creep-resisting steels – Classification’
2.ISO 3581:2016 ‘Welding consumables -- Covered electrodes for manual metal arc welding of stainless and heat-resisting steels – Classification’
The committee in 19th meeting after deliberation constituted the following panel to review the existing standard along with ISO 3580 and ISO 3581 and give their recommendation whether ISO can be adopted and whether the same covers all the requirements of the existing standard. If not, the justification for adoption of ISO standard may be provided. Also, the changes to be made in the existing Indian standard viz ISO standard may be suggested. They were requested to give their recommendation to BIS secretariat within 3 months.
Panel 2
1. Mr Vinay Tripathi - GEE LTD – Convenor
2. Mr P Ravi Kumar – ESAB- Member
3. Mr Haridas Mondal – Ador welding- Member
4. Mr L Praveen Kumar – WTC, BHEL – member 

As no comments were received from the panel, the committee requested panel 2 to complete the work allotted to them in two months time. 
During the 20th meeting Shri T.J.Prasadarao, D & H Sechron informed the committee that the review of the standard was not completed yet and requested the committee some more time to complete the review of the standard. The committee after deliberation requested D & H Sechron to submit their recommendations latest by 30th November 2021.
During the 21st meeting Shri Zakir Hussain, D & H Sechron informed the committee that the review of the standard was not completed yet and requested the committee to give them some more time to complete the review of the standard. The committee after deliberation requested D & H Sechron to submit their recommendations before 30th September 2022.
Meanwhile member secretary reviewed IS 5206 w.r.t. ISO 3581: 2016 and  observed that IS 5206 may be revised by adopting ISO 3581 : 2016 as it contains all the relevant grades mentioned in IS 5206. 
The committee in its 22nd meeting after deliberation decided to revise IS 5206 by adopting ISO 3581 : 2016 as it contains all the relevant grades mentioned in IS 5206 along with other grades and send the document for wide circulation for the period of 1 month.

ISO 3581 : 2016 has been revised by  ISO 3581 : 2023.

The committee in its 23rd meeting after deliberation decided to send the draft document adopting ISO 3581 : 2023 for wide circulation for the period of 30 days.
	The document MTD/11/24770 was wide circulated on 06-02-2024 for the period of 30 days.
	The committee noted the information.

	4. 
	IS 812 : 1957- Glossary of terms relating to welding and cutting of metals
	The committee in 18th meeting after deliberation constituted the following panel to review the existing standard along with the ISO as ISO 3580:2010 has since been revised as ISO 3580 :2017 and give their recommendation whether the ISO standards covers all the requirements of the existing standard. If not, the justification for adoption of ISO standard may be provided. Also the changes to be made in the existing Indian standard viz ISO standard may be suggested. They were requested to give their recommendation to BIS secretariat within 3 months.
Panel 3
1.Dr Shaju Albert – IGCAR – Convenor
2.Mr L Praveen Kumar – WTC, BHEL – member 
As no comments were received from the panel, the committee in its 19th meeting had requested panel 3 to complete the work allotted to them in two months’ time. 
During the 20th meeting Shri Shaju Albert informed the committee that the review of the standard was not completed yet and requested the committee some more time to complete the review of the standard. The committee after deliberation requested Shri Shaju Albert to submit their recommendations latest by 30th November 2021.
During the 21st meeting Member Secretary informed the committee that ISO 3580 : 2017 is irrelevant to the subject of IS 812 : 1957 and also informed that ISO/TR 25901 with parts is relevant to IS 812. In view of the above Dr Shaju Albert to send the various part of ISO/TR 25901 to him.  The committee noted the information and after deliberation requested Shri Shaju Albert to submit their recommendations by comparing IS 812:1957 with relevant parts of ISO/TR 25901 before 31th August 2022. It was also brought to the notice of the committee that IS 812:1957 has been allocated to BIS Officer Shri Akshay kaushik as an Action Research Project.
The committee in its  22nd meeting after deliberation decided to revise IS 812 by splitting it into 4 parts and adopt ISO/TR 25901-1 : 2016 as IS 812 (Part 1), ISO 25901-2: 2022 as IS 8 12 (Part 2), ISO/TR 25901-3:2016 as IS 812 (Part 3), ISO/TR 25901- 4:2016 as IS 812 (Part4) and send the documents for wide circulation for the period of 1 month.

The documents MTD/11/24183 { IS 812 Part 1 (adopting ISO/TR 25901-1:2016)}, MTD/11/24184 { IS 812 Part 2  (adopting ISO 25901-2:2022)}, MTD/11/24185 { IS 812 Part 3 (adopting  ISO/TR 25901-3:2016)} and MTD/11/24186{ IS 812 Part 4 (adopting  ISO/TR 25901-4:2016)} were Wide Circulated on 22-11-2023 for the period of 30 days.

The committee in its 23rd meeting after deliberation decided to send the draft documents for printing if no comments are received on wide circulated drafts.

	The draft documents still needs to be finalized.
	The committee noted the information.

	5. 
	IS 5897 : 1985 - Aluminium and aluminium alloy welding rods and wires and magnesium alloy welding rods
	The committee in its 18th meeting after deliberation decided to supersede the existing standard by a new standard. The committee also decided to split the new standard in four parts by adopting following ISO standards:
1.ISO 18273:2015 - ‘Welding consumables -- Wire electrodes, wires and rods for welding of aluminium and aluminium alloys -- Classification’
2.ISO 19288:2016 - ‘Welding consumables -- Solid wire electrodes, solid wires and rods for fusion welding of magnesium and magnesium alloys -- Classification’
The committee requested member secretary to send the documents for wide circulation after receiving necessary approval from MTDC.
On review of the documents it is observed that ISO standards are only for classification whereas in IS 5897, dimensions and tolerances, spool for wire, reeling conditions, condition of rods and wires is also specified.
The committee in its 19th meeting after deliberation observed that in ISO there are separate standards for dimensions such as ISO 544. Mr P Ravi Kumar of ESAB were given the responsibility to review IS 5897:1985 and ISO 18273, ISO 19288 and give his recommendation whether the ISO standards covers all the requirements of the existing standard and the other ISO standard which needs to be adopted to cover all the requirements mentioned in Indian standards. If not, the justification for adoption of ISO standard may be provided. Also, the changes to be made in the existing Indian standard viz ISO standard may be suggested. He was requested to give his recommendation to BIS secretariat within 3 months.
Since, no comments were received, the committee in 20th meeting after deliberation decided to request Shri Ravi Kumar, ESAB again to submit his recommendations latest by 30th November 2021.
Since, no comments were received, the committee in 21st after deliberation requested Member Secretary Shri Vishal Kumar Rana to review IS 5897 : 1985 with respect to ISO 18273 : 2015 and 19288:2016 and submit his recommendations along with the draft document before 31st August 2022 as it has been allocated as an ARP to him.
The member secretary, while reviewing IS 5897 w.r.t ISO 18273: 2015, observed that IS 5897 may be revised by adopting ISO 18273: 2015 as it contains all the relevant grades mentioned in IS 5897 after adopting the relevant test method standards referred in the ISO.
[bookmark: _heading=h.tyjcwt]The committee in its 22nd meeting after deliberation decided to revise IS 5897 by adopting ISO 18273 : 2015 as it contains all the relevant grades mentioned in IS 5897 for aluminium and aluminium alloys, and also to adopt ISO 19288 : 2016 as a new standard as it contain all the consumables for welding of magnesium and magnesium alloys and send both the documents for Wide Circulation for the period of 1 month.

The document MTD/11/23175 was wide circulated on 21-11-2023 for the period of 30 days.

The committee noted the information at Sl. No. 5 of item 3.1.  and after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.
	The committee noted the information.

	6. 
	IS 1278 : 1972 - Filler Rods And Wires For Gas Welding
	The committee in the 18th meeting held on 19th February 2016 at Chennai after deliberations had advised Shri D.S.Honavar of M/s Honavar Electrodes Limited to review the standard and to give his recommendation for further deliberations on the same in the next meeting of the Committee.
Since no comments were received, the committee in 19th meeting after deliberation decided to refer the matter to ESAB and requested them to submit their recommendation by 25th December 2016
No comments were received and the committee after deliberation gave Mr P Ravi Kumar of ESAB the responsibility to review IS 1278 : 1972 and give recommendation whether the standard needs a revision along with draft of the revised standard. He was requested to give his recommendation to BIS secretariat within 3 months. 
The committee again requested Mr P Ravi Kumar of ESAB to complete the work allotted to him in two months’ time.
The committee in 20th meeting after deliberation decided to give Shri T.J. Prasadarao the responsibility to review IS 1278:1972 and give recommendation whether the standard needs a revision along with draft of the revised standard. The committee requested him to submit his recommendations latest by 30th November 2021.
The committee in 21st meeting after deliberation requested Shri Zakir Hussain to review IS 1278 : 1972 and give recommendation whether the standard needs a revision along with draft of the revised standard. The committee requested him to submit his recommendations before 31st August 2022.

The document was not archived since there were two decisions taken by the committee one to archive and other to revise.

The committee in its 23rd meeting after deliberation and discussion decided to revise the standard and allocated the review to Shri Pankaj Jain and requested him to provide his recommendations along with a working draft before 31st January 2024.

	The recommendations are still awaited.
	The committee noted the information and requested Shri Pankaj Jain, M/s Association of Welding Products Manufacturers to give update on the same. 
Shri Pankaj Jain informed the committee that, he is still working on this and will submit the compiled recommendations by 30th April 2024.


	7. 
	IS 3600 (Part 8) : 1985 - Method of Testing Fusion Welded Joints and Weld Metal in Steel: Part 8  Nick break test and fillet weld fracture test
	The committee in the 18th meeting after deliberations had advised Dr. P. R. Venkateswaran of M/s Bharat Heavy Electricals Limited to review the standard by considering the related ISO Standards and to give his recommendation for further deliberations on the same in the next meeting of the Committee.
As no comments were received, the committee after deliberation asked member secretary to write to them again, requesting them to submit their recommendation by 25th December 2016
The committee in 19th meeting after deliberation constituted the following panel to review the existing standard along with ISO 9017 and give their recommendation whether the ISO standard can be adopted in identical. They were also requested to give recommendation whether the ISO standard covers all the requirements of the existing standard and, if not, the justification for adoption of ISO standard may be provided. Also, the changes to be made in the existing Indian standard viz ISO standard may be suggested. They were requested to give their recommendation to BIS secretariat within 3 months
Panel 4
1. Mr L Praveen Kumar – WTC, BHEL-Convenor

2. Dr Shaju Albert – IGCAR – member 
The following comments were received from Mr Lakavath Praveen Kumar


The committee deliberated on the comments received and decided to revise IS 3600 (Part 8) by adoption of ISO 9017 . The committee had decided to send the ISO standard for wide circulation for one month
While preparing the document for wide circulation it was observed that the scopes of IS 3600 (Part 8) and ISO 9017 are not in line with each other. In view of the above the committee is requested to re-examine revision of IS 3600 (Part 8) by adoption of ISO 3600 (Part 8). 
The committee in 20th meeting after deliberation decided that the ISO 9017 completely covers the subject covered in IS 3600 (Part 8) and both the standards are in line with each other. In view of the above the committee decided to revise IS 3600 (Part 8) by adopting ISO 9017 and send the document for wide circulation for one month.
While wide circulating the document Head MTD observed that ISO 9017 do not completely covers the IS 3600 (Part 8) and advised member secretary to review IS 3600 (Part 8) w.r.t. ISO 9017.
The member secretary, while reviewing IS 3600(Part 8) w.r.t ISO 9017 :2017, observed that IS 3600(Part 8) may be revised by adopting ISO 9017: 2017 as it contains Nick break test and fillet weld fracture test as mentioned in IS 3600(Part 8). Hence, the documents needs to be wide circulated for the period of 1 month.
The committee in its 22nd meeting after deliberation decided to revise IS 3600 (Part 8) by adopting ISO 9017 :2017 as it contains all the relevant test methods and procedures  mentioned in IS 3600(Part 8) and send the document for wide circulation for the period of 1 month. If no comments were received send the document for printing.

The document MTD/11/17166 was wide circulated on 04-08-2023 for the period of 30 days and no comments were received.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing.

	The document was finalized and sent for printing.

	The committee noted the information.

	8. 
	IS 5511 : 1991 - Covered electrodes for manual metal arc welding of cast iron
	The committee in the 18th meeting after deliberations had advised Dr. Shaju K. Albert of M/s Indira Gandhi Center for Atomic Research to review the standard by considering the ISO Standard: ISO 1071 on the subject and to give his recommendation for further deliberations on the same in the next meeting of the Committee.
Dr. Shaju Albert requested the committee to give more time to review the standard and informed the committee that he would submit his recommendations by 25th December 2016
The following recommendation has been received from Dr. P.R.Venkateswaran of BHEL.
It is recommended that the existing standard be considered for revision by constitution of a suitable committee by MTD 11.
The committee after deliberation gave Mr P Ravi Kumar of ESAB the responsibility to review the existing standard along with the mentioned ISO standards and give their recommendation whether the ISO standard can be adopted in identical. They were also requested to give recommendation whether the ISO standard covers all the requirements of the existing standard and If not, the justification for adoption of ISO standard may be provided. Also, the changes to be made in the existing Indian standard viz a viz ISO standard may be suggested. They were requested to give their recommendation to BIS secretariat within 3 months. Mr Ravi Kumar informed that he would also seek help from EWAC Alloys limited, their sister concern who are into the business of welding of cast iron business for reviewing the standard. The same was agreed by the committee.
As no comments were received, the committee in 19th meeting requested Mr P Ravi Kumar of ESAB to complete the work allotted to them in two months’ time. 
If recommended for adoption of ISO standard, the same shall be sent for wide circulation for one month
The committee in 20th meeting after deliberation decided to request Ador Welding to review the standard by considering ISO 1071 on the subject and give their recommendations latest by 30th November 2021.
The committee in 21st meeting after deliberation requested Ador Welding to review the standard by considering ISO 1071 on the subject and give their comments before 31st August 2022.

Meanwhile member secretary reviewed IS 5511 w.r.t. ISO 1071: 2015 and  observed that IS 5511 may be revised by adopting ISO 1071 : 2015 as it contains all the relevant grades mentioned in IS 5511. 
The committee noted the information at Sl. No. 9 of item 3.1 and after deliberation decided to revise IS 5511 by adopting ISO 1071 : 2015 as it contains all the relevant grades mentioned in IS 5511 and send the document for wide circulation for the period of 1 month.

The document MTD/11/23176 was wide circulated on 21-11-2023 for the period of 30 days.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	9. 
	IS 11368 (Pt 1) : 1985 - Comparison of Indian and overseas classification and coding of welding filler materials Part 1 Flux coated mild steel and medium tensile steel electrodes for manual metal arc welding
	The committee in the 19th meeting after deliberations had advised Dr P. R. Venkateswaran of M/s Bharat Heavy Electricals Limited to review the standard and to give his recommendation for further deliberations on the same in the next meeting of the Committee.
The Committee further advised him the feasibility of revising the standard as a “Project” that can be taken up by M/s BHEL (WRI) and advised him to submit the project report prepared by M/s BHEL (WRI) on the same for further deliberations in the next meeting of the Committee. The Committee recommended BIS to bear the cost of the above project.
The committee noted that no comments have been received and after deliberation commented that “since no progress has been made in this regard BHEL is requested to critically review the utility of this standard and consider it for revision or withdrawal in light of ease of access of information available in various fora”.
The committee after deliberation constituted the following panel to review the existing standard and give their recommendation for revision of the standard along with the revised draft to BIS secretariat within 3 months
Panel 5
1. Mr P Ravi Kumar – ESAB– Convenor
2. Mr Vinay Tripathi - GEE LTD – Member

As no comments were received, the committee in its 20th meeting after deliberation decided to give the work of reviewing the standard to Shri T. Prasada Rao, D&H Secheron Electrodes Pvt Ltd and submit his recommendations latest by 30th November 2021.

The committee in its 21st meeting after deliberation requested Shri T. Prasada Rao, D&H Secheron Electrodes Pvt Ltd to review IS 11368 (Part1):1985 and submit his recommendations latest by 31st August 2022.

The committee after deliberation decided that IS 11369 Part 1 and ISO 544 : 2017 covers different subject and decided to review IS 11368 (Pt 1) : 1985 again by T.J . Prasada Rao and to adopt ISO 544 as a new subject separately and send the document for Wide Circulation for the period of 1 month.

The recommendations are still awaited for  IS 11368 (Pt 1) : 1985.

The committee in its 23rd meeting after deliberation again requested Shri T. J. Prasada Rao to review IS 11368 (Part1) : 1985 and submit his recommendations latest by 31st January 2024.
	The recommendations are still awaited.
	The committee noted the information and requested Shri T. J. Prasada Rao, M/s D & H Secheron Electrodes Private Limited to give update on the same.
Shri T. J. Prasada Rao informed the committee that, he is working on this and will submit the final recommendation by next fortnight.

	10. 
	IS 5898 : 1970 - Copper and Copper Alloy Bare Solid Welding Rods and Electrodes
	The committee in the 18th meeting after deliberations had advised Dr. Shaju K. Albert of M/s Indira Gandhi Center for Atomic Research to review the standard by considering the ISO Standard: ISO 24373 on the subject and to give his recommendation for further deliberations on the same in the next meeting of the Committee.
Dr. Shaju Albert requested the committee to give more time to review the standard and informed the committee that he would submit his recommendations by 25th December 2016.
The committee in 19th meeting after deliberation gave Mr P Ravi kumar of ESAB the responsibility to review the existing standard along with the mentioned ISO standards ISO 24373 and give their recommendation whether the ISO standard can be adopted in identical. They were also requested to give recommendation whether the ISO standard covers all the requirements of the existing standard and If not, the justification for adoption of ISO standard. Also, the changes to be made in the existing Indian Standard viz ISO standard may be suggested. They were requested to give their recommendation to BIS secretariat within 3 months. Mr Ravi Kumar informed that he would also seek help from Senor metals who are into nonferrous business for reviewing the standard.
Since, no comments were received, the committee in 20th meeting after deliberation decided to request Shri Harish Khuranna of Indian Institute of Welding to review the standard by considering the ISO 24373 on the subject and to give his recommendations for further deliberations on the same. Committee also requested Shri Harish Khuranna to contact manufacturers of copper rods and electrodes for the same and submit his recommendations latest by 30th November 2021.
The committee in 21st meeting after deliberation requested Shri Harish Khuranna of Indian Institute of Welding to review the standard by considering the ISO 24373 on the subject and to give his recommendations before 31st August 2022 by contacting manufacturers of copper rods and electrodes for the same.
Meanwhile member secretary reviewed IS 5898 w.r.t.  ISO 24373 :2018 and observed that IS 5898 may be revised by adopting ISO 24373 : 2018 as it contains all the relevant grades mentioned in IS 5898. 
The committee in its 22nd meeting after deliberation decided to revise IS 5898 by adopting ISO 24373 : 2018 as it contains all the relevant grades mentioned in IS 5898 and send the document for wide circulation for the period of 1 month.

The document MTD/11/23177 was wide circulated on 21-11-2023 for the period of 30 days.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	11. 
	IS 5857 : 1970 - Nickel and nickel alloy bare solid welding rods and electrodes
	The committee in the 18th meeting after deliberations had advised Dr. Shaju K. Albert of M/s Indira Gandhi Center for Atomic Research to review the standard by considering the ISO Standard: ISO 18274 on the subject and to give his recommendation for further deliberations on the same in the next meeting of the Committee.
Dr. Shaju Albert requested the committee to give more time to review the standard and informed the committee that he would submit his recommendations by 25th December 2016. 
The committee after deliberation gave Mr Haridas Mondal of Ador welding   the responsibility to review the existing standard along with the mentioned ISO standards and give their recommendation whether the ISO standard can be adopted in identical. They were also requested to give recommendation whether the ISO standard covers all the requirements of the existing standard and. If not, the justification for adoption of ISO standard may be provided. Also, the changes to be made in the existing Indian Standard viz a viz ISO standard may be suggested.
Comments awaited. Reminder sent on 6/112019 and 20/2/2020. 
The committee had requested Mr. Haridas Mondal to complete the work allotted to him in two months time. 
If recommended for adoption of ISO standard, the same shall be sent for wide circulation for one month.
The committee in 20th meeting after detailed deliberation conceded to the request of M/s Ador welding limited to give some more time to review the standard. The committee advised M/s Ador welding to consider ISO 18274 while reviewing the standard and submit their recommendation latest by 30th November 2021.
Since, no comments were received, the committee in its 21st meeting after detailed deliberation decided to send the draft received from BIS officer to Shri Vinay Tripathi GEE Ltd. For review and updating the designation of grades and submit the updated draft standard before 30th September 2022.
Meanwhile member secretary reviewed IS 5857  w.r.t. ISO 18274 : 2023 and observed that IS 5857 may be revised by adopting ISO 18274 : 2023 as it contains all the relevant grades mentioned in IS 5857. 
The committee in its 22nd meeting after deliberation decided to revise IS 5857 by adopting ISO 18274 : 2023 as it contains all the relevant grades mentioned in IS 5857 and send the document for wide circulation for the period of 1 month.

The document MTD/11/23178 was wide circulated on 21-11-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	12. 
	IS 8736 : 1977 - Nickel and nickel alloy covered electrodes for metal arc welding
	The committee in the 18th meeting after deliberations had advised Dr. Shaju K. Albert of M/s Indira Gandhi Center for Atomic Research to review the standard by considering the ISO Standard: ISO 14172 on the subject and to give his recommendation for further deliberations on the same in the next meeting of the Committee.
Dr. Shaju Albert requested the committee to give more time to review the standard and informed the committee that he would submit his recommendations by 25th December 2016.
The committee in 19th meeting after deliberation gave Mr Haridas Mondal of Ador welding   the responsibility to review the existing standard along with the mentioned ISO standards and give their recommendation whether the ISO standard can be adopted in identical. They were also requested to give recommendation whether the ISO standard covers all the requirements of the existing standard and. If not, the justification for adoption of ISO standard may be provided. Also the changes to be made in the existing Indian standard viz a viz ISO standard may be suggested.
Comments   awaited. Reminder sent on 6/112019 and 20/2/2020. 
The committee requested Mr. Haridas Mondal to complete the work allotted to him in two months’ time. 
If recommended for adoption of ISO standard, the same shall be sent for wide circulation for one month.
The committee in the 20th meeting after detailed deliberation conceded to the request of M/s Ador welding limited to give some more time to review the standard. The committee advised M/s Ador welding to consider ISO 14172 while reviewing the standard and submit their recommendation latest by 30th November 2021.
Since, no comments were received, the committee in its 21st meeting after detailed deliberation requested M/s Ador welding to consider ISO 14172 while reviewing the standard and submit their recommendation before 31st August 2022.
Meanwhile member secretary reviewed IS 8736  w.r.t.  ISO 14172 :2015 and observed that IS 8736 may be revised by adopting ISO 14172 : 2015 as it contains all the relevant grades mentioned in IS 8736. 
The committee inits 22nd meeting decided to revise IS 8736 by adopting ISO 14172 : 2015 as it contains all the relevant grades mentioned in IS 8736 and send the document for wide circulation for the period of 1 month.

ISO 14172 :2015 has been revised by  ISO 14172 : 2023.

The committee in its 23rd meeting after deliberation decided to send the draft document adopting 14172 : 2023 for wide circulation for the period of 30 days.
	The draft document still needs to be wide circulated.









	The committee noted the information.

	13. 
	IS 7303 : 1974 - Covered electrodes for surfacing of metal by manual arc welding
	The committee in the 18th meeting after deliberations had advised Dr P. R. Venkateswaran of M/s Bharat Heavy Electricals Limited to review the standard by considering the AWS Standard: A-5.13 on the subject and to give his recommendation for further deliberations on the same in the next meeting of the Committee.
The committee noted the information that no comments have been received and after deliberation member secretary to write to them again, requesting them to submit their recommendation by 25th December 2016
The following recommendation has been received from Dr. P.R.Venkateswaran of BHEL.
It is regretted that concerned expertise that was available with BHEL superannuated and hence suitable justification for the subject purpose is difficult to be obtained. Hence, it is recommended that alternate options may be explored for this purpose. 
Comments   awaited. Reminder sent on 06/112019 and 20/2/2020. 
The committee in 19th meeting after deliberation had requested Mr L Praveen Kumar from BHEL to review the existing standard along with relevant ISO standard and give recommendation whether the ISO standard can be adopted in identical. They were also requested to give recommendation whether the ISO standard covers all the requirements of the existing standard and, if not, the justification for adoption of ISO standard may be provided. Also, the changes to be made in the existing Indian standard for example, ISO standard may be suggested. He was requested to give recommendation to BIS secretariat within 3 months.
The committee noted the information at Sl. No.23 of item 2.1 and after deliberation decided to form Panel 10 consisting of following members:
1. Shri G Harikrishna, BHEL, convenor
2. Shri Praveen, BEML
3. Shri Rohit Raut, Ador Welding Ltd

The committee in 20th meeting requested the panel to review the standard by considering the corresponding ISO standard as well as AWS Standard: A-5.13 on the subject. The committee advised the panel to submit its recommendations latest by 30th November 2021.

The committee in its 21st meeting after deliberation requested Panel 10 consisting of following members:
1. Shri G Harikrishna, BHEL
2. Shri Praveen, BEML , convenor
3. Shri Rohit Raut, Ador Welding Ltd
To review the standard by considering the corresponding ISO standard as well as AWS Standard: A-5.13 on the subject. The committee advised the panel to submit the recommendations before 31st August 2022.

The committee after deliberation requested Shri Praveen, BEML to submit the recommendations latest by 15th July 2023.

The recommendations are still awaited.

The committee in its 23rd meeting after deliberation and discussion decided to allocate the review to Shri  Pankaj Jain and requested  him to provide his recommendations along with a working draft before 31st January 2024.

	The recommendations are still awaited.

The committee may deliberate and decide.
	Shri Somnath Chakravarty, M/s Association of Welding Products Manufacturers informed the committee that, he will submit the recommendations by 31st March 2024.

	14. 
	Seeking feedback for adoption of ISO 2560 in place of IS 814 : 2004 - Covered electrodes for manual metal arc welding of carbon and carbon manganese steel - Specification (Sixth Revision)
	To seek feedback from manufacturers on adopting ISO 2560 as IS 814:2004. The committee requested member secretary to make a comparison between scopes of both the standards and send it to the stakeholders      using the standard for their comments.
Mail comparing the scopes sent to the stakeholders. Reply awaited
The committee after deliberation constituted the following panel 8 to review IS 814 viz a viz ISO 2560 and give recommendation whether the ISO standard needs to be adopted and the changes in ISO standard viz a viz Indian standard 
Panel 8
1. Mr Haridas Mondal – Ador welding-– Convenor
2. Mr P Ravi Kumar – ESAB- Member
3. Mr Vinay Tripathi - GEE LTD Member
4. Mr Rajeev Khanna- Asian Industires- Member
5. Association of welding products manufacturers

The panel was requested to give their recommendation in three months’ time to BIS.
Comments   awaited. Reminder sent on 6/112019 and 20/2/2020. 
The committee had requested Panel 8 to complete the work allotted to them in two months’ time.
The committee noted the information at Sl. No.24 of item 2.1. It was informed by the panel that it will not be possible to revise IS 814 by adopting ISO 2560 as the subject is not covered completely in the ISO standard. The committee accepted the recommendations of panel and decided not to revise the standard by adopting the ISO standard. 
In view of the above the committee decided to dissolve panel 8 and to constitute a panel 11 consisting of following members:
1. Shri Haridas Mondal – Convenor
2. Shri P Ravi Kumar, ESAB
3. D&H Secheron Electrodes Pvt Ltd (To be represented by Shri T.J. Prasada Rao)
4. Shri Ravi Ranjan – M/s V J electrodes

The committee advised the panel to revise the standard in line with corresponding ISO standards and submit the draft revision of the standard latest by 15 December 2021.

Also comments from RDSO were received on IS 814 which were circulated among committee members via email dated February 10, 2022.




The committee in its 21st meeting after deliberation the committee decided to reconstitute panel 11 consisting of following members:
1. Shri P Ravi Kumar, ESAB
2. D&H Secheron Electrodes Pvt Ltd (To be represented by Shri T.J. Prasada Rao)
3. Dr Shaju Albert
4. Shri Vinay Tripathi- GEE Ltd.
5. RDSO, Lucknow
The committee advised the panel to revise the standard in line with corresponding ISO standards and submit the draft revision of the standard latest by 30th September 2022.

Meanwhile member secretary reviewed IS 814  w.r.t.  ISO 2560: 2020 and observed that IS 814 may be revised by adopting ISO 2560: 2020 as it contains all the relevant grades mentioned in IS 814. 
The committee in its 22nd meeting after deliberation decided to revise is 814 by adopting iso 2560 : 2020 as it contains all the relevant grades mentioned in is 814 and send the document for wide circulation for the period of 1 month.

Head MTD had suggested to formulate Indigenous standard on the subject since, it is already under certification and a lot of licensee and industry are currently using this standard.

The committee in its 23rd meeting after deliberation and discussion decided to revise IS 814 as an indigenous standard and  formed a panel with the following members and requested the panel to submit working draft :

1. Shri  Sundar Singh – NPCIL
2. Shri  Lakavath Praveen Kumar – BHEL
3. Shri  T.J. Prasada Rao - D & H Secheron Electrodes Pvt. Ltd.
4. Shri  Hariganesh Ramamurthy – Ador Welding Ltd.
5. Shri Pankaj Jain –  AWPM

	The panel meeting still needs to be conducted.

	Since, the panel meeting is yet to be conducted, therefore, member secretary proposed that, revision of IS 814 will be taken up after IS 6419, since revision of IS 6419 is being done on priority basis due to some implementation challenges involved.

	15. 
	Review of IS 3600(Part 4): 1984-Method of testing fusion welded joints and weld metal in steel Part 4 Longitudinal tensile test on cylindrical all weld metal test pieces using butt joints
	The Committee in 17th Meeting of MTD 11 Dr Shaju Albert to review IS 3600 (Part 4) : 1984 and consider ISO 15792 and ISO 5178 for possible adoption and to give his recommendations for further deliberations.

The committee after deliberation constituted the following panel to review the existing standard alongwith    ISO 15792 and ISO 5178 standards and give their recommendation whether the ISO standard can be adopted in identical. They were also requested to give recommendation whether the ISO standard covers all the requirements of the existing standard and If not, the justification for adoption of ISO standard may be provided. Also the changes to be made in the existing Indian standard viz a viz ISO standard may be suggested. They were requested to give their recommendation to BIS secretariat within 3 months
Panel 4
1. Mr L Praveen Kumar – WTC, BHEL-Convenor
2. Dr Shaju Albert – IGCAR – – member 

Comments   awaited. Reminder sent on 6/112019 and 20/2/2020. 
The committee requested Panel 4 to complete the work allotted to them in two months’ time. If recommended for adoption of ISO standard, the same shall be sent for wide circulation for one month.
The committee in 20th meeting after detailed deliberation agreed to the request of the Panel to give some more time to review the standard with respect to corresponding ISO standard. The committee requested the panel to kindly submit their recommendations latest by 30th November 2021.

Since, no comments were received, the committee in its 21st meeting after detailed deliberation requested panel to submit their recommendations before 30th September 2022.

Member secretary submitted the ARP report in which, it has been clearly observed that the subject of longitudinal tensile test on weld metal in steel is completely covered under ISO 5178 : 2019 Destructive tests on welds in metallic materials — Longitudinal tensile test on weld metal in fusion welded joints which covers all metallic materials. Hence, it is recommended that this standard IS 3600 (Part 4) : 1984 should be revised by adopting ISO 5178 : 2019.
The committee after deliberation decided to revise IS 3600 (Part 4) by adopting ISO 5178 : 2019 as it contains all the relevant test methods and procedures mentioned in IS 3600(Part 4) and send the document for wide circulation for the period of 1 month.

The document MTD/11/21493 was wide circulated on 14-08-2023 for the period of 30 days and no comments were received.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing.
	The document was finalized and sent for printing.

	The committee noted the information.

	16. 
	Review of IS 4353 : 1995 -  Submerged arc welding of mild steel and low alloy steels - Recommendations (First Revision)
	To request Cochin Shipyard to review IS 4353:1995. Dr Shaju Albert mentioned that he will follow up with cochin shipyard for review of said standard
Comments   awaited. Reminder sent on 6/112019 and 20/2/2020. 
The committee had requested Dr Shaju Albert to kindly follow up with cochin shipyard to complete the work allotted to them in two month time.
In 20th meeting Dr Shaju Albert, IGCAR, informed the committee that he could not contact Cochin Shipyard during the period and requested the committee to give some more. The committee requested Dr Shaju Albert to kindly complete the work allotted to him latest by 30th November 2021.
The committee in its 21st meeting after detailed deliberation requested Sh. Praveen of BEML to kindly review the standard and submit their recommendations before 31st August 2022.
The committee after deliberation requested Sh. Praveen to submit his recommendations latest by 30th June 2023.

The recommendations are still awaited.

The committee in its 23rd meeting after deliberation again requested Sh. Praveen to submit his recommendations latest by 31st January 2024.

	The recommendations are still awaited. 
	The committee noted the information and after deliberation allocated the standard to Shri Somnath Chakravarty, M/s AWPM, as Shri Praveen was absent from the meeting and requested Shri Somnath to give recommendation for revision of IS 4353 by 30th April 2024.
Chairperson, Shri Shaju Albert advised member secretary to write to Shri Praveen and then allocate the standard to M/s Ador Welding Limited and Shri Somnath.

	17. 
	Review of IS 5139 : 1995 -  Repair of cast iron castings by Oxy - Acetylene and manual metal arc welding - Recommendations (First Revision)
	To send IS 5139:1995 to MTD 6 and BEML for review.
The committee after deliberation gave Mr P Ravi Kumar of ESAB the responsibility to review the existing standard and suggest whether the revision for the same is required along with a draft of revised standard. They were requested to give their recommendation to BIS secretariat within 3 months. Mr Ravi Kumar informed that he would also seek help from EWAC Alloys limited, their sister concern who are into this business for reviewing the standard.
Comments   awaited. Reminder sent on 6/112019 and 20/2/2020. 
The committee had requested Mr P Ravi Kumar to complete the work allotted to him in two months’ time. 
The committee in 20th meeting after deliberation decided to request Shri Ravi Kumar again to complete the work allotted latest by 30th November 2021.
The committee in its 21st meeting after detailed deliberation on the comments received from BEML the committee agreed on the comments as follows:
[bookmark: _heading=h.1t3h5sf]


And requested member secretary to formulate the draft document based on the comments finalized as above and send for P-circulation for one month.
The draft document was sent for P-circulation for one month and no comments were received.
Since, no comments were received the committee in its 22nd meeting after deliberation decided to send the document for Wide circulation for the period of 1 month.

The document MTD/11/21536 was wide circulated on 30-11-2023 for the period of 30 days.
The committee noted the information at Sl. No. 23 of item 3.1 and after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	During wide circulation, the following comments were received.



	The committee after deliberation agreed on the comments and decided to incorporate changes and send the document for printing after finalization

	18. 
	Review of IS 10178 : 1995 – CO2 Gas Shielded Metal - Arc Welding Of Structural Steels –Recommendations (First Revision)
	To send IS 10178:1995 to Shri M. Venkateshvar of L&T for review.
The committee after deliberation gave Mr Harish Khurana of IIW   the responsibility to review the existing standard and suggest whether the revision for the same is required along with draft of revised standard. They were requested to give their recommendation to BIS secretariat within 3 months
Comments awaited. Reminder sent on 6/112019 and 20/2/2020. 
The committee requested Mr Harish Khurana to complete the work allotted to him in two month time.
The committee in 20th meeting after deliberation decided to request Shri Harish Khuranna again to complete work allotted latest by 30th November 2021.
Since, no comments were received, the committee in its 21st meeting after deliberation decided to request Shri Harish Khurana again to complete work allotted latest by 30th September 2022.
The committee in its 22nd meeting after deliberation requested Shri Harish Khuranna to submit his recommendations latest by 31st July 2023.
The recommendations are still awaited.

The committee in its 23rd meeting after deliberation decided to reaffirm the standard.
	The standard has been reaffirmed.

	The committee noted the information.

	19. 
	Review of IS 10801 : 1984 - Recommended procedure for heat treatment of welded fabrication
	To request Dr. Shaju Albert to review IS 10801:1984 for possible ISO adoption
DR Shaju agreed that he will review and give his recommendation to BIS in three month time.
Comments   awaited. Reminder sent on 6/112019 and 20/2/2020. 
The committee requested Dr Shaju Albert to complete the work allotted to him in two months’ time.
In 20th meeting Dr Shaju Albert informed the committee that he could not complete the work allotted to him due to paucity of time and requested the committee for some more time. The committee requested Dr Shaju Albert to review the standard for possible ISO adoption and give his recommendation latest by 30th November 2021.
Since, no comments were received, the committee in its 21st meeting after deliberation requested Dr Shaju Albert to review the standard for possible ISO adoption and give his recommendation latest by 31st August 2022.
The committee after deliberation requested Dr Shaju Albert to submit the draft document latest by 31st July 2023.

The recommendations are still awaited.

The committee in its 23rd meeting after deliberation requested Dr Shaju Albert to give his recommendations before 31st January 2024.

	The recommendations are still awaited.

	The committee noted the information and requested Dr Shaju Albert to give update on the same.
Dr Shaju Albert informed the committee that he will submit the recommendations by the 31st March 2024.

	20. 
	IS 1024 : 1999 Use of Welding In Bridges And Structures Subject To Dynamic Loading - Code Of Practice (second revision )
	We had received a note from Ministry wherein it has been advised to issue amendment to IS 1024:1999 stating that  “The references for stress calculation in page No. 5 of IS 1024 : 1999 needs to be updated in page No. 3 of IS 2062 : 2011".
The committee observed that IS 2062 has since been revised, IS 8500 has been withdrawn and the values mentioned in table under clause 7.4 are for convenience. Thus the committee after deliberation decided that the entire table under clause 7.4 may be deleted.
Since the standard also applies to the design, different stresses to be considered for the design, and construction of the bridges. it was decided that the draft amendment incorporating the above decision of MTD 11 sectional committee shall also be sent to  Civil engineering department of BIS for their views . If no comments are received on the draft amendment from MTD and CED, the amendment may be sent for wide circulation for one month. In case no comments are received in wide circulation, the amendment may be sent for printing.
The committee in 20th meeting after deliberation decided to send the draft amendment to Civil Engineering Department seeking their comments on the same.
The Committee further decided that if no comments are received on the draft amendment from MTD and CED, the amendment may be sent for wide circulation for one month. In case no comments are received in wide circulation, the amendment may be sent for printing with the approval of the Chairman, MTD 11.
The committee in its 21st meeting after deliberation decided to send the draft amendment for wide circulation for one month.
While sending the Amendment-1 of IS 1024 for Wide circulation, member secretary observed that IS 1024 is a pre-2000 standard which needs to be revised. Hence a draft document is prepared incorporating the draft amendment.
The committee in its 22nd meeting decided to send the document for wide circulation for the period of 1 month.
The document MTD/11/22285 was wide circulated on 21-11-2023 for the period of 30 days.
The committee noted the information at Sl. No. 26 of item 3.1.  and after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	During wide circulation, the following comments were received.




	The committee deliberated on the comments by Dr Shaju Albert and decided as given below:
· The committee decided to replace ‘results in’ and ‘shall be’ with ‘as require’ and ‘may be’ respectively.
· The committee agreed on the comment by Dr Shaju at Clause 6.3.
After incorporating these suggested modifications send the document for printing post finalization.

	21. 
	Standard formulation on ‘Code Of Practice For Training And Testing Of Metal Arc Welders Part 3 Gas Tungsten Arc Welding’
	The committee in its 21st meeting after detailed deliberation decided to take it as new subject and assigned the task to formulate the draft document to Sh. M Krishanmoorthy of IGCAR on the subject mentioned.
The committee in its 22nd meeting after deliberation again requested Shri M Krishnamoorthy to submit his recommendations with a draft document latest by 31st July 2023.

The recommendations are still awaited.

The committee in its 23rd meeting again requested Shri M. Krishnamoorthy to submit his recommendations by 31st January 2024.
	The recommendations are still awaited. 
	The committee noted the information and requested Shri M. Krishnamoorthy to give update on the same.
Shri M. Krishnamoorthy informed the committee that he will submit the recommendations by the end of April 2024. He also requested member secretary to send the international standards.

	22. 
	IS  11802 : 1986 Methods for determination of diffusible hydrogen content of deposited weld metal from covered electrodes in welding mild and low alloy steels
	The committee in its 21st meeting agreed to revise IS 11802 : 1986 and allocated the review of standard as an ARP to Dr Shaju Albert and requested to submit the draft document before 30th September 2022.
ISO 3690 : 2018 -  Welding and allied processes — Determination of hydrogen content in arc weld metal 
The committee in its 22nd meeting after deliberation decided to revise IS 11802 by adopting ISO 3690 : 2018 as it contains all the relevant grades mentioned in IS 11802 and send the document for wide circulation for the period of 1 month.

The document MTD/11/23214 was wide circulated on 11-08-2023 for the period of 30 days and no comments were received.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing.
	The draft documents still needs to be finalized.

	The committee noted the information.

	23. 
	IS 8666 : 1977  Specification for copper and copper alloy covered electrodes for manual metal arc welding
	While member secretary reviewed IS 8666  w.r.t. ISO 17777 : 2016 and observed that IS 8666 may be revised by adopting ISO 17777 : 2016 as it contains all the relevant grades mentioned in IS 8666. 
The committee in its 22nd meeting after deliberation decided to revise IS 8666 by adopting ISO 17777:2016 as it contains all the relevant grades mentioned in IS 8666 and send the document for wide circulation for the period of 1 month.
The document MTD/11/23180 was wide circulated on 21-11-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	24. 
	ISO 544 : 2017 Welding consumables - Technical delivery conditions for filler materials and fluxes - Type of product, dimensions, tolerances and markings
	The committee in its 22nd sectional committee meeting decided to adopt   ISO 544 : 2017 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/22952 was wide circulated on 04-08-2023 for the period of 30 days and no comments were received.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing.
	The document was finalized and sent for printing.

	The committee noted the information.

	25. 

	ISO 6847:2020  Welding consumables — Deposition of a weld metal pad for chemical analysis
	The committee in its 22nd sectional committee meeting decided to adopt ISO 6847 : 2020 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/22954 was wide circulated on 04-08-2023 for the period of 30 days and no comments were received.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing.
	The draft documents still needs to be finalized.

	The committee noted the information.

	26. 
	ISO 6947:2019  Welding and allied processes — Welding positions
	The committee in its 22nd sectional committee meeting decided to adopt ISO 6947 : 2019 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/22957 was wide circulated on 28-07-2023 for the period of 30 days and no comments were received.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing.
	The document was finalized and sent for printing.

	The committee noted the information.


	27. 
	ISO 12153:2022  Welding consumables — Tubular-cored electrodes for gas-shielded and non-gas-shielded metal arc welding of nickel and nickel alloys — Classification
	The committee in its 22nd sectional committee meeting decided to adopt ISO 12153 : 2022 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/24329 was wide circulated on 06-12-2023 for the period of 30 days
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	28. 
	ISO 13585:2021 Brazing — Qualification testing of brazers and brazing operators.
	The committee in its 22nd sectional committee meeting decided to adopt ISO 13585:2021 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/22960 was wide circulated on 22-11-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	During wide circulation, the following comments were received.



	The committee noted the information and after deliberation agreed on the comment by Dr Shaju and to incorporate the suggested modifications


	29. 
	ISO 14171 : 2016  Welding consumables — Solid wire electrodes, tubular cored electrodes and electrode/flux combinations for submerged arc welding of non alloy and fine grain steels — Classification
	The committee in its 22nd sectional committee meeting decided to adopt ISO 14171 : 2016 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/24330 was wide circulated on 06-12-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	30. 
	ISO 14175 : 2008  Welding consumables — Gases and gas mixtures for fusion welding and allied processes
	The committee in its 22nd sectional committee meeting decided to adopt ISO 14175 : 2008 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/22962 was wide circulated on 22-11-2023 for the period of 30 days.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	31. 
	ISO 14344 : 2010  Welding consumables — Procurement of filler materials and fluxes
	The committee in its 22nd sectional committee meeting decided to adopt ISO 14344 : 2010 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/22964 was wide circulated on 04-08-2023 for the period of 30 days and no comments were received.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing.
	The document was finalized and sent for printing.

	The committee noted the information.

	32. 
	ISO 14732 : 2013 Welding personnel — Qualification testing of welding operators and weld setters for mechanized and automatic welding of metallic materials.
	The committee in its 22nd sectional committee meeting decided to adopt 14732:2013 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/24331 was wide circulated on 06-12-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	33. 
	ISO 15792-1 : 2020  Welding consumables — Test methods — Part 1: Preparation of all-weld metal test pieces and specimens in steel, nickel and nickel alloys
	The committee in its 22nd sectional committee meeting decided to adopt ISO 15792-1 : 2020 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/22966 was wide circulated on 04-08-2023 for the period of 30 days and no comments were received.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing.
	The draft documents still needs to be finalized.

	The committee noted the information.

	34. 
	ISO 15792-2 : 2020  Welding consumables — Test methods — Part 2: Preparation of single-run and two-run technique test pieces and specimens in steel
	The committee in its 22nd sectional committee meeting decided to adopt ISO 15792-2 : 2020 as a new standard and send the document for wide circulation for the period of 30 days.

The document MTD/11/22968 was wide circulated on 04-08-2023 for the period of 30 days and no comments were received.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing.
	The draft documents still needs to be finalized.

	The committee noted the information.

	35. 
	ISO 15792-3:2011  Welding consumables — Test methods — Part 3: Classification testing of positional capacity and root penetration of welding consumables in a fillet weld
	The committee in its 22nd sectional committee meeting decided to adopt ISO 15792-3 : 2011 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/22969 was wide circulated on 03-08-2023 for the period of 30 days and no comments were received.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing.
	The draft documents still needs to be finalized.

	The committee noted the information.

	36. 
	ISO 17633:2017  Welding consumables — Tubular cored electrodes and rods for gas shielded and non-gas shielded metal arc welding of stainless and heat-resisting steels — Classification
	The committee in its 22nd sectional committee meeting decided to adopt ISO 17633 : 2017 as a new standard and send the document for wide circulation for the period of 30 days.

The document MTD/11/24320 was wide circulated on 05-12-2023 for the period of 30 days.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	37. 
	ISO 17634:2015  Welding consumables — Tubular cored electrodes for gas shielded metal arc welding of creep-resisting steels — Classification
	The committee in its 22nd sectional committee meeting decided to adopt  ISO 17634:2015  as a new standard and send the document for wide circulation for the period of 30 days.

The document MTD/11/24321 was wide circulated on 05-12-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	38. 
	ISO 17779:2021  Brazing — Specification and qualification of brazing procedures for metallic materials
	The committee in its 22nd sectional committee meeting decided to adopt ISO 17779 : 2021 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/22974 was wide circulated on 22-11-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	39. 
	ISO 18276:2017 Welding consumables — Tubular cored electrodes for gas-shielded and non-gas-shielded metal arc welding of high strength steels — Classification
	The committee in its 22nd sectional committee meeting decided to adopt ISO 18276 : 2017 as a new standard and send the document for wide circulation for the period of 30 days.

The document MTD/11/24322 was wide circulated on 05-12-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.
	The committee noted the information.

	40. 
	ISO 24598:2019 Welding consumables — Solid wire electrodes, tubular cored electrodes and electrode-flux combinations for submerged arc welding of creep-resisting steels — Classification
	The committee in its 22nd sectional committee meeting decided to adopt ISO 24598:2019 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/24324 was wide circulated on 05-12-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.
	The committee noted the information.

	41. 
	ISO 26304:2017 Welding consumables — Solid wire electrodes, tubular cored electrodes and electrode-flux combinations for submerged arc welding of high strength steels — Classification
	The committee in its 22nd sectional committee meeting decided to adopt  ISO 26304:2017 as a new standard and send the document for wide circulation for the period of 30 days.

The document MTD/11/24326 was wide circulated on 06-12-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.
	The committee noted the information.

	42. 
	[bookmark: _heading=h.i22tl6u5v4ga]ISO 19288:2016 Welding consumables - Solid wire electrodes, solid wires and rods for fusion welding of magnesium and magnesium alloys - Classification
	The committee in its 22nd sectional committee meeting decided to adopt  ISO 19288:2016 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/24285 was wide circulated on 06-12-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	43. 
	ISO 3580:2017 Welding consumables - Covered electrodes for manual metal arc welding of creep-resisting steels - Classification
	The committee in its 22nd sectional committee meeting decided to adopt  ISO 3580 : 2017 as a new standard and send the document for wide circulation for the period of 30 days.
The document MTD/11/24283 was wide circulated on 06-12-2023 for the period of 30 days.
The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.
	The draft documents still needs to be finalized.

	The committee noted the information.

	44. 
	IS 13043 : 1991  Covered manual metal arc welding electrodes - Determination of efficiency, metal recovery and deposition co - Efficient
	The committee in its 22nd sectional committee meeting decided to revise the standard.

While member secretary reviewed IS 13043  w.r.t. ISO 2401 : 2018 and observed that IS 13043 may be revised by adopting ISO 2401 : 2018 as it contains all the relevant grades mentioned in IS 13043.

The committee in its 23rd meeting after deliberation decided to revise IS 13043 by adopting ISO 2401 : 2018 as 2401 : 2018 contains all the relevant grades mentioned in IS 13043 and send the document for Wide Circulation for the period of 1 month.
	The draft documents still needs to be wide circulated.

	The committee noted the information.

	45. 
	IS 15326 : Part 1: 2018/ISO 3834-1 : 2005 Quality requirements for fusion welding of metallic materials: Part 1 criteria for the selection of the appropriate level of quality requirements (First Revision)
	The committee in its 21st sectional committee meeting decided to revise the standard by adopting ISO 3834 - 1 : 2021.

The document MTD/11/22276 was wide circulated on 29-11-2023 for the period of 30 days.

The committee in its 23rd meeting after deliberation decided to send the draft document for printing if no comments are received on wide circulated draft.

	The draft documents still needs to be finalized.

	The committee noted the information.

	46. 
	ISO 13916 : 2017
Welding - Measurement of preheating temperature, interpass temperature and preheat maintenance temperature
	The committee in its 23rd sectional committee meeting decided to adopt ISO 13916 : 2017 as a new standard and send the document for wide circulation for the period of 30 days.

	The draft document still needs to be wide circulated.
	The committee noted the information.

	47. 
	ISO 14174:2019 Welding consumables — Fluxes for submerged arc welding and electroslag welding — Classification
	The committee in its 23rd sectional committee meeting decided to adopt ISO 14174 : 2019 as a new standard and send the document for wide circulation for the period of 30 days.

	The draft document still needs to be wide circulated. 
	The committee noted the information.

	48. 
	ISO 5817:2023 Welding — Fusion-welded joints in steel, nickel, titanium and their alloys (beam welding excluded) — Quality levels for imperfections
	The committee in its 23rd sectional committee meeting decided to adopt ISO 5817 : 2023 as a new standard and send the document for wide circulation for the period of 30 days.
	The draft document still needs to be wide circulated. 
	The committee noted the information.

	49. 
	ISO 10042 : 2018 Welding — Arc-welded joints in aluminium and its alloys — Quality levels for imperfections
	The committee in its 23rd sectional committee meeting decided to adopt ISO 10042 : 2018 as a new standard and send the document for wide circulation for the period of 30 days.
	The draft document still needs to be wide circulated. 
	The committee noted the information.

	50. 
	IS 813 (Part 1)  :  2018/ ISO 2553 : 2013 Welding and Allied Processes Part 1 Symbolic Representation on Drawings — Welded Joints
	The committee in its 23rd sectional committee meeting decided to revise the standard by adopting ISO 2553 : 2019.

	The draft document still needs to be wide circulated. 
	The committee noted the information.

	51. 
	IS 813 (Part 2)  :  2018/ ISO 4063 : 2009 Welding and Allied Processes Part 2 Nomenclature of Processes and Reference Numbers
	The committee in its 23rd sectional committee meeting decided to revise the standard by adopting ISO 4063 : 2023.
	The draft document still needs to be wide circulated. 
	The committee noted the information.

	52. 
	IS 3600 (Part 2) : 2022/
ISO 9016 : 2012 Method of testing fusion welded joints and weld metal in steel Part 2 Destructive tests on welds in metallic materials Impact tests Test specimen location notch orientation and examination
	The committee in its 23rd sectional committee meeting decided to revise the standard by adopting ISO 9016:2022.
	The draft document still needs to be wide circulated. 
	The committee noted the information.

	53. 
	IS 3600 (Part 3) : 2018/ ISO 4136 : 2012 Method of Testing Fusion Welded Joints and Weld Metal in Steel Part 3 Destructive Tests on Welds in Metallic Materials — Transverse Tensile Test
	The committee in its 23rd sectional committee meeting decided to revise the standard by adopting ISO 4136:2022.
	The draft document still needs to be wide circulated. 
	The committee noted the information.

	54. 
	IS 3600 (Part 5) : 2018/ ISO 5173 : 2009 Method of Testing Fusion Welded Joints and Weld Metal in Steel Part 5 Destructive Tests on Welds in Metallic Materials — Bend Tests
	The committee in its 23rd sectional committee meeting decided to revise the standard by adopting ISO 5173:2023.
	The draft document still needs to be wide circulated. 
	The committee noted the information.

	55. 
	IS 3600 (Part 9) : 2022/
ISO 17639 : 2003 Method of testing fusion welded joints and weld metal in steel Part 9 Destructive  tests on welds in metallic materials Macroscopic and microscopic examination of welds
	The committee in its 23rd sectional committee meeting decided to revise the standard by adopting ISO 17639:2022.
	The draft document still needs to be wide circulated. 
	The committee noted the information.

	56. 
	IS 4972 (Part 7) : 2022/
ISO 1089 : 1980 Resistance Spot Welding Part 7 Electrode Taper Fits For Spot Welding Equipment - Dimensions
	The committee in its 23rd sectional committee meeting decided to revise the standard by adopting ISO 1089:2023.
	The draft document still needs to be wide circulated. 
	The committee noted the information.

	57. 
	IS 15326 (Part 5) : 2019/ ISO 3834-5 : 2015 Quality Requirements for Fusion Welding of Metallic Materials Part 5 Documents with which it is Necessary to Conform to Claim Conformity to the Quality Requirements of ISO 3834-2, ISO 3834-3 or ISO 3834-4
	The committee in its 23rd sectional committee meeting decided to revise the standard by adopting ISO 3834-5:2021.
	The draft document still needs to be wide circulated. 
	The committee noted the information.

	58. 
	IS 6419 : 1996 Welding rods and bare electrodes for gas shielded arc welding of structural steel - Specification (First Revision) Amendment - 2
	The committee in its 23rd sectional committee meeting decided to issue an amendment accepting and incorporating the following changes :

	Clause
	Comments
	Proposed change
	Remarks, if any

	Clause 13.1
(Row 2, Column 2)
	420
	400
	Nil

	Clause 13.1
(Row 2, Column 3,)
	500-640
	490
	Nil

	Table 7 (Row 6, Column 2)
	0.07 to 0.15
	0.06 to 0.15
	Same as suggested by Tata Steel




	The document MTD/11/24613 was wide circulated on 09-01-2024 for the period of 30 days.
Following comments have been received:



	The committee deliberated on the comments received and the decisions of the committee is attached below:





Item 4 Draft Standards/Amendments for Finalization
The committee noted the information.

Item 5 Draft Standard/ Amendments for Approval for Wide Circulation
The committee noted the information and decided that, the circulation period of the documents in WC stage should be changed from 30 days to 60 days.
Item 6 Drafts under Preparation
There are currently no drafts under preparation.
Item 7 Comments on Published Standards
7.1 The committee reviewed the comments received on IS 6419 and after deliberation made following decisions:


7.2 The committee reviewed the comments received on IS 1395 and after deliberation made following decisions:


7.3 The committee reviewed the comments received on IS 5897 and after deliberation made following decisions:


7.4 The committee reviewed the comments received on IS 5139 and after deliberation made following decisions:


Item 8 New Subjects for Standardization
The committee noted the information given at Item No. 8.1 to 8.2 of the Agenda.
Item 9 Technical Issues
The committee noted the information given at Item No. 9 of the Agenda.
Item 10 International Activities
[bookmark: _heading=h.17dp8vu]The committee noted the information given at Item No. 10.1 to 10.5 of the Agenda.
[bookmark: _heading=h.lnxbz9]Item 11 Programme of Work
11.1 The committee noted the information given at Item No. 11.1 to 11.2.4 of the Agenda.
11.2 Standards that are due for review this year are as follows:
	Sl No.
	IS No. & Title
	Action taken
	Decision of the committee in 23rd  meeting
	Approval of the committee required/ Remarks
	Decision of the committee

	1) 
	IS 15326 (Part 1) : 2018/ISO 3834-1:2005
Quality requirements for fusion welding of metallic materials: Part 1 criteria for the selection of the appropriate level of quality requirements (First Revision)
	The document MTD/11/22276 was wide circulated on 29-11-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing if no comments are received on wide circulated draft.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	2) 
	IS 3600 (Part 3) : 2018/ISO 4136:2012
Method of testing fusion welded joints and weld metal in steel: Part 3 destructive tests on welds in metallic materials - Transverse tensile test (Fourth Revision)
	To be revised as ISO 4136:2012 has been revised by ISO 4136:2022

	The committee noted the information and decided to send the draft document adopting ISO 4136:2022 for wide circulation for the period of 30 days. 
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	3) 
	IS 3600 (Part 5) : 2018/ISO 5173:2009
Method of testing fusion welded joints and weld metal in steel: Part 5 destructive tests on welds in metallic materials - Bend tests (Third Revision)
	To be revised as ISO 5173:2009 has been revised ISO 5173:2023
	The committee noted the information and decided to send the draft document adopting ISO 5173:2023 for wide circulation for the period of 30 days.
	To reaffirm and revise.
	The committee after deliberation decided to reaffirm and revise the standard.

	4) 
	IS 813 (Part 2) : 2018/ISO 4063:2009
Welding and allied processes: Part 2 nomenclature of processes and reference numbers (Second Revision)
	To be revised as ISO 4063:2009 has been revised by ISO 4063 : 2023.
	The committee noted the information and decided to send the draft document adopting ISO 4063 : 2023 for wide circulation for the period of 30 days.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	5) 
	IS 15326 (Part 5) : 2019/ISO 3834-5: 2015
Quality requirements for fusion welding of metallic materials: Part 5 documents with which it is necessary to conform to claim conformity to the quality requirements of ISO 3834 - 2, ISO 3834 - 3 or ISO 3834 - 4 (First Revision)
	 To be revised as ISO 3834-5: 2015 has been revised by ISO 3834-5: 2021.

	The committee noted the information and decided to send the draft document adopting ISO 3834-5: 2021 for wide circulation for the period of 30 days.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	6) 
	IS 813 (Part 1) : 2018/ISO 2553:2013
Welding and Allied Processes Symbolic Representation on Drawings-Welded Joints
	To be revised as ISO 2553:2013 has been revised by ISO 2553:2019.
	The committee noted the information and decided to send the draft document adopting ISO 2553:2019 for wide circulation for the period of 30 days.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	7) 
	IS 1179 : 1967
Specification for equipment for eye and face protection during welding (First Revision)
	
	The committee noted the information and decided to allocate the review to Shri Pankaj Jain and requested him to provide his recommendations along with a working draft before 31st January 2024.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm the standard and allocated to Shri Pankaj Jain to review the standard.

	8) 
	IS 11802 : 1986
Methods for determination of diffusible hydrogen content of deposited weld metal from covered electrodes in welding mild and low alloy steels
	The document MTD/11/23214 was wide circulated on 11-08-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	9) 
	IS 1278 : 1972
Specification for filler rods and wires for gas welding (Second Revision)
	To be archived
	The committee noted the information and decided to revise the standard and allocated the review to Shri Pankaj Jain and requested him to provide his recommendations along with a working draft before 31st January 2024.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm the standard and allocated to Shri Pankaj Jain to review the standard.

	10) 
	IS 13043 : 1991
Covered manual metal arc welding electrodes - Determination of efficiency, metal recovery and deposition co - Efficient
	While member secretary reviewed IS 13043  w.r.t. ISO 2401 : 2018 and observed that IS 13043 may be revised by adopting ISO 2401 : 2018 as it contains all the relevant grades mentioned in IS 13043.
	The c committee noted the information and decided to revise IS 13043 by adopting ISO 2401 : 2018 as 2401 : 2018 contains all the relevant grades mentioned in IS 13043 and send the document for Wide Circulation for the period of 1 month.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	11) 
	IS 1395 : 1982
Specification for low and medium alloy steel covered electrodes for manual metal arc welding (Third Revision
	The document MTD/11/23173 was wide circulated on 22-11-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing if no comments are received on wide circulated draft.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	12) 
	IS 2927 : 1975
Specification for brazing alloys (First Revision)
	
	The committee noted the information and decided to revise the standard and allocated the review to Shri  Pankaj Jain and requested  him to provide his recommendations along with a working draft before 31st January 2024.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	13) 
	IS 3600 (Part 8) : 1985
Method of testing fusion welded joints and weld metal in steel: Part 8 nick break test and fillet weld fracture test (Second Revision)
	The document MTD/11/17166 was wide circulated on 04-08-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	14) 
	IS 5206 : 1983
Specification for covered electrodes for manual metal arc welding of stainless steel and other similar high alloy steels (First Revision)
	ISO 3581 : 2016 has been revised by  ISO 3581:2023.
	The committee noted the information and decided to send the draft document adopting ISO 3581:2023 for wide circulation for the period of 30 days. 
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	15) 
	IS 5511 : 1991
Covered electrodes for manual metal arc welding of cast iron - Specification (First Revision)
	The document MTD/11/23176 was wide circulated on 21-11-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing if no comments are received on wide circulated draft.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	16) 
	IS 5857 : 1970
Specification for nickel and nickel alloy bare solid welding rods and electrodes
	The document MTD/11/23178 was wide circulated on 21-11-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing if no comments are received on wide circulated draft.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	17) 
	IS 5897 : 1985 
Specification for aluminium and aluminium alloy welding rods and wires and magnesium alloy welding rods (First Revision)
	The document MTD/11/23175 was wide circulated on 21-11-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing if no comments are received on wide circulated draft.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	18) 
	IS 5898 : 1970
Specification for copper and copper alloy bare solid welding rods and electrodes
	The document MTD/11/23177 was wide circulated on 21-11-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing if no comments are received on wide circulated draft.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	19) 
	IS 812 : 1957
Glossary of terms relating to welding and cutting of metals
	The documents MTD/11/24183 { IS 812 Part 1 (adopting ISO/TR 25901-1:2016)}, MTD/11/24184 { IS 812 Part 2  (adopting ISO 25901-2:2022)}, MTD/11/24185 { IS 812 Part 3 (adopting  ISO/TR 25901-3:2016)} and MTD/11/24186{ IS 812 Part 4 (adopting  ISO/TR 25901-4:2016)} were Wide Circulated on 22-11-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft documents for printing if no comments are received on wide circulated drafts.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	20) 
	IS 8666 : 1977
Specification for copper and copper alloy covered electrodes for manual metal arc welding
	The document MTD/11/23180 was wide circulated on 21-11-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing if no comments are received on wide circulated draft.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	21) 
	IS 8736 : 1977
Specification for nickel and nickel alloy covered electrodes for metal arc welding
	ISO 14172 :2015 has been revised by  ISO 14172 : 2023.

	The committee noted the information and decided to send the document adopting 14172 : 2023 for wide circulation for the period of 30 days.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	22) 
	IS 1024 : 1999
Use of welding in bridges and structures subject to dynamic loading - Code of practice (Second Revision)
	The document MTD/11/22285 was wide circulated on 21-11-2023 for the period of 30 days.
	The committee noted the information and decided to send the draft document for printing if no comments are received on wide circulated draft.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm and revise the standard.

	23) 
	IS 11368 (Part 1) : 1985
Comparison of Indian and overseas classification and coding of weldin
	The recommendations are still awaited from Shri T. J. Prasada Rao 
	The committee noted the information and after deliberation again requested Shri T. J. Prasada Rao to review IS 11368 (Part1):1985 and submit his recommendations latest by 31st January 2024.
	To reaffirm and revise
	The committee after deliberation decided to reaffirm the standard and allocated to Shri T. J. Prasada Rao to review the standard.



Item 12 R&D Projects for Establishment/Revision of Indian Standards
The committee noted the information given at Item No. 12.1 to 12.2 of the Agenda.
[bookmark: _heading=h.4d34og8]Item 13 Latest Initiatives Taken by BIS
The committee noted the information given at Item No. 13.1 to 13.3 of the Agenda.
Item 14 Pro-Active Actions Taken for Dissemination of Information through Social Media
The committee noted the information given at Item No. 14.1 to 14.2 of the Agenda.
Item 15 Tasks Assigned to the Technical Committees by BIS
The committee noted the information given at Item No. 15.1 of the Agenda.
Item 16 Date and Place of Next Meeting
The committee decided to hold the next meeting of MTD 11 for FY 2024-25 in the month of May 2024.
Item 17 Any Other Business
17.1 The committee after deliberation approved the Panel 12 for NOC/Clarification of IS 15769 is considered suitable for IS 6419 and IS 814 as well.
17.2 The committee decided to nominate Dr Shaju Albert for Letter of Appreciation for FY 2022-23, considering his commendable contributions in the standards formulation in the field of Welding. As he single handedly prepared the draft of IS 18224 : 2023 General Standard for Qualification and Certification of Welding Inspection Personnel. This standard delineates a structured framework for the validation and accreditation of individuals tasked with conducting inspections for industrial welding processes. It outlines the procedures and criteria necessary for the qualification and certification of such personnel, ensuring they possess the requisite skills and knowledge to effectively assess welding operations in industrial settings.
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Standardisation Engineer, Volvo Group. 2022 – To date 
Formulation of Volvo standards for permanent joints, Create synergy, reduce 
cost through standardization. Developing design guidelines. Publishing, 
implimenting standards across all business units within Volvo. 


WORK EXPERIENCE 


Sr. Design Engineer- Cab, Engine mounts, Volvo GTT 2019 – 2022 
Design, development, sourcing, validation, weight & cost optimisation of cab and 
engine suspension structural parts comprising of complex Sheet metals, 
Aluminium & iron castings. 


Sr. Design Engineer- Frame strucures, Volvo Buses  2014 - 2019 
Design, development, commonization, validation of chassis structure parts and 
systems. Sourcing of parts from three different continents with comparable 
materials in each continents. Locally developing process and fixtures for manual 
welding of complex welded structures designed for robotic welding.  


Domain Cert- Materials Joining - NPTEL(Ongoing) 2021 - Ongoing 


Course include weldability of materials, welding metallurgy, Advances in welding 
and joining, Mechanical behaviour of materials etc.  


EDUCATION 


Post grad Diploma- CAD, CAM & CAE- Pune University 2003 - 2004 
Course Includes major CAD, CAM and CAE tools, Design thinking, Manufacturing 
process overview, Manufacturing guidelines for Designers etc. 


BE- Mechanical Engineering- NIE, Mysore- VTU 1998 - 2002 
Visvesvaraya Technological University. 


AWARDS & ACCOMPLISHMENTS 


 Product Cost Champion H1-2021 for localization of Truck parts 
in India. 


 Product Cost Champion Q2-2014 for cost saving on brake 
systems for export markets 


 Product cost champion for H2-2014 for localization and cost 
saving on bus frame structures in India. 


 Received spot award for CAD automation to make drawings and 
models on family parts in Year-2007. 


Automotive Structural Design 


Material, process, DfX evaluation 


3D Design Tools, Q-Tools, DVP 


Sourcing, negotiations, costing 


Development of Corporate Standards 
and Implimentation. 


Development of Design Guidelines, 
training and mentoring.  


SKILLS 


Rudresh HM 
Standardization Engineer- Permanent 
Joints (Welding, soldering, Brazing, Riveting) 


ng 


PROFILE 


Mechanical Engineer with an experience of 
Over 18 years in the areas of Design & 
Developemnt of Automotive structures, 
Materials & metallurgy, Welding & Joining. 
Developing Volvo Corporate Standards of 
Permanent Joints and design guidelines. 


+91 9980009531 
+91 80 67411000 


rudresh.hm@volvo.com 
hm.rudresh@gmail.com 


Parin Building, Bagmane Techpark 
CV Raman Nagar, Bengaluru 


Design Engineer- Brake system layout, Volvo-GTT 2008 - 2014 
Design of brake sytem installation layout. Preparation of Schematic and function 
diagrams for air and air-over-hydraulic brake systems for heavy and medium 
duty trucks respectively. Solving field issues, meeting homologation 
requirements. Feature and Cost improvement/ improvement. 


Member Technical Staff- Industrial Pumps, HCL Tech 2006 - 2008 
Reverse engineering, development of pump configurations for the requested 
applications. Manufacturability analysis, make production drawings. 


Consultant Engineer- BIW Design- TVS Motor Co. 2005 - 2006 
Design and development of BIW structure for Three wheeled Passenger Auto. 






image3.emf
Gopinath_Murugan _Resumev2 (2).pdf


Gopinath_Murugan_Resumev2 (2).pdf


Daimler Trucks Asia


GOPINATH MURUGAN


PERSONAL DETAILS


EDUCATIONAL 


QUALIFICATION


Name


Gopinath Murugan


Address


179/2, Sreenivas nilay, 


Opposite to Swarna Residency


3rd Main, S.G. Palaya, 


C.V.Raman Nagar, 


Banglore - 560093


Phone number


+91 8123588243


Email Id


gopiproject1992@gmail.com


Date of birth


10-09-1992


Gender


Male


Nationality


Indian


82%  
B.E Mechanical Engg.


Rajalakshmi College, Chennai


2010 to 2014


Professional with Technical acumen in Driving Automobile 


Business to make Customer successful


PROFESSIONAL SUMMARY


▪ Diligent Product architecture and Vehicle integration engineer with  


09+ years of Product Engineering experience, including New vehicle 


concept definition, Product & Program management(Both 


Waterflow & Agile methods), Project planning and execution 


considering Legal, Safety, Time, Quality & Cost targets. Highly 


curious & skilled in identifying opportunities to maximize revenue to 


both Organization & Customer


WORK EXPERIENCE


Nov’22 - Present Product Architect


Customer Adaptation for Indian Operations 


Organization: Volvo Trucks India Private ltd


Roles & Responsibilities:


▪ Interact with Government agencies(ARAI, BIS, 


etc..) in supporting formulation of 


standards/regulations


▪ Support homologation team in assessment and 


further co-ordinate in delivering technical 


documents/tables, unique drawings, etc. and 


providing inputs to trigger projects for new 


requirements To keep together program and 


connect/bridge local and global project 


introductions


▪ Consolidate, develop and deliver local market 


adaptations/solutions via Customer Adaptations 


or Product Modification Request


▪ Provide technical support on vehicle specification 


enquiries in timely manner to maximize the 


realization of sales opportunities


▪ Drive technical pre-studies for requirements 


unique to the market


▪ Project management support to develop and 


introduce new products or applications


▪ Work closely with sales organisation to acquire 


market inputs to future projects, product range 


and features


90%
Higher Secondary school 


S.R.V Boys school, Rasipuram


2009 to 2010


86%
Secondary school 


Sri Vidya Mandir school, Rasipuram


2007 to 2008
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GOPINATH MURUGAN
CORE STRENGTH


Project management


Team Player


Multi tasking


Technical acumen


New vehicle concept


Management reporting


Project tracking


New Product develop.


Curiosity


MS Office


UG & Team Center


Ethics & Integrity


B S E Ex


B – Beginner/S- Skillful


E – Expert/Ex - Experienced


ACCOMPANIMENTS


▪ Secured 5 star rating  from 


2017 to till date in appraisal 


▪ Achiever of the Year 2020: 


Successful Start of Production 


of BSVI 15 Heavy Duty Truck 


models


▪ Leadership 2020x awarded by 


DICV Leadership team under 


'Customer Orientation' 


category for receiving Defence 


business opportunity for 


Daimler India Commercial 


Vehicle in Q1 2021


▪ 3 patents filled for E-Vehicle 


module concept


▪ With OBDII + TCO features 


synergy in development, saved 


10Cr INR to organization


▪ Awarded ‘Extra miler’ of Q2 


2018 for Optimized packaging 


layout freeze for BSVI models


▪ Certified PSM1 In Agile 


SCRUM Methodology
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Agile SCRUM Methods


Oct’21 - Present Product Architecture & Concept


Project Title:  Heavy Duty Trucks Revamp


Organization: Daimler India Commercial Vehicles


▪ HDT product revamp decided based on Less sales 


volume in Long haulage segment


▪ Competitor benchmarking done to see ‘Where we 


stand today & what needs to be upgraded’


▪ New product platform architecture definition is 


in progress to gain >40% market share in HDT 


segment


▪ Concept executed in SCRUM Agile methodology


Jun’21 – Sep’21 Product Architecture & Concept


Project Title:  Alternate Powertrain finalization


Organization: Daimler India Commercial Vehicles


▪ Integration of Cummins + Cigar ATS + DEF 


tank study for all DICV models studied


▪ Product competition benchmarking done to see 


'Where we stand today, Where to improve & What 


best can be supplied to Customer'


▪ Vehicle level changes identified & high level


validation timeline + budget finalized for Business 


case study in SWARM methodology


▪ Key product characteristics definition based on 


application & product requirement


▪ Vehicle level DFMEA completed to freeze DVP 


requirements to conclude on validation plan along 


with testing team


▪ Vehicle Product Specification book release for all 


Quality Gates


▪ Project risk assessment & mitigation plan freeze 


to deliver 'Best in class' product to Customer


▪ Project transparent reporting to internal R+D 


Leadership and other DICV Top management 


meeting


Jan’21 – May’21 Product Architecture & Concept


Project Title:  OBDII & TCO enhancement for MDT


Organization: Daimler India Commercial Vehicles


▪ Single Point Contact from Product Engg.


▪ Ensured Cost & Time target of Project plan 


with ‘First Time Right’


▪ OBDII & TCO features concept definition for 


Engine, ATS & other affected aggregates finalized 


for 8 models in Medium Duty Trucks
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▪ Product competition benchmarking to see 'Where 


are we today, Where to improve & What best can 


be supplied to Customer‘ was studied in detail


▪ Vehicle Product Specification book release for all 


Quality Gates


▪ Overall Technical feasibility, Timeline & 


budget responsibility finalized for Apr'23 


regulation timeline


▪ Optimal ATS design is finalized to have Customer 


& Bodybuilder friendly vehicle packaging layout


▪ Vehicle level DFMEA completion to freeze DVP 


requirements to conclude validation plan along 


with testing team


▪ Project risk assessment & mitigation plan freeze 


to deliver 'Best in class' product to Customer


▪ Project transparent reporting to internal R+D 


Leadership and other DICV Top management 


meeting


▪ Prepared 'B' level planning to track & monitor 


R+D activities as per agreed timeline


Sep’20 – Dec’20 Product Architecture & Concept


Project Title:  3528C 8x4 Defence Truck


Organization: Daimler India Commercial Vehicles


▪ Converted all Army requirements into Technical 


content for defining Product specification & 


characteristics


▪ Close co-ordination & interaction with Army 


officials to understand the Bidding process


▪ Participated in Vehicle level trial along with Indian 


Army (Border Security Force) and DICV truck got 


selected in bidding process 


▪ End to End collaboration with design teams and 


handed over 50 vehicles to Indian Army with 


many last time surprise requirements from 


BSF(Border Security Force)


Dec’17 – Aug’20 Product Architecture & Concept


Project Title:  BSVI development for HDT


Organization: Daimler India Commercial Vehicles


▪ Sub project Lead for BSVI Heavy Duty Trucks 


program from Concept till Series production & 


Field issue resolution


Nox & PM


English


Read Write Speak


Tamil


Kannada


• Cycling, Reading books & 


Travelling


LANGUAGES


Hobbies
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▪ Key product characteristics definition


▪ BSVI Vehicle concept layout finalized for 16 


models including timeline & budget definition to 


meet Apr'20 regulation deadline


▪ Product competition benchmarking to see 'Where 


are we today, Where to improve & What best can 


be supplied to Customer'


▪ Vehicle level DFMEA completion to freeze DVP 


requirements to conclude validation plan along 


with testing team


▪ Vehicle Product Specification book release for 


all Quality Gates


▪ Testing failure monitoring & support for faster 


resolution to keep vehicle validation as per 


schedule


▪ Aggregate wise release criteria finalization based 


on DVP & DFMEA post alignment with design 


teams


▪ Co-ordination with other Cross functional teams -


Project, SCMQ, Procurement, Finance, 


Production, Manufacturing, Marketing, Sales & 


Customer Services team


▪ Co-ordination for Field issues tracking & faster 


resolution to Customer to 'Keep vehicle on road'


Apr’16 – Nov’17 Product Architecture & Concept


Project Title:  Domestic BSIV & Exports HDT


Organization: Daimler India Commercial Vehicles


▪ Successfully executed end to end Heavy Duty 


Trucks program for DICV Exports markets - South 


Africa, Iran, Mexico, Bhutan, MB Indonesia, 


Thailand and BSVI trucks to market


▪ Single Point Contact for all R+D HDT Export 


topics - Technical feasibility study, Timeline, 


Budget planning and execution till series 


production in line


▪ Sub project member of R+D and coordinated 


design and testing teams for project execution


Jun’14 – Mar’16 Product Architecture & Concept


Project Title:  Deep Mining Trucks


Organization: Deputed In DICV from LEADHR


▪ Provided Technical engineering & Project 


management support for New platform of Deep 


Mining Trucks (8x4, 6x4 & 4x2)


▪ Ensure the hassle-free project progress by 


tracking the R+D tasks of the project


▪ Coordinating 'Proto build activities' for Deep 


Mining Trucks through detailed ‘B’ level plan


Nox & PM
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NOMINATION PROFORMA

Metallurgical Engineering Department (MTD)



Committee Name : Welding General and its Applications sectional Committee

Committee Number : MTD 11

Name of Organization : …Volvo Group India Pvt. Ltd ………………………………...….



NOTE:- BIS aims to work towards gender balance at all levels (including leadership positions) in all Committees in line with the UN Sustainable Development Goal 5 and UN Declaration on Gender Responsive Standards. Organizations are encouraged to nominate woman representatives as Principal/ Alternate Members. The provision of a second alternate member is also available to organizations subject to the condition that the additional alternate member is a young professional below 37 years of age or a woman representative.

Principal Member 

Shri/Smt/Dr./Prof. : …Rudresh HM………………………………………………………

Designation : … Standardisation Engineer; Permanent joints ……………………

General Interest : …Metallic materials, welding and permanent Joining methods….……

Address in full for Correspondence (with PINCODE): …Volvo Group India Pvt. Ltd, 6th Floor, Parin building, Bagmane techpark, CV Raman Nagar, Bangalore, PIN-560093 ………………………………

Contact No. : …Mob: 9980009531, ……………………………………………………

Fax : ……………………………………………………………………………………..

E-mail : … rudresh.hm@volvo.com …………………………………………………….

Alternate Member

Shri/Smt/Dr./Prof. : …Gopinath Murugan………………………………………………

Designation : ……… Product Architect ………………………………………….………

General Interest : …Advances and Developments in Welding technologies………………

Address in full for Correspondence (with PINCODE): Volvo Group India Pvt. Ltd, 2nd Floor, Tridib building, Bagmane techpark, CV Raman Nagar, Bangalore, PIN-560093……

Contact No. : ……… Mob: 8123588243…………………………………………………

Fax : ……………………………………………………………………………………..

E-mail : … gopinath.murugan@volvo.com……………………………………………….

2nd Alternate Member (subject to the condition that the additional alternate member is a young professional below 37 years of age or a woman representative)



Shri/Smt/Dr./Prof. : ……………………………………………………………………

Designation : …………………………………………………………………….………

General Interest : ………………………………………………………...………………

Address in full for Correspondence (with PINCODE): …………………………………

……………………………………………………………………………………….......

Contact No. : ……………………………………………………………………………

Fax : ……………………………………………………………………………………..

E-mail : ………………………………………………………………………………….
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12/5/23, 3:46 PM Email


https://email.gov.in/h/printmessage?id=28961&tz=Asia/Kolkata&xim=1 1/2


From : Mohan Muthusamy <Mohan.Muthusamy@Volvo.com>
Subject : REG: Recommendation letter to BIS MTD-11


To : MTDtcELEVEN Metallurgical Engineering Department
<mtd11@bis.gov.in>


Cc : rudresh hm <rudresh.hm@volvo.com>


Email MTDtcELEVEN Metallurgical Engineering Department


REG: Recommendation letter to BIS MTD-11


Fri, Sep 01, 2023 05:33 PM
2 attachments


Dear Vishal Kumar Rana,
    Good evening, Please find the recommendation letter from Volvo Group India to include
Rudresh HM, Senior manager – standardization, as part of MTD 11 Technical committee as
a Principal member.
 
Our Interest in this forum:


1. To align Volvo Standards inline with ISO/BIS standards continuously. Our idea is
always to match or to be better than the industry practices.


2. We strongly believe, these forums will help us to understand upcoming practices of
industry.


3. To add our learnings and inputs to the development of global standard reference like
BIS / ISO.


4. To be part of common research/studies and contribute along with other BIS member.
 
Request you to consider our participation interest and approve our co-option in the MTD-
11 committee.
 
Thanks & Regards,
Mohan Muthusamy,
Chief Engineer & Department Head – Vehicle Strategy & Integration Department,
Volvo Group India Private LTD
Vehicle Engineering​| Group Trucks Technology
T. 91 9845616619 | 91 8067305000
Tridib 2nd  floor | Bagmane Tech Park 560093 Bangalore| India​
mohan.muthusamy@volvo.com
www.volvogroup.com​


 
 
 
 
 
 
 
 
 
Dear Sir,
 



mailto:mohan.muthusamy@volvo.com

http://www.volvogroup.com/





12/5/23, 3:46 PM Email


https://email.gov.in/h/printmessage?id=28961&tz=Asia/Kolkata&xim=1 2/2


This is with the reference to the subject mentioned above, the committee in its 22nd
sectional committee meeting after deliberation decided to seek proper justification from the
nominating authority for co-option of your organization in MTD 11 . Hence, you are
requested to provide proper justification in this regard.
 
An early reply will be highly appreciated.
 


Regards,
विशाल कु मार राणा/Vishal Kumar Rana
वैज्ञानिक 'बी' (धातुकर्म इंजीनियरिंग विभाग)
Scientist 'B'(Metallurgical Engineering Department)
सदस्य सचिव, एम.टी.डी. 11
Member Secretary, MTD 11
 


This email message (including its attachments) is confidential and may contain privileged information and is intended solely for the use
of the individual and/or entity to whom it is addressed. If you are not the intended recipient of this e-mail you may not disseminate,
distribute or copy this e-mail (including its attachments), or any part thereof. If this e-mail is received in error, please notify the sender
immediately by return e-mail and make sure that this e-mail (including its attachments), and all copies thereof, are immediately deleted
from your system. Please further note that when you communicate with us via email or visit our website we process your personal data.
See our privacy policy for more information about how we process it: https://www.volvogroup.com/en-en/privacy.html


Rudresh_Volvo-India_MTD-11_BIS.pdf
1 MB 
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KAMAL HARIKRISHNA DHANDHA
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 301, Chandradarshan Apartment, Swaraj Complex, Opposite Sarita Sagar Sankul, Near Sardar Vallabhbhai Patel Bridge, Adajan Road, Surat–395009, Gujarat (India)
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 kamaldhandha@yahoo.co.in                 
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 +91-9687613286 / 0261–2783740

LinkedIn Profile: Yes 


JOB OBJECTIVE


Scaling new heights of success with hard work & dedication and leaving a mark of excellence on each step; aiming for senior level assignments in QA & QC / Welding Operations / Fabrication with a leading organization of repute, preferably in Gujarat / Maharashtra / Delhi-NCR

		AREAS OF EXPERTISE


QA & QC 


Welding Operations


Fabrication


Process Enhancement 


Project Management 


Painting Operations 


Audits & Inspections 


Reporting & Documentation

		PROFILE SUMMARY


· A competent professional with over 12 years of rich & versatile experience in QA & QC, Welding Operations, Fabrication Second & Third party inspections

· Extensive experience in managing welding inspection activities as per qualification of welding procedures, monitoring welding jobs across the projects and maintaining the qualification list of welders


· Deft in preparing & implementing Inspection & Test Plans, Project Specific Procedures and Method Statement for fabrication, welding, NDT procedures, hydrostatic testing & painting inspection 


· Sound understanding of implementing ISO 9001:2015 & 29001:2010 standards for inspection related to welding, structural, piping & painting processes 


· Skilled in Witnessing Liquid Penetrant, Magnetic Particle, Hydrostatic, Shot Blasting & Painting, Pneumatic and Radiographic Film Review Testing

· Enterprising and dynamic with well-rounded leadership, communication, planning, analytical and ownership skills; excellence in directing cross-functional teams and leading them to deliver results





CORE COMPETENCIES


Welding Inspection:


· Conducting Welding Procedure Qualification & Welder Performance Qualification Tests for different welds / structural fabrication as per AWS D1.1; monitoring stage wise welding jobs and preparing documents for the same 

· Developing procedures on NDT & Hydro Testing, maintaining flow of test packages between Sub-contractor, Contractor & Representatives and handling troubleshooting, failure analysis & root cause analysis for the same 


Quality Assurance & Control:


· Maintaining quality standards for incoming & outgoing materials, ensuring stringent adherence to quality standards and conducting Internal & External Audits as per Quality Management System


· Working in close coordination with work groups to conduct review & approval of quality plans and detailing on quality requirements to finalize the plan


Project Management:


· Managing end-to-end execution of projects from the stage of tendering to handover with respect to cost, resource deployment, time over-runs & quality compliance


· Liaising with third party inspection companies & clients to execute projects by identifying non-conformances & resolving them through preventive actions as per ITP & procedures


Highlights: 


· Bagged “International Welding Technologist” Award from International Institute of Welding organized by The Indian Institute of Welding - ANB conducted at Vadodara in Feb’10 (Certificate No. IN/IWT/51000210)


· Bagged “International Welding Inspector” Award from International Institute of Welding organized by The Indian Institute of Welding - ANB conducted at Vadodara in Dec’13 (Certificate No. IN/IWIP-C/51300009)

· Successfully completed Certified Welding Inspector CSWIP 3.1 in Feb, 2018 (Certificate No. 325088)

· API 577 Welding Inspection and Metallurgy – An API certification in Aug, 2019 (Certificate No. 92282)

ORGANISATIONAL EXPERIENCE


Feb’18 to continue
TUV India Pvt. Limited, Ahmedabad 

Role:


As Sr. Inspection Engineer


· Witness Material identification for Pressure Vessel as per Code / Customer requirements.


· Review of QAP, NDE Procedure, Job procedure, WPS/PQR, PWHT chart as per Code/Specification requirements.


· Review Material test certificate of pressure parts (Plate, Pipe, Tube, Forgings etc.) for pressure vessel as per ASME Sec II Part A.


· Witness Stage inspection, Final dimension, Hydrostatic test, Pneumatic test, Painting etc. as per QAP requirements for Pressure vessel /equipment.


· Witnessed Mechanical, Chemical, Corrosion test in NABL accredited lab.

· Witnessed Shell & tube Heat exchanger type as per Specification/code requirements.


· Stage Inspection carried out for HE like Skeleton, Tube bundle inspection, TTS joint Visual, DPT, Expansion, Pneumatic test, Shell & tube side Hydrostatic test. 


· Witness / Approval of TTS Mock up, Procedure Qualification record, Welding procedure qualifications, Welder or welding operator performance qualifications and Review / Approval of Weld map / Weld plans for variety of materials as per Section IX.


· Inspection of the Raw materials likes Plates, Flanges, Pipes, Fittings, Tubes, Tube sheet, Structural beam, Angle, Channel, Flat etc. Review Manufacture Test Certificate as per Code Requirements.


· Interpretation of Radiograph Films.


· Coordinating with Client, Vendor & Team members for inspection related activities.

Nov’14 to Feb’18
Bureau Veritas India Pvt. Limited, Surat 

Role:


As Surveyor


Inspection carried out of Pressure vessels, Columns, Heat exchanger, tube bundle, agitators, cooling towers, Derrick & riser Structure, Pipe manufacturing, Wind mills, Galvanized items

· Witness of Material identification, Mechanical & Chemical Tests

· Perform Visual & Dimensional Inspection


· Heat Treatment 


· Witness NDTs including radiographic film review

· Witness Performance / Function Test / Trial Assembly


· Witness calibration of Machines / instruments


· Witness Leak Test 


· Verify & review of Test Certificates, Verification of BOM


· Witness Routine Test, Type test


· Witness Procedure & Performance Qualification Test


· Fit-up & Weld Inspection


· Witness dynamic Balancing, Vibration & Noise check


May’14-Nov’14
H L E Engineers Pvt. Limited, Maroli 

Role:


As Asst. Manager–QA/QC:

· Welding Procedure & performance qualification for Carbon steel, Stainless steel & hastelloy materials

· Radiography planning, RT film interpretation, Repair welding


· Training coordination for Engineers, Supervisors, welders etc.


· Developing procedure of newly purchased MIG welding machines


Aug’08-Nov’13
Larsen & Toubro Limited, Hazira Manufacturing Complex in Modular Fabrication Facility, L&T Hydrocarbon Engineering, Surat 

Growth Path:


Aug’08-Sep’09   :
Engineer–Quality Control & Inspection 


Sep’09-Jun’11    :
Higher study in M.E. Welding Technology (Metallurgy)

Jul’11-Jul’12       :
Engineer–Quality Assurance


Aug’12-Nov’13   :
Asst. Manager–QC, Asst. Manager–Welding

Role:


As Asst. Manager–Welding:


· Prepared Welding Procedure Specifications for piping fabrication for ferrous & non-ferrous materials like CS, LTCS, SS and Cu-Ni as per code ASME Sec. IX & ASME B31.3

· Developed & issued shop weld & NDE plan / welding sequence


· Involved in qualification of welders / welding operators as per ASME Sec. IX & AWS D1.1 

· Conducted surveillance on welding activity in yards & shops


· Handled offshore assignment for GSPC-DDW1 project at Kakinada, AP

· Looked after materials like CS, SS, Cu-Ni, Titanium, DSS & SDSS

· Dealt with welding processes such as SMAW, SAW, GTAW, GMAW & FCAW

As Engineer–Quality Assurance:

· Quality Management System ISO 9001:2008 & 29001:2010 Co-ordinator 

· Preparation & approval of project procedures & WPS from TPI, Certifying Agencies & Clients


· Imparted training programs to Internal Auditors


As Engineer–Quality Control & Inspection:


· In-process, dimensional & final inspection such as raw material identification & weld visual for NDT Dept.


· Rendered clearance for painting by assuring NDT of weld joints as per NDT plan


· Inspection & clearance of TPI (IRS & BV) 


Jun’07-Jun’08
Reliance Engineering Associates Pvt. Limited, Lodhivali, Maharashtra for EWPL Project of Cross Country Pipeline as Consultant–Quality

Role:


· Checked quality through Various NDTs such as RT Film Review / Liquid Penetrant Testing / Visual Inspection

· Involved in in-process & final inspection such as welding, bending, beveling and field joint coating

· Engaged in Witnessing Hydro Test of pipe length section


· Analyzed the performance qualification of welders

Feb’06-May’07

Vividh Hi-Fab, Makarpura, Vadodara as Engineer–Quality Control

Role:


· Conducted inspection of raw material like plates, pipes, structural fittings & brought out items as per standards


· Developed quality assurance plans like LPT, MPI, RT, UT, WPS, PQR & WPQ for various job as per specification

· Liaised with Production Department / clients like M/s NPCIL, M/s IGCAR & M/s BARC


· Involved in inspection of machining items as per drawings

Sep’05-Jan’06

Welkin Engineering Company, G.I.D.C., Ankleshwar as Jr. Engineer–Shop Floor


Engaged in Inspection & co-ordination for fabrication of Pressure vessels, tanks, columns for chemical & process industries

Client / TPI: M/s Chempro Inspection Pvt. Ltd., M/s ‘V’ Design, M/s Bhavi Engg. & Construction 

May'05-Aug’05

Oasis Cad Solutions, Vadodara as CAD Engineer

Involved in Drafting & Designing on AutoCAD 2006, Mechanical Desktop mainly for L & T, Design Centre, Chhani, Vadodara


Jan’01-Aug’01
Kaypee Mechanical India Pvt. Ltd., / Site: Cadila Pharmaceutical Ltd., Ankleshwar as Jr. Site Engineer

Engaged in piping, equipment & structure fabrication and erection work of various SS316, SA106 Gr.B, IS:1239 pipes of up to 250” NB for a newly constructed pharmaceutical plant

EDUCATION


2011
M.E. (Welding Tech.) from Faculty of Technology & Engineering, The Maharaja Sayajirao University of Baroda, Vadodara, Gujarat (India) with 61.88%


2004
B.E. (Production) from Birla Vishwakarma Mahavidyalaya (Engineering College), Vallabh Vidyanagar, affiliated to Sardar Patel University, Vallabh Vidyanagar, Anand (India) with SPI - 5.72


2000
Diploma in Fabrication Technology from Sir Bhavsinhji Polytechnic Institute, Bhavnagar affiliated to Technical Examinations Board, Gujarat State, Gandhinagar (India) with 82.13%


1997
12th from CVM Higher Secondary Education Complex, R.P.T.P. Science College, Vallabh Vidyanagar, Anand, Gujarat affiliated to Gujarat Secondary Education Board, Gandhinagar (India) 

1995
10th from Navjivan Vidyalaya, Bharuch affiliated to Gujarat Secondary Education Board, Gandhinagar (India) with 77.86%


ADDITIONAL EDUCATION QUALIFICATION

2010 
AM-IIW Examination (Equivalent to Bachelor’s Degree in Welding Engineering approved by MHRD, GOI) from The Indian Institute of Welding, Kolkata (India) (Certificate No. 2010/143) in 2010

2007
M.B.A. (Marketing & Finance) from Sikkim Manipal University of Health, Medical & Technological Sciences, Gangtok (India) with 61.78%


IT SKILLS


Operating Systems:

Windows XP, 2000 Professional & 98


Software Application: 

MS Office (Word, Excel & PowerPoint)


PERSONAL DETAILS 

Date of Birth:   

20th April 1980

Languages Known:
English, Hindi and Gujarati

CERTIFICATIONS


NDT Level II as per recommendation of American Society for Non-Destructive Testing (ASNT) SNT-TC-1A


· Radiographic Testing from Institute of Quality Management, Mumbai with 81.67% (Certificate No.-IQM/BD/38; Date: 18/10/2006)


· Liquid Penetrant Testing from Institute of Quality Management, Mumbai with 90.00% (Certificate No.-IQM/BD/P3; Date: 04/01/2007)


· Magnetic Particle Testing from Institute of Quality Management, Mumbai with 86.67% (Certificate No.-IQM/BD/M2; Date: 14/01/2007)


· Ultrasonic Testing from Institute for NDT Quality Technology, Vadodara with 80.00% (Certificate No.-INQT/UT/611/01; Date: 08/03/2007)


· Visual Testing from Bhide’s Institute of Testing Technology Pvt. Ltd., Mumbai. with 84.10% (Certificate No.- VT/II/45614; Date: 20/01/2014)             

IRCA Certified Quality Management Systems Auditor / Lead Auditor (Based on ISO 9001:2008) conducted by Nigel Bauer & Associates in conjunction with TUV India at Ahmedabad during December 16-20, 2013. Certificate No.: 12742. and 

PT233: QMS ISO 9001:2015 (Combined) Auditor Transition Training Course (certified by CQI & IRCA) conducted by Bureau Veritas Certification, Mumbai during April 02-03, 2018. Certificate No.: 18/IN/1018217/1582.

  OTHER COURSES 


· Certificate Course on “Piping Engineering” conducted at Piping Engineering Cell, Chemical Engineering Department, Indian Institute of Technology Bombay, Mumbai in May’08


· “Welding Inspector Course (09)” conducted by The Indian Institute of Welding, Baroda Branch held at GETRI, Vadodara in Jan’09 (Certificate No.- IIW/BAR/WIC-VI/27); Re-certification Examination Jan’19 (Certificate No.- IIW/BAR/WIC-XIVI/013)

· Certified Six Sigma Green Belt – conducted by MSME–Technology Development Centre, Agra; Government of India Organization


· Certificate Course in AutoCAD 2000 at Arena Multimedia, Bharuch / Computer Packages Application at Pramukh Swami Computer Centre, APC, V.V. Nagar / Programming in “C” at Nice Computer Education, V.V. Nagar

TRAININGS


· Training Programme on “ASME Section VIII-Division 1 Basic Design & Fabrication of Pressure Vessels” organized by Anchor Institute Cell, Sardar Vallabhbhai National Institute of Technology, Surat in Dec’13


· 2 days workshop on ‘Welding Procedure Specification (WPS) & Procedure Qualification Record (PQR)’ organized by The Indian Institute of Welding, Baroda branch during February 15-16, 2014 at Vadodara

· 2 Days Internal Auditor Training on “Quality Management System” (ISO 9001: 2008 & ISO 29001: 2010) by DNV at Larsen & Toubro Limited-MFF, Hazira in Dec’11 (Certificate No. BRC/QMS/2011/1-IARG23/009)


· Nominated for the following In-house Training Programmes at L & T-CTCW (Central Training Centre Work Shop):


· Developing Leadership Qualities in Oct’13


· Effective Business Communication & Communication Skills in Jan’13


· Problem Solving & Decision Making in Jan’13 


· QMS Training Internal (Heavy Engineering Division) in Sep’12


· ISO: 9001 Internal Audit in Sep’12


· The QC Tools in Feb’12


· QMS-Refresher Training-Internal Auditor MFF in Dec’11


· Successfully completed the following Offshore Trainings at Yak Management & Marine Education Centre:


· Proficiency in Survival Techniques in Mar’13 (PST/21740; date: 06/03/2013)


· Fire Prevention & Fire Fighting in Mar’13 (FPFF/25213; date: 09/03/2013)


· Elementary First Aid in Mar’13 (EFA/22483; date: 13/03/2013)


· Helicopter Underwater Escape Techniques in Mar’13 (HUET/ 11361; date: 15/03/2013)

· Successfully completed the training Bureau Veritas:


· Shop Inspection Techniques (07/04/2016)


· Non Destructive Testing on Welding (12/01/2016)


· Shop Inspection – Induction Training (05/12/2016)

· Attended In-Plant / Vocational Trainings at the following:


· Videocon Narmada Limited, Bharuch during May-Jun’04


· Blue Star Limited, Bharuch during Dec’03-Jan’04


· ABC Bearings Limited, Bharuch in Jul’03


· AEP Company, V.U.Nagar during Oct-Nov’02

MEMBERSHIP


· Authorised to use the title of Chartered Engineer-India by virtue of Professional Training, Experience & Corporate Membership of The Institution of Engineers (India) in Jun’12 (AM097072-5)


· Life Membership of following:


· The Indian Institute of Welding (M-R-9665)


· Indian Society for Non-Destructive Testing (LM 8321-BR)


· Indian Welding Society (L 00922)


· Indian Institution of Industrial Engineering (MIIIE 9798)

· The Indian Institute of Metals (57536)


· Quality Circle Forum of India

· Life Associate Member - The Institution of Engineers (India) (IE) (AM097072-5)


· Member - American Welding Society (2027271)


PAPER PRESENTATIONS 


· Kamal Dhandha, Manas Ghosh, A D Bhathena, Sanjay Soman, “Study & Comparison of Different Fabrication & NDT Requirements for Pressure Vessel, Boiler, Piping, Structure & Nuclear Component Manufacturing with respect to Various Codes & Standards” at National Seminar & Exhibition on Non-Destructive Evaluation (2011) organized by Indian Society for Non-Destructive Testing at Chennai in Dec’11

· Kamal Dhandha, Ajay Mishra “IT as an Enabler to NDE” at National Seminar & Exhibition on Non-Destructive Evaluation (2012) on ‘Empowering Engineering through NDE’ organized by Indian Society for Non-Destructive Testing, Delhi Chapter at Shahibabad, NCR in Dec’12


· Kamal Dhandha, L Srinivas Rao, Jayati Girish, “Rectification of Weld Distortion of Chequered Plate by ‘Flame Straightening & Water Quenching Method” at International Conference of International Institute of Welding organized by The Indian Institute of Welding at Chennai in Jul’11


· Kamal Dhandha, L Srinivas Rao, Jayati Girish, “Weld Distortion Rectification of Chequered Plate by Flame Straightening & Water Quenching Method” at Annual Welding Seminar (AWS 2k11) organized by Indian Welding Society (Western Zone) on Theme ‘Growth in Indian Welding & Cutting Industry’ at Goregaon, Mumbai in May’11


· “Optimization of Groove Design & Backing Methods to Enhance the Productivity of Structural Tubular Welds of Jacket Legs & Piles” at 2nd International Conference on Industrial Engineering (Theme: Modern Trends in Industrial Engineering) organized by Department of Mechanical Engineering, S.V. National Institute of Technology, Surat in Association with Indian Institution of Industrial Engineering) in Nov’13


· Served as co-author in the following papers:


“Optimization of Process Parameters for Al-Mg alloys with Pulsed Gas Tungsten Arc Welding for Piping Joints with Permanent Backing Strip” at 

1. 3rd National Conference on ‘Recent Advances in Manufacturing (2012)’ at SVNIT, Surat in Jun’12.

2. Technology Conclave–I 2013 at L & T Powai in Jan’13.

PAPER PUBLISHED IN INTERNATIONAL JOURNAL


· Dhandha K.H. and Badheka V.J., “​​Effect of activating fluxes on weld bead morphology of P91 steel bead-on-plate welds by flux assisted tungsten inert gas welding process”, Journal of Manufacturing processes, Society of Manufacturing Engineers, Elsevier, 17(2015) 48-57, http://dx.doi.org/10.1016/j.jmapro.2014.10.004

· Dhandha K.H. and Badheka V.J., “Comparison of mechanical and metallurgical properties of modified 9Cr-1Mo steel for Conventional TIG & A-TIG welds” Transactions of The Indian Institute of Metals, An International Journal of Minerals, Metals and Materials Engineering, Springer, 03 May 2019, https://doi.org/10.1007/s12666-019-01657-5 


· “Effect of composition based oxide fluxes on weld bead morphology of P91 steels bead-on-plate welds by Activated TIG welding process”, Annual Technical Journal-Vol-42, The Institution of Engineers (India), 2018. (ISBN-978-81-924990-6-2)


PAPER PRESENTED IN NATIONAL / INTERNATIONAL CONFERENCE / SEMINAR

· Dhandha K.H. and Badheka V.J., “Laser Beam Welding of P91” in Commission IV (Power beam processes) of IIW Annual Assembly & International Conference held at Melbourne, Australia during 10-15 July, 2016.

· Dhandha K.H. and Badheka V.J., “Effect on Weld bead Morphology of modified 9Cr-1Mo steel with the use of transition metal oxide fluxes in A-TIG bead on plate welding” in International Conference on Recent Advances in Metallurgy for sustainable development (IC-RAMSD 2018) held at Faculty of Technology and Engineering, The M.S.University of Baroda under the patronage of Ministry of Steel, Government of India, New Delhi on February 1-3, 2018.

· Dhandha K.H. and Badheka V.J., “Effect of composition based oxide fluxes on weld bead morphology of P91 steels bead-on-plate welds by Activated TIG welding process”, All India Seminar on Engineering for Innovation to Product & Service, Annual Technical Paper Meet-2018 organized by The Institution of Engineers (India), Pune Local Centre under the Aegis of Interdisciplinary Coordination Committee, IE(I) at IEI Pune Local centre, Pune on 13th October, 2018.


· Dhandha K.H. and Badheka V.J., “Experimental Study of Mechanical & Metallurgical properties of Modified 9Cr-1Mo steel plates welded by Laser Beam Welding process”, 34th National Convention of Production Engineers & National Seminar on Emerging Technologies in Power Sector Equipment Manufacturing organized by The Institution of Engineers (India), Tiruchirappalli Local Centre at National Institute of Technology, Tiruchirappalli on 25-26 May, 2019.

INDUSTRIAL PROJECTS / DISSERTATIONS


Title:
Study on Control of Weld Distortion in Chequered plate by “Flame straightening & Water Quenching Method” (M.E. Dissertation)

Company:

Larsen & Toubro Limited, MFF, Hazira


Period:


Jun’10-May’11


Guide:


Mr. L. Srinivas Rao, QA, MFF, L & T, Hazira / Mrs. Jayati Girish, Faculty, MSU, Vadodara


Title:
Cupola Operation Control and Energy Saving in Induction Melting Furnace for a Gray Cast Iron Foundry (B.E. Project)

Organization:

C.M. Smith & Sons Limited, Nadiad


Period:


Jan’04-Jun’04


Guide:


Mr. S.M. Subramaniam, Sr. Foundry Consultant


Title:


Unit Operations in Chemical Industries (Diploma Project) 

Organization:

G.N.F.C., Bharuch


Period:


Jun’99-Nov’99


Guide:


Mr. D.R. Joshi, Lecturer, Shri K.J. Polytechnic, Bharuch


Title:
Fabrication Allowances / Model of Diesel Hydro Desulphuriser Reactor, I.O.C.L., Panipat (Diploma Project)

Organization:

Larsen & Toubro Limited, HED, Hazira


Period:


Nov’99-May’00


Guide:


Mr. R.D. Moliya, Executive, Shop Planning, L & T, Hazira


Title:
Study & Comparison of Different Fabrication and NDT (viz. UT, RT, PT, MPT & VT) Requirements for Pressure Vessel, Boiler, Piping, Structure & Nuclear Component Manufacturing with Respect to Various Codes & Standards (AMIIW Project)

Organization:
Larsen & Toubro Limited, MFF, Hazira


Period:
Aug’08-Jun’10


Guide:
Mr. Manas Ghosh, AGM, (Welding Engg. & Met.) HED, L & T, Hazira / Mr. A.D. Bhathena, Manager, (Welding), MFF, L & T, Hazira / Dr. S.N. Soman, Reader, Dept. of Metallurgical & Materials Engg., M.S. University of Baroda, Vadodara


Title:
Export Potential of Pressure Vessels for Vividh Hi-Fab, Makarpura, Vadodara (M.B.A. Project)

Organization:
Vividh Hi-Fab


Period:
Feb’06-May’07


Guide:
Mr. Kerav Pandya, Faculty, Anand Institute of Management, Anand


SEMINARS / CONFERENCES 


· UGC Sponsored National Seminar on Protection of Intellectual Property Rights: Patents / Perish organized by The Maharaja Sayajirao University of Baroda at Dr. I.G. Patel Seminar Hall, M.S. University, Vadodara in Jan’14


· 2 Days Workshop on “Research Design & Data Analysis” Organized by Department of Business & Industrial Management, G.H. Bhakta Management Academy, Veer Narmad South Gujarat University, Surat in Oct’13


· AWS Lecture Series–VI: Seminar on Welding of Stainless Steels by Fred A. Schweighardt organized by The Indian Institute of Welding-Foundation at Surat in Jan’13


· International Conference on Industrial Engineering (2013) organized by at SVNIT, Surat


· Seminar on Advance Ultrasonic Testing in Sep’12 


· 2nd One Day Seminar on Recent Trends in Industrial Engineering (2012) organized by Mechanical Engineering Department, S.V. National Institute of Technology, Surat in association with Indian Institution of Industrial Engineering, Surat Chapter in Apr’12


· International Conference on Industrial Engineering (ICIE-2011) organized by at SVNIT, Surat


· National Welding Seminar-2010 organized by IIW, Visakhapatnam


· National Welding Seminar-2008 organized by IIW, Mumbai


· Design, Selection & Operations of Heat Exchangers organized by GCET in association with Larsen & Toubro Ltd., Chiyoda at BVM Engineering College, Vallabh Vidyanagar in Oct’02.

· Attended UGC sponsored National Seminar on Protection of Intellectual Property Rights : Patent or Perish [NSPIPR-2014], organized by Pharmacy Department, The Maharaja Sayajirao University of Baroda on January 4, 2014 at Dr. I.G. Patel Seminar Hall, M.S. University, Vadodara.


· Attended two days workshop on “Advances in Welding, Cutting & Automation” held on 16-17 May, 2014 organized by Rajiv Machine Tools at AMA, Ahmedabad.


· Attended One Day Workshop on “How to Write Thesis Using LATEX”, sponsored by Uka Tarsadia University, jointly organized by Department of Computer Engineering & Information Technology and Indian Society of Technical Education, Faculty Chapter on 10th January, 2015.


· Attended National Welding Seminar as Delegate organized by The Indian Institute of Welding at CIDCO Exhibition Centre, Vashi, Navi Mumbai during 9-11 Dec, 2015.


· Attended Workshop on Destructive & Non-Destructive Testing of Welded Joints held on 3rd & 4th June, 2016 organized by Rajiv Machine Tools at AMA, Ahmedabad.


· Attended Two-Day Training Programme on ‘Honing Research Publication Skills’ organized by the Academic Development and Research (ADR) Cell, Nirma University, Ahmedabad during October 07-08, 2016.


· Attended CII - AOTS Technical Seminar and Workshop on High Precision Arc Welding Technology in India on 23 – 24 October 2018 at Hyatt Regency, Ahmedabad


· Attended Two day National level Boiler workshop sponsored by Central Boilers Board, Government of India, at Ahmedabad on 20th & 21st December 2018 at AMA, Ahmedabad.

· National Welding Meet-2019 organized by IIW, Delhi

ACADEMIC ACCOLADES 


· Passed the following examinations:


· BAPS Spiritual Examinations from Prarambh to Prag-III and secured 1st ranked in Pravin


· Subject Talent Search Test in Gujarati, English (L.L.) & Social Studies in 1994

· 44th Shishtavachan Pariksha on “Bhagvat Sant Yogiji Maharaj” at Navjivan Vidyalaya in 1993


· ‘Margadarshika Pariksha’ organized by BAPS Children Activity in 1992


TYPING SKILL


· Passed G.C.C. Exam conducted by State Examination Board, Gujarat with a speed of 40 & 50 w.p.m. 


WORKSHOPS


· Attended workshop on “Super Conscious Mind Power” organized by Mindpower Centre, Surat in Aug’08


· Delivered an expert lecture for the workshop on “Welding & Machining” organized under TEQIP-Service to Community at Dr. S. & S.S. Ghandhy College of Engineering & Technology, Surat in May’08


EXTRAMURAL ENGAGEMENTS 


· Bagged first prize in Regularity in Attending Prayer & Aarti at BAPS Swaminarayan Chhatralaya, V.V. Nagar in 2002


· Declared as one of the 2 Top Library Users in Mar’13 by HE-HR, L&T, Hazira


· Served as Sampark Karyakar of BAPS (Worldwide Socio-Spiritual Organization) during 2012 – 2015.
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IS 3600 _8_review.docx
Reviewed IS 3600 Part 8: 1985 with respect to ISO 9017: 2001 and following are the recommendations:





Thin material fracture test was not covered in IS3600 Part 8



Thin material

For fracturing thin welded joints alternate bending can be necessary. The limit depends on the ductility of the material. It shall be carried out by pressing the test specimen, close to the notch, in the jaws. If no fracture occurs, straightening and repeated bending shall follow.



Tension testing may be also used instead of bending. Striking with a hammer is not recommended for fracture tests on thin materials.





No changes recommended in other clauses. Can be adopted as it is.
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RDSO letter to BIS 26.11.2021.pdf
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Annex III-Welding Consumables.pdf
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comments beml.doc
		Template for comments and secretariat observations

		Date: 

		Document: ISO/





		1

		2

		3

		4

		5

		6

		7



		MB1


		Clause/
Subclause/
Annex/Figure/Table
(e.g. 3.1, Table 2)

		Paragraph/
List item/
Note/
(e.g. Note 2)

		Type of com-ment2

		Comment (justification for change)

		Proposed change

		Secretariat observations
on each comment submitted





		Template for comments and secretariat observations

		Date: 04-08-21

		Document: IS 5139-1995

		Project:





		MB/NC1

		Line number


(e.g. 17)

		Clause/ Subclause

(e.g. 3.1)

		Paragraph/ Figure/ Table/

(e.g. Table 1)

		Type of comment2

		Comments

		Proposed change

		Observations of the secretariat







		

		

		

		

		

		

		

		



		MB

BEML LTD.,


KGF

		

		4.1, (i)

		

		te

		The defect must be located  at an unstressed and non critical area of the casting

		The defect must be located at an un-stressed , non-critical , away  from  corners and  tri-axial areas of the casting.

		Not Accepted

Leave as it is



		MB


BEML LTD.,


KGF

		

		7.0

		

		te

		Nil 

		The order of weldability of cast iron (from good to poor) is as follows


a). Spheroidal Graphite (SG) iron and malleable iron.

b). Ferritic and pearlitic Grey Iron


c). Alloy cast iron and white cast iron

		Add in introduction part making separate clause





		MB


BEML LTD.,


KGF

		

		22.1.1

		

		te

		Nil 

		The arc should be struck in the weld groove and not on the casting. The arc length should be kept as short as possible. 

		Accepted



		MB


BEML LTD.,


KGF

		

		23

		

		te

		Light hot peening should be done while removing slag. 

		Light hot peening should be done while removing slag for every pass of weld metal deposited.

		Accepted



		MB


BEML LTD.,


KGF

		

		24.1.1

		

		te

		Nil 

		Normally stress relief is performed immediately after welding by increasing the temperature of the entire casting into 590-620°C range. The casting is held at temperature 590-620°C range about 1 hour / inch of the thickness. The cooling rate should not exceed (shall not be more than) 30°C/ hour, until the casting has cooled down to temperature of about 370°C. 

		Accepted



		MB


BEML LTD.,


KGF

		10

		26.2

		

		ed

		Joints made be studding process are seldom reliable for tightness against fluids and gases, as the weld  metal pad often breaks away from the casting during cooling. 

		Joints made by studding process are seldom reliable for tightness against fluids and gases, as the weld metal pad often breaks away from the casting during cooling.

		Accepted





1
MB = Member body (enter the ISO 3166 two-letter country code, e.g. CN for China)
** = ISO/CS editing unit


2
Type of comment:
ge = general
te = technical 
ed = editorial 


NB
Columns 1, 2, 4, 5 are compulsory.
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te = technical 
ed = editorial 
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Comment on Doc no 21536.docx
		Sl No.

		Document

		Name

		Clause / Subclause No., Paragraph No./Figure No./Table No.,

Type of Comment

		Comments/Suggestions along with Justification for the Proposed Change

		Proposed Change/Modified Wordings

		Attachments, if any





		1

		MTD 11 (21536)

		Shaju K. Albert

		Fig 2, Fig 3

Title

Editorial

		Here 'braze welding' is referred as 'bronze welding'

		Can be changed from 'bronze welding' to 'braze welding'

		NA



		2

		MTD 11 (21536)

		Shaju K. Albert

		17.7, 1

Editorial

		'Braze welding'  is wrongly written as 'bronze welding'

		change to 'braze welding'

		NA
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Comments on Doc no 22285.docx
		Sl No.

		Document

		Name

		Clause / Subclause No., Paragraph No./Figure No./Table No.,

Type of Comment

		Comments/Suggestions along with Justification for the Proposed Change

		Proposed Change/Modified Wordings

		Attachments, if any





		1

		MTD 11(22285)

		Shaju K. Albert

		8.4.1, 1, Editorial

		Clarity is lacking in the first sentence of sentence '8.4.1 In case of fillet welds, where reduction in working stress in weld results in larger welds, consideration shall be given to shift the joint in order to avoid or reduce the stress.'

		-

		NA



		2

		MTD 11(22285)

		Shaju K. Albert

		6, 6.3, Editorial

		'Butt welds shall be treated as parent metal with a thickness equal to throat thickness, and the stresses shall not exceed those in the parent metal'.



This sentence given in 6.3 of the standard needs revision as butt welds do not have  'throat'

		Butt welds shall be treated as parent metal with a thickness equal to thickness of the parent metal of lower thickness, and the stresses shall not exceed those in the parent metal.

		NA
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COMMENT ON DOC NO 22960.docx
		Sl No.

		Document

		Name

		Clause / Subclause No., Paragraph No./Figure No./Table No.,

Type of Comment

		Comments/Suggestions along with Justification for the Proposed Change

		Proposed Change/Modified Wordings

		Attachments, if any





		1

		MTD 11(22960)

		Shaju K. Albert

		Forward, Int Standard, Editorial

		Reference to EN standard

		Change them to ISO standards or modify

		NA
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Comments on Doc no 24613.docx
		Sl No.

		Document

		Name

		Clause / Subclause No., Paragraph No./Figure No./Table No.,

Type of Comment

		Comments/Suggestions along with Justification for the Proposed Change

		Proposed Change/Modified Wordings

		Attachments, if any





		1. 

		MTD 11(24613)

		Souvik Das

		6, Editorial

		Substitute ‘0.06 to 0.15’ for ‘0.07 to 0.15’.

		We agree with this change

		-



		2. 

		MTD 11(24613)

		Kamal A Mulchandani

		13.1, 1, Editorial

		Tensile strength value must be Minimum as per ISO and AWS standards, it cannot be single fixed value.

		Substitute '490 Minimum' for '500-640'

		-



		3. 

		MTD 11(24613)

		Kamal A Mulchandani

		2,1, Editorial

		As per ISO 6892-1:2019 and IS 1608 (Part1):2022 standard, we can determine "Proof strength" , "Upper yield strength" and "Lower yield strength". There is no designation as "Yield strength" in these standards. However, as per IS 6419 we need to determine "Yield Strength"

		Kindly clarify whether Yield strength mentioned in IS 6419 is "Proof strength" or "Upper yield strength" or "Lower yield strength" of ISO 6892-1:2019 and IS 1608 (Part1):2022. 



ISO 6892-1 is too exhaustive and complex for simple tensile test required for weld metal.



Since IS 6419 in its current fom is based on AWS standard, i suggest to adopt AWS B4.0M : Standard method for mechanical testing of welds so that there is uniformity of designation and clarity of testing procedure.

		-



		4. 

		MTD 11(24613)

		Amit Jain

		Page 2, Table 2, Editorial

		To reduce the breakage of spools during transit and transportation handling, 270 mm spool imparts more ruggedness to the wire and has been the size that is being used widely in the industry both domestically and internationally.

— Insert Row

		270

		±5

		103

		0
-3

		50.5

		+2.5
0

		44.5

		±0.5

		10

		+1
0







		



		270

		±5

		103

		0
-3

		50.5

		+2.5
0

		44.5

		±0.5

		10

		+1
0







		





		5. 

		MTD 11(24613)

		Amit Jain

		13.1, Row 1 Column 3, Editorial

		As the range for Tensile Strength has been removed and instead a single value has been proposed, it is essential to specify that the single value is minimum

— Substitute ‘Tensile Strength Min Mpa’ for ‘Tensile Strength Mpa’.



		— Substitute ‘Tensile Strength Min Mpa’ for ‘Tensile Strength Mpa’.



		-



		6. 

		MTD 11(24613)

		Amit Jain

		Page 6 Table 7, Row 6 Column 2, Editorial

		As as the carbon value has been modified for grade S4, but simply specifying row 6 is leading to confusion whether it is for grade S3 or S4 or S5, this will enable greater clarity for field officers and industry users. 

Substitute ‘0.06 to 0.15’ for ‘0.07 to 0.15’ for IS Classification S4

		Substitute ‘0.06 to 0.15’ for ‘0.07 to 0.15’ for IS Classification S4

		



		7. 

		MTD 11(24613)

		Amit Jain

		8, 4, Editorial

		The current standard does not address the requirements for welding wire being supplied in drums for automatic and semi-automatic welding. The following amendments are proposed.



 



Amendments proposed to include the scope of supply for wire in drums for robotic welding



(Page 2) — New Point Insertion after Point 8



X. Drums for Wire



The size and type of drum in which the particular diameter of wire is to be supplied shall be as agreed between the purchaser and the manufacturer. The surfaces of the drum coming in contact with wire shall be such as to protect the wire from deterioration.



 



10.2.2 Cast



The cast of coiled filler metals, i.e., (wound on reels), shall be such as to have imparted a curvature to the filler metal so that a specimen sufficient in length to found one loop or a maximum of 3m when cut from the package and laid on a flat surface without restraint shall form a circle or portion thereof of the diameter shown for cast in Table 6.



 



The cast of filler wire packed in drums shall be such that they are suitable for interrupted feeding on automatic or semi-automatic welding equipment.



 



10.2.3 Helix



The helix of coiled filler metal i.e., (wound on reels), as executed by the ring used to determine the cast, when placed in flat surface without restraint, shall be such that the maximum distance from any point on the filler metal to flat surface shall not exceed the dimension shown for helix in Table 6.



The helix of filler wire packed in drums shall be such that they are suitable for interrupted feeding on automatic or semi-automatic welding equipment.

		Amendments proposed to include the scope of supply for wire in drums for robotic welding



(Page 2) — New Point Insertion after Point 8



X. Drums for Wire



The size and type of drum in which the particular diameter of wire is to be supplied shall be as agreed between the purchaser and the manufacturer. The surfaces of the drum coming in contact with wire shall be such as to protect the wire from deterioration.



 



10.2.2 Cast



The cast of coiled filler metals, i.e., (wound on reels), shall be such as to have imparted a curvature to the filler metal so that a specimen sufficient in length to found one loop or a maximum of 3m when cut from the package and laid on a flat surface without restraint shall form a circle or portion thereof of the diameter shown for cast in Table 6.



 



The cast of filler wire packed in drums shall be such that they are suitable for interrupted feeding on automatic or semi-automatic welding equipment.



 



10.2.3 Helix



The helix of coiled filler metal i.e., (wound on reels), as executed by the ring used to determine the cast, when placed in flat surface without restraint, shall be such that the maximum distance from any point on the filler metal to flat surface shall not exceed the dimension shown for helix in Table 6.



The helix of filler wire packed in drums shall be such that they are suitable for interrupted feeding on automatic or semi-automatic welding equipment.

		-



		8. 

		MTD 11(24613)

		Amit Jain

		Product Manual, Editorial	

		The following changes are proposed in the product manual for this product as in attached file.

		-
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(Page 2, Table 2) — Insert Row 



270 ±5 103 0 
-3 50.5 +2.5 



0 44.5 ±0.5 10 +1 
0 



 



 
(Page 5, clause 13.1, Row 1, Column 3) — SubsƟtute ‘Tensile Strength Min Mpa’ for ‘Tensile Strength Mpa’. 



(Page 6, Table 7, Row 6, Column 2) — SubsƟtute ‘0.06 to 0.15’ for ‘0.07 to 0.15’ for IS ClassificaƟon S4 



 



Amendments proposed to include the scope of supply for wire in drums for roboƟc welding 



(Page 2) — New Point InserƟon aŌer Point 8 



X. Drums for Wire 
The size and type of drum in which the parƟcular diameter of wire is to be supplied shall be as agreed 
between the purchaser and the manufacturer. The surfaces of the drum coming in contact with wire shall be 
such as to protect the wire from deterioraƟon.  
 



10.2.2 Cast 
The cast of coiled filler metals, i.e., (wound on reels), shall be such as to have imparted a curvature to the filler 
metal so that a specimen sufficient in length to found one loop or a maximum of 3m when cut from the 
package and laid on a flat surface without restraint shall form a circle or porƟon thereof of the diameter shown 
for cast in Table 6. 
 
The cast of filler wire packed in drums shall be such that they are suitable for interrupted feeding on 
automaƟc or semi-automaƟc welding equipment. 
 



10.2.3 Helix 
The helix of coiled filler metal i.e., (wound on reels), as executed by the ring used to determine the cast, when 
placed in flat surface without restraint, shall be such that the maximum distance from any point on the filler 
metal to flat surface shall not exceed the dimension shown for helix in Table 6. 



The helix of filler wire packed in drums shall be such that they are suitable for interrupted feeding on 
automaƟc or semi-automaƟc welding equipment. 
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No. Page Existing Clause Amended Clause Remarks
1 2 6. Size (Nominal Diameter): 0.6 mm, 0.8 mm, …...50 mm 6. Size (Nominal Diameter): 0.6 mm, 0.8 mm, …...5.0 mm



2 3
1) IS 6419:1996 covers….... Nominal Diameter 0.6 mm to 50 mm 
are covered under the standard.



1) IS 6419:1996 covers….... Nominal Diameter 0.6 mm to 5.0 
mm are covered under the standard.



3 3



3)a) Sample of each class/ unique code of classification of 
electrode as per cl.11. of the smallest size (nominal diameter) 
shall be drawn to cover all sizes for that class of electrode.



3)a) Sample of each class/ unique code of classification of 
electrode as per cl.11. of the smallest size 1.2mm or 1.6mm for 
GMAW and 2.4mm or 3.2mm for GTAW (nominal diameter) 
shall be drawn to cover all sizes for that class of electrode.



Refer Clause 14.1 of IS 6419
                     and 
Table 8, Clause A-2 Test 
Conditions



4 4



List of Test Equipment
1. Instrumental Methods
Spectrometer: atomic-absorption spectrometry, inductively 
coupled plasma atomic emission, inductively coupled plasma mass 
spectrometry techniquies, spark source optical emmission 
spectrometry, Spectrophotometer, XRF



All sample preparation facilities including cutting, grinding 
polishing etc.



Standard Reference Materials with Certificate



List of Test Equipment
Spectrometer: atomic-absorption spectrometry, inductively 
coupled plasma atomic emission, inductively coupled plasma 
mass spectrometry techniquies, spark source optical emmission 
spectrometry, Spectrophotometer, XRF



All sample preparation facilities including cutting, grinding 
polishing etc.



Standard Reference Materials with Certificate
                                             OR 
Carbon sulphur (Strohlein) apparatus, muffle furnace, 
induction furnace along with all necessary apparatus, 
analytical balance and reagents for chemical analysis as per IS 
228 (Various Parts) or any established instrumental/ chemical 
method.



Refer Clause 12 of IS 6419.
The chemical composition of 
filler rods and wires when 
analyzed in accordance with the 
relevant part of IS 228 shall be 
given in Table 7.



Also Refer PM/ IS 814/ 3.



Also PM/ IS 6419/ 1 Dec 2022, 
Page 8 Clause 14.1  Test 
Method. "IS 6419, IS 228 
(Various parts), Any established 
instrumental/ chemical method.



4 4



4. Radiography setup, weld assembly and radioactivity protection 
arrangements



4. Radiography setup, weld assembly and radioactivity 
protection arrangements or agreement with outside labs 
approved by BIS.



Refer PM/ IS 6419/ 1 Dec 2022, 
Page 7, Table 1 Clause 14.2, Sub-
contracting permitted for this 
test



5 8



14.1 Chemical Composition, 
Frequency: Each Control Unit
Remarks: -----



14.1 Chemical Composition, 
Frequency: Each cast/ Heat number of Raw Material wire rod
Remarks: If a test certificate indicating conformity is received 
from the manufacturer for every heat, no further testing is 
necessary.



Refer STI/6419/1



6 8



Note-2: The control unit and levels of control as decided by the 
Bureau are obligatory to which the licensee shall comply with.



Note-2: Levels of control given in column 3 are only 
reccomendatory in nature. The manufacturer may define the 
control unit/ batch/ lot and submit his own levels of control in 
column 3 with proper justification for approval by B.O. Head



Refer PM/ IS 814/3 Aug 2021



Proposed amendments to PM. IS 6419/ 1 Dec 2022
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		Sl No.

		Document

		Name

		Clause / Subclause No., Paragraph No./Figure No./Table No.,

Type of Comment

		Comments/Suggestions along with Justification for the Proposed Change

		Proposed Change/Modified Wordings

		Attachments, if any



		Decision of Committee



		1. 

		MTD 11(24613)

		Souvik Das

		6, Editorial

		Substitute ‘0.06 to 0.15’ for ‘0.07 to 0.15’.

		We agree with this change

		-

		NA



		2. 

		MTD 11(24613)

		Kamal A Mulchandani

		13.1, 1, Editorial

		Tensile strength value must be Minimum as per ISO and AWS standards, it cannot be single fixed value.

		Substitute '490 Minimum' for '500-640'

		-

		The committee agreed to add “Min” in Clause 13.1, row (1), col (3).



		3. 

		MTD 11(24613)

		Amit Jain

		13.1, Row 1 Column 3, Editorial

		As the range for Tensile Strength has been removed and instead a single value has been proposed, it is essential to specify that the single value is minimum

— Substitute ‘Tensile Strength Min Mpa’ for ‘Tensile Strength Mpa’.



		— Substitute ‘Tensile Strength Min Mpa’ for ‘Tensile Strength Mpa’.



		-

		Already discussed at Sl No. 2 above.



		4. 

		MTD 11(24613)

		Kamal A Mulchandani

		2,1, Editorial

		As per ISO 6892-1:2019 and IS 1608 (Part1):2022 standard, we can determine "Proof strength" , "Upper yield strength" and "Lower yield strength". There is no designation as "Yield strength" in these standards. However, as per IS 6419 we need to determine "Yield Strength"

		Kindly clarify whether Yield strength mentioned in IS 6419 is "Proof strength" or "Upper yield strength" or "Lower yield strength" of ISO 6892-1:2019 and IS 1608 (Part1):2022. 



ISO 6892-1 is too exhaustive and complex for simple tensile test required for weld metal.



Since IS 6419 in its current fom is based on AWS standard, i suggest to adopt AWS B4.0M : Standard method for mechanical testing of welds so that there is uniformity of designation and clarity of testing procedure.

		-

		Committee recommend the commenters to go through IS 1608(Part1) which already clarifies these concerns.



		5. 

		MTD 11(24613)

		Amit Jain

		Page 2, Table 2, Editorial

		To reduce the breakage of spools during transit and transportation handling, 270 mm spool imparts more ruggedness to the wire and has been the size that is being used widely in the industry both domestically and internationally.

— Insert Row

		270

		±5

		103

		0
-3

		50.5

		+2.5
0

		44.5

		±0.5

		10

		+1
0







		



		270

		±5

		103

		0
-3

		50.5

		+2.5
0

		44.5

		±0.5

		10

		+1
0







		



		The committee agreed on adding footnote at Clause 8.1, under Table 2 as given in ISO 544 which is “Other dimensions can be agreed.”



		6. 

		MTD 11(24613)

		Amit Jain

		Page 6 Table 7, Row 6 Column 2, Editorial

		As as the carbon value has been modified for grade S4, but simply specifying row 6 is leading to confusion whether it is for grade S3 or S4 or S5, this will enable greater clarity for field officers and industry users. 

Substitute ‘0.06 to 0.15’ for ‘0.07 to 0.15’ for IS Classification S4

		Substitute ‘0.06 to 0.15’ for ‘0.07 to 0.15’ for IS Classification S4

		

		Already incorporated in the draft Amendment 2 to IS 6419.



		7. 

		MTD 11(24613)

		Amit Jain

		8, 4, Editorial

		The current standard does not address the requirements for welding wire being supplied in drums for automatic and semi-automatic welding. The following amendments are proposed.



Amendments proposed to include the scope of supply for wire in drums for robotic welding



(Page 2) — New Point Insertion after Point 8



X. Drums for Wire



The size and type of drum in which the particular diameter of wire is to be supplied shall be as agreed between the purchaser and the manufacturer. The surfaces of the drum coming in contact with wire shall be such as to protect the wire from deterioration.



10.2.2 Cast



The cast of coiled filler metals, i.e., (wound on reels), shall be such as to have imparted a curvature to the filler metal so that a specimen sufficient in length to found one loop or a maximum of 3m when cut from the package and laid on a flat surface without restraint shall form a circle or portion thereof of the diameter shown for cast in Table 6.



The cast of filler wire packed in drums shall be such that they are suitable for interrupted feeding on automatic or semi-automatic welding equipment.



10.2.3 Helix



The helix of coiled filler metal i.e., (wound on reels), as executed by the ring used to determine the cast, when placed in flat surface without restraint, shall be such that the maximum distance from any point on the filler metal to flat surface shall not exceed the dimension shown for helix in Table 6.



The helix of filler wire packed in drums shall be such that they are suitable for interrupted feeding on automatic or semi-automatic welding equipment.

		Amendments proposed to include the scope of supply for wire in drums for robotic welding



(Page 2) — New Point Insertion after Point 8



X. Drums for Wire



The size and type of drum in which the particular diameter of wire is to be supplied shall be as agreed between the purchaser and the manufacturer. The surfaces of the drum coming in contact with wire shall be such as to protect the wire from deterioration.



10.2.2 Cast



The cast of coiled filler metals, i.e., (wound on reels), shall be such as to have imparted a curvature to the filler metal so that a specimen sufficient in length to found one loop or a maximum of 3m when cut from the package and laid on a flat surface without restraint shall form a circle or portion thereof of the diameter shown for cast in Table 6.



The cast of filler wire packed in drums shall be such that they are suitable for interrupted feeding on automatic or semi-automatic welding equipment.



 



10.2.3 Helix



The helix of coiled filler metal i.e., (wound on reels), as executed by the ring used to determine the cast, when placed in flat surface without restraint, shall be such that the maximum distance from any point on the filler metal to flat surface shall not exceed the dimension shown for helix in Table 6.



The helix of filler wire packed in drums shall be such that they are suitable for interrupted feeding on automatic or semi-automatic welding equipment.

		-

		Refer discussions in Item 7 clause 7.1 comments on IS 6419



		8. 

		MTD 11(24613)

		Amit Jain

		Product Manual, Editorial	

		The following changes are proposed in the product manual for this product as in attached file.

		-

		



		The committee agreed to:

1. replace 50 mm with 5.0 mm at Sl No. 1 and Sl No. 6 of IS 6419 Product Manual.

2. modify list of test equipments and make spectro analysis optional by removing word ‘essentially’.
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(Page 2, Table 2) — Insert Row 



270 ±5 103 0 
-3 50.5 +2.5 



0 44.5 ±0.5 10 +1 
0 



 



 
(Page 5, clause 13.1, Row 1, Column 3) — SubsƟtute ‘Tensile Strength Min Mpa’ for ‘Tensile Strength Mpa’. 



(Page 6, Table 7, Row 6, Column 2) — SubsƟtute ‘0.06 to 0.15’ for ‘0.07 to 0.15’ for IS ClassificaƟon S4 



 



Amendments proposed to include the scope of supply for wire in drums for roboƟc welding 



(Page 2) — New Point InserƟon aŌer Point 8 



X. Drums for Wire 
The size and type of drum in which the parƟcular diameter of wire is to be supplied shall be as agreed 
between the purchaser and the manufacturer. The surfaces of the drum coming in contact with wire shall be 
such as to protect the wire from deterioraƟon.  
 



10.2.2 Cast 
The cast of coiled filler metals, i.e., (wound on reels), shall be such as to have imparted a curvature to the filler 
metal so that a specimen sufficient in length to found one loop or a maximum of 3m when cut from the 
package and laid on a flat surface without restraint shall form a circle or porƟon thereof of the diameter shown 
for cast in Table 6. 
 
The cast of filler wire packed in drums shall be such that they are suitable for interrupted feeding on 
automaƟc or semi-automaƟc welding equipment. 
 



10.2.3 Helix 
The helix of coiled filler metal i.e., (wound on reels), as executed by the ring used to determine the cast, when 
placed in flat surface without restraint, shall be such that the maximum distance from any point on the filler 
metal to flat surface shall not exceed the dimension shown for helix in Table 6. 



The helix of filler wire packed in drums shall be such that they are suitable for interrupted feeding on 
automaƟc or semi-automaƟc welding equipment. 
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No. Page Existing Clause Amended Clause Remarks
1 2 6. Size (Nominal Diameter): 0.6 mm, 0.8 mm, …...50 mm 6. Size (Nominal Diameter): 0.6 mm, 0.8 mm, …...5.0 mm



2 3
1) IS 6419:1996 covers….... Nominal Diameter 0.6 mm to 50 mm 
are covered under the standard.



1) IS 6419:1996 covers….... Nominal Diameter 0.6 mm to 5.0 
mm are covered under the standard.



3 3



3)a) Sample of each class/ unique code of classification of 
electrode as per cl.11. of the smallest size (nominal diameter) 
shall be drawn to cover all sizes for that class of electrode.



3)a) Sample of each class/ unique code of classification of 
electrode as per cl.11. of the smallest size 1.2mm or 1.6mm for 
GMAW and 2.4mm or 3.2mm for GTAW (nominal diameter) 
shall be drawn to cover all sizes for that class of electrode.



Refer Clause 14.1 of IS 6419
                     and 
Table 8, Clause A-2 Test 
Conditions



4 4



List of Test Equipment
1. Instrumental Methods
Spectrometer: atomic-absorption spectrometry, inductively 
coupled plasma atomic emission, inductively coupled plasma mass 
spectrometry techniquies, spark source optical emmission 
spectrometry, Spectrophotometer, XRF



All sample preparation facilities including cutting, grinding 
polishing etc.



Standard Reference Materials with Certificate



List of Test Equipment
Spectrometer: atomic-absorption spectrometry, inductively 
coupled plasma atomic emission, inductively coupled plasma 
mass spectrometry techniquies, spark source optical emmission 
spectrometry, Spectrophotometer, XRF



All sample preparation facilities including cutting, grinding 
polishing etc.



Standard Reference Materials with Certificate
                                             OR 
Carbon sulphur (Strohlein) apparatus, muffle furnace, 
induction furnace along with all necessary apparatus, 
analytical balance and reagents for chemical analysis as per IS 
228 (Various Parts) or any established instrumental/ chemical 
method.



Refer Clause 12 of IS 6419.
The chemical composition of 
filler rods and wires when 
analyzed in accordance with the 
relevant part of IS 228 shall be 
given in Table 7.



Also Refer PM/ IS 814/ 3.



Also PM/ IS 6419/ 1 Dec 2022, 
Page 8 Clause 14.1  Test 
Method. "IS 6419, IS 228 
(Various parts), Any established 
instrumental/ chemical method.



4 4



4. Radiography setup, weld assembly and radioactivity protection 
arrangements



4. Radiography setup, weld assembly and radioactivity 
protection arrangements or agreement with outside labs 
approved by BIS.



Refer PM/ IS 6419/ 1 Dec 2022, 
Page 7, Table 1 Clause 14.2, Sub-
contracting permitted for this 
test



5 8



14.1 Chemical Composition, 
Frequency: Each Control Unit
Remarks: -----



14.1 Chemical Composition, 
Frequency: Each cast/ Heat number of Raw Material wire rod
Remarks: If a test certificate indicating conformity is received 
from the manufacturer for every heat, no further testing is 
necessary.



Refer STI/6419/1



6 8



Note-2: The control unit and levels of control as decided by the 
Bureau are obligatory to which the licensee shall comply with.



Note-2: Levels of control given in column 3 are only 
reccomendatory in nature. The manufacturer may define the 
control unit/ batch/ lot and submit his own levels of control in 
column 3 with proper justification for approval by B.O. Head



Refer PM/ IS 814/3 Aug 2021



Proposed amendments to PM. IS 6419/ 1 Dec 2022
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IS 6419 Comments.docx
Comments received on IS 6419 are placed below:

		Sl No.

		IS No.

		Name

		Clause / Subclause No., Paragraph No./Figure No./Table No.,

Type Of Comment

		Comments/Suggestions along with Justification for the Proposed Change

		Proposed Change/Modified Wordings

		Attachments, if any



		Decision of the committee



		1. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		8.1 ; Table 2 ; Editorial

		Following stakeholders have invested heavily in 270mm dia spools: 

1. Spool Manufacturers

2. Packing box manufacturers

3. End users having MIG welding machines which can only use 270mm dia spools. Thesemachines cannot accomodate 300mm dia spools.

By adding this variety of spool to IS 6419, there will be no eff ect to the objectives of implementingIS standards.

		1. Diameter (A) 270mm + 5 / - 5mm

2. Width ( B) 103mm + 0 / - 3mm

3. Bore dia ( C) 50.5mm +2.5 / - 0 mm

4. Dist between axis ( D) 44.5mm +0.5 / - 0.5mm

5. Driving hole dia ( d) 10mm +1 / - 0 mm

		

		The committee agreed on adding footnote at Clause 8.1, under Table 2 as given in ISO 544 which is “Other dimensions can be agreed between purchaser and manufacturer”



		2. 

		IS 6419 : 1996

		Kamal A Mulchandani

		8.1 ; Table 2 ; Editorial

		Plastic spool of Diameter (A) 270mm is highly prevalent in market. Hence same should be added to table 2. All other dimensions of 270mm dia spool are same as 300mm dia spool.

Following stakeholders have invested heavily in 270mm dia spools:

1. Spool Manufacturers

2. Packing box manufacturers

3. End users having MIG welding machines which can only use 270mm dia spools. Thesemachines cannot accomodate 300mm dia spools.

By adding this variety of spool to IS 6419, there will be no eff ect to the objectives of implementingIS standards.

		In table 2, a variety of spool having below dimensions should be added:

1. Diameter (A) 270mm + 5 / - 5mm

2. Width ( B) 103mm + 0 / - 3mm

3. Bore dia ( C) 50.5mm +2.5 / - 0 mm

4. Dist between axis ( D) 44.5mm +0.5 / - 0.5mm

5. Driving hole dia ( d) 10mm +1 / - 0 mm

		NA

		Already discussed at Sl No. 1 above.



		3. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		6.1 ; 1 ; Editorial

		The size and type of reels should not be limited to few types as mentioned in clause 8. There are many other sizes of spools widely in use in market.

Further, supply of welding wire in drums should be permitted as this is a widely accepted packing suitable for robotic and semiautomatic welding. it is to be noted that there is no cast and helix ofwelding wires in drums.

		Following paragraph to be added to clause 6.1. “Welding wire can be supplied in Type and size of reels or drums other than those mentioned in clause 8 and as agreed between manufacturer and purchaser. For welding wire supplied in drums there is no requirement for cast and helix."

		NA

		Refer the discussions in clause 8.





		4. 

		IS 6419 : 1996

		Kamal A Mulchandani

		6.1 ; 1 ; Editorial

		The size and type of reels should not be limited to few types as mentioned in clause 8. There are many other sizes of spools widely in use in market.

Further, supply of welding wire in drums should be permitted as this is a widely accepted packing suitable for robotic and semi-automatic welding. It is to be noted that there is no cast and helix of welding wires in drums.

		Following paragraph to be added to clause 6.1. “Welding wire can be supplied in Type and size of reels or drums other than those mentioned in clause 8 and as agreed between manufacturer and purchaser. For welding wire supplied in drums there is no requirement for cast and helix."

		NA

		Already discussed at Sl No. 3 above.



		5. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		5 ; Table 1 ; Editorial

		1. Many intermediate sizes like 1.40mm, 3.15mm, 4.80mm are prevalent in the market

2. In other international standards like AWS 5.18 and ISO 544 following note is mentioned about dimensions and tolerances “Dimensions, tolerances, and package forms other than those shown shall be as agreed upon between purchaser and supplier”

		A note should be added to this clause stating that “Dimensions and tolerances other than those shown shall be as agreed upon between purchaser and supplier"

		



		The committee agreed to add sizes 1.4 mm and 3.15 mm only.



		6. 

		IS 6419 : 1996

		Kamal A Mulchandani

		5 ; Table 1 ; Editorial

		Many intermediate sizes like 1.40mm, 3.15mm, 4.80mm are prevalent in the market

In other international standards like AWS 5.18 and ISO 544 following note is mentioned about dimensions and tolerances  “Dimensions, tolerances, and package forms other than those shown shall be as agreed upon between purchaser and supplier”

		A note should be added to this clause stating that “Dimensions and tolerances other than those shown shall be as agreed upon between purchaser and supplier"

		NA

		Already discussed at Sl No. 5 above.



		7. 

		IS 6419 : 1996

		Kamal A Mulchandani

		5 ; Table 1 ; Editorial

		To have uniformity with other international standards like AWS 5.18 and ISO 544

This will help in manufacturing as other international standards like AWS 5.18 and ISO 544 will be prevalent in the market along with IS 6419 for long time.

		The diameter tolerance for sizes from 0.80mm to 2.50mm should be +0.01 / -0.04mm.

The diameter tolerance for sizes from 2.80mm to 4.0mm should be +0.01 / - 0.07mm.

		NA

		The committee agreed to align negative tolerances with ISO 544.



		8. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		5 ; 1 ; Editorial

		1. To have uniformity with other international standards like AWS 5.18 and ISO 544

2. This will help in manufacturing as other international standards like AWS 5.18 and ISO 544will be prevalent in the market along with IS 6419 for long time.

		The diameter tolerance for sizes from 0.80mm to 2.50mm should be +0.01 / -0.04mm.

The diameter tolerance for sizes from 2.80mm to 4.0mm should be +0.01 / - 0.07mm.

		





		Already discussed at Sl No. 7 above.



		9. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		15.2 ; 15.2 And 15.2.1 ; Editorial

		Clarification is required for which test, the method described in clause 15.2 and15.2.1 is applicable?

		The specific test for which 15.2 and 15.2.1 is written should be mentioned

		



		The committee after deliberation decided that clause 15.2, 15.2.1, 14 and 12 on Method of sampling and Chemical Composition respectively is to be discussed in meeting of Panel 12 and with HMTD along with CMD-2, since, stakeholders are recommending to test the electrode wire by spectroscopy and less than 3 mm wires cannot be tested by spectroscopy due to less surface area leading to inaccuracy and errors in reading obtained and also damaging the sparking area of the machine.



		10. 

		IS 6419 : 1996

		Kamal A Mulchandani

		15.2 ; 15.2 And 15.2.1

		Clarification is required for which test, the method described in clause 15.2 and 15.2.1 is applicable?

		The specific test for which 15.2 and 15.2.1 is written should be mentioned

		

		Already discussed at Sl No. 9 above.



		11. 

		IS 6419 : 1996

		Kamal A Mulchandani

		14.1 ; Table 7 ; Editorial

		1. How to determine Titanium, Zirconium and Aluminium in filler wires? No method is available in IS228 for these elements.

2. Chemical analysis of wire rod stock (raw material) from which filler metals are manufactured should be permitted in lieu of chemical analysis of as manufactured filler wire as wire rod samples can be tested by spectrography and all elements can be determined accurately. (this is permitted in IS 14341 and AWS 5.18.  However chemical analysis by spectrometer should be permitted to be outsourced. Cost and maintainance of reliable spectrometer is very high for small scale manufactures.

3. There is no change to chemical composition of the product during manufacturing process.

		Replace clause 14.1 with following wordings "The chemical composition of the filler wire / rod or the raw material from which filler wire/rod is manufactured should satisfy the chemical analysis as per table 7"

		





		The committee after deliberation decided to conduct literature survey and R&D to determine Ti, Zr, Al and V content by wet chemical analysis method, since, IS 228 does not cover this. Also, this is related to the chemical testing part mentioned in Sl No. 9.



		12. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		14.1, Table 7, Editorial

		1. How to determine Titanium, Zirconium and Aluminium in filler wires? No method is available in IS 228 for these elements.

2. Chemical analysis of wire rod stock (raw material) from which filler metals are manufactured should bepermitted in lieu of chemical analysis of as manufactured filler wire as wire rod samples can be tested byspectrography and all elements can be determined accurately. (this is permitted in IS 14341 and AWS5.18. However chemical analysis by spectrometer should be permitted to be outsourced. Cost andmaintainance of reliable spectrometer is very high for small scale manufactures.

3. There is no change to chemical composition of the product during manufacturing process.

		Replace clause 14.1 with following wordings "The chemical composition of the filler wire / rod or the raw material from which filler wire/rod is manufactured should satisfy the chemical analysis as per table 7"

		





		Already discussed at Sl No. 11 above.



		13. 

		IS 6419 : 1996

		MANI RAGHU RAM KONIKI

		14.1 ; 1 ; Editorial

		The chemical analysis shall be made either by 1.2mm or 1.6mm diameter filler metal.

		A sample of solid electrode or rod stock from which it is made shall be prepared for chemical analysis

		NA

		Already discussed at Sl No. 9 above.



		14. 

		IS 6419 : 1996

		Kamal A Mulchandani

		14.1 ; 1 ; Editorial

		The chemical composition test for filler wire of diameters like 1.20mm / 1.60mm is not possible on spectrometer due to insufficient surface area available sparking. Hence chemical composition test should be permitted on rod stock from which the filler wire is made. There is no hot working process involved in making filler wires listed in the standard hence there is no chance of change in chemical composition during the process. The rod stock chemical composition testing is a well established practice in relevant American and European standards.

		Replace the paragraph with following wording. "Chemical composition of the filler wire/rod should satisfy the chemical analysis as per table 7. The chemical composition of filler wire/rod can be determined by doing chemical analysis of rod stock from which the filler wire/rod is to be produced."

		NA

		Already discussed at Sl No. 9 above.



		15. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		14.1 ; 1 ; Editorial

		As per product manual PM/ IS 6419 /1 Dec 2022, the chemical analysis for filler wire is to be done foreach control unit and each control unit is defined as " entire quantity of electrodes of the same classification and size manufactured in a day shall be taken as one control unit".

Most of the manufacturers produce multiple sizes everyday. In these circumstances it will be very difficult to do chemical analysis of filler wire for all sizes on daily basis by wet analysis method.

		Hence for better complaince, frequency of Chemical Analysis should be restricted to one of the following:

1. Once per manufacturer's standard batch as defined in its quality manual.( this is acceptable as perAWS and ISO standards)

2. Once per heat no. of rod stock(raw material) from which the filler wire is made ( this is asper STI/6419/1 June 2015)

		

		Already discussed at Sl No. 9 above.



		16. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		14.1 ; 1 ; Editorial

		The chemical composition test for filler wire of diameters like 1.20mm / 1.60mm is not possible onspectrometer due to insuff icient surface area available sparking. Hence chemical composition test should bepermitted on rod stock from which the filler wire is made. There is no hot working process involved in makingfiller wires listed in the standard hence there is no chance of change in chemical composition during theprocess. The rod stock chemical composition testing is a well established practice in relevant American andEuropean standards.

		Replace the paragraph with following wording. "Chemical composition of the filler wire/rod should satisfy thechemical analysis as per table 7. The chemical composition of filler wire/rod can be determined by doingchemical analysis of rod stock from which the filler wire/rod is to be produced."

		NA

		Already discussed at Sl No. 9 above.



		17. 

		IS 6419 : 1996

		Kamal A Mulchandani

		14.1 ; 1 ; Editorial

		As per product manual PM/ IS 6419 /1 Dec 2022, the chemical analysis for filler wire is to be done for each control unit and each control unit is defined as " entire quantity of electrodes of the same classification and size manufactured in a day shall be taken as one control unit".

Most of the manufacturers produce multiple sizes everyday. In these circumstances it will be very difficult to do chemical analysis of filler wire for all sizes on daily basis by wet analysis method.

		Hence for better complaince, frequency of Chemical Analysis should be restricted to one of the following:

Once per manufacturer's standard batch as defined in its quality manual.( this is acceptable as per AWS and ISO standards)

Once per heat no. of rod stock(raw material) from which the filler wire is made ( this is as per STI/6419/1 June 2015)

		NA

		Already discussed at Sl No. 9 above.



		18. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		10.2.2 ; Table 6 ; Editorial

		The cast values shown in table 6 for type of package "All except 100mm spool" are 305mm and 380mm.There is no tolerance or limits mentioned.

These values should be minimum values. Because, it is not possible to produce a welding wire spoolhaving exact cast of 305mm or 380mm over entire winding of the spool. The cast will vary with theamount of wire on the spool. There has to be a range for cast values specified.

Reference can be taken from Indian railways standard IRS M46 or AWS/SFA 5.18 and other internationalstandards in this regard.

		In the table 6, the cast values of 305mm and 380mm should be substituted with "305mm Minimum" and"380mm Minimum"

		





		The committee agreed on adding word “Min” at Table 6, col (3), row (3) and row (4).



		19. 

		IS 6419 : 1996

		Kamal A Mulchandani

		10.2.2 ; Table 6 ; Editorial

		The cast values shown in table 6 for type of package "All except 100mm spool" are 305mm and 380mm. There is no tolerance or limits mentioned.

These values should be minimum values. Because, it is not possible to produce a welding wire spool having exact cast of 305mm or 380mm over entire winding of the spool. The cast will vary with the amount of wire on the spool. There has to be a range for cast values specified.

Reference can be taken from Indian railways standard IRS M46 or AWS/SFA 5.18 and other international standards in this regard.

		In the table 6, the cast values of 305mm and 380mm should be substituted with "305mm Minimum" and "380mm Minimum"

		



		Already discussed at Sl No. 18 above.



		20. 

		IS 6419 : 1996

		Kamal A Mulchandani

		10.2.1 ; Editorial

		This test has no relevance in today’s time as welding wires covered under this standard are manufactured without any heat treatment hence there is no possibility of producing welding wire with lower tensile strength than mentioned in table 5.

We believe this test was included when the standard was formed in 1996. During earlier years it was not possible to manufacture welding wires covered under this standard without intermediate annealing. And hence requirement for this test was necessary.

No such test is required in other international standards like AWS 5.18 and ISO14341

		The requirement to check tensile strength of as manufactured filler metal should be deleted

		





		The committee decided to delete word “Temper” from clause 10.2.

The committee further decided to delete entire clause 10.2.1 along with Table 5, since the committee felt that it has no relevance.



		21. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		10.2.1 ; 1 ; Editorial

		1. This test has no relevance in today’s time as welding wires covered under this standard are manufactured without any heat treatment hence there is no possibility of producing welding wire with lower tensile strength than mentioned in table 5.

2. We believe this test was included when the standard was formed in 1996. During earlier years it wasnot possible to manufacture welding wires covered under this standard without intermediateannealing. And hence requirement for this test was necessary.

3. No such test is required in other international standards like AWS 5.18 and ISO14341

		The requirement to check tensile strength of as manufactured filler metal should be deleted

		



		Already discussed at Sl No. 20 above.



		22. 

		IS 6419 : 1996

		Kamal A Mulchandani

		10.1 ; Last Sentence ; Editorial

		This parameter is already covered under the clause 14.1 -chemical composition and Table 7- Note b. Hence it is a repetition of test parameter.

		The last sentence of this clause mentioning Copper content of the coating and or wire should be deleted.

		



		The committee after deliberation rejected the comment.



		23. 

		IS 6419 : 1996

		VISHAL JAGOTTA

		10.1 ; Last Line ; Editorial

		This parameter is already covered under the clause 14.1 -chemical composition andTable 7- Note b. Hence it is a repetition of test parameter.

		The last sentence of this clause mentioning Copper content of the coating and or wireshould be deleted.

		





		Already discussed at Sl No. 22 above.



		24. 

		IS 6419 : 1996

		Shri Souvik Das Tata Steel Limited

		Na

		Please refer attachments, since, comments are  not received from the BIS portal.

		Please refer attachments, since, comments are  not received from the BIS portal.

		



		Already discussed in last meeting.



		25. 

		IS 6419 : 1996

		Shri Nipun Thakur

		Na

		Please refer attachments, since, comments are  not received from the BIS portal.

		Please refer attachments, since, comments are  not received from the BIS portal.

		



		Already discussed at Sl No. 18 above.



		26. 

		IS 6419 : 1996

		Shri Kunal Parikh

Shakunt Enteprises Private Limited

		Na

		Please refer attachments, since, comments are  not received from the BIS portal.

		Please refer attachments, since, comments are  not received from the BIS portal.



		





		Duplicate entries, these comments have already discussed and the decisions of the committee given in this table.



		27. 

		IS 6419 : 1996

		Shri Hariganesh R Ador Welding Limited

		Na

		Please refer attachments, since, comments are  not received from the BIS portal.

		Please refer attachments, since, comments are  not received from the BIS portal.

		



		Already discussed at Sl No. 18 above.



		28. 

		IS 6419 : 1996

		Tripurari Jha Hyundai Welding Co Ltd

		Na

		Please refer attachments, since, comments are  not received from the BIS portal.

		Please refer attachments, since, comments are  not received from the BIS portal.



		





		Already discussed at Sl No. 5 above.



		29. 

		IS 6419 : 1996

		Kamal A Mulchandani

		All ; All ; Editorial

		The IS standard available for download on BIS website link is not clear. The decimal points in the numbers and small text is not visible.

		Clear print for the standard should be available on the BIS website.

		



		BIS noted the information and informed that the standard is under process for revision, and after the standard gets revised it will be available in better quality.
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2/19/24, 4:18 PM Email



https://email.gov.in/h/printmessage?id=33404&tz=Asia/Kolkata&xim=1 1/3



From : souvik das <souvik.das@tatasteel.com>
Subject : RE: Request of deferment of QCO on IS-6419:1996 [BIS



standard for Welding Rods and Bare Electrodes for Gas
Shielded Arc Welding of Structural Steel]



To : MTDtcELEVEN Metallurgical Engineering Department
<mtd11@bis.gov.in>



Email MTDtcELEVEN Metallurgical Engineering Department



RE: Request of deferment of QCO on IS-6419:1996 [BIS standard for Welding Rods
and Bare Electrodes for Gas Shielded Arc Welding of Structural Steel]



Thu, Jan 11, 2024 02:06 PM
2 attachments



Respected Sir,
 
There is any information regarding extension of date of implementation of IS-6419:1996.
Kindly share the relevant information.
Shall be obliged with a line of confirmation from your side please.
 
With Warm Regards



Souvik Das
Sr Manager, BIS and Physical Laboratories
Scientific Services
Technology and New Materials Business Division
Tata Steel Limited
R&D and Scientific Services  | P.O. Burmamines |  Jamshedpur - 831007
Mobile  +91-8092084714
souvik.das@tatasteel.com  |  http://www.tatasteel.com 
 



To know more, visit: https://www.wealsomaketomorrow.com/
 
From: Souvik Das
Sent: 18 December 2023 06:50 PM
To: mtd@bis.gov.in; mtd11@bis.gov.in
Cc: Anup Kumar <anup.kumar@tatasteel.com>; Biswajit Ghosh
<BISWAJITG@TATASTEEL.COM>; Koustuv Kakati <koustuv.kakati@tatasteel.com>
Subject: FW: Request of deferment of QCO on IS-6419:1996 [BIS standard for Welding Rods
and Bare Electrodes for Gas Shielded Arc Welding of Structural Steel]
 
Dear Sir,
 
We have been following up on the need for modification in %C in IS 6419:1996 before
bringing it under purview of QCO.
We had a discussion with MTD-4 and the issue was explained.
We understand that we can continue to manufacture this grade of wire rods with a minimum
%C of 0.06 till the time IS 6419:1996 is modified to reflect this change.
Kindly provide the status regarding modification of IS 6419:1996 .
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With Warm Regards



Souvik Das
Sr Manager, BIS and Physical Laboratories
Scientific Services
Technology and New Materials Business Division
Tata Steel Limited
R&D and Scientific Services  | P.O. Burmamines |  Jamshedpur - 831007
Mobile  +91-8092084714
souvik.das@tatasteel.com  |  http://www.tatasteel.com 
 



To know more, visit: https://www.wealsomaketomorrow.com/
From: Biswajit Ghosh
Sent: 28 July 2023 16:49
To: Parmjeet singh <parmjeet.singh@gov.in>
Cc: Souvik Das <souvik.das@tatasteel.com>; Koustuv Kakati
<koustuv.kakati@tatasteel.com>; MTD4 Metallurgical Engineering Department
<mtd4@bis.gov.in>
Subject: Request of deferment of QCO on IS-6419:1996 [BIS standard for Welding Rods and
Bare Electrodes for Gas Shielded Arc Welding of Structural Steel]
 
To
Additional Industrial Advisor,
Ministry of Steel,
Government of India,
New Delhi
 
Kind Attn: Mr. Paramjeet Singh
 
This refers to the Gazette Notification No. CG-DL-E-17072023-247374 dated 17th July, 2023
[No 3024].
As per this notification, BIS standard IS6419:1996 shall come under the purview of QCO in 6
months from date of gazette notification.
 
This standard is for continuous welding electrodes [wires] for structural steel applications. In
actual practice, these wires are drawn to fine sizes [0.8 mm] from 5.5 mm steel wire rods at
high speeds without any intermediate annealing. These wires are used in diverse applications
[including automotive steels and yellow goods] and is not restricted to structural steels only.
 
Because of the fine final wire size and speed of draw, the chemistry of the wire rods is very
tightly controlled – most important being minimum %C in of 0.06, which is same as in AWS
specification [AWS A5.18 ER70S6], which is followed globally for this application. Any C
content > 0.08%, creates problems in wire drawing – such that breakages increase and these
cannot be ‘direct drawn’ to 0.8 mm final size.
 
As per the current standard [equivalent grade S4 of IS6419], %C is specified as 0.07 – 0.15.
It is, therefore, most important that the %C in the current standard be revised to
0.06 minimum [in line with AWS A5.18 ER70S6]. Only after this modification of IS6419,
this standard should be included in QCO.
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We therefore, request you to consider deferring inclusion of IS6419:1996 in QCO, till the
standard is modified [to have a min C 0.06% instead of 0,07%].
 
Otherwise, we foresee these wire rods to be drawn to 1.2 mm min [instead of 0.8 mm] at
lower speeds [or with intermediate annealing].
 
Shall be obliged with a line of confirmation from your side please.
 
Kind Regards
 
Biswajit Ghosh
Chief Technology | Technology



Tata Steel Limited
Jamshedpur
Mobile +91-7763807334
biswajitg@tatasteel.com | http://www.tatasteel.com



To know more, visit: https://www.wealsomaketomorrow.com/
 
Information contained and transmitted by this e-mail is confidential and
proprietary to Tata Steel Ltd. and is intended for use only by the
addressee. If you are not the intended recipient , you are notified that
any dissemination or copying of this e-mail is strictly prohibited and you
are requested to delete this e-mail immediately and notify the originator.
Tata Steel does not enter into any binding agreement with any party by e-
mail. Any views expressed by an individual do not necessarily reflect the
view of Tata Steel. Tata Steel is not responsible for the consequences of
any actions taken on the basis of information provided. While this e-mail
has been checked for all known viruses the addressee should also scan for
viruses. Personal data shared on the email will be processed in accordance
with the lawfulness of processing as per Tata Steel Limited, India (TSL)’s
Data Privacy Policy. To know more about Tata Steel and TSL's Privacy
Policy, please visit www.tatasteel.com.
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Shakunt Enterprises Private Limited 
05-Jan-2024 



LUDHIANA VADODARA DHARWAD 



To, 



Bureau of Indian Standards 



MTD-11 Department, 



New Delhi, India. 



Subject: - Amendment and clarifications required to IS 6419 



Reference: - The Welding Rods and Electrodes (Quality Control) order, 2023 dated 14th July 



2023. 



 Dear Sir/Madam, 



We had submitted the license application on your portal having application no’s. #97003051, #73000707, 



#68000693 for our all units across India. 



We have three manufacturing units in Ludhiana-Punjab, Vadodara-Gujarat, Dharwad-Karnataka respectively with 



reference with application no’s. 



We writing hereby about the some clarification and amendments required to IS 6419, Details are mentioned as 



below- 



1. IS 6419 Table 6 Diameter of cast and helix (Clause 10.2.2 and 10.2.3) 



 



As per the above specification in “CAST SECTION” there is no minimum and maximum given, to maintain cast 



with single value is not possible as its diameter will increase automatically when we start filling on plastic from 



bottom to top as circumference area will increase in every layer to layer. With reference to AWS/SFA 5.18 (305 



MM and 380 MM) is minimum value and it is also recommended to maintain this value as minimum as it is 



directly related to wire feeding during the welding so we hereby purpose to provide clarification for the same. 



AWS 5.18 Screen shot attached as below- 



 











Shakunt Enterprises Private Limited 
05-Jan-2024 



LUDHIANA VADODARA DHARWAD 



2. IS 6419 A1 Chemical Analysis (Clause 14.1) and PM/IS 6419/ 1 Dec 2022 



 



    



As per the IS 6419 A1 Clause 14.1 chemical analysis to done for each size and as per the PM/IS 6419/1 Dec 2022 



Chemical composition test frequency is each control unit and control unit is entire quantity of same classification 



and same size manufactured in a day. 



To perform chemical analysis by wet method for all sizes on daily basis is very difficult activity as it is long time 



activity and Most of the manufacturer produce minimum 3-4 sizes on daily basis of same classification. 



Further chemical testing of finished wire by Spectro method is not much reliable. 



So we hereby recommend to made following amendments with respect to Chemical composition testing part 



Testing frequency can be shift to every raw material heat or every raw material coil instead of each control unit. 



Chemical analysis of raw material and finished wire both should be acceptable instead of finished wire sizes only 



as after raw material receiving we are doing only wire drawing and copper coating on it hence there is no chance to 



change in chemical composition with our entire manufacturing process. As Raw material testing by Spectro 



method is more reliable then chemical analysis method.  



For third party lab testing finished wire size testing by wet analysis method can be remain as such. 











Shakunt Enterprises Private Limited 
05-Jan-2024 



LUDHIANA VADODARA DHARWAD 



      IS 6419 Chemical Composition of Filler Rods and Wires (Clause 12) – IS Classifications 



 



  



Refer to above attached screenshots IS 6419 Vs AWS 5.18, IS Class S4 and AWS Class S6 is equaivalent grade 



but there is little bit difference in Carbon %. 



In IS 6419 C% is 0.07 to 0.15 and in AWS C% is 0.06 to 0.15 and in present scenerio most the Wire Rod 



Manufacturing mills (JSW/TATA) refer to the chemical compostion mentinoed in AWS 5.18 and provide the 



material accordingly. 



Hence we request to amend the same as per AWS or Make the mills compulsory to produce the Raw material 



under IS code and for the mean time till any clarification come into action pls. provide us the relaxtion with 



amendment in IS 6419 according to AWS 5.18 for chemical composition specifications.    



Looking forward for quick and positive response from your side in the said matter. 



Thanking You. 



With Best Regards 



For Shakunt Enterprises Pvt. Ltd. 



Raman Kumar 



Corp. Plant Head 



98150-83823 
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Clarifications / Amendments required for IS-6419 


			Sr.No.


			Clause No. 


			Details of Issue


			Suggestions


			Justifications





			1


			10.2.2 Table no 6


			No range or tolerance specified for Cast for “Type of package - All except 100mm spool”. IS 6419 states cast should be exactly 305 or 380mm.





This is a typing error. 





License applications are being rejected due to this anamoly.


			1. Word “minimum” or “ not less than “ to be inserted before the specified dimensions


2. Till the time Amendment is issued in this matter, a clarification should be issued to all Branch offices, so that applications are not rejected due to this anomaly


			1. It is the fact that welding wire wound on the plastic spool cannot have the exact same cast dimension over its entire length


2. Since IS-6419 is based on AWS 5.18 it should follow what is specified in AWS 5.18 which specifies “not less than” before these dimensions. 


3. We feel word “minimum” is mistakenly omitted while writing IS-6419


4. Indian railways standard  IRS M46 which is based on IS 6419 clearly states Cast values as minimum values


5. Moreover in ISO 544 the cast values are to be decided by the manufacturer





			2


			14.1 Amendment1


			Amendment 1 specifies chemical analysis is to be for all sizes & product manual states spectrometer as the essential instrument for chemical analysis. Spectrometer cannot be used for 0.8 / 1.20mm or such small size wires.    


			Manufacturers propose to do chemical analysis using spectrometer on the rod stock (raw material) from which wires are made.  





However chemical analysis by spectrometer should be permitted to be outsourced. Cost and maintenance of reliable spectrometer is very high for small scale manufactures.   


			1. Spectrometer normally require 15x15 mm minimum surface area for giving reliable results. Therefore it cannot be used for small sizes like 0.8mm / 1.2mm diameter wires 


2. There is no hot working during manufacturing of wires from the rod stock hence chemical composition will not change during the production of welding wires. 


3. Chemical analysis on rod stock from which corresponding wire is made is well accepted norm as per AWS 5.18 / ISO 14341 standards. 





			3


			14.1 Table 7


			No IS 228 method available for checking Titanium, Zirconium and Aluminium in filler wire


			Chemical analysis of wire rod stock (raw material) from which filler metals are manufactured should be permitted in lieu of chemical analysis of as manufactured filler wire as wire rod samples can be tested by spectrography and all elements can be determined accurately.


 However chemical analysis by spectrometer should be permitted to be outsourced. Cost and maintenance of reliable spectrometer is very high for small scale manufactures.





			1. There is no change to chemical composition of the product during manufacturing process


2. This is permitted in IS 14341 and AWS5.18





			4


			14.1 Ammendment1 


Product manual –PM/IS-6419 /1Dec 2022


			As per product manual chemical analysis is to be done for each control unit, which is defined as entire quantity of electrodes of the same classification and size manufactured in a day manufacturers produce multiple size wires every day.    


			The frequency of chemical analysis should be restricted to once for manufacturers standard batch as defined in its quality manual or once per heat no. of rod stock (raw material) from which it is produced  


			3. This will improve the compliance


4. Most of the manufacturers produce multiple sizes of Wires everyday. In this situation it is very difficult and expensive to carry out chemical analysis by chemical / wet method for each size on daily basis





			5


			Packaging of welding wire


			No mention of welding wires supplied in drums / bulk packaging, Steel bobbins and other type of packaging as agreed between manufacturer and purchaser


			Please clarify if such bulk packaging are out of the scope of IS-6419. If not same needs to be incorporated in the standard with physical properties of wire like cast and helix


			1. Many different types of packings other than those mentioned in IS 6419 are prevalent in market in huge quantities


2. Other international standards like AWS 5.18 and ISO 544 have mentioned this by a note as below: “Dimensions, Tolerances and Package forms other than shown shall be agreed between Purchaser and Supplier”








			6


			5 -


Dimensions and Tolerances of Wires and Rods


			No clarification provided on Dimensions and Tolerances on other than those shown in table 1


			Note should be added to this clause stating that “Dimensions and Tolerances other than those shown shall  be as agreed upon between Purchaser and Supplier”


			1. Many intermediate sizes like 1.40mm, 3.15mm and 4.80mm are required for certain applications.


2. Other international standards like AWS 5.18 and ISO 544 provide such note





			


			


			Tolerances on wire Diameter not in line with international standards like AWS 5.18 and ISO 544  


			Diameter tolerances for sizes from 0.80 to 2.50mm should be +0.01/-0.04mm and for 2.80mm to 4.0 should be +0.01/-0.07  


			1. It will bring uniformity between IS and AWS 5.18 and ISO544


2. This will help in manufacturing as other international standards like AWS 5.18 and ISO 544 will be prevalent in the market along with IS-6419 for long time





			


7


			8 -Dimension of Spools, Rims and Coils





			Other option of plastic spool sizes prevalent in the market like 270 mm dia should be added in table 2. Alternatively, relevant note can be added to cover such spool sizes 


			Either 270 mm dia plastic spool could be added in table 2  or alternatively similar note as those of AWS 5.18 or ISO544 standards can be added to the clause 


			1. Other international standards like AWS 5.18 and ISO 544 mention following note about dimensions of Spools/Rims/Coils “Dimensions, Tolerances and Package forms other than shown shall be agreed between Purchaser and Supplier”


2. Many stakeholders have invested heavily in 270mm dia spools  


3. Adding this size of spool should not affect our objectives of implementing IS 6419











			





8


			10.1 for Finish


			Repetition of Test Parameter for copper content of coating in clause no 10.1 and 14.1 


			Last sentence of this clause mentioning copper content of coating and or wire should be deleted


			1. This parameter is already covered under clause no 14.1 – chemical composition and Table 7 –Note b


2. Hence it is a repetition of test parameter





			


9





			10.2.1


Temper of Filler metal


			The requirement of testing tensile strength has no relevance since welding wire under this standard are manufactured without any heat treatment hence test not essential


			Requirement to check the Tensile strength of as manufactured filler metal should be deleted


			1. Welding wires manufactured under this standard are manufactured without any heat treatment hence there is no possibility of producing welding wire with lower tensile strength than given in the Table 5


2. We believe this test was included when standard was initially formed. During earlier years it was not possible to manufacture welding wires covered under this standard without intermediate annealing. Hence requirement of this test was necessary then.


3. No such test is required in other international standards like AWS 5.18 and ISO 14341





			


10


			15 


Method of Sampling


			Not clear for which tests,the sampling method described  under 15.2 and 15.2.1 is applicable


			Please clarify the relevant tests where described sampling method is applicable


			





			11


			IS 6419


			Standard copy available online on BIS web link is not legible


			Clear copy of standard should be available for download


			Decimal points and sub-texts are not legible.





			12


			Raw material


			No IS standard available for raw material used for manufacturing of IS 6419 products


			International standards available should be adopted


			If Raw material is IS approved, burden on small manufacturers to test raw material for each control unit will reduce significantly





			13


			Manak portal


			Product manual and scheme of inspection and testing  available for download on the application form is outdated document (Doc no. draft STI/6419/1 dated June 2015)


			The latest document “Product manual PM/ IS 6419/ 1 Dec 2022” should be uploaded to the application form





			To avoid confusion during factory inspection





			14


			Approved Labs


			Only 2 labs are approved on all India basis. Sample testing is taking very long. 


			More labs to be approved on urgent basis. . Effective date for implementation of QCO to be extended by 6 months so that all manufacturers can get samples tested.


			To avoid delays in availing licenses.  
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2/19/24, 4:23 PM Email



https://email.gov.in/h/printmessage?id=33161&tz=Asia/Kolkata&xim=1 1/2



From : kunal@sanwalka.in
Subject : Concerns -Welding Rods and Electrodes (Quality Control),



2023--IS 6419
To : Vishal Kumar Rana <vkrana@bis.gov.in>
Cc : MTDtcELEVEN Metallurgical Engineering Department



<mtd11@bis.gov.in>



Email MTDtcELEVEN Metallurgical Engineering Department



Concerns -Welding Rods and Electrodes (Quality Control), 2023--IS 6419



Fri, Jan 05, 2024 10:58 AM
1 attachment



Dear Sir,
 
Greeting from M/s.Shakunt Enterprises Private Limited !
 
We are facing problems in execution of QCO 2023 with respect to IS 6419 as per attachment.
You are requested to kindly review and revise the same with necessary amendments for
better clarifications.
 



1. Typing errors in IS 6419 as mentioned in the attached file need to be amended on an
urgent basis. If amendment will take time, BIS should issue a clarification to all
branches in this regard to avoid rejection of license application. Our license application
is also get rejected on this ground.



2. Only 2 labs are approved on an all India basis for IS 6419, more approved labs are
required urgently. There are more than 100 domestic manufacturers and only 9 licenses
are issued so far. There is a huge backlog for testing which again delays proceedings.



Hence we request for Effective date for implementation of QCO to be extended by 6 months so that all
manufacturers by the time clarifications/amendment done.
This is very serious concern for all the industries as supply chain will get disturbed for the end
user.
With best regards,
 
Kunal Parikh
General  Manager
Shakunt Enteprises Private Limited
Plot No. 67-A, Industrial Area
Savli G.I.D.C
Vadodara-391775 (GUJARAT) INDIA
M:-  +916358848866
E:-    kunal@sanwalka.in
www.shakunt.com
LUDHIANA     DHARAWD     VADODARA
 
 





mailto:kunal@sanwalka.in


http://www.shakunt.com/








2/19/24, 4:23 PM Email



https://email.gov.in/h/printmessage?id=33161&tz=Asia/Kolkata&xim=1 2/2



Clarifications required for IS-6419.docx
21 KB 
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Correction on IS 6419 Hariganesh 27 Dec 2023.pdf




2/19/24, 4:35 PM Email



https://email.gov.in/h/printmessage?id=32877&tz=Asia/Kolkata&xim=1 1/1



From : hariganesh@adorians.com
Subject : Correction in IS 6419:1996 (RA2021)



To : MTDtcELEVEN Metallurgical Engineering Department
<mtd11@bis.gov.in>



Cc : somnathchakravarty@adorians.com



Email MTDtcELEVEN Metallurgical Engineering Department



Correction in IS 6419:1996 (RA2021)



Wed, Dec 27, 2023 02:19 PM



Dear Mr. Rana,
 
Pl refer our discussions regarding updating Indian Standard IS 6419:1996 (RA2021) in our
Physical BIS Meeting at IIW Vadodara on 08/12/23.
In continuation to that We wish to highlight one more correction in the IS 6419:1996
(RA2021) which we missed to address during our meeting.
In Indian Standard IS 6419:1996 (RA2021) Table 6 mentions Diameter of Cast and Helix
Measurement.
In this Table 6 under Cast column only readings were mentioned in mm. Whereas it should be
mentioned as Cast Minimum in mm.
We believe it’s a typographical mistake and Request you to correct the same and update the
standard.
 
We wish to address this change and request a line of confirmation on receipt of this mail and
conformation of acceptance of this update.
We also wish to highlight wherever decimal places are there for wire diameters like for
example 0.80, 1.0, 1.20, the decimal point is not legible in the whole standard.
Request you to address the same.
 
Best Regards,



Hariganesh R
Chief Manager – Product Development (Welding Consumables)
Ador Welding Limited t: (020) 40706000
www.adorwelding.com m: +91 7722076636



 
 





http://www.adorwelding.com/
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Request Letter for 1.4mm diameter inclusion in IS6419.pdf




 
100, DAESONG-RO, NAM-GU, POHANG, GYEONG BUK, KOREA 



PHONE : (+82-54) 289-6280,  FAX : (+82-54) 289-6240 



WEBSITE : www.hyundaiwelding.com E-MAIL: kwpark@hyundaiwelding.com 



 



DATE :  2024 / 2 / 20  



FROM :  HYUNDAI WELDING CO.,LTD.  



PAGE NO. :  2(INCLUDING COVER) REF NO.: HWC-240220-1 



 



To Bureau of Standard Delhi 



 



We would like to respectfully share details regarding the widespread usage of 



1.4mm diameter welding rods in accordance with IS 6419: 1996 from the standpoint 



of manufacturers. Although Table 1 in Clause 5 does not explicitly specify this 



dimension, it is noteworthy that the 1.4mm diameter finds common usage in various 



international specifications. We kindly request guidance or confirmation regarding 



the acceptance and compatibility of the 1.4mm diameter within the framework of IS 



6419: 1996. 



Presently, Hyundai Welding manufactures Gas Metal Arc Welding (GMAW) 



products in strict adherence to the international standard set forth by the American 



Welding Society (AWS). Henceforth, Hyundai Welding currently manufactures Gas 



Metal Arc Welding (GMAW) products with wire diameters ranging from 0.8mm, 



0.9mm, 1.0mm, 1.2mm, 1.4mm, 1.6mm. The specific wire diameter selected is 



contingent upon the buyer's welding location and industry requirements. Thinner wire 



diameters are used when welding thin plates, while thicker wire diameters facilitate 



more deposition onto the base plate through higher current. Due to its significant 



impact on productivity, the requirements for wire diameter vary across industries. For 



instance, in the automobile industry, where numerous thin plates are welded, a 



1.0mm diameter is commonly used. Conversely, in applications involving thick steel 



plates, a 1.4mm diameter is widely used, extending its prevalence to sectors such as 



heavy equipment, shipbuilding, and the steel industry. 



The 1.4mm diameter has been officially incorporated into international welding 



standards, including those established by reputable organizations such as the 



American Welding Society (AWS), International Organization for Standardization 



(ISO), Japanese Industrial Standards (JIS) and others. The detailed certification 



information is provided in Annex 1.  











 
100, DAESONG-RO, NAM-GU, POHANG, GYEONG BUK, KOREA 



PHONE : (+82-54) 289-6280,  FAX : (+82-54) 289-6240 



WEBSITE : www.hyundaiwelding.com E-MAIL: kwpark@hyundaiwelding.com 



 



Thus, we respectfully request you to include diameter 1.4mm in the standard IS 



6419 :  



We hold the belief that BIS certification will attain global recognition similar to 



standards set by AWS and ISO. Consequently, the incorporation of wire diameter 



standards utilized worldwide would elevate its status to an even more widely 



accepted international standard. 



We extend our appreciation for your time and consideration in this matter, and we 



are prepared to provide any additional information that may be required. 



 



Sincerely, 



 



 



 



 



 



 



 



 



 



Park, Kyong Woo 



QA Department 



Tel : 82 54 289 6280 



 
YOUR WELDING PARTNER! 



1996.











 



<Annex 1> 



American Welding Society (AWS) : AWS A5.02 



 



 



 



 



 



 



 



 



 











 



International Organization for Standardization (ISO) : ISO 544 



 



 



Japanese Industrial Standards (JIS) : JIS Z 3200 
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From : tripurari jha <tripurari.jha@hyundaiwelding.com>
Subject : Request for 1.4mm diameter inclusion in IS 6419:1996



standard
To : MTDtcELEVEN Metallurgical Engineering Department



<mtd11@bis.gov.in>
Cc : Vishal Kumar Rana <vkrana@bis.gov.in>



Email MTDtcELEVEN Metallurgical Engineering Department



Request for 1.4mm diameter inclusion in IS 6419:1996 standard



Wed, Feb 21, 2024 02:35 PM
1 attachment



Kind Attention: Mr Vishal Kumar Rana 
                          Scientist -B
                         ( Metallurgical Engineering ) 
Dear Sir ,
Greetings! 
We are from Hyundai Welding Company Ltd . Headquarter at South Korea.Our this letter is regarding IS
6419:1996.Via this letter we seek your Kind  attention towards inclusion of diameter 1.4mm in the mention
standard.
We have attached herewith the request letter along with refrence from some globally accepted refrence. We
hope you would find our inputs in line and would consider our request to include the diameter in IS 6419:1996 .
Thanking you in advance! 



Regards 
Tripurari  Jha 
Regional Sales Manager 
Hyundai Welding Co Ltd
Mobile 9993560617
Email tripurari.jha@hyundaiwelding.com 



Request Letter for 1.4mm diameter inclusion in IS6419.pdf
275 KB 





mailto:tripurari.jha@hyundaiwelding.com
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Vishal Jagotta Comment (Table).pdf
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IS 1395 Comments.docx
Comments received on IS 1395 are placed below:

		Sl No.

		IS No.

		Name

		Clause / Subclause No., Paragraph No./Figure No./Table No.,

Type Of Comment

		Comments/Suggestions along with Justification for the Proposed Change

		Proposed Change/Modified Wordings

		Attachments, if any



		Decision of the committee



		1. 

		IS 1395 : 1982

		Rohit Raut

		Clauses 1.1, 4.1 ; Table 1 ; Editorial

		Some grades of low alloy Steel are missing in the Standard. These missing alloys are widely used in India.

		Added in attachment.

		





		Shri Rohit Raut during the meeting he need 1 week time to review his own comment.



		2. 

		IS 1395 : 1982

		Sankaranarayanan E

		4.1, Table 1, Editorial

		Need Clarifications on the BIS classification for the Pipeline cellulosic (E7010P1 / E8010-P1. / E9010-P1) and basic coated electrodes (E8045-P2, E9045-P2) type of consumables w.r.t to AWS 5.5.  Do we need to follow Corresponding EX C-G1, EX B-G1 for the above pipeline consumable grades?

		-

		NA

		The committee after reviewing the comments informed that the standard ISO 18275 is already being adopted.



		3. 

		IS 1395 : 1982

		Sankaranarayanan E

		Table 1

		C% specified as 0.10 max in Table 1 for celulosic electrodes. Whereas in AWS 5.5 it is mentioned 0.20 Max for cellulosic electrodes ( Table 2 ).

Our products are manufactured as oer AWS standard and any change would alter the product mechanical properties

		C% value need to changed in line with corresponding AWS values.

		No Attachment added.

		Already discussed in Sl No. 2 above.



		4. 

		IS 1395 : 1982

		Somnath Chakravarty

		-

		-

		Remarks from AWPM on IS: 1395 1. Classification coding for Diffusible Hydrogen designation is absent in IS: 1395. That may be added similar to IS: 814 or the way mentioned in ISO: 18275. 2. Clause 9.3.2: change the reference from 8.4.1 to 9.4.1 3. Similar way for clause 10.2 and 10.3: change the reference from 7.5 to 8.5. 4. Similar way for clause 11.1.5: change the reference from 18 to 19. Spelling "Covering"

		





		Already discussed in Sl No. 2 above.



		5. 

		IS 1395 : 1982

		Pankaj Jain

		-

		-

		1. Classification coding for Diffusible Hydrogen designation is absent in IS: 1395. That may be added similar to IS: 814 or the way mentioned in ISO: 18275.

		NA

		Already discussed in Sl No. 2 above.



		6. 

		IS 1395 : 1982

		Hariganesh Ramamurthy

		-

		-

		Inputs from Ador Welding for IS 1395 Review: 

1. List of Classifications to be updated mentioned in attached PDF.

		





		Already discussed in Sl No. 2 above.







Hariganesh Ramamurthy-Review_Comment_231220_1703075802.pdf




From ADOR Welding



Sr. No. AWS Classification EN Classification IS Classification Remarks



SFA 5.5 EN ISO 3580/ 2560/ 18275 IS: 1395



1 E7018-A1 EN ISO 3580-A - E Mo B 32 H5 E49 B - A1



2 E 8018-B1 EN ISO 3580-A - E CrMo0.5 B 32 H5 E55 B - Bl



3 E8015-B2 EN ISO 3580-A - E CrMo1 B 32 H5 E55 B - B2



4 E8016-B2 EN ISO 3580-A - E CrMo1 B 32 H5 E55 B - B2



5 E 8018-B2 EN ISO 3580-A - E CrMo1 B 32 H5 E55 B - B2



6 E 8018-B2 EN ISO 3580-A - E CrMo1 B 32 H5 E55 B - B2



7 E7018-B2L EN ISO 3580-A - E CrMo1L B 32 H5 E49 B - B2L



8 E9015-B3 EN ISO 3580-A - E CrMo2 B 32 H5 E63 B - B3



9 E9016-B3 EN ISO 3580-A - E CrMo2 B 32 H5 E63 B - B3



10 E9018-B3 EN ISO 3580-A - E CrMo2 B 32 H5 E63 B - B3



11 E9018-B3 EN ISO 3580-A - E CrMo2 B 32 H5 E63 B - B3



12 E8018-B3L EN ISO 3580-A - E CrMo2L B 12 H5 E55 B - B3L



13 E8018-B6 EN ISO 3580-A - E CrMo5 B 32 H5 E55 B - B6



14 E8018-B6L EN ISO 3580-A - E CrMo5L B 32 H5 No classification Like other L grade, classification may be given.



15 E9018-B6 EN ISO 3580-A - E Cr5Mo0.5 B 32 H5 E63 B - B6



16 E8018-B8 EN ISO 3580-A - E CrMo9 B 32 H5 E55 B - B8



17 E8018-B8L EN ISO 3580-A - E CrMo9L B 32 H5 No classification Like other L grade, classification may be given.



18 E9018-B91 EN ISO 3580-A - E CrMo91 B 32 H5 No classification



19 E9015-B91 EN ISO 3580-A - E CrMo91 B 42 H5 No classification



20 E9016-B91 EN ISO 3580-A - E CrMo91 B 32 H5 No classification



21 E8018-C1 EN ISO 2560-A - E 46 6 2Ni B 32 H5 E55 B - C1



22 E8018-C2 EN ISO 2560-A - E 46 6 3Ni B 32 H5 E55 B - C2



23 E7018-C2L EN ISO 2560-A - E 38 9 3Ni B 32 H5 No classification Like other L grade, classification may be given.



24 E8018-C3 EN ISO 2560-A - E 46 4 1Ni B 32 H5 E55 B - C3



25 E7018-C3L EN ISO 2560-A - E 38 5 1Ni B 32 H5 No classification Like other L grade, classification may be given.



26 E8018-C4 No classification



27 E8018-D3 EN ISO 2560-A - E 46 4 1NiMo B 32 H5 No classification



28 E8045-P2 H4R EN ISO 2560-A - E 46 5 1Ni B 45 No classification



29 E9045-P2 H4R No classification



30 E9018-D1 EN ISO 2560-A - E 50 3 Z B 32 H5 E63 B-D1



31 E9018-D3 EN ISO 2560-A - E 50 3 Z B 32 H5 No classification



32 E10018-D2 EN ISO 18275-A - E 55 4 Z B T 32 H5 E68 B - D2



33 E10018-M EN ISO 18275-A - E 55 4 Z B 32 H5 E68 B - M2
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



34 E10018-G EN ISO 18275-A - E 55 4 Z B 32 H5 E68 B - G1



35 E11018-M EN ISO 18275-A - E 69 4 Z B 32 H5 E76 B - M3
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



36 E11018-M EN ISO 18275-A - E 69 4 Z B 32 H5 E76 B - M3
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



37 E11018-G H4R EN ISO 18275-A - E 69 4 Z B 32 H5 E76 B - G1 Need to discuss



38 E12018M EN ISO 18275-A - E 69 4 Z B 32 H5 E83 B - M4
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



39 E12018G EN ISO 18275-A - E 69 4 Z B 32 H5 E83 B - G1



40 E9018-M EN ISO 18275-A - E 55 4 Z B 32 H5 E63 B - M1
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



41 EN ISO 18275-A E 62 Z Z B T 32 H5



42 E7018-W1 No classification



43 E8018-W2 EN ISO 2560-A - E 46 2 Z B 32 H5 No classification
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From ADOR Welding



Sr. No. AWS Classification EN Classification IS Classification Remarks



SFA 5.5 EN ISO 3580/ 2560/ 18275 IS: 1395



1 E7018-A1 EN ISO 3580-A - E Mo B 32 H5 E49 B - A1



2 E 8018-B1 EN ISO 3580-A - E CrMo0.5 B 32 H5 E55 B - Bl



3 E8015-B2 EN ISO 3580-A - E CrMo1 B 32 H5 E55 B - B2



4 E8016-B2 EN ISO 3580-A - E CrMo1 B 32 H5 E55 B - B2



5 E 8018-B2 EN ISO 3580-A - E CrMo1 B 32 H5 E55 B - B2



6 E 8018-B2 EN ISO 3580-A - E CrMo1 B 32 H5 E55 B - B2



7 E7018-B2L EN ISO 3580-A - E CrMo1L B 32 H5 E49 B - B2L



8 E9015-B3 EN ISO 3580-A - E CrMo2 B 32 H5 E63 B - B3



9 E9016-B3 EN ISO 3580-A - E CrMo2 B 32 H5 E63 B - B3



10 E9018-B3 EN ISO 3580-A - E CrMo2 B 32 H5 E63 B - B3



11 E9018-B3 EN ISO 3580-A - E CrMo2 B 32 H5 E63 B - B3



12 E8018-B3L EN ISO 3580-A - E CrMo2L B 12 H5 E55 B - B3L



13 E8018-B6 EN ISO 3580-A - E CrMo5 B 32 H5 E55 B - B6



14 E8018-B6L EN ISO 3580-A - E CrMo5L B 32 H5 No classification Like other L grade, classification may be given.



15 E9018-B6 EN ISO 3580-A - E Cr5Mo0.5 B 32 H5 E63 B - B6



16 E8018-B8 EN ISO 3580-A - E CrMo9 B 32 H5 E55 B - B8



17 E8018-B8L EN ISO 3580-A - E CrMo9L B 32 H5 No classification Like other L grade, classification may be given.



18 E9018-B91 EN ISO 3580-A - E CrMo91 B 32 H5 No classification



19 E9015-B91 EN ISO 3580-A - E CrMo91 B 42 H5 No classification



20 E9016-B91 EN ISO 3580-A - E CrMo91 B 32 H5 No classification



21 E8018-C1 EN ISO 2560-A - E 46 6 2Ni B 32 H5 E55 B - C1



22 E8018-C2 EN ISO 2560-A - E 46 6 3Ni B 32 H5 E55 B - C2



23 E7018-C2L EN ISO 2560-A - E 38 9 3Ni B 32 H5 No classification Like other L grade, classification may be given.



24 E8018-C3 EN ISO 2560-A - E 46 4 1Ni B 32 H5 E55 B - C3



25 E7018-C3L EN ISO 2560-A - E 38 5 1Ni B 32 H5 No classification Like other L grade, classification may be given.



26 E8018-C4 No classification



27 E8018-D3 EN ISO 2560-A - E 46 4 1NiMo B 32 H5 No classification



28 E8045-P2 H4R EN ISO 2560-A - E 46 5 1Ni B 45 No classification



29 E9045-P2 H4R No classification



30 E9018-D1 EN ISO 2560-A - E 50 3 Z B 32 H5 E63 B-D1



31 E9018-D3 EN ISO 2560-A - E 50 3 Z B 32 H5 No classification



32 E10018-D2 EN ISO 18275-A - E 55 4 Z B T 32 H5 E68 B - D2



33 E10018-M EN ISO 18275-A - E 55 4 Z B 32 H5 E68 B - M2
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



34 E10018-G EN ISO 18275-A - E 55 4 Z B 32 H5 E68 B - G1



35 E11018-M EN ISO 18275-A - E 69 4 Z B 32 H5 E76 B - M3
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



36 E11018-M EN ISO 18275-A - E 69 4 Z B 32 H5 E76 B - M3
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



37 E11018-G H4R EN ISO 18275-A - E 69 4 Z B 32 H5 E76 B - G1 Need to discuss



38 E12018M EN ISO 18275-A - E 69 4 Z B 32 H5 E83 B - M4
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



39 E12018G EN ISO 18275-A - E 69 4 Z B 32 H5 E83 B - G1



40 E9018-M EN ISO 18275-A - E 55 4 Z B 32 H5 E63 B - M1
Si content (as 0.80 max in place of 0.60-0.80) as 



relevant ISO & AWS mention 0.80 max.



41 EN ISO 18275-A E 62 Z Z B T 32 H5



42 E7018-W1 No classification



43 E8018-W2 EN ISO 2560-A - E 46 2 Z B 32 H5 No classification
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Somnath Chakravarty-Review_Comment_231220_1703074105.pdf




SN Remarks from AWPM on IS: 1395



1



Classification coding for Diffusible Hydrogen designation is absent in IS: 



1395. That may be added similar to IS: 814 or the way mentioned in ISO: 



18275.



2 Clause 9.3.2: change the reference from 8.4.1 to 9.4.1



3
Similar way for clause 10.2 and 10.3: change the reference from 7.5 to 



8.5.



4
Similar way for clause 11.1.5: change the reference from 18 to 19. 



Spelling "Covering"
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IS 5897 Comments.docx
Comment received on IS 5897 is placed below:

		Sl No.

		IS No.

		Name

		Clause / Subclause No., Paragraph No./Figure No./Table No.,

Type Of Comment

		Comments/Suggestions along with Justification for the Proposed Change

		Proposed Change/Modified Wordings

		Attachments, if any



		Decision of the committee



		1. 

		IS 5897 : 1985

		Sankaranarayanan E

		Table 2 / 8/ 13.0 ; 13.2 ; Editorial

		We are pleased to inform you that we are currently in the process of applying for a voluntary license for BIS IS 5897 Aluminium Mig welding wires for our products manufactured in LE- Canada. Our products are manufactured in accordance with the American Metric system. However, upon careful review, we have identified that our wires fall outside the dimensional tolerance specified in the IS standard 5897.

Furthermore, we would like to bring to your attention that the bulk packing of our supplies in drums, which is a common practice in the automobile industry, is not specified in the IS 5987. This is a concern for us as most of our supplies go to the automobile industry in bulk packing in drums.

Additionally, we have observed that the standard does not cover all aluminium grades, as it has not been updated recently. This is a significant issue for us as we manufacture products using various aluminium grades that are not covered in the standard.

We appreciate your attention to these matters and look forward to working with you to ensure that our products meet all necessary standards and requirements.

		We propose that the IS 5897 standard be updated to include the following changes:

1)  Change in line with AWS A5.10/A5.10M and EN ISO 18273 standards, we propose that the IS 5897 standard be updated to expand the dimensional tolerance range to accommodate variations in wire diameter that may occur during the manufacturing process. The current standard specifies a narrow tolerance range, which may not be practical for manufacturers. By expanding the tolerance range, the standard will be more in line with industry practices and will help to ensure that manufacturers can produce high-quality aluminium Mig welding wires that meet the necessary standards.

2) Bulk packing in drums should be included as an acceptable packaging option for aluminium Mig welding wires. This is a common practice in the industry, particularly in the automobile sector, and should be recognized in the standard.

2) The standard should cover all aluminium grades used in the industry. This will ensure that the standard is comprehensive and relevant to current industry practices, and will help to ensure that manufacturers can produce high-quality aluminium Mig welding wires that meet the necessary standards.

		-

		The committee reviewed the comment and informed that the ISO 18273 is already being adopted.
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Comment received on IS 5139 is placed below:

		Sl No.

		IS No.

		Name

		Clause / Subclause No., Paragraph No./Figure No./Table No.,

Type Of Comment

		Comments/Suggestions along with Justification for the Proposed Change

		Proposed Change/Modified Wordings

		Attachments, if any



		Decision of the committee



		1. 

		IS 5139 : 1995

		Shri Anup Chandra Gandhingar

		Na

		Please refer attachments, since, comments are not received from the BIS portal.

		Please refer attachments, since, comments are not received from the BIS portal.

		



		After reviewing the comment the committee decided to reply Shri Anup Chandra that “Kindly give more clarity”.
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From : MTD MTD <mtd@bis.gov.in>
Subject : Fwd: MTD 11 REVISION OF IS 5139



To : MTDtcELEVEN Metallurgical Engineering Department
<mtd11@bis.gov.in>, Vishal Kumar Rana
<vkrana@bis.gov.in>



Reply To : MTD MTD <mtd@bis.gov.in>



Email MTDtcELEVEN Metallurgical Engineering Department



Fwd: MTD 11 REVISION OF IS 5139



Tue, Jan 02, 2024 09:01 AM



From: "anup chandra" <anup.chandra@yahoo.com>
To: "MTD MTD" <mtd@bis.gov.in>, "MTD MTD" <mtd@bis.org.in>
Sent: Monday, January 1, 2024 7:50:30 PM
Subject: MTD 11 REVISION OF  IS 5139



Vishal Kumar Rana (SCIENTIST-B)   MR MAINI



CL  10



GIVE REFERENCE  OF INDIAN STANDARD FOR



1. FUSION WELDING
2.BRAZE WELDING  



PLEASE REFER FOLLOWING ISO STANDARD AND INCORPORATE ANY IMPROVEMENT



The purpose of ISO/TR 10809-2:2011 is to assist the design engineer to understand
and to acquire knowledge of how the family of cast iron materials can be welded and
to utilize this technology to its full advantage in selecting the most appropriate
technique for a particular cast iron. Because the application of welding technology
and the metallurgical implications of welding are not scientific disciplines normally
taught to engineering students, such users often have limited knowledge of the
fundamentals underpinning welding technology for cast irons. ISO/TR 10809-2:2011
explains what can be achieved, what cannot be achieved and why. It is not designed
to be a textbook of welding technology. It helps users to select the most appropriate
welding process and conditions for a specific application.



ISO/TR 10809-2:2011 covers production (including finishing and joint welding) and
repair welding.



WELDER REQUIREMENT FOR QUALIFACATION OF CAST IRON ... ONLY REF INDIAN
STANDARD MAY BE ADDED
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