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1. SCOPE:
This Aergspace Standard (AS) is to be used to supplement AS7110, and/or any other
Nadcap recognized quality system. In addition to the requirements contained in AS7110,
the requifements contained herein shall apply to suppliers seekingtNadcap accieditation for
Rotationgl Friction/Inertia Welding.
2. REFERENCES:
2.1 SAE Pdblications:
Available from SAE, 400 Commonwealth Drive, Warrendale, PA 15096-0001.
AS711( Nadcap - Requirements for Welding/Brazing

3. REFERENCE REQUIREMENTS:

3.1 Applicable customer specifications shall be available at the facility.

4. MATERIALS/MATERIAL(CONTROL:

4.1 Preweld cleaningofthe materials to be welded shall be performed in accordapce with
applicaple customer specification.

4.2 Surfacds-ofithe part detalls and representatlve test spemmens shall be propefly cleaned
and free 3 - —oil —ink; ade conditions
that are detrlmental to the weldlng process
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5. EQUIPMENT CONTROL:

5.1
5.2
param
5.3 Theeq
require
5.4 Control
5.5 Control
5.6 Therot
custom
5.7 Thrust
require
5.8 Machin
shall be
59 The ms
time lim
6. PERIODI
6.1  Written
specifig
6.2 Record

Welding machines shall be capable of automatically controlling a preset sequence of
events through the complete welding cycle to consistently produce welds meeting the
requirements of customer specification.

Machines shall be equipped with appropriate instruments for indicating or recording
spindle revolutions per minute (rpm), hydraulic ram pressure, time, displacement and

tars as :\pplinahln

Llipment shall be qualified in accordance with applicable customer spe
.

instruments shall be calibrated and maintained on a scheduled basis.
instruments not requiring calibration shall be so identified.

ation of the workpiece shall be controlled by instfumentation in accord
Br requirements.

hxial pressure shall be controlled by instrumentation in accordance wit
ments.

posted with traceability for.each machine, procedure, and weld joint g

when rgquired.

chine shall be capable of reaching the minimum set pressure within th
its, if required.

C MAINTENANCE:

procedures shall require preventive maintenance of equipment and to
d frequency.

cifications if

hnce with

n customer

b qualifications shall be achieved through welding performance tests gnd records

ualified,

e specified

pling at a

s—shattimdicate that mmaimterrance s performedomrequipmentand toot

accordance with the procedures and appropriate standards.

7. QUALIFICATION OF WELDING PROCEDURES/SCHEDULES:

7.1

1g in

Welding procedures/schedules shall identify those parameters specified by applicable
customer specifications.

7.2 A qualified welding procedure/schedule shall be established for each production joint.
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7.2.

1 Qualified welding procedures/schedules shall be approved by the customer, when
required.

7.3 Re-qualification shall be accomplished in accordance with customer requirements.

7.4 Qualification records and approved welding procedures shall be posted at or near welding
stations, when required by customer.

8.

8.1

8.2

8.3

8.4

8.5
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8.6.

8.6.

9.

9.1
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9.3

PROCE

S CONTROL:

Adeque
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1 Tests
condi

2 Nomi
shall

INSPECT

mnents.

e operators shall be trained and qualified to produce requifed producti
pquired.

rs/Routers shall indicate the operation sequencefor cleaning, machini
tion prior to welding and post-welding operations, when required

lash shall be removed to the level as specified on the drawing or cust
ation.

ion control tests shall be performed in accordance with applicable cus
ation.

pecimen details shalkbe made from the same alloy and in the same h
ion as the production part details.

nal dimensions'and tolerances of test specimen details at the weld ma
pe the same as specified for the production part details.

ION*AND ACCEPTANCE CRITERIA:

te information shall be supplied in process instructions, to meet customer

bn welds,

ng, weld joint

bmer

bquired, welds shall be heat treated in accordance with customer spedification.

tomer

pat treat

ling surface

Welde

parts shattbe traceabte to the wetding machine, approved procedure, and
operator.

Production parts shall be visually examined for compliance with the applicable customer
specification.

Upset shall be measured/verified in accordance with customer requirements_within the
range as specified on the qualified welding schedule.
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