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South Pacific Welding Group Pty Ltd was formed in 

early 2003 bringing together a number of welding 

supply warehouses that have a combined service 

history of over 80 years. We specialise in welding 

equipment, consumables, PPE, service, repairs, and 

hire. Our businesses are able to deliver a multi-

national specialised welding supply chain. Each of our 

trading companies have retained their locations, 

technical expertise and customer service levels whilst 

combining buying power to offer you a single source 

industrial supply partner. 

 

Talk to us about Hiring versus buying your welding 

equipment 

Our extensive hire fleet of welding equipment is 

maintained to our own high standards as well as the 

manufacturer’s requirements. Hiring can be extremely 

cost effective with no capital outlay and servicing and 

repair costs incorporated as part of the hire charge. 

When the job finished, just hand the equipment back. 

In these uncertain economic times, hiring also helps 

you to keep cash available, you don’t have to commit 

to a large purchase up front, just pay as you need. 

Gas Equipment 

Our range of gas cutting and welding equipment 

includes quality products to suit the budget conscious 

or heavy professional user. We only stock items that 

comply with the relevant Australian Standards to 

ensure you are getting the best value and safest 

products available. 

 

 

SPW Group can also provide auditing of your gas 

equipment which includes annual testing of flashback 

arrestors (to AS 4603), regulators (to AS 4267), hoses 

and fittings (to AS 1335). 

Welding Equipment 

Whether you work with MIG/MAG welding machines, 

TIG/MMA welders, submerged arc or plasma 

machines, SPW offers an extensive range of arc 

equipment. From the leading manufacturers with 

advanced capabilities and superior functionality to 

lightweight and portable systems, our range gives you 

choice and quality. With a full compliment of 

accessories, spares and welding consumables, the 

professional welder has everything to hand from a 

single, trusted supplier. Coupled with our extensive 

product and welding process knowledge, our 

experienced team can ensure we provide you with the 

best solution for your requirements. You can even try 

before you buy with our in-store test areas or demo a 

hire machine to help you make the right choice. 

Consumables 

For us, the relationship doesn’t stop at selling you a 

welding machine. The choice of consumables can have 

a significant impact on the quality and cost of your 

welding job. We understand that you need a supplier 

with expertise not only in the product, but who also 

understand your welding process. By choosing SPW 

Group, you have access to a wide range of process 

expertise. AS/NZS 2576 provides a classification of 

welding consumables as used for Build-up and wear 

resistance, however, welding no two metals together 

is the same. Our technical experts are well qualified to 

recommend not only the best products but are also 

conversant in the optimal settings, preparation and 

technique for getting the best out of each product 
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Problems with weldability of base 

materials 

Welding of difficult-to-weld steels 

Welding of steels not intended to be structural steels, 

which sometimes are refer-red to as "difficult-to-weld 

steel grades", is judged by some as difficult where it is 

daily routine for others. In this Product Information 

Bulletin, reference is made to joining and repair 

welding of axles, rails, castings, farming machines, 

cranes, hydraulic hammers, etc. which often fall into 

this category. 

Introduction 

In most welding consumable brochures, you will find 

electrode grades with the classification "suitable for 

difficult-to-weld steel grades". Usually, these 

consumables are expensive. One could argue whether 

it is always necessary or even preferred to use these 

types of consumables. 

Before we try to find all kind of solutions, we would 

like to start with some basic welding metallurgy in 

order to better understand the real problem. As 

"difficult-to-weld steel grades" is a not a well defined 

term, we will restrict ourselves in this Product 

Information Bulletin to those grades that are often 

used and do not belong to weldable structural steels. 

In Table 2 and PIB No 45E, an overview is given of 

typical steel grades and applications. 

Metallurgy 

The most important alloying element in steel is 

carbon. When, regardless the presence of other 

elements the carbon content increases, the ability to 

cold welding decreases. With this it is not suggested 

that other elements are not important, but they are 

less effective in hardening. Important elements that 

normally present in steel are: 

• carbon, manganese, 

silicon, aluminum 

• phosphorous, sulphur 

• nitrogen, oxygen and 

hydrogen. 

Many steel grades contain additional alloying 

elements like chromium, nickel, molybdenum and 

vanadium. Depending on alloying level, these 

elements give specific properties regarding: 

• corrosion 

• hardening (increased through-hardening) 

• heat and creep resistance 

• toughness 

• increased yield strength. 

 

Carbon Equivalent 

Often, the weldability of low alloyed steel grades is 

negatively influenced by addition of alloy-ing 

elements to carbon steel. Preheat becomes a 

necessity, sometimes at high temperatures. After 

welding, controlled cooling is essential. Fortunately, 

the influence of alloying elements on weldability is 

described in carbon equivalent formulas. Many of 

these formulas are listed in literature, where the most 

common used is C-eq. according to IIW. 

 

The cold weldability of (structural) steels decreases 

with higher carbon equivalents. C-eq. limited to 0.41-

0.45, with a carbon content less than 0.25%, is 

generally accepted as level up to what a steel is cold 

weldable. 

 

The group steel grades, discussed in this paper, have 

typical carbon equivalents of 0.45 - 1.0 which makes 

them not the easiest steel grades to join or surface. Of 

course, the quality and/or chemical composition of 

the used welding consumable is very important. But 

“Steel does not know” what kind of welding 

consumable you have to use. 

For preheat recommendations, EN1011 part 2 might 

be used as guideline. 

 

 

 

 

Maintenance & Repair
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Microstructure 

During welding, the base material is heated up. It is 

possible that in the heat affected zone some parts are 

going to melt. When steel is heated up to 700-900°C, 

it becomes nonmagnetic depending on carbon 

content and alloying elements, the micro structure 

changes to austenite. When this steel is slowly 

(equilibrium requirement) cooled, austenite transfers 

to a basic microstructure of ferrite and perlite. 

In practice, this equilibrium condition is never 

applicable. During welding, cooling is normally faster. 

Rapid cooling of a welded construction with a high 

carbon equivalent will normally result in higher 

hardness microstructure in the heat affected zone 

(HAZ). 

This microstructure, called martensite, has a larger 

volume than austenite. Depending on carbon content 

of the martensite, the elongation can be reduced to 

less than 1%. This restricted level of elongation will 

already be surpassed due to volume change when 

austenite transfers to martensite. Due to shrinkage 

during cooling of a weld, there is always strain. 

Depending on complexity and type of construction 

this shrinkage will vary. Preheat, interpass 

temperature and welding process are an important 

factor. 

Hydrogen 

Finally it has to be clear that larger amounts of 

diffusible hydrogen in weld metal, in combination 

with microstructure and applied strain, might cause 

cracking. 

Increased hardness (microstructure) with increased 

strain and low temperatures worsen these 

phenomena. For this, it is recommended that welding 

of steels with high carbon equivalents is done with 

consumables which result in weld metal with low 

diffusible hydrogen content, preferably in hermetic 

sealed packages, like Sahara ReadyPack's (for more 

information regarding Sahara ReadyPack see Product 

Information Bulletin No 58E).  

 

 

Occurrence of excessive hardness in the HAZ needs to 

be avoided. For steel grades discussed in this paper, 

this can be achieved by preheating, welding with high 

heat-input and slow cooling. 

Repair welding 

Where, when and what type of repair welds need to 

be performed is hard to predict up front. For 

approximately 80% of all repairs of cracks and local 

attack, the following conditions apply 

• Fillet and butt welds 

Material  

in structural steel 

(fatigue cracks, rust) 

• Stainless steel (local 

attack) 

• Cast iron (cracks) 

• Cast aluminum 

(cracks) 

 

• Process: covered 

Welding procedure 

electrodes can be 

applied in general 

• Position: all position welding is necessary 

• Preheat: not always possible but often necessary. 

 

First, the cause of the failure needs to be determined. 

Next, it needs to be concluded whether repair welding 

is applicable. When it is concluded that a repair will be 

made, make a “repair plan”. A checklist of this plan 

contains the following: 

• When possible, remove the cause of the damage 

Defects 

• Determine the grade of base material(s) 

Base material 

• Calculate appropriate preheat and interpass 

temperature (EN 1011 Part 2) 

• Remove defect and if necessary any 

contamination 

• Select joint configuration that assures sufficient 

penetration and limits inclusions and porosity 

Joint configuration 

• Choice the best applicable welding process 

Welding process  

• Select appropriate welding consumable, suitable 

for type of repair and requirements, see Table 1. 

Welding consumables 
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Base material 
 

Covered electrode Remarks 

unalloyed structural steel 

high strength struc. steel 

low alloyed / high strength 

low alloyed  

C-eq < 0,40 

ReL < 450 N/mm2 

ReL < 600 N/mm2 

restraint structures 

Pantafix 

Baso G, Conarc 49C 

Conarc 70G 

Kardo 

preheating 

root runs with lower preheating  

temperature. 

high carbon steel 0,2 < C < 0,4% Limarosta 312 

Arosta 307-160 

preheating to reduce hardness in the HAZ 

200-300°C 

stainless steel AISI 304(L), 316(L) 

as well as Ti or Nb 

(Cb)stabilised 

Arosta 316L 
Ti < 150°C 

heat resistant CrNi-steel Si < 1,5%, 

Al and Ti < 0,2% 

Intherma 310 Ti < 100°C 

stainless steel to un- 

or low alloyed steel 

 Arosta 307-160 and 

Limarosta 312 

Ti < 150°C 

14% Mn wear resistant 

steel 

Arosta 307-160 cold weldable 

armour steel  Arosta 307-160 preheating 

NiCr-alloys as well as  

3.5 – 5 – 9% Ni-steel 

 NiCro 70/15Mn Ti < 100°C 

NiCu-alloys  
NiCu 70/30 

Ti < 100°C 

gray cast iron and  

nodular cast iron 

 RepTec Cast 1 

RepTec Cast 31 

low heat input + peening 

alumium bronze  RepTec Cu 8  

alumium plates and profiles RepTec AlSi 5  

alumium cast alloys  RepTec AlSi 12  

 

 

 

 

 

 

 

 

 

 

 

Ti = interpass 
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Table 2. Review of popular steel applications 

Application DIN-classification Remarks Welding consumable 

Steel structures 

Ship building 

Bridges, etc. 

St 37 – St 52 

C 22 

St 52.3 – FeE 355 

low carbon, 

good weldable 

depending on steel type, re-quirements and 

application, from Supra to Kryo 1 

Bridges, offshore, 

etc. 

FeE 420 – FeE 450 

FeE 500 – FeE 690 

good weldable 

conditionally !!! 

from Kryo 1 up to Conarc 85 

Axles 

Axles 

Rails 

St 50 / C 35 * 

St 60 / C 45 * 

St 70 / C 60, etc. * 

cheap and cold short 

sensitive, but 

moderate weldable 

Baso, Conarc, Kryo, 

Nichroma + 

Jungo 307, Limarosta 312 

Axles, gear wheels 

Abrasion resitant 

chrushers 

Wear plates 

30Mn4 – 36Mn5 * 

60Mn3 – 85Mn3 * 

 

42MnV7 – 51MnV7 * 

65Mn4 * – X120Mn12 

all are difficult to 

weld 

Conarc 60G, 70G, etc. 

Jungo 307, Nichroma, 

Limarosta 312, 

 

Jungo 307 

Axles, etc. 42Cr4 * 

42CrMo4 * (VCMO 

140) 

equal C45, better 

quality 

the same 

Conarc 49C, SL 19G, 

Nichroma, Limarosta 312,  

Jungo 307 

Spring steel, hot 

deformed 

38Si2 – 60Si7 38Si2 plough blades, 

ductile and Q & T 

Jungo 307 

Limarosta 312 

Suspension (spring), 

cold rolled 

Spring steel, cold 

rolled 

46Mn7 – 50Mn7 * 

 

C67(Pb) – C 75(Pb) 

 

 

(Pb) free machining 

Limarosta 312, Jungo 307, Arosta 329 

NOT WELDABLE 

 

Knives, spring steel, 

Hydraulic pistons 

X30Cr13 up to 

X46Cr13 * 

 Limarosta 312, NiCro 70/19 

NiCro 60/20 

File 

Grass mowels 

(autom.) 

Scythe blade 

Cissel 

Rotating spike-tooth 

Spindels/axles/ma. 

parts 

Heavy load couplings 

Wear resistant 

machine parts 

Chains 

70Cr2 

75Cr1 

St 37 

59CrV4 

90Mn4 

17CrNi66 

13NiCr6 – 31NiCr14 

20MnCr53 - 

28MnCr43 

 

27MnSi5 – 21Mn4Al 

 

 

(hammer + 

whetstone) 

 

 

cementation steel 

Q & T – possible 

heat treatment not 

allowed 

welded chains 

NOT WELDABLE 

NOT WELDABLE 

 

NOT WELDABLE 

NOT WELDABLE 

 

 

NOT WELDABLE 

 

Anny application NOT to be weld 

Gray cast iron 

Temper cast iron 

 

Mealable cast iron 

Cast steel 

GG 10 – GG 35 

GTS-35-10 

GTW-S-38-12 

GGG 40/50/60 

GS 38/45/52 

 RepTec Cast 1 / 31 

RepTec Cast 1 / 31 

RepTec Cast 1 / 31 

RepTec Cast 31 / 1 

Baso, Conarc 49C 

Remarks: *  preheating necessary – Depending on the application, buttering recommended 
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How to repair 

As it is impossible to mention all grades of steel with 

their trade names, another approach has been taken. 

In Table 2, grades of steel are listed according to 

application. Where possible the DIN classification 

stated. Furthermore, suggestions for appropriate 

welding consumables are mentioned as well as some 

remarks are given. 

Recommendations in this table are only a guideline, as 

it is impossible to give a univocal ad-vice when not all 

details are known. Every application requires its own 

approach. 

Most of the steel grades in table 2 have a relatively 

high carbon content, Cq. carbon equivalent, which 

does not make them easily weldable. 

When the carbon content exceeds 0.6%, one should 

not make joints. Hardfacing – under limited conditions 

- is possible, provided shrinkage tension is transferred 

into pressure tension, like in circumferential surfacing 

of axles, where the surfaced layer shrinks on the 

under-laying steel. 

Major problem in welding of steel grades mentioned 

in table 2, is high hardness in the HAZ. When 

shrinkage is too high, the weld will start to separate 

from the base material as there are always some 

micro cracks in the HAZ. Examples are C-Mn steels like 

C45 and 42MnV7, Table 3. 

Grades with additional alloying elements are less 

susceptible. Additions of nickel, molybdenum, 

chromium or manganese make the through-hardening 

deeper, which makes the micro-structure more 

homogeneous. This will result in a weld that is less 

influenced by external circumstances like preheating, 

welding parameters, etc. A general guideline: thicker 

base material is more susceptible for an increased 

cooling rate of the weld and HAZ, the more it is 

susceptible for as example cracking.  

 

 

 

 

Table 3. Chemical composition 

Welding procedure 

Most of the steel grades mentioned in table 2, can be 

welded or repaired if we are following one or more of 

the below mentioned procedures. 

• High preheat temperature 

• Buttering 

• Austenitic welding consumables 

High preheat temperature  

This method can be described as using high 

preheating followed by, if possible, stress relieving 

heat treatment. Because of high preheat 

temperature; the cooling speed is delayed, resulting in 

lower hardness, which lowers the risk of cracks. Up to 

6 mm, a preheat temperature of approximately 150°C 

is appropriate. Thicker materials need much higher 

temperatures. As a guideline, temperatures of 280 - 

350°C can be used. Beneficial is a stress relieving 

temperature at 580°C, especially for dynamic 

structures. 

A low hydrogen basic electrode, like Conarc 49C or 

Conarc 60G, is recommended. Remember that 

dilution with parent material, significantly can affect 

the strength level due to the increasing content of 

carbon and alloying elements. 

When strength at elevated temperatures is required, 

like with AISI 4130, 4140 and  42CrMo4, application 

of an electrode like SL19G is preferred. Stress relieving 

is a necessity when this type of electrodes is applied. 

When broken axles out of the above mentioned 

materials need to be welded, fatigue strength is an 

important issue. A repaired axle will not regain its 

original fatigue strength, but stress relieving heat 

treatment and final mechanical treatment will 

optimize the axle’s properties. 
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Buttering 

When preheating is a problem, buttering might be a 

solution. Buttering, deposition of a layer of 

approximately 5 mm weld metal (preferably in 2 

layers), is a good alternative. This can be done on a 

location where preheat is possible, after which 

welding on-site can be done cold. Electrodes like 

Conarc 49C, Kryo 1 and a low yield type of electrode 

like Kardo are appro-priate for this application. 

Austenitic consumables 

A third, but more expensive solution, is welding with 

austenitic electrodes, like Nichroma, Arosta 307, 

Arosta 307-160 and Jungo 307 or Limarosta 312. 

When an E312 type of electrode is used, the thickness 

of the cross-section should be limited to avoid brittle 

phases due to heat of the welding process. Using 

austenitic consumables, preheat is still recommended 

although the temperature can be limited, f.i. to 150°C. 

Which type of electrodes is applied, depends on 

application and steel grade. 

Field examples 

Welding of 12% Mn-steel 

Welding of (G)-X120Mn12, which is a steel with 1.2% 

carbon and a manganese level of 12-14%, differs with 

the procedures as discussed before.  

As mentioned, steel with high carbon needs to be 

preheated in order to avoid cracking, or at least 

minimize the occurrence of cracking. 

Manganese-steel (12-14% Mn) with high carbon 

however, behaves different, as the micro-structure is 

austenite that can be transformed to martensite by 

deformation. When in a construction with 12% 

manganese steel a welding joint needs to be made, it 

has to be welded cold. In practice, this means that one 

has to weld in a water-tray, as illustrated in Figure 1. 

 

 

 

 

Figure 1.  Welding of manganese-steel in a water-tray 

Appropriate welding consumables could be a 

matching composition like Wearshield Mangjet or the 

choice of a basic 18Cr8Ni6Mn electrode like Jungo 

307. In practice, the best results are obtained when 

short welds are made which are immediately 

hammered. 

Repair of a cast cylinder 

After years of service, a casted steel cylinder (GS45.3) 

of an extruder started to leak oil. Because of a high 

extrusion pressure (250 bar), fatigue cracks occurred 

in the 145 mm thick wall. 

Failure analyses 

Dye-penetrant investigation on the inside of the 

cylinder showed 2 cracks. Using a cobalt source it 

appeared that the cracks where in a zone of cast 

defects, like shrinkage holes, shrinkage cracks and 

inclusions. There appeared to be a connection 

between the 2 detected cracks. An identical situation 

of cast defects was noticed on the other side of the 

cylinder, however no crack or oil leakage had been 

seen so far.  

Investigation of the crack surface indicated that 

fatigue initiated the crack after approximately 2 

million moves, resulting in leakage. 

Microscopic investigation showed a coarse 

microstructure, indicating that the casting was not 

normalized, which should have been common practice 

for thick wall castings. 
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Welding procedure 

For a proper repair, the casting defects have to be 

gouged and welded. Below is stated the chemical 

composition of GS45.3. 

 

Steel with a carbon equivalent of 0.43 and a wall 

thickness of 145 mm will show increased hardness 

when gouged or welded. To prevent this hardening, 

the piece needs to be preheated at 200°C prior to 

gouging, and needs to be maintained during the repair 

welding. In order to restrict thermal stresses, the 

whole cylinder needs to be preheated, and not the 

welding zone only.  

 

Figure 2. Repair procedure with Kardo and Conarc 51  

During gouging, the cracks where frequently drilled to 

prevent the crack to grow. The joint configuration was 

a 1/3 - 2/3 X-joint. The inside (2/3 thickness) was 

gouged and welded first, prior to the outside (1/3 

thickness) see Figure 2 for welding procedure, 

because of: 

• risk of deformation due to inter-nal stresses when 

the whole thickness was gouged. 

• risk of lower toughness due to heat treatment and 

shrinkage deformation, when the inside and 

outside are welded alternately. 

 

 

Welding the first layers will give always a high dilution 

with the base material (0.3% C, 0.8% Mn). To prevent 

a high yield as well as low elongation in the first runs 

it is advised to use under matched filler metal. For this 

reason it is preferred to use the low yield basic 

electrode KARDO for buttering and an E7016-1 H4R 

(Conarc 51) or E7018-1 H4R (Conarc 49C) for fill 

layers. 

Both Kardo and Conarc 51 or Conarc 49C are low 

hydrogen, moisture resistant electrodes, which is 

preferred supplied in vacuum packaging (Sahara 

Ready Pack). This enables welding without pre-drying 

of the electrodes or storage in quivers, which is 

difficult in this type of field applications anyway. 

The welding of these applications is difficult and is 

demanding for the welders, as the job has to be 

finished once started. Due to the high temperature in 

the cylinder, welders cannot stay longer than 10 

minutes in the cylinder, which requires frequent 

change of welders. 

Stress relieving 

Stress relieving of GS 

45.3 needs to done in 

the temperature range 

of 550 - 580°C during 2 

minutes/mm wall 

thickness. For a wall 

thickness of 145 mm, 

the heat treatment time 

is 5 hours. 

Heating is at 50°C/hour in the temperature range of 

150 up to 550°C, and after stress re-lieving, the 

cooling is with 25°C/hour. The cy-linder needs to be 

protected for un-even coo-ling, which could cause 

cracks, by means of a blanket. 

Conclusions 

Welding of steels not intended to be structural steels, 

which sometimes are referred to as "difficult-to-weld 

steel grades" is feasible, provided the necessary 

precautions are taken and the cause of the defect that 

needs to be repaired, is known. 

A proper “repair plan” is a necessity to be successful 

in repair welding. 
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Australian Standards – Changes to the 

AS/NZS 3678 Standard 

 

The AS/NZS 3678 Standard was changed in 2011 and 

delivers two major benefits to users of the standard: 

1. Increases the ability of engineers and purchasers 

to obtain product that is compliant to the 

standard. 

2. Provides better guidance and a wider range of 

options for specifiers and engineers to select a 

grade that is best suited to the application. 

 

Obtaining Plate that is Compliant to the Standard 

Why is improved compliance important? 

Improved compliance to the standard gives the 

engineer and purchaser confidence that the material 

obtained will perform as intended in the design phase 

of the project.  Improved compliance is brought about 

in AS/NZS 3678:2011 in a number of ways: 

Improving Compliance - 1 

Ensuring testing is done at laboratories that are 

accredited to International standards 

 

Outcome - 1 

For test results to be meaningful it is important that 

the laboratory understands the relevant standards on 

how to prepare test specimens and perform the tests.  

Where this is not done the plate tested may not meet 

the minimum requirements of the standard. 

 

Improving Compliance - 2 

Mandating a wider range of requirements on test 

certificates 

 

 

 

Outcome - 2 

• Requiring test certificates to be written in English 

ensures the Test Certificate can be checked for 

compliance and that there is no confusion in 

interpreting the results.   

• Requiring the producing mill be listed on the test 

certificate allows you to assess the origin of the 

material. 

• Reporting all elements in the standard, allow 

customers to assess product attributes such as 

weldability and galvanizability. 

•  

 

 

 

 

 

 

 

 

 

 

Improving Compliance - 3 

Strengthening product conformity testing 

 

Outcome - 1 

• Appendix B of the AS/NZS 3678 Standard has 

been changed to  ‘Normative’ status than 

‘Informative’ status.   This change mandates the 

manufacturer to comply with one of the sampling 

and testing methodologies described in Appendix 

B.  In the previous version of AS/NZS 3678 the 

methodologies described for sampling and testing 

were for guidance only and there was no 

requirement to follow one of the methodologies 

to demonstrate compliance to the standard. 

 

• The options from AS/NZS 3678:1996, which 

allowed manufacturers to demonstrate 

compliance to the standard by the use of either a 

product certification scheme 

or a supplier’s quality 

system, means the testing 

system will be more 

representative of the actual 

properties of the product. 
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How can I check compliance to AS/NZS 3678:2011? 

Two ways: 

1. Check the stencil on the plate has the following 

minimum information: 

 Traceable plate or identification number 

 Heat number 

 Name of manufacturer or mark (or both) 

 Grade 

 Standard 

 

 

 
 

2. Check the Test Certificate has the following 

minimum information            

   Certificates to be written in English 

 Reference to a third party accrediting 

body recognised by ILAC, such as NATA 

 Steelmakers, manufacturers, suppliers 

and testing authorities name  

 Test certificate number and test number 

 Date 

 Product, testing specification and grade, 

e.g. AS/NZS 3678-350L15 

 Product delivery condition, eg “As rolled” 

 Dimensions 

 Product Steelmaking process, e.g. basic 

oxygen, slab cast 

 

 

 Unique product identifiers for the tested 

units and other product covered by the 

test certificate 

 Heat number 

 Chemical Analysis type, e.g. either ladle or 

cast analysis (‘L’) or product (‘P’) analysis 

 Chemical composition of all elements 

listed in Tables 2 or 3 of the standard. 

 The relevant mechanical testing results 

(including test piece position and 

orientation, batch or item basis of testing 

and results) 

 Additional tests agreed between the 

purchaser and the manufacturer 

 Statement acknowledging the chemistry 

and tested mechanical properties comply 

with the standard 

 Signatory from the manufacturer, supplier 

and certification authority attesting to 

items above. 

 

 
For further details contact: 

John Dryden, 

02 4275 4667 

John.dryden@Bluescopesteel.com 
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Recruitment – What We Really Want 

When recruiting for an apprenticeship or traineeship 

role, it’s not necessary for a potential candidate to 

have practical experience. At 1300apprentice there 

are a couple of things we look for when selecting 

candidates to put forward to our hosts. 

 

Attitude 

 

 When we screen and 

interview candidates, 

we look closely at their 

attitude towards work, 

study and the people 

around them. Key 

information we look at 

includes how the candidate is presented, their 

resume, school reports and 

references from people who know 

them so that we can make the 

most informed decision when 

putting a candidate forward to a 

host.  

We look for evidence that the candidate genuinely 

wants to complete the apprenticeship or traineeship 

they are applying for. In the case of metal working, 

having taken metals technology, design & technology, 

a TVET course or similar in high school; indicates to us 

that they genuinely want to become a Metal worker. 

Other things we look for is the level of detail you have 

put into the application. A résumé with an in-depth 

list of their experience, some information about what 

they studied at school, sporting achievements (this 

demonstrates you they can commit to something) 

that has no spelling or grammatical mistakes look 

much better than a résumé that is one page long with 

a phone number, one previous employer and no 

references. 

 

We also recommend 

writing a Cover Letter 

as this gives the 

candidate a chance to 

introduce them self to 

a potential employer 

and provide insight on why they’re applying for the 

position. This is of particular importance when 

applying for an apprenticeship or traineeship as their 

résumé may not have that much in it yet, so 

conveying why they’re applying for the position is 

vital. A Cover Letter tailored for each application is the 

best way to do this.   

Presentation 

 

When a candidate makes it 

beyond a phone screening 

session, it is important they 

don’t let themselves down by 

attending our interview in 

baggy jeans, trackies, a 

hoodie, or sunglasses on your 

head etc. Each candidate is 

given some help via email 

before the interview to help 

them make the best choice about the first impression 

they are going to give a potential host.  

If the candidate believes they do 

not have any clothes they 

consider acceptable for the 

interview and can’t arrange to 

get any before the interview, 

they are advised to let the interviewer know prior to 

the interview. By letting our recruiters know their 

situation we know that they do care about the job and 

can access you based on other qualities. 

Knowledge of Apprenticeship 

or Traineeship 

 

Successful Candidates apply for 

apprenticeships or traineeships 

that they are genuinely 

interested in.  
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Candidates who are interested in a career choice 

always have a better chance of completing what they 

have started.  

 

With this in mind, candidates are encouraged to do 

some research on the apprenticeship or traineeship 

they’re applying for so that they are prepared to 

answer questions during an interview.  

 

During the interview by one of our recruiters, 

candidate will be asked about the apprenticeship or 

traineeship they have applied for. The recruiter is 

looking for the candidate’s ability to provide in-depth 

answers on the tasks 

involved, the duration of 

the training contract, an 

idea of how much they 

will be paid and the study 

involved.  

 

All of this information can be found online and there 

are links at the end of this blog to websites where you 

can find all of the relevant information. Candidates 

should not be afraid to ask questions, as we most 

employers would be glad to answer any questions. 

If you have any questions please don’t hesitate to call 

us on 1300 277 736 or by sending an email to 

info@1300apprentice.com.au. 

Skills One -www.skillsone.com.au 

 

 

 

Inspection Equipment 

Inspection Kits 

 

Managing quality of 

welds requires quality 

inspection equipment. 

 

 

 

 

Technoweld 

supplies the 

finest quality 

inspection 

equipment, 

whether its 

inspection kits 

or individual 

gauges we have 

popular gauges 

in stock. 

 

 

 

 

Technoweld is committed to providing competitively 

priced professional quality products. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

For more Information: 

Technoweld Pty. Ltd. 

E: admin@technoweld.com.au 

M: 0409 698 968 

W: www.technoweld.com.au 
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National Workforce 

Development Fund - 

apply now! 

In earlier issues of WeldED, we reported the 

commencement of the Australian Government's 

National Workforce Development Fund (NWDF).   

Applications for 2012/13 can be submitted to 

Manufacturing Skills Australia (MSA) at any time 

throughout the year. To date Manufacturing Skills 

Australia has managed over 50 applications from 

small to large enterprises seeking funding to support 

their workforce planning and skills development 

efforts. The NWDF will provide $558 million in funding 

over four years to support industry training and 

workforce development. 

Who can apply? 

• Enterprises  

• Professional associations, industry bodies and 

other lead agents representing a consortia of 

enterprises  

• Employment Service Providers  

 

Registered Training Organisations may not apply, 

however may assist participating organisations to 

prepare and submit an application. 

 

Enterprise contribution 

This is a co-contribution program, so participating 

organisations must contribute financially to the costs 

of the program.  In-kind contributions are not 

permitted. The table below sets out the respective 

Australian Government and Enterprise contributions. 

 

Size of 

Workforce 

(Full Time 

Equivalent) 

Government 

Contribution (%) 

Participating 

Organisation 

Contribution (%) 

1 -99 (small)  66 33 

100 - 199 

(medium)  

50 50 

200 and above 

(large)  

33 66 

 

For more information and assistance with preparing 

and submitting applications contact: 

 

MSA on 02 99555500 or 1800 358 458  

or go to www.mskills.com.au   and follow the link. 

 

 

Draft AS/NZS Standard for public 

comment 

AWI™ has been invited to make comments on the 

DRAFT revision of AS/NZS 2717.1. Additionally 

comments are for the technical content, wording and 

general arrangement of the draft are invited from the 

public .The revised standard will become AS/NZS 

14341. 

 

To obtain a free PDF of the revised standard visit: 

 

http://infostore.saiglobal.com/store/ 

 

and enter AS/NZS 14341 into the search box 

Submitting of your comments has changed and is 

completed via a ‘hub’. The instructions are on the 

inside cover of the DRAFT. 

The closing date for comments is 14th August 2012, so 

make sure you have a look at the 

standard and submit your 

commentary. 
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Progress of the AWITM 

 

Certification to AS 1796 

A key responsibility of 

the AWI™ is to provide a 

credible, transparent 

and user friendly 

welding qualification 

system for its members.  

To do this the AWI™ 

earlier established an Educational and Certification 

Working Group (E&C) to meet the following 

primary objectives:  

• To undertake, arrange and promote education, 

training, qualification and certification for the 

benefit of members of the Institute and the 

welding industry as a whole 

 

• To work closely with Australian TAFE bodies, 

Registered Training Organisations (RTO’s) 

related government agencies and departments 

to enhance National training agendas.   

 

 Applications are flowing in for Certification to AS 

1796 Certificates 1-9 

The AWI™ has received the first applications for 

Certification to AS 1796 Certificates 1-9. These 

applications are in the process of review and 

approval. All applicants will be advised accordingly. 

We encourage all members with Welder Certification 

certificates 1 -9 to apply for this AWI endorsement to 

enhance their qualifications. 

Contact: admin@austwelding.com.au for a 

Application package. 

 

Certification to AS 1796 Welding Supervisors 

Certificate 10 Pressure Equipment and AS 2214 

Structural Steel Welding. 

We are at the final stages of the release of an 

Application package for AWI endorsement to 

Australian Welding Supervisors Certificate 10 and 

AS 2214. It is anticipated that the first round of 

examinations will be run Nov 2012 

 

 

AWI™ in talks with the American Welding Society 

(AWS) 

Two of the AWI directors made a self funded visit 

recently to meet with some key personnel from the 

American Welding Society, at a trade show and 

conference in Japan. The purpose of the visit was to 

consolidate a number of teleconferences with a 

face to face meeting and further discuss what 

opportunities exist for both the AWI and the AWS 

for joint arrangements.  

 

L to R : Jeff Kamentz (Corporate Director, International Sales AWS), 

Graham Fry (Director AWI), Joe Krall Corporate Director, Exposition Sales 

AWS), Phil Richardson (Director AWI), Ray Shook (Executive Director AWS) 

The discussions were considered very fruitful and 

the AWI has been continuing its negotiations with 

the AWS to look at accessing some Internationally 

recognised qualifications, technical resources, 

technical sessions and other resources for the AWI 

membership. 

The AWI finds itself in a very exciting position to be 

talking to the biggest, most widely recognised 

welding society in the world, who has a 

membership base of some 50,000 members. 

There will more news released as it come available, 

so keep your eyes on the progress reports for more 

exciting news. 
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AS/NZS ISO 3834 
 

The AWI™ are continuing to offer competition in a 

range of areas but most notably; the implementation 

of AS/NZS ISO 3834 - Quality Requirements for Fusion 

Welding of Metallic Materials. 

We urge all Fabricators to speak to the AWI on the 

benefits of implementing AS/NZS 3834 to ensure they 

are fully informed on this Standard. 

Compliance is recommended in the first instance 

followed by Certification after the Quality 

Management system is in place and operating over a 

few months and/or projects. 

“AWI™ is making its mark with Australian industry”. 

 

 

 

AWI™ Website 
 

We’ve also been very busy developing a new website. 

This will be on air very soon and is a great offering for 

our members. It allows you to view and access 

technical  articles. The site will have many links to 

useful WebPages, it has a variety of ‘calculators’ such 

as: 

 

• Heat Input and Carbon equivalent calculators 

• Welding Consumable calculator and WPS 

Checklists 

• Wire Feed Speed Travel Calculator 

 

 

 

New edition of AS/NZS 1554.6-2012 
Welding Stainless Steels for Structural purposes. 

Standards Australia have released the new edition of 

Part 6 Stainless Steel welding Standard. 

The objective of this revision is to substantially update 

the Standard to reflect changes in Stainless Steel 

structural welding since the publication of the original 

edition in 1994. As this is a major revision, changes 

from the previous edition are not included in the 

Standard preface. 

The AWI technical team will review the changes and 

include comment in the next edition of WeldED to 

assist members to better understand the benefits of 

the changes. Initial guidance and comment can 

confirm the changes give the standard greater 

flexibility and more versatility for Welding procedures 

and Welder Qualifications. “ More user friendly” Weld 

Procedures qualified to the 1994 edition and 

supported with the relevant test reports, Material & 

Consumable certificates can have a revision applied to 

update the weld procedure to the new edition from 

the previous edition. 
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