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Whereas the Parliament of India has set out to provide a practical regime of right to
information for citizens to secure access to information under the control of public authorities,
in order to promote transparency and accountability in the working of every public authority,
and whereas the attached publication of the Bureau of Indian Standards is of particular interest

to the public, particularly disadvantaged communities and those engaged in the pursuit of
w education and knowledge, the attached public safety standard is made available to promote the
timely dissemination of this information in an accurate manner to the public.
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Indian Standard

SPECIFICATION FOR
WELDERS’ CHIPPING HAMMER

0. FOREWORD

0.1 This Indian Standard was adopted by the Indian Standards Institu-
tion on 16 December 1968, after the draft finalized by the Hand Tools

Sectional Committee had been approved by the Mechanical Engineering
Division Council.

0.2 This standard lays down the requirements for welders’ hand hammers
used for chipping of welds and welding slag commonly used in the country.
Only basic overall dimensions have been specified without imposing any
limitations on the details of design.

0.3 While preparing this standard, assistance has been derived from
GGG-H-35a “ Hammer, hand; welders’ chipping ” issued by USA Federal
Supply Service.

0.4 For the purpose of deciding whether a particular requirement of this
standard is complied with, the final value, observed or calculated, express-
ing the result of a test, shall be rounded off in accordance with

1S:2-1960*. The number of significant places retained in the rounded
off value should be the same as that of the specified value in this standard.

1. SCOPE

1.1 This standard covers the requirements for welders’ chipping hammer
used by welders for chipping welds and welding slag.

2. MATERIAL

2.1 The hammers shall be manufactured from any suitable tool steel, such as
T55 of Schedule VI of 1S:1570-19611 with a maximum sulphur and
phosphorus content of 005 percent each.

3. HARDNESS

3.1 The working edges of hammers shall be hardened and tempered. The
hardness of the working edge shall be within the range of 450 to 550 HV
(see 1S:1501-1959%). In no case shall the maximum hardness extend
to any point beyond 13 mm from the working edges.

$Rules for rounding off numerical values ( revised ).

$Schedules for wrought steels for general engineering purposes.
$Mecthod for Vickers hardness test for steel.
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18 4913 - 1968
4. DIMENSIONS '
4.3 The main dimensions of the welders' chipping hammer shall be as
given in Fig, 1.
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Fio. | Dmensions ror WzrLpers' CHIPPING HAMMER
5. WEIGHT

5.1 The weight of the hammer shall be 500 g subject to a tolerance of
+ 7} percent and —2} percent.

6. MANUFACTURE

6.1 The welders’ chipping hammer shall consist of a head and a handle.
The head shall be clearly forged and shall be well shaped. Chisel ends
shall be either single or double beveled.

6.2 The handles shall be welded to, or be an integral forged part of the
head.

7. WORKMANSHIP AND FINISH

7.1 The hammers shall be free from burrs, cracks, roughness and other
defects. All fins and flashes produced in forging shall be dressed to a
reasonable level surface. The work ends, including taper, shall be
smoothly ground.
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8. PRESERVATIVE TREATMENT

8.1 The hammer shall be lacquered, enamelled, painted or shall be given
any other anti-corrosive surface treatment except the ground portion,
which shall be left to have a natural finish,

9. MARKING

9.1 Each hammer shall be clearly and legibly stamped with its nominal
weight and the supplier’s name, initials and/or trade-mark. :

9.1.1 The hammer may also be marked with the ISI Certification Mark.

Norz — The use of the ISI Certification Mark is governed by the provisions of the
Indian Standards Institution &Certiﬁcation Marks ) Act and the Rules and R tions
made thercunder. The ISI Mark on products covered by an Indian Standard
conveys the assurance that they have beea produced to comply with the requirements
of that standard under a well-defined system of inspection, testing and quality control
which is devised and supervised by IS and o ted by the producer. ISI marked
products are also continuously checked by ISI for conformity to that standard asa
further safeguard. Details of conditions under which a licence for the use of the ISI
Certification Mark may be %mntcd to manufacturers or processors, may be obtained
from the Indian Standards Institution.

10. PACKING

10.1 The hammers shall be securely packed in suitable packing cases of
size convenient for handling in transit or they shall be bundled and
secured suitably as may be specified by the purchaser.

11. SAMPLING

11.1 Unless otherwise agreed to between the purchaser and the supplier,
the sampling plan as given in Appendix A shall be followed.

12. TESTS

12.1 Performance Test — The hammer shall be held firmly in the hand
and a blow shall be struck as ncar to vertical as possible on an annealed
carbon steel plate (080 to 0-90 percent carbon ) having a minimum width
of 75 mm, a minimum thickness of 20 mm, and of sufficient length to
clamp securely in a rigid manner upon a solid foundation. The plate shall
have a hardness value within the range of 350 to 380 HV
( see 18:1501-1959* ). The blow shall be struck with sufficient force to
produce a minimum indentation of 0-8 mm. After making five such inden-
tations with each chipping end of the hammer, the cutting edge of the chisel
end and the point of the punch end shall show no sign of crack, fracture,
flattening or undue wear. :

12.1.1 Weld Wear Inspection — Welds shall be inspected following the
performance test ( see 12.1). Welds shall be free from cracks, fractures, or
any other defect which may cause turning or loosening of the head or
handle.

*Method of Vickers hardness test for steel. ‘
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APPENDIX A
( Clause 11.1)
SCALE OF SAMPLING AND CRITERIA FOR CONFORMITY,

A-1. SCALE OF SAMPLING

A-1.1 Lot — In any consignment all the hammers manufactured under
essentially similar conditions of manufacture shall constitute a lot.

A-1.2 For ascertaining the conformity of the lot to the requirements of
this specification, tests shall be carried out for each lot separately. The
number of hammers to be selected at random for this purpose shall be in
accordance with col 1 and 2 of Table 1.

TABLE 1 SAMPLE SIZE AND CRITERIA FOR CONFORMITY-
( Clauses A-1.2, A-1.3, A-2.1.1 and A-2.2)

Lor Size For Harbpness, Divensions, WEIGHT, Sus-SampPLE
-MANUFACTURE, WOIAKIIAN"I!P AND FINISH Sizz FOR TesTs

Sample Size Permissible No.

n of Defectives
1¢)) (2) ‘ (3) 4)
Uptw 25 0 2
26 ,, 50 0 2
51 ,, 100 8 0 3
101, 150 13 1 4
151 ,, 300 20 1 5
301 and above 32 2 8

A-1.3 The hammers shall be selected at random and to ensure the random-
ness of selection, random number tables shall be used. If the tables are
not available the following procedure is recommended for use:

Starting from any hammer in a lot, count them in one order as
1,2, 3,.cceenne. ,up to r and so on where r is the integral part of N/n
SpN being the lot size and n the sample size indicated in col 2 of

able 1). Every rth hammer thus counted shall be selected to
constitute the sample.



18+ 4915 - 1968 |
A-2. NUMBER OF TESTS AND CRITERIA FOR CONFORMITY

A-2.1 The hammers selected according to A<1.3 shall be examined for
hardness ( see 3 ), dimensions ( see 4 ), weight ( see 5 ), manufacture ( see 6 ),
‘workmanship and finish ( see 7). Any hammer failing to meet the require-
ments of any one or more of the characteristics shall be considered
defective.

A-2.1.1 If the number of defective hammers in the sample is less than or

ual to the corresponding permissible number of defectives given in col 3
of Table 1, the lot shall be declared conforming to the characteristics
mentioned in A-2.1.

A-<2.2 From the lots found satisfactory in accordance with A-2.1.1, a sub-
sample of the size indicated in col 4 of Table 1 shall be selected and
subjected to tests ( see 12).

A-22.1 If all the hammers subjected to test according to A-2.2, satisfy
the necessary requirements, the lot shall be declared conforming to the
requirements of this standard.

( Continued from page 1)
Metal Workers’ Tools Subcommittee, EDC 12:2
Conpener Representing
Suar 8. K. Kauraan The Mysore Implements Factory, Hassan
Members

Sumz N. 8, anﬁm ( Altsrnate to
Shri S. K. Kempaiah )

Surt S. C. Biswas Mukand Iron & Steel Works Ltd, Bombay

Carzr MzecHANICAL ENGINEER Rulwa%Board ( Ministry of Railways )

SHr1 S, P. CHOWRAN Victor Tools Corporation, Jullundur

Sart A, K. Guna Directorate General of Supplies & Disposals

Sums M. L. MEHROTRA Dcpartment of Defence groduction, Ministry of
Defence ( DGI)

Sur1 P. C. P, NAMBOODIRIPAD South India Metal Co, Shoranur )

Sur1 J. P, Singn Deo Presidency Edge Tools Co Ltd, Purulia

SHnt B. P, Sinou Dzro ( Alternate )



