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+KS B 0950 (2002)

: Metallic Materials - Instrumented Indentation test for Indentation Tensile Properties

\ K’ +KS B 0951 (2005)

: Instrumented Indentation tests on welds in Steel - Measurement of residual stress on welded joints

s - KEPIC MDF A370 (2006)

: Measurement of the mechanical properties and residual stress by instrumented indentation test
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+1SO/TR 29381 (2008)
: Measurement of mechanical properties by instrumented indentation test - Indentation tensile properties

/TR -1SO/TR 29381 annex (2008)

: Measurement of the residual stress by instrumented indentation test

+ 1SO TS 19096(2023)
: Metallic materials-Instrumented indentation test for hardness and materials parameters-Evaluation of
stress change using indentation force differences

+ASME Code case 2703 (2011)
((‘?@I‘E : Instrumented Indentation Testing as Alternative Hardness Test for QW-290 Temper Bead Welding

+ASME Code case N-881 (2017)
: Exempting SA-508 Grade 1A From PWHT Based on Measurement of Residual Stress in Class 1 applications

SETTING THE STANDARD

@_’ - Guobiao Standard (2020)
= : Measurement of the tensile properties and residual stress by instrumented indentation test
+AWS Handbook (2019)
: Measurement of Residual Stress in Weldment (Measurement by Indentation)

o A SN ASM Handbook (2025)

: Residual Stress (Instrumented Indentation Method)

& AWS Handbook,10th edition (2019)
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