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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards bodies (ISO
member bodies). The work of preparing International Standards is normally carried out through ISO technical
committees. Each member body interested in a subject for which a technical committee has been established has
the right to be represented on that committee. International organizations, governmental and non-governmental, in
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ion (IEC) on all matters of electrotechnical standardization.

nal Standards are drafted in accordance with the rules given in the ISO/IEC Directives; Part 3.
task of technical committees is to prepare International Standards. Draft International Standa
pchnical committees are circulated to the member bodies for voting. Publication as an |

requires approval by at least 75 % of the member bodies casting a vote.

is drawn to the possibility that some of the elements of this part of 1SO 15616 may be th¢
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e ISO/TC 44, Welding and allied processes, Subcommittee SC 10, Unification of requiren

ut the text of this document, read "...this European Standard..." to mean "...this International St

6 consists of the following parts, under the-general title Acceptance tests for CO,-laser beaf
uality welding and cutting:

1: General principles, acceptance conditions
2: Measurement of static and dynamic accuracy

3: Calibration of instruments-for measurement of gas flow and pressure
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Foreword

This document (EN ISO 15616-3:2003) has been prepared by Technical Committee CEN/TC 121, "Welding", the
secretariat of which is held by DS, in collaboration with ISO/TC 44 "Welding and allied processes".

This Eu

by endofsement, at the latest by September 2003, and conflicting national standards shall he\withd
latest by|September 2003.

This Eurgpean Standard “Acceptance test for CO., — laser beam machines for high quality weldihg and cutt
of the following parts:

O Pard1: General principles, acceptance conditions
O Pard2: Measurement of static and dynamic accuracy
O Pard 3: Calibration of instruments for measurement of gas flow and“pressure

According to the CEN/CENELEC Internal Regulations, the national standards organizations of t

countrie
France,

Slovakia] Spain, Sweden, Switzerland and the United Kingdom.

rppean Standard shall be given the status of a national standard, either by publication of an-ide

(Germany, Greece, Hungary, Iceland, Ireland, Italy,\Luxembourg, Malta, Netherlands, Norwg

htical text or
rawn at the

fng” consists

e following

g are bound to implement this European Standard: Austria, Belgium, Czech Republic, Denmlrk, Finland,

y, Portugal,
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1 Sco
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pe

This Part of this European Standard is applicable to the measurement of the process oriented gas parameters for the
acceptance tests for CO,-laser beam machines for high quality welding and cutting in two operation directions (2D) in

accordance with EN ISO 15616-1.

This standard specifies examination procedures for instruments used for control of process oriented gas parameters.

2 Normative references

This Eur
normative
dated ref
Standard
publicatid
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Part 1: G
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During la|
cutting ga
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specified

5 Examination procedure

5.1 Gs
The limit

Testing s

erences, subsequent amendments to or revisions of any of these publications apply‘to thi
only when incorporated in it by amendment or revision. For undated references the-latest e
n referred to applies (including amendments).

5616-1:2003, Acceptance tests for CO,-laser beam machines for high quality welding an
eneral principles, acceptance conditions (1ISO 15616-1:2003).

pose of the measurements

Ser processing, gases and gas mixtures are used as working*gases for joining procedures (we
ses for separating procedures (cutting).

e reproducible processing results the working gas<has to be supplied with a well-defined an

bssure and gas flow to the point-of-use. The purpoese of the measurements is to check the rea
nstruments.

pressure and gas flow

pressure is divided in two pressure ranges of <1 MPa (<10 bar) and > 1 MPa ( > 10 bar). The
in litres per minute [I/min].

neral
Jeviations are specified in EN 1SO 15616-1:2003, Table 2.

hall be carried out using the process in the absence of the laser beam and work piece (i.e. ng

cutting ta

ppean Standard incorporates by dated or undated reference, provisions from other publications. These
 references are cited at the appropriate places in the text and the publications are listed hereafter. For

European
ition of the

o cutting —

Iding) or as

d long term
jings of the

gas flow is

welding or

esplace)

5.2 Measuring devices and procedure

5.2.1 General

The measuring devices used shall be suitable for the testing with respect to the measuring range and the maximum
value and required accuracy.
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All components being used, e.g. connecting fittings, hoses and data pickups shall be suitable for the gas in question

at the press

ure used.

The limit error of the measuring devices shall be at least + 2 % of their maximum scale reading. The equipment shall

be checked

for leaks after set up.

The test equipment and the supply system shall be purged before testing alternative gases. The fume extraction

system shal

| be switched on during testing.

5.2.2 Testing of the gas pressure

The accuragy of the gas pressure gauges shall be selected according to the test requirements.

The gauge [nstrument range should be 10/16 (measuring range/maximum scale reading) for pressures’ up

and 20/40 for pressures up to 20 bar. To avoid errors of measurement, the pick-ups should be as clese as p

to 10 bar
pssible to

the pick-up for the machine instrument. If other gas pressure gauges are used the requirements’ according to 5.2.1

shall be res

Measureme|

of gas. The

ected.

cover the infended working range of the CO,-laser beam machine.

5.2.3 Tegting of the gas flow

The gas fi

simultaneou

flow gauge.

The manufg
after 2 s ang

CO,-laser b

bw gauges shall be selected according to the test requirements. If the selected gauge

Pam machine.

hts shall be carried out with flowing gas stream: the flow rate or pressure shall*be specified for gach type
first reading shall be taken after 2 s and shall be recorded for 1 min centinuously. Measurements shall

requires

s pressure measurements (gas flow gauge with float element) these should be placed close t¢ the gas

cturer’s corrective factors shall be used to evaluate the results obtained. The first value should be read
should be recorded for 1 min continuously. Measurements shall cover the intended working rarjge of the
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