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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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[N TS0, also take part i the WOrk. 15U collaborates closely with the nternatonal Ele
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.

rnational Standards adopted by the technical committees are circulated to the,member bodie
bn as an International Standard requires approval by at least 75 % of the member bodies castin

is drawn to the possibility that some of the elements of this part of 1SO 15792 may be thg
hts. 1SO shall not be held responsible for identifying any or all such patent rights.

nal Standard 1SO 15792-3 was prepared by Technical Committee ISO/TC 44, Welding
s, Subcommittee SC 3, Welding consumables.

1: Test methods for all-weld metal test specimens in steelynickel and nickel alloys
2: Preparation of single-run and two-run techniquestest specimens in steel

3: Classification testing of positional capacity :@nd root penetration of welding consumables in g

trotechnical

5 for voting.
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Introduction

This part of ISO 15792 describes preparation and assessment of a fillet weld test piece.

Test conditions prescribed and results required should not be considered to be requirements or expectations for a
procedure qualification.
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Classification testing of positional capacity and root penetration of
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ng consumables in a fillet weld
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registers

ISO 5817
Quality Ig
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Samples
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pe
of ISO 15792 applies, when invoked by the classification standard, to.-the"classification of

the preparation of the test piece and the evaluation of the test results, for assessing con
bnts of positional usability and root penetration set forth by the classification standard for electrode

of ISO 15792 does not set forth the acceptance requirements.

mative references
ving normative documents contain provisions which, through reference in this text, constitute p
Df ISO 15792. For dated references, subsequent amendments to, or revisions of, any of these
pply. However, parties to agreements based on this part of ISO 15792 are encouraged to inv

of applying the most recent editions™~of the normative documents indicated below. H
of currently valid International Standards.

, Welding — Fusion-weldedSeints in steel, nickel, titanium and their alloys (beam welding g
vels for imperfections.

, Welds — Workingpositions — Definition of angles of slope and rotation.

eral requirements

of welding consumables (electrodes or wires) to be tested shall be representative of the m3
being\classified. Test pieces shall be prepared and tested as described below and in the ¢
The test results shall fulfil the requirements of the classification standard.

arc welding

s and wires for welding carbon-manganese steels, low alloy steels, stainless’steels and nickel base alloys. It

ormance to
or wire.

rovisions of
publications
pstigate the
or undated
FC maintain

xcluded) —

nufacturer’'s
lassification

4 Tes

t plate material

The plate material shall be selected from the range of materials and material thicknesses prescribed by the
classification standard. The surfaces to be welded shall be free of scale, rust and other contaminants.
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5

5.1
thro

Preparation of the test piece

Before assembling, the web piece of the assembly shall have one edge of the web flat and square
ughout its length so that, when the web is set on the flange, which shall be straight and smooth, there will be

intimate contact along the entire length of the joint. The web and flange shall be assembled as shown in Figure 1.
Both ends of the joint shall be secured by tack welds to maintain intimate contact along the length of the joint and
to maintain the 90° angle between the web and flange. The web and flange dimensions shall be in accordance with
those given in the electrode classification standard.

Dimensions in millimetres

25

4

Key
1 Web
2  Flange
NOTE If not given in the\classification standard the following values can be used for t, w and I: t=10 mm [o 12 mm,
w =75 mm (min.) and | =800 mm (min.).
a  Start
b End of dppesit made with first electrode
€  Directiorrofwetding
d  Cut here for macrosection
€  Flange to be straight and in intimate contact with the flat square edge of web member along entire length
Figure 1 — Preparation of fillet weld test piece
2 © 1SO 2000 — All rights reserved
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5.2 The position of welding and conditions of welding shall be as prescribed in the classification standard for the
classification and size of consumable under test, and as defined in 1ISO 6947. A single pass fillet weld shall be
deposited on one side of the joint for approximately the full length of the test piece. The minimum temperature of
the assembly shall be 5 °C. For covered electrodes, at least one electrode (and as many more as the weld permits)
shall be continuously consumed to within the permissible stub length of 50 mm. For electrodes longer than
450 mm, designed specifically for use in gravity welding, the fillet weld may be made either manually or with a
device designed specifically for gravity welding. For wire electrodes, tubular cored electrodes and wires, welding
shall be continuous from start to finish of the fillet weld.

5.3 The fillet shall be deposited using welding speeds compatible with the consumable classification and tested

to provide the fillet weld size required by the electrode classification standard.

54 If
piece sh
of the joi

If water i

{elding of the second side of the test piece is required by the consumable classification stand

Il be cooled to room temperature by any convenient means, before commencing to weld-the
nt.

5 used as the coolant, care shall be taken that all water has been thoroughly remeved from the

beginning welding on the second side.

6 EXxa

6.1 Th
undercut

appropria

mination of the test piece

e completed fillet weld test piece shall be examined visually;s and the weld shall be freq
overlap, trapped slag and surface porosity. Throat thicknéss”and leg length shall be meas
ite gauge at least three points along the weld to demonstrate conformity with the requiren

classificgtion standard. For covered electrodes, where two ‘@r’more electrodes are used, a m

approxin

ately 25 mm wide, shall be removed from a point gppgroximately 25 mm back from the crate

deposit made with the first electrode. For continuous consumables and covered electrodes whe

electrodsg
of the we

6.2 Orn
convexity
measure

If fillet we

is used, a macrosection, approximately 25 mm-wide, shall be removed from approximately t
Id length.

e surface of the macrosection shall be pelished, etched, and scribed as shown in Figure 2.
ment of the polished and etched magrosection.

lds are required by the consttmable classification standard on both sides of the test piece, thg

welds sh@ll be measured on the same.macrosection.

6.3 Fo
standard
the direg
ISO 5817
test shall

6.4 Ifr
may be |

I fillet weld test pieces’ welded from one side only, when required by the consumable ¢
the remaining twe ‘joint sections shall be broken longitudinally through the fillet weld by a forc
tion shown in Figure 3. The fractured surfaces shall be examined and shall meet the requ
, Level B. If, during bending, the weld pulls out of the test plate, it shall be considered as no t
be repeated’without penalty.

ecessatry to facilitate fracture through the throat of the fillet weld, one or more of the following
sed:

ard, the test
second side

joint before

of cracks,
ured by an
ents of the
hcrosection,
end of the
e only one
he midpoint

The throat,

or concavity, and leg lengths of théfillet weld shall be determined to the nearest 0,5 mm by actual

en both fillet

lassification
e exerted in
irements of
pst, and the

procedures

a)

b) thep

reinforcing welds, as shown in Figure 3 a), may be added to each leg of the weld;

osition of the web on the flange may be changed as shown in Figure 3 b);

c) the face of the weld may be notched as shown in Figure 3 c);

d) the test piece may be cooled down below 0 °C.
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a) Convex fillet weld

\_/

f

b) Concave fillet

Size of fillet weld — Teg Tength of Targest inscribed isosceles right angle. Fillet weld size, convexity and leg lengths
shall be determined by actual measurement (to nearest 0,5 mm) on a section laid out with scribe lines as shown.

&  Leg length = fillet weld size €  Theoretical throat

b Convexity f Fillet weld size

€ Scribe lines 9  Leg length # fillet weld size
d  Difference in leg length h Leg of fillet

Figure 2 — Dimensions of fillet welds
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Z\N\

al Reinforcing welds b) Offset of web c) Notching

Web

Flange

Fractliring force

Reinf
3/4w
Maxin

Tes

weld

brcing welds
dth of flange
hum depth of notch = 1/2 actual throat

Figure 3 — Alternative methods for facilitating fillet weld fracture

t report

report shall include all of the following items which are applicable:

ng consumable(s) and test assembly:

the classification standard to which the consumable(s) is (are) being tested;

base metal from which the test'piece is made;

the trade name(s) andrintended classification(s) of the consumable(s) being tested,;
heat or lot numbet(s) of the consumable(s) being tested;

redrying conditions for the consumable(s);

ng condijtions:

welding process;

power source;
electrode diameter;

electrode polarity;

— welding current;

wire feed speed;

arc voltage;
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