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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
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of welds — Acceptance levels

1

This

steel|welds detected by magnetic particle testing.

The
they

The

when using techniques specified in ISO 17638 and parameters recomfmended in Annex A. Thg

level
is sh

2

The

refergnces, only the edition cited applies. For-undated references, the latest edition of th
docupent (including any amendments) applies.

ISO

excluded) — Quality levels for imperfections
ISO 1
ISO 1

ISO/TS 18173, Non-destructive testing — General terms and definitions

EN 1B30-2, Non-destructive testing — Terminology — Part 2: Terms common to the non-destr
methpds
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3 Terms and definitions

For the purposes of this document, the terms and definitions given in ISO/TS 18173, EN 1330-2 and

EN 1

31

330-7 and the following apply.

linear indication

indic

3.2

ation having a length greater than three times its width

non-linear indication

indic

ation having a length less than or equal to three times its width
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4 Testing parameters

Many parameters, either individually or in combination, will affect the ability of a technique to detect
imperfections of a given size and orientation with respect to the condition of the test surface.

Detection of small imperfections is highly dependent on the surface condition of the weld and the detection

media used. Examples of the application of these parameters to give a high probability of detection are given
in Annex A.

5 Acceptance levels

5.1 General

The width of|the test surface shall include the weld metal and the adjacent parent metal upitoa distarice of
10 mm on edch side.

Acceptance levels prescribed for linear indications are those corresponding to the evaluation level. Indicgtions
lower than thiis shall not be taken into account. Normally, acceptable indications shallnot be recorded.

Local grinding may be used to improve the classification of all or just part of a test surface, when it is required
to work to a ligher detection limit than that expected by the existing weld surface condition.

Acceptance levels are given in Table 1.

Table 1 — Acceptance levels for'indications

Dimensions in millimetres

o Acceptance level 2
Type of indication
1 2 3

Linear indicatjon

<15 <3 <6
[ = length of indication
Non-linear indication

d<?2 d<3 d<4
d = major axig dimension

a8  Acceptande levels 2 and 3 may be\specified with a suffix "X" which denotes that all linear indications detected shall be assesped to
level 1. Howevgr the probability of det€ction of indications smaller than those denoted by the original acceptance level can be low.

5.2 Grouped indications

Any adjacen] ifdications separated by less than the major dimension of the smaller shall be assessed| as a
Single, contintots-indication:

Grouped indications shall be evaluated in accordance with application standards.

5.3 Removal of imperfections
Where the product specification permits, local grinding may be used to reduce or remove imperfections which

are the cause of unacceptable indications. All such areas shall be re-tested and evaluated with the same
magnetic system and technique.
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