INTERNATIONAL ISO
STANDARD 6847

Third edition
2013-06-15

Welding consumables — Deéposition of
a weld metal pad for chemical analysis

Produits consommables pour le soudage — Exécution d'yn dépét de
métal fondu pour I'analyse chimique

Reference number
1SO 6847:2013(E)

©1S0 2013



https://standardsiso.com/api/?name=1fcd28b318596903bd9b5f1d7ddfc981

ISO 6847:2013(E)

COPYRIGHT PROTECTED DOCUMENT

© IS0 2013
All rights reserved. Unless otherwise specified, no part of this publication may be reproduced or utilized otherwise in any form
or by any means, electronic or mechanical, including photocopying, or posting on the internet or an intranet, without prior
written permission. Permission can be requested from either ISO at the address below or ISO’s member body in the country of
the requester.

ISO copyright office

Case postale 56 « CH-1211 Geneva 20

Tel. + 41 22 749 01 11

Fax + 4122749 09 47

E-mail copyright@iso.org

Web www.iso.org

Published in Switzerland

ii © ISO 2013 - All rights reserved


https://standardsiso.com/api/?name=1fcd28b318596903bd9b5f1d7ddfc981

ISO 6847:2013(E)

Contents Page
FFOT@WOTM ........oooccceeee st iv
IIETO@UICEIONN ... \%
1 SCOPI ...t 1
2 NOIIALIVE FEERTEIICES ...........ooo e 1
3 BaS@ INEEAL ...
3.1 Ly DD ek e
32 Dimensions
3.3 Surface condition
4 Method for preparing the weld metal pad............c @ Do 2
4.1 Drying of the welding consumables ... e o 2
4.2 Welding position
4.3 TYPE Of CUTTENE .ot M e
4.4 Welding cONditioNS. ... ke oo 2
4.5 Welding MEthod ... .. S e 2
Weld metal PAd SIZE............cooeseeeeees e e e e 3
SAIMPIITIG ..ottt et 4
© 1S0 2013 - All rights reserved iii


https://standardsiso.com/api/?name=1fcd28b318596903bd9b5f1d7ddfc981

ISO 6847:2013(E)

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 liaison with ISO, also take part in the work.
ISO collaborates closely with the International Electrotechnical Commission (IEC) on all matters of
electrotechnical standardization.
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Introduction

ISO 6847:1985 addressed only the deposition of a weld metal pad for chemical analysis using covered
electrodes for manual arc welding. This pad preparation was expensive to execute. [IW Commission II
conducted testing of several methods of weld pad preparation that were less costly to execute than that
of ISO 6847:1985 and yet produced equivalent results. Further, these methods were applicable to solid
wires for gas shielded welding, to tubular cored wires for arc welding with or without gas shielding,
and to wires and fluxes for submerged arc welding, as well as being applicable to covered electrodes.
Accordingly, this revision simplifies weld pad preparation and broadens the range of welding processes
and filler metals.
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Welding consumables — Deposition of a weld metal pad
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This International Standard specifies the procedure to be used for deposition of a weld metal pad for
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ng,and wire-flux combinations for submerged arc welding. This International Standard
|ding consumables for non-alloy and fine grain steels, high strength steels;.creep-reg
ess and heat-resisting steels, nickel and nickel alloys, and copper and copper alloys.
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Dimensions

The nmpiinimum dimensiens of the base metal are given in Table 1.
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Table 1 — Minimum dimensions of the base metal

Dimensions in millimetres

Plate sizea
Welding consumables Size of welding consumables -
Length Thickness
Coved lectrodes d bl s o
. >4 but <8 65
welding
Wire ele;trodes for gas shielded >0,6 but <2,5 100 10
arc welding
Tubular coredelectrodes for gas
shielded or n¢n-gas shielded arc >0,6 but <4 100 10
welding
Wire-flux commbinations for sub- >1,2 but <4 200 15
merged arc Welding >4 but <6,4 300
a Plate width $hould be appropriate for the pass sequence method chosen (see Figure 1).
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1 for preparing the weld metal pad

g of the welding consumables

e welding consumables (covered electrodes, fluxes“for submerged arc welding) sh
5ing conditions indicated by the manufacturer. Tubular cored electrodes on metal sug

tal pad shall be welded in the flat position (PA position in ISO 6947).

bf current

tal shall be deposited using)the type of current (and, if appropriate, the polarity) ind
facturer. However, if both-DC operation and AC operation are claimed, then the test sh
sing AC.

ronditionswised, such as current, voltage, welding speed, etc., shall be in accordance wi
bd in therélevantstandard. [fthe welding conditions are not specified in the relevant sta
11 be welded with a welding current of 70 % to 90 % of the maximum current indicated

all be
ports

cated
all be

kh the

1dard,
by the

manufacture

r..The welding conditions used to produce the weld metal pad shall be reported.

4.5 Weldi

ng method

4.5.1 General

Various methods for building up a weld metal pad have been shown to be acceptable and the weld metal
pad shall be prepared using one of the methods shown in Figure 1. After the welding of each pass, the
test piece may be cooled in water for about 30 s, then dried sufficiently before proceeding with the
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next pass. The slag shall be removed from each pass. The welding shall be performed by alternating the
direction of welding for each layer.

Af
Base metal Base metal Base metal
Method A Method B Method C

a Th

4.5.2

The a
weav

4.5.3

{3; [
doooeoeen A

Base metal Base metal
Method D Method E
A
Base metal Base metal
Method Fa Method G2

e blocks on both sides of the weld deposits of methods F and G are copper.

Figure 1 — Examples of pass sequence

Covered €lectrodes

Irc length'shall be maintained as short as possible such that the arc remains stable. T
b width-shall be 2,5 times the diameter of the electrode core.

he maximum

Fali B | ] R T U | 3 :
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The number and size of the beads will vary according to the size of the electrodes and the width of the
weave as well as the amperage employed. The electrode extension (stickout) shall be as indicated by the
manufacturer * 3 mm. The weld metal pad shall be deposited using the type of shielding gas indicated
by the manufacturer; otherwise, the type of shielding gas used shall be selected from those specified in
ISO 14175. In the case of submerged arc welding, the appropriate flux shall be used.

5 Weld metal pad size

The minimum dimensions of the weld metal pad shall be as given in Table 2.
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