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

The procedures used to develop this document and those intended for its further maintenance are
described in the ISO/IEC Directives, Part 1. In particular, the different approval criteria needed for the
different types of ISO documents should be noted. This document was drafted in accordance with the
editorial rules of the ISO/IEC Directives, Part 2 (see www.iso.org/directives).

Attention is drawn to the possibility that some of the elements of this document may be the subject of
patent rights. ISO shall not be held responsible for identifying any or all such patent rights. Details of
any patent rights identified during the development of the document will be in the Introduction and/or
on the ISO list of patent declarations received (see www.iso.org/patents).

Any trade name used in this document is information given for the convenience of users and does not
constitute an endorsement.

For an explanation of the voluntary nature of standards, the meaning of ISO specific terms and
expressions related to éonformity 'assessment,’as' well as information about ISO's adherence to the
World Trade Organization (WTO) principles in the Technical Barriers to Trade (TBT), see www.iso
.org/iso/foreword.html.

This document was prepared by Technical Committee [or Project Committee] ISO/TC [or ISO/PC] ###,
[name of committee], Subcommittee SC##, [name of subcommittee].

This second/third/... edition lcaticels:and replacesthel first/second/.Dedition (ISO #####:###4#), which
has been technically revised.

The main changes compared to the previous edition are as follows:
— XXX XXXXXXX XXX XXXX
Alist of all parts in the ISO ##### series can be found on the ISO website.

Any feedback or questions on this document should be directed to the user’s national standards body. A
complete listing of these bodies can be found at www.iso.org/members.html.

This document was prepared by Technical Committee ISO/TC 44, Welding and allied processes,
Subcommittee SC 10, Quality management in the field of welding.

The main changes compared to the previous edition are as follows:
— in sub-clause 8.4.1, level 2, the degree of mechaniszation as essential variable was deleted;
— in sub-clause 8.4.7, level 2, the requirements for measurenment of arc energy were modified.

Alist of all parts in the ISO 15614 series can be found on the ISO website.
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Specification and qualification of welding procedures for
metallic materials — Welding procedure test —

Part 1:
Arc and gas welding of steels and arc welding of nickel and
nickel alloys

AMENDMENT 2

1 Replacement for 8.4.1
Replace
8.4.1 Welding processes

For level 1: The degree of mechanization is notan For level 2: Each degree of mechanization shall
essential variable. be qualified independently (manual, partly me-
eha-nized, fully mechanized and automatic).

by
8.4.1 Welding processes

The degree of mechanizationrisnot an-essential.variable!

2 Replacement for 8.4.7
Replace second paragraph of 8.4.7 for level 2
8.4.7 Heat input (arc energy)

For level 1: When impact requirements apply, the For level 2: When impact requirements apply, the

upper limit of heat input qualified is the maximum upper limit of the heat input qualified is 25 %

heat input used when welding the test piece. greater than used in welding the test piece. When
hardness requirements apply, the lower limit of the
heat input qualified is 25 % lower than that used
in welding the test piece. If welding procedure test
has been performed at both a high and a low heat
input level, then all intermediate heat input levels
are also qualified. It is not necessary to calculate
every run.

by
8.4.7 Heat input (arc energy)
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For level 1: When impact requirements apply, the
upper limit of heat input qualified is the maximum
heat input used when welding the test piece.

For level 2: When minimum impact requirements
apply, the upper limits of the following ranges for
heat input or arc energy apply. When maximum
hardness requirements apply, the lower limits of
the following ranges for heat input or arc energy
apply. Average heat input for the relevant welding
runs (fill, and cap) is calculated based on the re-
corded values from the welding procedure qual-
ification test. These averages may be the average
from the runs (fill and cap) or the average from the
average of the runs per layer. The qualified range
for the root, fill and cap is based on these calculat-
ed average values.

— Root-run:

The value of the heat input or arc energy of
the root run, of the considered test piece
+/- 25%.

— Layers of filling runs:

The average of the values of the filling run(s)
or layers of filling runs of the considered test
piece*/-25%

—Layer of capping runs:

The average of the values of the capping
run(s)ofthe'considered test piece +/-25%.
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