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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 document 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).

ISO draws attention to the possibility that the implementation of this document may involve the use of (a) 
patent(s). ISO takes no position concerning the evidence, validity or applicability of any claimed patent 
rights in respect thereof. As of the date of publication of this document, ISO had not received notice of (a) 
patent(s) which may be required to implement this document. However, implementers are cautioned that 
this may not represent the latest information, which may be obtained from the patent database available at 
www.iso.org/patents. ISO shall not be held responsible for identifying any or all such patent rights.

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 conformity 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 ISO/TC 44, Welding and allied processes, Subcommittee 
SC 10, Quality management in the field of welding.

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. Official interpretations of ISO/TC 44 documents, where they exist, are 
available from this page: https://committee.iso.org/sites/tc44/home/interpretation.html.
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Introduction

In quality management systems, welding is classified as a special process — one whose results cannot be 
fully verified by subsequent inspection and testing. Therefore, consistent quality can only be ensured if the 
process is properly controlled from the outset. ISO 3834-2 and ISO 3834-3 outline the quality requirements 
for fusion welding of metallic materials. They require that manufacturers:

—	 prepare welding procedure specifications (WPS);

—	 qualify these procedures before production;

—	 ensure proper implementation of the WPS during fabrication.

ISO 15607 provides the general framework for specifying and qualifying welding procedures. It introduces 
several qualification methods but does not provide detailed instructions on:

—	 measuring welding parameters (e.g., arc energy) during qualification;

—	 determining the range of qualification;

—	 translating qualification results into a usable WPS.

In certain situations, for example, when the mechanical or corrosion properties of parent materials and 
the weld metal can be strongly degraded by the use of the wide range of arc energy rules as given in the 
standards cited in ISO 15607, it can be appropriate to implement additional provisions that may lead to 
restrictions. These additional provisions will prevent:

—	 incorrect parameter ranges in WPS documents;

—	 non-compliance with mechanical or corrosion resistance requirements;

—	 inconsistent weld quality across production batches.

This document:

—	 provides practical requirements and recommendations on how to handle welding procedure qualification 
and specification;

—	 clarifies how to measure and document welding parameters during qualification;

—	 explains how to define and apply qualification ranges effectively.

This document can serve as a contractual reference for the qualification of a welding procedure qualification 
record and/or the creation of a welding procedure specification.
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