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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. 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. 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 on the meaning of ISO specific terms and expressions related to conformity
assessment, as well as information about ISO’s adherence to the WTO principles in the Technical
Barriers to Trade (TBT) see the following URL: Foreword - Supplementary information

The committee responsible for this document is ISO/TC 44, Welding and allied processes, Subcommittee
SC 7, Representation and terms.

This second edition of ISO 9692-1 cancels and replaces [SO 9692-1:2003, which has been technically revised.

ISO 9692 consists of the following parts, under the general title Welding and allied processes — Types of
joint preparation:

— Part 1: Manual metal arc welding, gas-shielded metal arc welding, gas welding, TIG welding, and beam
welding of steels

— Part 2: Submerged arc welding of steels
— Part 3: Metal inert gas welding and tungsten inert gas welding of aluminium and its alloys

— Part 4: Clad steels

iv © ISO 2013 - All rights reserved
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Introduction

This part of ISO 9692 defines the parameters characterizing the joint preparation and the collection of
frequently recurring values and shapes.

The specifications given in this part of ISO 9692 have been compiled on the basis of experience and
contain dimensions for types of joint preparation that are generally found to lead to suitable welding
conditions. However, the extended field of application makes it necessary to give a range of dimensions.
The dimension ranges specified represent design limits and are not tolerances for manufacturing
purposes. Manufacturing limits depend, for instance, on welding process, parent metal, welding position,
and quality level. Because of the common character of this part of ISO 9692, the examples given cannot
be regarded as the only solution for the selection of a joint type.

Specific fields of application and manufacturing requirements (e.g. pipeline construction) may be
covered by selected ranges specified in other standards adapted from this basic part of ISO 9692.

Requests for official interpretations of any aspect of this part of ISO 9692 should be directed to the
Secretariat of ISO/TC 44/SC 7 via your national standards body. A complete listing of these bodies can
be found at www.iso.org.
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Welding and allied processes — Types of joint
preparation —

Part 1:
Manual metal arc welding, gas-shielded metal arc welding,
gas welding, TIG welding and beam welding of steels

1 Scope

This part of ISO 9692 specifies types of joint preparation for manual metal arc welding, gas-shielded
metal arc welding, gas welding, TIG welding, and beam welding of steel (see Clauses 3 and 4).

It applies to joint preparation for full penetration butt welds and for fillet welds. For partial penetration
butt welds, types of joint preparation and dimensions differing from those specified in this part of
ISO 9692 may be stipulated.

The root gaps referred to in this part of ISO 9692 are those gaps presented after tack welding, if used.

Considerationisgivento altering the joint preparation details (where appropriate) to facilitate temporary
backing, “one-sided welding,” etc.

2 Normative references

The following documents, in whole or in part, are normatively referenced in this document and are
indispensable for its application. For dated references, only the edition cited applies. For undated
references, the latest edition of the referenced document (including any amendments) applies.

[SO 6947, Welding and allied processes — Welding positions

3 Materials

Joint preparations recommended in this part of ISO 9692 are suitable for all kinds of steel.

4 Welding processes

Joint preparations recommended in this part of ISO 9692 are suitable for welding carried out in
accordance with the following processes as specified in Tables 1 to 4 (combinations of different processes
are possible):

a) (3) gas welding; oxyfuel gas welding;
b) (111) manual metal arcwelding (metal arc welding with covered electrode); shielded metal arc welding;
c) (13) gas-shielded metal arc welding; gas metal arc welding includes:

— (131) MIG welding with solid wire electrode; gas metal arc welding using inert gas and solid
wire electrode;

— (132) MIG welding with flux cored electrode; flux cored arc welding;
— (133) MIG welding with metal cored electrode; gas metal arc welding using inert gas and

metal cored wire;

© IS0 2013 - All rights reserved 1
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— (135) MAG welding with solid wire electrode; gas metal arc welding using active gas and solid
wire electrode;

— (136) MAG welding with flux cored electrode; gas metal arc welding using active gas and flux
cored electrode;

— (138) MAG welding with metal cored electrode; gas metal arc welding using active gas and
metal cored electrode;

d) (141) TIG welding with solid filler material (wire/rod); gas tungsten arc welding using inert gas and
solid filler material (wire/rod);

e) (5) beam welding:
— (51) electron beam welding;
— (512) electron beam welding in atmosphere;
— (52) laser welding; laser beam welding.

NOTE The numbers in parentheses refer to the reference number of the welding process specified in ISO 4063.[2]

5 Finish

The longitudinal edges of the root face should be de-burred and may be chamfered (up to 2 mm).

6 Type of joint preparation

The recommended types of joint preparation and dimensions are specified in Tables 1 to 4.

2 © IS0 2013 - All rights reserved



2013(E)

IS0 9692-1

08> " _ s

dins pcS - »S .9 « q 1 >31>8
3unyoeq
M a[q — 7S - * é > uoneredoad p-a[Surg 1
-eorjdde Hmﬂﬁ 09>
ERE) S ° >

am 11 > s .on * 0IS31>¢
€ 0
¥
jﬂa«\\\ ~ 7 & dij Surrejuad yrm YT
uonyeredaad aaenb
N\\NZ 7 m
J— J— J— J— — Q >
1S 001>
- 7 & Suppeq ym .
uornyeaedauad aaenbg €t
q
0

drns 75 ST>
Jupyoeq pI>
5_3%% g Tl
-eordde oI¥T I~

N _ _ — _ _ uonjetedaad aarenb 8>1>¢
o | NI e N 2 _ 5
1548
— 111 I~ > T'Z1
€

[e3ow 4%

19111 NN\ 77777 154" _ _ _ _ s .
moyum @.&M@ 1T N/ sa8pa pastey 7> T
Arensn €

:um:ww,w 0SI ww w
aoue Y 2 wut ‘ ww
-p10338 Ul ‘ON uon aoej q mm&mﬂ‘w (11552 0SI uopn ; -oN
Sylewdy | uonexysnl pom aoua.I10ja.) -eaedaad| 3j00i1j0 qden uor1139s-ss0.1) Im muo:m%_mvuum ur) -exedoad jo odAL | sseuspryy | oy
ssonoad Jo yada( | sseuydIy L [oquas [eLIBIe ]
Suipam
papuswwodady suoIsudwWi(q

9IS U0 WO.IJ PIP[IM ‘Sp[am 1Inq Joj suoneaeda.ad yurof — 1 3[qeL,

© IS0 2013 - All rights reserved



IS0 9692-1:2013(E)

|
n q
oST > °
1548 gs
_ _ - >,0T 1001 A UM .
2 ¢> v>q> 06> — ™ ) > uoneredaid A-o3ulg A L1
111 23,00 \/
Wi 01> °
< sos7t| 9508 1004 A Y3tm uony )
6>4>9 €1 B~ — £€>q9> 06> > —eredaud n-ojuig (458 91
t > .09 A
. |
q
— s _ sos SoSs ~D » 90BJ300.1 peOo.Iq YIM S s .
Hm% Y3057 |[#>q4>1|.09% - 7 } wonetedaad p-ar8urg | 07 >7>9 | ST
0
[ ]
dins < < -
Sunpeq €T . _ [ 07> j uoneredaid p-o[3uls 1< -
UM 22! >S | §>.8 pasuey-daaig
~Z
-l
7 g
:um:ww,w 0sI ww wu
aoue Yy 2 wut g wu
-pI022B U 0N uorn ER)A| q 3 ([11€SSZ OSI uon 2 ‘ON
syIewdy | uonexsnifI pam eu:mz&wb -exedoxd| 3001j0 qden ed[sUY U0I1}235-SS0.1) [3IM 90UBP.I0DDE UI) -m._mnv.awc odfy, | ssomprs | v
mquo.E Jo yada( | ssauyIy L, [oquisg [eLIBIe ]
uipem
PEJIEL I 1 GREN suoisuawiI(q

(panunuos) 1 31qeL,

© ISO 2013 - All rights reserved



IS0 9692-1:2013(E)

q
1548
dins 1 I~ - Z uonel
Jupyoeq — — %W@ > NI_ -edaud [9aaq-a13uls 91< 0Tl
P oST ~+ paxuefj-daails
1>
11 g9 yd
~ |n
q
NXX'| W4 76T
T+1 s &
09 > uonel
B Wm B eI V243 gs G \_ -edoud paog-orfurg | 017> €
i q
W 161
g
-~ |
q
=
1548 s
ol > uon .
- el - £> V> JS.8 - \_J -eaedaad n-a18urg s 81
T11 :%
N
(z1€90% 08I
qam ww wuw
Joue Y 2 wut g ( ww
SYIeWd uonensn[I po, “pI02dE Ul*ON ol o ! ed[3uy UO0I123S-SSO.X ~3WWMWmm%ww ur) uon ! ‘ON
A o Hensnir prem 90Ud.19j9.) -eredaad | 100430 qden i 2 Rt P £ 7| -eaedoad yo adAy, |ssauyodIyy | ‘Joy
ssasoad Joyadaq | ssawxpIyL loquiAs [eLIale
Suipam
popuswwoday suorsuawi(

(panunuos) T 31qeL

© IS0 2013 - All rights reserved



2013(E)

IS0 9692-1

[T'266T:£55Z OS] Ul pazIpJepue)s 19410u Iaquinu pue [0quAS ]
‘(eI IS YILM P
'S9SSaUNDIY} 9031d>10M Jo a8uel ajoym a13 10j d[qedrjdde s1311ey) ueaw Jou Sa0p ssa20.1d Furp[am a3 Jo UOIILIIPUI Y], 5
"U0Ipuo0d paxoel ay3 03 Ajdde uaald suoisuawiq q
‘(uonytsod [eyuozrioy) 269 OS] 03 Surp.aodde Hd uonisod ur urpam 10j dLI}dWWASE J0/pue 193.1e[ OS[e d.1e Sa[Suy e
4
S 1S 001>
— Z5 — — — — o— uonjetedaad aaenbg [ €T'1
1S 001>
— Z5 — — — — o— uoryeaedauad aaenbg SIS AR
N q
1548 0z > 3
- €1 — ZS051 [¥>q> g \_ uonetedaud [-a[3urs 91< ITT
11 g>.01 i
:um:ww,w 0sI ww wu
aoue Yy 2 wut g wu
-p1022€ U ‘0N uon R q corfuy (r1€552 0SI uon 2 ‘oN
SyJeway | uone.nsnii ppEm 2oua.I10ja.) .mhmﬁga 1001 j0 qden U011J93s-SS0.1) yim m”.:m—wmmvuum ur) -exedead jo odAL | sseuspryy | oy
mquo.E Joqadaq | ssauyPIYL [oquAs [eLIole
uipem
PEJIEL I 1 GREN suoisuawiI(q

(panunuos) 1 31qeL,

© ISO 2013 - All rights reserved



2013(E)

IS0 9692-1

0
=
- q
09 > 90eJ 3001
oA 3
_ L gyt Sos agsy 27007 N Z peoq qim .
S = 93037 | ¥>39>1 - 37 & uonetedaad 01« Ve
R 4 A-91qnog
° =D =
111 09 0 S
‘pajediput ~ |
S1unapeq ‘g g
ssaoo.ad Surprom €1 oc/o > 90eJ 3001
0 >.0% T £
pue sassauxdIY} . peo.aq yarm .
9oa1d y10m v¥>0>7 €>q>1 d ~~ 7 } uonetedaad 01< ee
I9[[eWS 10J A-918uis
a[qissod osye e
‘sased [e1oads ujf 1T -09=xv >
~ !
. 09> || q
. >0t . doad
paieotpur i uonetedax .
S unned > € _J f Z \/ g | 0v>1>€ | T
154! *
~D
11 °09 0
[4s 0 ST>
s q
— \E/ €l _ _ Z/ _ uonje.l )
N\E &) SN 2 | |esdomenns| g5 | ¥
1574 ~
111 e
(1z1€90% 0OSI wu ww
s&w\wwmﬁ Y 2 EQE Ry (Inessz os1 ww
. i daad | adejlooajo ed[Suy yumdoue | uoneredaad 7 OoN
syIeway uonjenSN[[I p[oM oN eouaI9jor) | UOHIEIE 3 de U011235-SS0.1) .
ssonoud Jo yadaqg SsauydIIY L, aded .uMS—mecc JoadAy mwm“”_uh:u Jod
Surpfom pap [oquiAs [eL1eN
-UauIu0d9y suorsudwiIq

SOPIS Y10( WO.IJ pAP[OM ‘SP[am 1In( .10j suonjeredaad juiof — 7 ajqeL

© ISO 2-Year - All rights reserved



2013(E)

ISO 9692-1

‘uonel q
-edauad A-arqnop
[eoLI3oWWASE 7 & >
93 03} JoUUBW SIVT x
Je[Iwis e ut €1 < €~ > nmwﬁ > RN co_.wm Lﬂﬂma 0e<g LT
A[[eornzowwAse I11 -1 o8 7 n-a[qnoq
poonpoad aq os[e °
ued uonetedaad QA,
jurof jo ad4Ay s1yy,
g
~ |
q
STHT £ 8
‘pajeodipul o TS ey uonetedaad .
ST unu yoeqg 5~ g>.8 ., \_J n-918uis < 9¢
d
s
s £>q>
97
009> ~ j
w>,0%
el 009> N & ~ uonetedaad
— €/i= > ,0% A-d[qnop [ed [ 4
-LI}oWWASY
0
1548 > £€>q> 009 = 0 7 01I<
11 009 = o
q
7 & =
€1 009>
— /1% P20y 7 & uoeaedaud T's7
T AN o
154!
=D
1T °09 0
([z1€90% 0SI
[1m ddue wut e ww
-p1020€ Ut Y 2 q g (imessz osI dond ww
SyIeWD uonjenISN[[I p[o ‘0N @ouauejeu) | Uoneredaxd | aoejjo0ijo ed[3UY U01199S-SS0.1 timedue | uonereda.l ! ON
ot 4 RERSHIL PEM mewuo._m ) Jo yadaq ssawyIY L, qdes " 2 .EoQuﬂcc JoadAy, ssawyIY | J3Y
Suipam pap [oquiAS [eLIdle N
-UauwIu0d9y suolisudawiIq

(panunuos) z aqeL,

© ISO 2-Year - All rights reserved



2013(E)

IS0 9692-1

n q
N
STHT .
‘pajedipul €1 07> &£ uonjetedaad
stunappeg 111 - (A £€>q9> g>.01 & % \_ [-o18u1g 91< 0T'e
q
-
A e
Pod 2’6'C
‘uorjel )
-edaud p-aiqnop q
[edLIjoWwASe A
93 03 JouuBwW I 7
Je[ruiis e ul M =
A[reornnowwi4se 10 7
paonpoud aq osfe 9T
ued uonetedaad [ W = .09 > %/' uonjetedaad
jutofjo ad4£y sy, 11T ! > ¥>q>1 |9>.5¢ & [949g-2[qno( 01< 167¢
~
‘pajearpur IVl 09 S 7 .\ uonetedaad
. . _ N S0 o . NS S .
ST unaoeg HMHHH (24 v=q= g>.5¢ N M h‘ \_ [9a9q-918uIs 0e>7>¢ | 87
&
(1z1€90% OSI ww ww
i 900 e ww ‘ (I€sSz 08I ww
syIewoy uonjensSN[[I p[om .obvh%hww@wwb :oﬁm.wsnola 90e] uuoou Jo % mwm_\wﬂ‘w U0112935-S50.1) m_:\s sdue | uoneredad ! ON
: : ssaroud Jjo adaq SSaWIIY L aded ’ .EoUuﬂcc JoadAy, ssauyIY) | Joy
Supjom pop [oquis [eLIIe]]
-UdWIW029Y suolsuawiq

(panunuos) z aqeL

© ISO 2-Year - All rights reserved



2013(E)

ISO 9692-1

[TI'Z661:€GGZ OS] Ul PaZIpIEpUE]S 10U I9quNU pue [oquAg p
*S9SSaU 1Y) 9291d3{10M Jo a8uel a[oym ay3 10j a[qeoijdde s1313ey) ueaw jou saop ssasoad Jurp[em ayj jo uoyedIpul AY |, B
"UOT}IPU0D paxdel ay3 03 A[dde uaald suorsuawiq q
‘(uonyisod [ejuozrioy) £¥69 OS] 03 Surp.aodde Hd uonisod ur Surpem 10j dLI}WWASE 10/pue 193.1e] oS[e d.1e sa[Suy e
4
@ﬁ 1S 0L1>
uone.l
— Z5 — — — — p— -edaad axenbg 5S> FAN4
q
‘uonel
-edaad A-ajqnop 7
[eoLI3oWWASE [\
9y} 03 JoUUBW ?
Je[IwIs e ul -
A[eornswwgse e/ ¢ -
poaonpoad aq os[e SIVT z
ued uonetedard 1 — = 07> " uone.redaad
jurofjo ad £y sty 111 -1 < £ 9> .01 yed [-e19n0@ 0g< I1e
(z1€90% 0OSI
1M 20oue e wu ww
-p102o€ Ul Y 2 q g (Inessz ost dond ww
. . uonyearedaad | soejjrooujo ed[Suy Yimadue | uone.reda.r 1 ON
Sy Iewd uone.nsnyI pd [NERLEREIER] : U01129S-SS0.1
i 4 nensu pem mewuo._m ) Jo yadaqg ssauyIY L, qden " J -p1022e ut) Joad4y, ssauypIy) | Jod
Suipom pap [oquiAs [eLId1e
-UauwIu0d9y suolsuawi(q

(panunuos) z aqeL,

© ISO 2-Year - All rights reserved

10



2013(E)

IS0 9692-1

06 = v 10j a[qeatjdde Ajuo st [oquig

'S9SSaUNDIY} 9231d 3.10M Jo aSue ajoym ay3 10j a[qedrjdde s1313ey) ueaw Jou saop ssad0.1d Surpfom a3 Jo UOTILIIPUT Y],

¢4
b1 = N
€l ~ 02T > daxd b 7<Q -
s 7S 5s 09 uonetedaud aaenbg T c1e
>
q
528 SN S 4
el S — = S « uonjeieda.ad arenbg z<a z1e
11T _Y k _ - <
¢ N
< *
SR AN
15748
€l s .00T > <9 e
I S 2> .0L & 2 uonetedaud aaienbg 7<) 1€
£ %,
g
(171£90% OSI yMm EQE g (11£552 05! ww
uorjeI}sn[I pIa, SJUEPJOIIE UL “ON 37U512)3.1) a[duy U01123S-SSO.I 11m 9ouepiodde ur) | uoneredaad jo adAy, 7 ‘N
I 1! PIPM essanoxd dey I J Uy _on_%;m ! I J ssouyoIy) ‘1ou
Suipjom papuswwioday P ——— [eLISIB

9IS U0 WO.IJ PIP[IM ‘SP[am 13[[1} 10J suonjeaeda.d yurof — g a[qe],

11

© ISO 2-Year - All rights reserved



IS0 9692-1:2013(E)

.06 = 0 10j a[qedrdde A[uo s1 [oquIAS

'sassaudIY) 9291d y.1om Jo aduel ajoym ay3 1oj a[qeardde s1311eYy) UBSW J0U SA0P SSad0.1d Juip[om ay3 Jo uonedIpUI Y,

q

N
DRSO
W
AN N -,
15748 >4
€1 o _ uopnelr Sz .
T11 o> -edauad aaenbg S N
€ L >z
g
S
4
q
154*
€T _ 0021 > % uonel G<Y .
111 »>,09 & - -edauad aaenbg z<13 (A4
€ =
d
>
‘4
W1 = N
€T .00T > uonel €< .
™\ 111 > 0>,0L -edaud axenbg c<1y Ty
27 g \|E—
q
wu , wut
yum mucmvmw_umuwo:m ww__ souauayaa)| 4 nwa (Ir1€SSZ 0SI uonjeaedaad ! ‘ON
uonjenSN[I p[oM : : den d[suy U01123S-SS0.17) [AIM 9DUBPIOIIE UT) ; ssauydIY)
pss99 A 30 3d4y, ERE) Eat
-0ad SuIp[om papusawIwoddYy l1oquiAs o
suorsuauwI( oM

S9PIS Y10( WO.1J PIP[OM ‘Sp[am 13][1j 10 suonjeredaad juiof — § ajqe,

© ISO 2-Year - All rights reserved

12



IS0 9692-1:2013(E)

Bibliography

[1] [SO 2553:1992, Welded, brazed and soldered joints — Symbolic representation on drawings

[2] ISO 4063, Welding and allied processes — Nomenclature of processes and reference numbers

© IS0 2-Year - All rights reserved 13



IS0 9692-1:2013(E)

ICS 25.160.40
Price based on 14 pages

© IS0 2013 - All rights reserved





