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gas-shielded metal-arc welding and gas welding DIN
Joint preparation for stesl F— . M
(150 9602: 1992) EN 29 692 Previous editions
Erlgliah version of DIN EN 28652 DIM B551 Part 1: 01.59, 06.76; DIN BS51 Part 2: 01.59; DIN 8551 Part 5: 0967,
This standard incorporatas tha English version of ISO 9692 Amendments
IS 25.160.10 Supersedes DIN 8551 DIM 8551 Part 1, June 1976 edition, has been supersedad by the specifications of EN 20692, which iz identical to 150 9692,

Part 1, June 1978 aedition.

LichtbogenhandschweiBen; Schutzgasschweilen und GasschweiBan: Schweild- International Patent Classification

nahtvorbereitung fir Stahl (IS0 8692 : 1932 E AT A

B 23 K 005/00
B 23 K 005/02
B 23 K 009/00
European Standard EN 29692: 1993 has the status of a DIN Standard. B 23 K 009/235

B 23 K 031/00

National foreword
This standard has been has been published in accordance with a decision taken by CEN/ET to adopt, without alteration,
International Standard 150 8692 as a European Standard.

The responsible Garman body involved in its praparation was the Normenawsschul® SchweiBtechnik (Welding Standands
Committes),

The dimensions and the dimensional ranges given in this standard are based on experience. In order to make the scope as
comprehensive as possible, wide tolerances have been specified for angles, gaps and root face thickness. The joint type
shall be selectad as a function of the matarials employed, the welding position and the welding process, subject to the weald
being fully penstrated. This requires the selection of appropriate welding parameaters and, if necessary, root machining in
the case of double-sided welding.

The symbols for joint types are intended to facilitate communication, f necessary, the designation may be completed by
an additional indication of the required dimensions.

The DIM Standards correponding to the Intamational Standards referrad to in clause 2 are listed balow:

IS0 Standard DN Standard
IS0 2553 DIM 1912 Part 5 and Supplement 1 to DIN 1912 Part 5
ISC 4063 DIMN EN 24 D63
ISC 6947 DIM IS0 6247

Standards referred to

(and not included in Normative references)

DIN 1312 Part 5 Symbolical representation of welded, soldered and brazed joints: symbols and dimensioning

Supplement 1 to

DIN 1912 Part 5 Symbolical representation of welds, soldering and brazing joints; symbols and dimensioning; examples
of joints as spacified in 150 2553

DIN EM 24063 Welding, brazing, soldering and braze welding of metals; list of process names and reference numbers
for use in technical documentation (IS0 4063 : 1990}

Continued overlaaf.
EM comprises 15 pages.

Bauth Variag GmbH, Barlin, has the exchusive nght of sala for Garman Standards (DIN-Normsn), DIN EN 28682 Engl. Price group 10
(0984 Sales Mo, 1110
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EUROPEAN STANDARD
NORME EUROPEENNE
EUROPAISCHE NORM February 1994

EN 29692

UDC [621.791.5+.75]:621.791.02

Descriptors:  Arc welding, gas-shielded welding, gas welding, welding elactrodes, covered electrodes, welded joints, joint
preparation, dimensions.

English version

Metal-arc welding with covered electrode,
gas-shielded metal-arc welding and gas welding

Joint preparation for steel

(IS0 9692 : 1992)

Soudage 4 P'arc avec &lectrode enrobée, Lichtbogenhandschweifan, Schutzgas-
soudage a |'arc sous protection gazeuse gohwailien und Gasschweilen, Schweail-
el soudage aux gaz, préparations de joint nahtvorberaitung far Stahl

sur acier (150 9692 :1992) {150 9692 : 1992)

This European Standard was approved by CEM on 1994-02-04 and is identical to the IS0
Standard as referred to.

CEN membears are bound to comply with the CEN/CENELEC Internal Regulations which
stipulate the conditions for giving this European Standard the status of a national standard
without any alteration.

Up-to-date lists and bibliographical referances concerning such national standards may be
obtained on application to the Central Secretariat or to any CEN member,

This European Standard exists in three official versions (English, French, German}. & version in
any other language made by translation under the responsibility of a CEN member into its own
language and notified to the Central Secretariat has the same status as the official versions.
CEMN members are the national standards bodies of Austria, Belgium, Denmark, Finland, France,
Gemnany, Greace, lcaland, Ireland, Italy, Luxembourg, Metherlands, Morway, Portugal, Spain,
Sweden, Switzerdand and United Kingdom.

CEN

European Committee for Standardization
Comité Europaen de Normalisation
Eurcpaisches Komitee fir Mormung

Central Secretariat: rue de Stassart 36, B-1050 Brussels

& 1994, Copyright reserved to all CEN members., Raf. No. EN 29692:1884 E

Page 2
EN 22602:1994

Foreword

In 1992, CEN/BT decided to submit International Standard

IS0 96921992 Metal-are welding with coverad elactrode, gas-shielded matal-are welding and gas wealding; joint prepara-
tions for steel

to the Unigue Acceptance Procedure in accordance with resclution BTS 2 C 48/1932.

The resull was positive,

This European Standard shall be given the status of a national standard, either by publication of an identical text or by
endorsement, and conflicting national standards withdrawn, by August 1994 at the latest.

In accordance with the CEN/CEMELEC Internal Regulations, the following countries are bound to implement this European
Standard:

Austria, Belgium, Denmark, Finland, France, Germany, Gresce, lceland, Ireland, Italy, Luxembourg, Netherlands, Naorway,
Portugal, Spain, Sweden, Switzerland and United Kingdom.

Endorsement notice

The text of the International Standard IS0 9692 : 1992 was approved by CEM as a European Standard without any modification.
MOTE: Marmative references to intemational publications are listed in annex 24 (normative),

Introduction

This International Standard defines the parameters characterizing the
joint preparation and the collection of well-experienced values and
shapes representing more design limits than manufacturing limits.

The requirements given in this Inlernational Standard have been com-
piled on the basis of experience, and contain dimensions for types of
joint preparation that are generally found to provide suitable welding
conditions. However, the extended field of application makes it necess-
ary lo give a range ol dimensions. The dimension ranges specified rep-
reseni design limits and are not tolerances for manufacturing purposes.
Manufacturing limits depend, for instance, on welding process, parent
metal, welding position, qualily level, etc. Therefore, the requirements
given are more a recommendation than a specification. Because of the
common character of this International Standard, 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 construclion) may be covered by selecled ranges specified in
other standards adapled from this basic International Standard.
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Page 3 Page 4
EM 256921994 EN 20682: 1994
1 Scope 4 Welding processes 8 : S ;
E :n= E a *g B o
This International Standard pertains to types of joinl Joint preparations recommended In this Inter- = g 3 E E c R 5 33
preparation for metal-arc welding with covered national Standard are suitable for welding carried E LE§ 2 ﬁ'g.E
electrode, gas-shielded metal-arc welding and gas oul in accordance with the following processes as £
welding on steel {see clauses 3 and 4). specified in tables 1 to 4; combinations of different _E i ‘mm' -
processes are possible; e Gt it R
It applies lo joint preparation for fully-penetrated E u mﬁuﬁﬂ read e mow
bull welids, excepl in _1he case n_:rl s0me  rec- a) (3) gas welding: fuel gas welding. 5 pepUSLNLIOIaY
ommended iypes of joint preparation (reference
numbers .:] 104, 2108 and 410 10‘:]: if a bult weld is h" {111} melal-arc werdlng with covered elech.ode;
nol possible or necessary, special arrangements {manual metal-arc welding); shielded metal-arc uoperedaid jo pdeg
neaed 1o be made. For not-fully-penetrated butt welding
welds, types of joinl preparalion and dimensions
differing from those specified in this Inlernational ; Fiviis o
: c) (13} gas-shielded metal-arc welding; gas metal-
Standard may be stipulaled R B2%] jo0d JO SEAIML W
arc welding: i o
The root gaps referred to in this International Stan- : i "
dard are those gaps presented after lack welding, if - F131! melal-arc inert gas welding, MIG weld- @ -
ucod ing, =] adeo ~ W
. - | H - W
= v
Consideration should be given to altering the joint -~ {135) melal-arc active gas welding; MAG E § y_ o
preparalion details {where appropriate} to facililate welding. 2 g 5
temporary backing, “one-sided welding”, etc. % a ¢
d) (141) tungsten inert gas welding: TIG welding, : & pobuy = | , a
gas tungsten arc welding. o ,'E . ¥
3 |2 5
2 Normalive relersnces MOTE | The numbers in parenthesas refer lo the refer- g
; . . ; ence number of the waelding process speciflied in 150 4083 7 |
The following standards contain provisions which, § i 7
through reference in this text, constitule provisions i
of this International Standard. At the time of publi- .§ i -
cation, the editions indicated were valid. All stan- e UO[S8E-SE04T | 1’
dards are subject to revision, and parties 1o =l &5
agreements based on this International Standard [ [
are encouraged to investigate the possibilily of ap- 5 Finish
plying the most recent editions of the standards in- E'
dicated below Members of IEC and 1SO maintain The longitudinal edges of the root face should be = $
registers of currently valid International Standards. de-burred and may be chamfered {up to 2 mm}. .E
150 2553:1982, Welded, brazed and soldered joints | "
— Symbolic representation on drawings. - uofyesgsnp
L
IS0 40631990, Welding, brazing, soldering and braze -
welding of metals — Nomenclature of processes and =
reference numbers for symbolic representation on 6 Type of joint preparation lgeez gl
drawings. UlIM SOUBDLODIE b)) p—
. . The recommended lypes of joinl preparalion and - s it
IS0 6947:1990, Welds - Working positions — Deff- dimensions are specified in tables 1 to 4. ; -
nitions of angles of slope and rofation = E = -3
NOTE2 The reference numbers have been determined uoneubiseq $ ﬁ 9% g 2 g 45
in accordance with the following scheme: §§i§ g §§ "_EE
v wr
3 Materlals The first digil corresponds to the number of the lable, the =
; . . . second digit or numerical group corresponds to the num- = -
Joint  preparations recommended in this Inter- ber in 1SO 2553, the third indication, expressed by a letter, SOOI 0arbyom + ¥ b v
national Standard are suitable for all Kinds of sleel. considers variants of joint preparation. b " W v
™ "
‘O BaueIR)eN T ﬂ :‘j
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EN 206921994 EM 20692:1994
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EM 28692 : 1934

EN 2869215994
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Page 11 Page 12
EM 28692:1994 EM 20582:1994
@ ®
5,c06c¢ BE 5, coktss §%
s T - N
B EREE%E:&E"- nz%uﬁ%EEEﬁﬁ
fgiﬁ -a!ﬂﬁg EEEE-EE'EEE§;
{egor O8I {ea0¥ OSI
)M Saueploase s = M SouBp oo =
U] JRqLUNY GaLGIS)a) :‘.‘-’,ﬂ-i EEEE Ul SSqUINY SaussRjad) —maa
sEoosd Buypiem =secosd Bupjem TG
papuUSLILIDIaY PapUSIIO3BY
uogeledasd jo yideg "llﬂ . "l;j i uofiesedasd jo indeg o
wi e
& o4 o~
a0E) 1004 O SSAWPIYL o, W A 20F) JOOU JO SERUNIML o A :
- ™ ;
W W -g = = o]
5 s : ,g - 2 3
.1 [+
% : g g 2 :
s W W Y W T P
eluy =, = ey = 3 ]
E
2 v v 3 J v = 9
! in b i ) i &
= = ©
4 / 71 2 3
| =) E
[Ty
LO[Ia%-5501) uopasT-2Eoy 8 v
§
E =
=
g %
=]
uogRgsNY (TN ETET s § s
3 s -
2§ é
3
(es5E 051 (EcsZ OSI > 'E 2
UM BauERIOIIE Ul UM 2ouepIoIE Ui} L
SOGWAS peUjgLIOD - SlOquIts paulqeD % £ g
2%
s 3 : 33 fgd
iropeubiseg g g uopeubiseq gz oo o
315 83 2§
@ =
= © Q ® E‘ %
SEOUMDILL eoepinion L7 = ssownon) eoepdbiom E oo
A A M W@
- [ e % E E
&
“ON SauMIaeY ! s ‘ON SoUusIejed o L
= = o =

WWW.GREENID.IR



WWW.GREENID.IR

Page 13 Page 14
EN 28692 1994 EN 285652- 1994
Table 3 — Joint preparations for fillat welds, welded from one side Table 4 — Joint preparations for fillet welds, welded from both sides
Dimensions in millimetres Dimengions In millimetres
Waeld Jeint preparation Weld Joint preparation
Dimisi ons Dimeanslons
=1 =
- e o H e =
: 3 Bis 8 3 3is
s | 2 ¢ g E 23 E £ s £ § e
: . a 111 . FI _ P
| & : 5| 83882 : 23 g Wi
& ) ;—.‘E_._ = g 4 E E s 2 L] [ -g =
1 a, f b t w f b
H b
1 -—'-Pr-—
=2 | Fillet weld X Poubie e "'-'] %z ‘ﬁ_nl v
JMOA |y 52 | Tjoint "\& WS 100 | Rl = atom0a| >3 ‘::f“:}aﬁ' T § | 10" <ac1ior | b2 131
2
= “ 4 141 {with gap] % Ef
NS AN
{
fa
' a el
1108 42 Filket weaid, "‘_ = - b2 m e
' K>2 | lap joinl el = il ]
¥ 141 Double fillet . oz b 3
wald, cor- el " 111
ason08| 172 | ner joint T \%Q 60" gas 120 | — 131
2 {without ﬁ 135
b gap} 141
| ! 3 <
atoc | h>2 | Fillet weid, = EEEH\% = | s cag 1200 | b2 1;1 St
p =2 | earner foint ‘\' A % 135
\‘Q‘ 144
N 2engd - b2
t, ranad '
1
1] Tha indication of the welding process does not mean that it is applicable for the whole range of workpiecse thicknassas, 1311
4.10.10C Csaitn Siet % 131
wield N o | 135
141
4zt S 3 =
|
1) The indication of the welding process does not mean that it is applicabla for the whole range of workpiece thicknesses,
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Page 15
EN 286921994

Annex ZA (normative)
Normative references to international publications
with their relevant European publications

This European Standard incorporates by dated or undated reference, provisions from other
publications. These normative references are cited at the appropriate places in the taxt and the
publications are listed hereafter. For dated references, subsequent amendments to or revisions
of any of these publications apply to this European Standard only when incorporated in it by
amendment or revision. For undated references the latest edition of the publication referred to
applies (including amendments).

Publication Year Title EN Yoar
IS0 2553 1992 ‘Woelded. brazed and soldorad joints — Symbolic reprasentation et -

on drawings

IS0 4063 1990 Woeiding, brazing, soldering and braze walding of metals — EM 24083 1992
Momenclature of processes and reference numbers for
Symbolic reprasentation on drawings
Bilingual edition

IS0 6947 1990 ‘Woelds — Working positions — Daefinitions of angles of slope — —_
and rotation
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