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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, govern-
mental and non-governmental, in liaison with 1SO, also take part in the
work. ISO collaborates closely with the International Electrotechnical
Commission (IEC) on all matters of electrotechnical standardization.

Draft International Standards adopted by the technical commitiees are
circulated to the member bodies for voting. Publication as an Inter-
national Standard requires approval by at least 75 % of the member
bodies casting a vote.

International Standard ISO 8206 was prepared by Technical Committee
ISO/TC 44, Welding and allied processes.

Annex A of this International Standard is for information only.
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INTERNATIONAL STANDARD

ISO 8206:1991(E)

Acceptance tests for oxygen cutting machines — Reproducible
accuracy — Operational characteristics

1 Scope

This International Standard applies to stationary
cross-carriage oxygen cutting machines for shape
cutting and/or parallel trimming.

It also applies to machines for cutting by other ther-
mal processes.

2 Purpose of acceptance tests

The purpose of acceptance tests is the final in-
spection of the completed oxygen cutting machine
on the premises of the user. Acceptance tests are
used solely to demonstrate the reproducible accu-
racy and operational characteristics of the oxygen
cutting machine, eliminating influences caused by
the process. This International Standard is intended
to be a basis for technical provisions of delivery.

3 Preconditions for acceptance tests

3.1 Setting up the oxygen cutting machine

Oxygen cutting machines are machine tools. At the
place of installation, therefore, the same require-
ments as regards sensitivity to external influences
shall be established as in the case of other machine
tools.

Installation of the oxygen cutting machine outdoors,
laying out the machine foundations in the vicinity of
vibrating plant, and effects from electric or
electromagnetic fields are to be avoided. Displace-
ment or subsidence of the machine foundations
shall be excluded. Exceptions shall be stipulated in
agreement with the manufacturer.

3.2 Time of acceptance tests

The machine parts shall be properly stored on the
user’'s premises. The oxygen cutting machine shall
be properly installed immediately on delivery and
tested in accordance with clause 5.

4 Principles of acceptance tests

4.1 Operating instructions

The operating instructions for the oxygen cutting
machine shall be complied with.

Before commencing the acceptance tests the con-
trols, electronics, motors and gear mechanisms
shall be operated at no-load to bring them to a
temperature corresponding to working conditions
and the manufacturer’s instructions.

4.2 Measuring instruments

The tests are to be carried out with calibrated
measuring instruments in accordance with the
measuring instructions given in this International
Standard.

The limit of error of the measuring instruments shall
not be more than 20 % of the permissible variation.
The errors in the measuring instruments and the
tolerances for the measuring devices, e.g. set pins,
steel wire and prism blocks are to be taken into ac-
count.

4.3 Measurements

The measuring instruments, measuring devices and
oxygen cutting machine, with the exception of the
parts referred to in 4.1 | are to be brought to the
same temperature — generally room temperature.
They shall therefore, be protected against sunlight
and external thermal influences.

Should there be any discrepancy, a control meas-
urement is to be carried out after testing the meas-
uring instruments and the measuring devices.
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4.4 Test report

The test results are to be recorded in a report (see
annex A).

Additional tests of the manufacturing or working ac-
curacy can be agreed at the time of ordering.

5 Extent of acceptance tests

5.1 Testing of the running track

The accuracy of manufacture and installation of the
running track is tested with the cross-carriage pos-
itioned on it in accordance with table 1.

5.2 Testing of the manufacturing accuracy of
the oxygen cutting machine

The criteria for this are given in table 2.

5.3 Testing of the working accuracy of
automatically controlled oxygen cutting
machines

The working accuracy of automatically controlled
oxygen cutting machines is tested in accordance
with table 3.

5.4 Testing of the working accuracy of planing
machines

The working accuracy of planing machines is tested
in accordance with table 4.

5.5 Electrical equipment

The electrical operations are tested in accordance
with the operating instructions. The relevant IEC
publications shall be complied with.

5.6 Gas engineering equipment

Pressure measurements are taken to test whether
the pipes have a large enough cross-section to en-
sure that the gas supply equipment can operate ef-
ficiently.

The pressures of combustible gas and oxygen for
heating and cutting required in accordance with the
operating chart for the greatest thicknesses of
workpieces shall be available at the torch inlet while
all the torches are in operation which have been
provided in accordance with the order for simul-
taneous oxygen cutling of such thicknesses of
workpieces.

Testing is to be carried out for compliance with the
safety requirements, observing the accident pre-
vention regulations and other relevant regulations.

Table 1 — Testing of the running track
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Object of Measuring Measuring Permissible
No. measure- Figure instrument instructions variation
ment
5.1.1| Straightness Steel wire Move cross-carriage to 0,2 mm to
of guide rail max. 0,5 mm rear end of running 10 m length
Q, end track. Carry the steel
gauges (set wire along the free part
pins), feeler of the guide rail over
gauge, the set pins and ten-
levelting sion Measure with set
telescope pins and feeler gauge
at intervals of I m
Then move cross-
carriage to the front
end of the running
track. Repeat measure-
ment as before. Gauge
length is at least twice
the dead length of the
machine
Documents
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Object of Measuring Measuring Permissible
No. | measure- Figure instrument instructions variation
ment
5.1.2| Horizontal Spirit level Apply spirit level at in- 40,2 mm/m
position of with tervals of 1 m along longitudinally
guide rail 0,1 mm/m and across the rall sur- | but not more
longitudinally scale inter- faces. Attach prism than + 2 mm
and val, levelting block if necessary for on running
transversely instrument prismatic rails track lengths
with coinci- of up to
dence bubble 50 m,
+0,f mm/m
transversely
5.1.3] Straightness Steel wire Move cross-carriage to For ratls
of running max. 0,5 mm rear end of running machined
rall D, end track. Carry the steel laterally
gauges (set wire atong the free part +0.5 mm up
pins), feeler of the running rail over to a length
gauge, {he set pins and ten- of 20 m, for
levelling sion. Measure with set rails not ma-
telescope pins and feeler gauge chined lat-
at intervals of 1 m. erally
Then move cross- +3 mm up
carriage to the front to a length
end of the running of 20 m
track. Repeat measure-
ment as before, Gauge
length is at least twice
the dead length of the
machine
5.1.4] Horizontal Spirit level Apply spirit level at in- +0,2 mm/m
position of with tervals of 1 m aiong longitudinally
running rail 0,1 mm/m and across the rail sur- } and
longitudinally scale Inter- faces. Attach prism transversely
and val, levelling block if necessary for but not more
transversely instrument prismatic rails than +2 mm
with coinci- over total
dence bubble length of
running
track
5.1.5| Horizontal Hose level Measure at the start, 10,5 mmto
position of with middle and end of the 10 m track
guide rail 0,1 mm/m running track width,
and running scale inter- 4+ 1 mm for
rail in re- val, levelling track widths
lation to instrument, >10m
each other levelling
telescope
5.1.8] Paraltelism Steel meas- Measure at the start, No limita-
of guide rail uring tape middle and end of the tion, but run-
and running running track. The dis- ning wheel
rail in re- tance between the shali be fully
tation to guide rail and running supported
each other rail — the track gauge over the total
shall be maintained ac- | length
cording to the manu-
facturer’'s assembly
plan
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