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1. AWS (American Welding Society)

- AWS D11 Wumnsgrunsdenlassairamaniildiuegsunsvarsnseuna
MsdeunuLHuLaziomANndN

- AWS D1.2 snasgiudmsunisiesegiiilen

- AWS D1.33msgrudmiunisidouusiumanung




2. ASME (American Society of Mechanical Engineers)

- ASME  Section X 21n331udvTUNSTIAdRULAYSUTENTRLLAY
nszutumsideslunuviouaznieloth

- ASME B31.3 1nasgnudwmiunsideuvieluaunszuiunisuis

3. I1SO (International Organization for Standardization)

- 150 9606-1anAsg1udmiun1svaaeuLar Susesudesmannd

- 1SO 15614 1ATFMUAMUNTTUIUNMTEONANY TIRNUIoLaLuHUMAN

4. EN (European Norm)

- EN 287 1nsgmudmunsvinaeutnadeaan

- EN 1418 snasgiudmviunsideudalusiuasnedmlug?
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2. MInagaunuulivinany (Non-Destructive Testing, NDT)
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-Magnetic Particle Testing (MT) N13ATI9@0UMEDUNIALLILAN Lﬁ@@iammﬂ
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- Liquid Penetrant Testing (PT) N130519@0UA8YDILABITUN Y Lﬁ@@i@‘&nmﬂ
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Tnsuvmwifiowssnw/aunaunisieulans-nns./asa (Department of Skill
Development /Thai welding Society-DSD/TWS) A9 83ANTIIUAUTENINNTUNAIUINID
LsauLazaAunsdonlangiiieRansanoyyInn1sTuTe A TFILLAL AUENAFEY
SnwallarAg oI TIIUILT0N 150-9606  MNSTTIULTRN Is0-9606  Léiimun
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1. Fusudau
BW  butt weld \Wousou
FW  fillet weld \WousoTlaian Weuseain
P plate 1A |
T pipe (tube or other hollow section)  vi® (vian50 Fununan) =
D outside diameter of pipe urgugnanavie /
t plate or pipe wall thickness AUNUINDLAZ Y "
S thickness of butt weld ANUAUILUIL TR DT
a throat thickness of fillet weld AU T aNRDRN
_\ Z leg length of fillet weld PToudaaln
e
¢

wr LA AC. SN
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2. YangauUang

nm
Wim

A

RA
bs

g8
mb

nb

ng
SS

no filler metal

with filler metal

acid covering type electrode

basic covering type electrode
cellulosic covering type electrode
rutile covering type electrode
rutile-acid covering type electrode
welding from both side

welding with gas backing

back gouging or back grinding of weld
welding with backing material
welding without backing ( no backing)
no backing gouging or no back grinding

single-side welding

laliFalans

wulane
WandUszLannse
WangUszLANANg
wéndusziamizaglad
WanduszLmslnd
WanduszLvslundnan
Foudnidu
Fouldudaunieswumds
92 US0LTYTATUNA
FoulneldTagsoma
doulaghilanseands
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3, YaNNRUANSZUIUNISTRU 1SO-9606 (Welding Procedure Specification : WPS)

3.1
3.2
3.3
3.4
3.5
3.6
3.7
3.8
3.9
3.10
3.11
3.12
3.13
3.14

1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1
1SO 9606-1

111 P FW WO1 R t10 PB ss (AWS 2F)

111 P FW W01 R t10 PF ss (AWS 3F-up)

132 P FW W01 R t10 PD ss (AWS 4F)

111 T FW W01 R t6.0 D150 PF ss (AWS 5F-up)
111 P FW W01 B t10 PB ss (AWS 2F)

136 P FW W01 B t10 PF ss (AWS 3F-up)

111 P FW W01 B t10 PD ss (AWS 4F)

111 T FW W01 B t6.0 D150 PF ss (AWS 5F-up)
114 P BW W01 B t10 PA ss nb (AWS 1G)

111 P BW W01 B t10 Pc ss nb (AWS 2G)

114 P BW W01 B t10 PF ss nb (AWS 3G)

141 P BW W01 B t10 PE ss nb (AWS 4G)

111 T BW W01 B t7.8 D150 PF ss nb (AWS 5G-up)
111 T BW W01 B t7.8 D150 H-L045 ss nb (AWS 6)
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4. nzurumMadominanil iinsouaguadlu ISO- 9606

111 - madeulwiihdreiie Tandoniundnd (SMAW,MMA)

114 - msWeuluihdeanadeuldndndlaldufaundas (FCAW)

12 - msWenduwasa (SAW)

131 - nMsWendeandenilduiadeaduniaunias (GMAW-MIG)

135 - nsWeudieaimdenilduandinuiaduuiaundas (GMAW-MAG)
136 - nsileudasaadeniildnanlduenfinuiaduniaundas (FCAW)

141 - nsWWausmeanududeisn IufaReuduniauntsas (GTAW-TIG)

15  — A1SLUauUA28NAENN
2311 - NSLIPUAIYUNADDNT- DLUNAY

wr LA AC. SN
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~ ngu W 01 - wdnndansuaud uazivanndnans Nleusasgean Ty 355 N/mm?

— ngu W 02 - mdnndifinudiumusionisaucreep resistinglduimanndlasiiles-Tudufit
(Cr Mo) wazwianndlasillenluduAtil 2uuden (Cr Mo V)

~ ngu W 03 — wanndlassainazideaiinunseuund suudauay mssuAulniidnwug
uReafumannaTiH N ssIAIsMANeu @llimunsifegeaalaitiu 355 N/mm?) wSewmannén
ifia filltiAa nawet 2-5 %

- gy W 04 - minnénawuaainlossan vdeumudiniidlasidlen naney 12-15%

~ ngu W 11 - wianndamulaaimessan-ooamudin wasvinooamuidniifldunan Cr Nigs

Fodunn : Arivie Wuneds viewdn/ vielng wietununans
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Fuanudaui lgdnsun s @ausatu (BW)

Lazivaumaann (FW) dmsSundu (P) visevia (T)
& s 'Y =
Lwa“[ﬁnﬁmaqmﬁaaumgﬂw 8.1

—
S

\ i - P X
| Y/ ] / = \\\\
A, \ / 4 P—— N

PA
PB
=
" pC /
PD £
PE
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Designation examples of this Stendard

150 9606-1] [ 141 [T] [BW | [FM4 ] [S] [s3.6 D6O| [PH| [ ss b |

INTERMNATIONAL lgr matarial
STANDARD peesicttyps Mlar; il weld detalls
dimension of
welding process fyps ot well test plece
fier matertal P

grouping welding pasitien

g‘i.h?i 8.2 International welding position (AWS/ISO/EN)



8.6.1 NaENATU MM
HATIASLUMAGDU EABIFBUNIUAIUNIAANG Y RULUTHE 50 Yolng
1. adenazdesaousiiunannuildazliing 70 wWesidus
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8.6.3 Yrudeuarsnanzaleiie szaU 1
Fradonesnlaneieie szau 1 (Job Entry-Manual Metal Arc Welder
Level 1) %é]’mﬁmzaUﬂﬁm"Luﬂﬁﬁammﬁﬂﬂé"maju(DOOmmmmgm S0-9606 \Hou
uriumanuaziTeuierofULNUmMANLLITEN Fillet weld TR 3 B9 20 119
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Pradauaninlaeieile sedv 2 (s¢Auge) (Advanced-Manual  Metal  Arc
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training)
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Iso 9606-1 111 P BW W01 B t10 PA ss nb (AWS 1G)
Iso 9606-1 111 P BW W01 B t10 PC ss nb (AWS 2G)
Iso 9606-1 111 P BW W01 B t10 PF ss nb (AWS 3G)
Iso 9606-1 111 P BW W01 B t10 PE ss nb (AWS 4G)
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Fradenarsnlanemeilo syiu 3 (@1adousia) (Pipe Welder - Manual Metal
Arc WelderLevel 3)
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Iso 9606-1 111 T BW W01 B t7.8 D150 PF ss nb (AWS 5G-UP)
Iso 9606-1 111 T BW W01 B t7.8 D150 H-L045 ss nb (AWS 6G-UP)
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8.6.7 YananfifinalunisFusas (Period of Validity)
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Designation: EN ISO 9606-1 135 P FW FM1 S t12 mg
darimuaszynsiuiamuanindaion

AU 150 9606-1
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Welder Qualification Test Certificate

BS EN 150 9606-1: 2017
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sU# 8.3 Tususes msvegauauamsai1aiien Certified Welding Engineer
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