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MAG Welding Level 1 (Thick plate Fillet Joint)
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MAG Welding Level 1 (Thick plate Fillet Joint)
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Spray Arc Welding
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WELDER APPROVAL TEST Level1

NIURIUFIT L T8 T NIV ISee

Department of Skill Development Ministry of Labour

105 PUERIDUT MUK
MNUINTWANNDATIVNNT SY1TBNLEIN
THAI NATIONAL SKILL STANDARD
METAL ACTIVE GAS WELDER
MULMTU SO 9606-1
Meets the requirements of ISO 9606-1

FormuanssuFBmaden 1SO 9606-1 135 P FW FM1 S t..... PD ml

WELDING PROCEDURE SPECIFICATION:

Usznvmdnndn wannAn iUy

STEEL GROUP: Group 1 (ISO / TR 15608)

ATUWUT B LI t> Foonn: oo mm) d1anmiuTes z3mm .
MATERIAL THICKNESS OF TESTPIECE RANGE OF QUALIFIED: I
nEUIUMSE ol i auudin

WELDING PROCESS:

Metal Active Gas Welding - 135 (ISO 4063)

vidou soudagUa - vinnlodsue firnnmidey Tdedy
POSITION: FW-PD (I1SO 6947) PROGRESSION: Not mandatory
funvsiinsounauin Fw PA, PB, PC, PD, PE BW -

POSITION(S) QUALIFIED: o a

maday 1DN.49/S0 2560 AS5.18 ERTOS6 (AWS AS.18 ER705-6) mmidaufinsounqufi

ELECTRODE: ELECTRODES QUALIFIED:
WanuuIduianmoiua nawuul L anudlumadeu vy
SINGLE OR MULTIPLE PASS: Multi-layer TRAVEL SPEED: Not mandatory
msgutueious o Liveiy  gamplwwhaiendo: ey

PREHEAT: Not mandat INTERPASS TEMPERATURE: Not mandatory
msajui';uawnﬁ'ﬂ%.au iveAu

POST WELD HEAT TREATMENT:

Not mandatory

¥ -
MAATUUY LI DY

PREPARATION OF TESTPIECE:

- - & ¥ .
AmbWowmAIMATIURLY Auan dUn ATty iy du

Surface shall be free of thick scale, slag rust, moisture, oil, dirt

MR AR T A N s e ey
INTERPASS CLEANING:

wznazuussluduvuaving oy

Chipping and brushing in the welding position.

& g
MM arpmvuganie

=)

n 3
FINAL CLEANING: Chipping and brushing No grinding
nszudlviE o usIAY B
“ LREE
YU WELDING CURRENT VOLTAGE
ELECTRODE SIZE wouuys T POLARITY

AMPERAGE VOLT

@ 0.8-1.2uu. ammuuniuas amumuunhvasinda ﬂmg"ﬁamaﬁeuﬁmun

sUsouda: souAazUAf - vinwilafswz, FW PD (150 6947 )

JOINT CONFIGURATIOIFillet Weld - Horizontal Overhead Position, FW PD (ISO 6947)

an

¢t = ATMUIRRUNRARY

s PG ATRIITTDITURARDUINYD

Analianannenomivla
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NI aU5 997U NI

Department of Skill Development Ministry of Labour

U MSFNEBIDU IR
a1 ING9IENNTT @YEaTeNdin
THAI NATIONAL SKILL STANDARD
METAL ACTIVE GAS ~ WELDER

maveaauuTastraton seiu 1 AMUATEU SO 9606-1
WELDER APPROVAL TEST Level 1 Meets the requirements of ISO 9606-1

fotmunansuBnawon 15O 9606-1 135 T FW FML S t..... D.... PH mt

WELDING PROCEDURE SPECIFICATION:

Usavuanndn mﬁnnﬁ?ﬁjm
STEEL GROUP: Group 1 (150 / TR 15608)
ATEMUT 28T 23w (i mm) FNTIUTR z3mm
MATERIAL THICKNESS OF TESTPIECE RANGE OF QUALIFIED:
NI n o
WELDING PROCESS: Metal Active Gas Welding - 135 (ISO 4063)
o vindaid oy firnemsid oy ﬁ".?@i,‘,‘,,ﬁ, B
POSITION: FW-PH (ISO 694T7) PROGRESSION: Upward
ﬁﬂtmdaifnsauna‘ui'n FW _PA, PB, PD, PE, PF, PH BW -
POSITION(S) QUALIFIED:
matday 1BN.49450 2560 A5.18 ERT0S-6 (AWS AS5.18 ER705-6) mad auiinsoungut
ELECTRODE: ELECTRODES QUALIFIED:
S auuaRe e Mmguu AvaETlunTd o Tdsdv
SINGLE OR MULTIPLE PASS: Multi-layer TRAVEL SPEED: Not mandatory
gt u ooy livsdu oMl sewiite e Thvedy
PREHEAT: Not mandatory INTERPASS TEMPERATURE: Not mandatory
nﬂa"uéuawuﬁa\'%au T UsAu
POST WELD HEAT TREATMENT: Not mandatory
s S vemidou AavibioaUsanATIuMn auan @i ArMdu thiu flu )
PREPARATION OF TESTPIECE: Surface shall be free of thick scale, slag, rust, moisture, oil, dirt
YT wALeM ST usondan _ﬁﬂ:umtjw'luéﬂuumﬁﬁm
INTERPASS CLEANING: Chipping and brushing in the welding position.
msi B TRy AU dwdes
FINAL CLEANING: Chipping and brushing No grinding
nsualvldou UsAY e
UMM Y WELDING CURRENT VOLTAGE -
ELECTRODE SIZE waRIUd Trad POLARITY
AMPERAGE VOLT
©08-1.2uu. awfmushvadiida awimuurnyosinin ﬂwﬁﬂm‘?ﬁﬁiﬁ{ﬁjﬂgﬂ_
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