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(*P tredeudnufio ( Manual welder) #o YanannsznMMsiieuniunsedszaes
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6 nedou (Test) Ao dTumausiom lun1snadou FaANINITNITUIUTOU N

F1a9uMaNITHoUTuIwFonwuuMataaniw (DT) wazliniaraaniw (NDT)

C? Tusudeu(Test Piece) Fuounlddousznouansulilumsdou
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Development /Thai welding Society-DSD/TWS) Ao29ANTIan USRI
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FanualhazAite

u‘m'sg‘ma‘mt‘éw Is0-9606 ldnmuadaanuel was mdeflitusunedou (Test Piece) ¢uil

fusudeu BW butt weld Fousioru
FW fillet weld FousioNaan Fousdonn
P plate bhed
T pipe (tube or other hollow section) no(rondoTu1unase)
D outside diameter of pipe tutAugnanerio
1 plate or pipe wall thickness ANNARUINDL AT LLEIU
S thickness of butt weld ANURUILUITOUG DT
a throat thickness of fillet weld ANURUILUIToUGDRIN

i Q/L!eg length of fillet weld PuuIToucRIN
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RA
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FanualhazAite

no filler metal

with filler metal

acid covering type electrode

basic covering type electrode
cellulosic covering type electrode

rutile covering fype electrode
rutile-acid covering fype electrode

welding from both side
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wWantuszennens
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wWanfuszinnitaglad
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wWanduszianglng

o
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99
mb
nb
ng

SS

.

FanualhazAite

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
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1. PA (FLAT) wanuite madensaru Tusiwnisinny
2. PC (HORIZONTAL) wsnudls madenseny iy mnuuey

3. PE (OVERHEAD) wanutis madsusiesu luiumivinmiieAsss

4. PF (VERTICAL UPWARDS) wantifis medensiens Tusumivindedeadu

5. PG (VERTICAL DOWNWARDS) witifta madensieny Wuswniovindadens
6. PA (FLAT) wanufls madessiosni ludwmiviny

7. P8 (HORIZONTAL) sanwfia nndessiesa® luswnivineunuuey

8. BD (OVERHEAT) wntifls madessieda?l luduninimilefne:

9. PF (VERTICAL UPWARDS) srtfie madeasiednft lusnunisvindledesdn

10, PG (VERTICAL DOWNWARDS) wntils msdensedaf lusumisindedesns
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fanuuenszuaunstien 1S0-9606 (Welding Procedure Specification : WPS) 1
4.1 IS0 9606-1 111 P FW WO1 R 110 PB ss (AWS 2F)
4.2 1SO 9606-1 111 P FW WO1 R 110 PF ss (AWS 3F-up)
4¢3 1SO 9606-1 111 P FW WO1 R t10 PD ss (AWS 4F)
44 1SO 9606-1 111 T FW WO1 R t6.0 D150 PF ss (AWS 5F-up) =

4.5 1SO 9606-1 111 P FW WO1 B 110 PB ss (AWS 2F)
46 ISO 9606-1 111 P FW W01 B t10 PF ss (AWS 3F-up)

4.7 1SO 9606-1 111 P FW WO1 B 110 PD ss (AWS 4F)
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4.8

4.9

¢.10

¢.11

¢.12

¢.13

414

9N IRUANNTZUIUNIS TN

ISO 9606-1 111 T FW W01 B 16.0 D150 PF ss (AWS SF-up)
ISO 9606-1 111 P BW W01 B 110 PA ss nb (AWS 1G)

ISO 9606-1 111 P BW W01 B 110 Pc ss nb (AWS 2G)

ISO 9606-1 111 P BW WO1 B t10 PF ss nb (AWS 3G)

ISO 9606-1 111 P BW W01 B 110 PE ss nb (AWS 4G)

ISO 9606-1 111 T BW WO1 B t7.8 D150 PF ss nb (AWS 5G-up)

ISO 9606-1 111 T BW WO1 B t7.8 D150 H-L045 ss nb (AWS 6G)
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ns:mumsﬁamsaum;m ISO- 9606 *#

1 — nsFeulwigniie al%mm%mzuwa”ﬂ%( SMAW,MMA)

114 - mMs@eulniingruaraFeuldnandliliuidunilos ( FCAW)

12 — nsEeuduiuada (SAW)

131 — MsFeudrualadeunlfuiddoulluniaunilos ( GMAW-MIG) 3
135 — nsBeudiualadeunliuenfinwnddunisuntles ( GMAW-MAG)

136 — MstieudiualatiaunldnWan AL ThonAnwiH sluwfiduniles( FCAW) 5
141 — nsFeudrueamauiiucionda luisieudiuuiauniles ( GTAW-TIG)

15 — nsFeudruwanain (PAW)

311 — nMsFeudiuuideont- axirAau(OAW) (\f\f\
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ngu W 01- WAANNAIAISUDUGT bbALLRANNAIFNE ﬁﬁmmoﬁagazg@v[ajsﬁu 355 N/mm2

nga W 02 —wdnndndinanudnuniusiensau(creep resisting)dumanndlasidiva-lu

Fudin(Cr Mo) wazmdnnalasfuulududta 1wdau(Cr Mo V)

nau W 03 — wanndlaseasvazisueneunseuund ‘gfuﬁouazms@uﬁﬂwﬁﬁﬁnumz

L%usamﬁumﬁnnﬁ'\ﬁwwunﬁsﬁ%momw%@u(ﬁﬁmﬂumoaezj\szj@‘[ajsﬁu 355 N/mm2) %59

=

wannaiiia Hltfiawdet 2-5 %
nga W 04- mdnnaaauasinessin wseunnuidinhiilasilluuasuey 12-15%

nau W 11- RANNANFOUATWOTZAN-20FOULAN LA TUADDHOUNGNN N FIUNF Cr(\l}lidé\s
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ISO 9606-1 111 P BW W02 B t10 PF ss

® N0 U AW N
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11 = msﬁ&aﬂwﬂ'\éwﬁ@sliaam%m)juwﬁn%( SMAW,MMA)
p = ueiu (plate)

BW = ousiovu (butt weld)

W02 = wanndfiimnudiuniucenisay

B = wanfuszanens

110 = amnunurewkazweu kU 10 Aaatues

PF = glotu 769 ouvu

Ss = FPUAIULGIELD

.
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ISO 9606-1 131 P BW W04 C t5 PA ss nb
OICIONOXOIOIOXOXO,

131 = nsFeudrualadeuiuiadsadluniaunios ( GMAW-MIG)
P = Wby

BW = Jousioru

W04 = wmannadausadiWessen

C = Wanduszianiraglad

15 = A unuleiu “ul S ua.

PA = msFeusiory sy

Ss = NISFPNGIUAI
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Designation examples of this Standard

(BW [FM4/[S | |s3.6 D60

INTERNATIONAL filler material
STANDARD prodiistiype : : weld details
- type of weld dimension of
welding process : : test piece
filler material

grouping welding position

welding processeses types of weld

filler material

filler material grouping
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