Wufinndinstamaizeus
o a a A P 1
WA 20103-2006 318391 1Fou15 N Tanzundangy |

e Tane 1asaas19/1 2566 (¥%.2/1)

L4

Agdaou wisen Al eusny 1

Ui 13 un3 1A 2568 FUanin 13 S toauanle 1w, Mo 1au,

C )

. Y
Wolsewilomasy/msousu/IianSavmaiunnmsaey ;
2 v

K *
ievmiaei 1: iugiumsienerinlanzuiangy (GMAW)

1. ANWWNBYBINIsIFeNe i n Tanzuanqu
msiyeuesnlanzunangu (Gas Metal Arc Welding: GMAW) idflunszuumsidenitldasaiu (Electrode)
Wudninssua lwihuaziusag@uiioden Taviiufalnagu (Shielding Gas) ffesdunsiuilounneondiou Tulasiou

waz lalasoulueime
A da
Fonteuisen:

maiwew MIG (Metal Inert Gas Welding): 1dufmios iy e1inouniedidow

magen MAG (Metal Active Gas Welding): 15ufaiifiugasen wu ar5veulaoonlsdvs oufanam
2. oedsznevvesszuy GMAW

uvasnonszuall (Power Supply)

dnlnafldlfhnszuansa (DC) 4an (DCEP)

Vv
Frea319013n Inlfhsenieatafuuassuau
aradn (Filler Metal)

a o Y A o o g & A A
a'Jﬂlﬁiﬂ’n‘wu'W]L‘]_]uﬁ'JLHﬂimlﬁuﬁgclﬁluﬂiaﬂgw‘lﬂlsﬁﬂu
~ a 1 <3 Y A a s
UHAWYFUA LU 1Hanna daulad HIovqQuIlaN

upmlangu (Shielding Gas)

Hoarunstudlounne e

@ Aq Yy Yy 1 s s s A 13
unai ¥ 1aun e13new, miveulaeenlyd useuRanay
yatlouadn (Wire Feeder)

touainedaeiiioudigusnauien
wasew (Torch)

A9 Ao a Y A
mmmmammmmmmﬁmqgﬂwan

$uans (Workpiece)

o

A9 A ' 3 v aa A o A
AgNA0INITIFoN 190 mannal ogiilion vsoidgou
3. wanmsmauveanswey GMAW
P o A v
Waszuuunaiodisussomalnagqu

Houatadurmuiudeunsousienszue v



s gy X ' a 2
o150 Iihgnadaduszninaa@uiazsuau
a < ¥ A o 2
aaduvasvazaeuilooutas nasuT WA UFUNY
Y A o I
4. YoRveIMsFouesnlanzunangu
3 A
a5 lumsivengs
ﬂ' )
AUNMNVDITOVFOUR
A v o '
ansoden lavaredumi
¥ lanutaquainnatowiia
5. Fasnaveanmson GMAW

Y a o A A
mmu’qﬂﬂmummmmmaww
v A A o A &
munugqmmmmﬂuﬂumim@mmuau
v o v A
ADINITAITNIIUIYVDINIYDN
unagl
4 o 4 { a a o a { g
ﬂﬁl“d]fﬂll GMAW L'ﬂuﬂ5$‘]JJUﬂ15L%®Nﬁﬁﬂ§$ﬁﬂﬁﬂ1Wgﬂ Wilﬂ%fﬂ“ﬂﬂﬁWEW]GL‘L!QG]?ﬂ?iﬂi511ﬁﬁ}’ﬂQﬂﬁﬂ’JHJLi'Jngﬂil‘liﬂwlef’Ni’ﬂﬂ

& 1Y Y A4 A A 0o o
LFDU Ammﬂmmamamwmm:mimuﬂummuﬂﬂumimqm

A o oa A ~ \ a
510%FUNFoUNVIAG oY 81128 2179 W1a1Y

.
wwssaiuns Taanilseinid @) , uiwedAdng ueniing (av) ,

]
o

= o P o |
UN 13 WNT1AN 2568 dUA1HN 13 T 10 An 81w 1 AU y

C

T 4
Wesewilomasy/msousu/daSamaiunnmsaey :
2 v

K *
ievmiei 1: iugumsieneiinlanzuiangy (GMAW)

1. ANUNEYBIMTIFRNRII nlanzuRaAgY
maeneinlanzudangu (Gas Metal Arc Welding: GMAW) dlunszuumsiyewildaraiay (Electrode)
dudnhnszualfweilufagaumiiodrey Tasliutalnagu (Shielding Gas) ffesiunisiuileuninesndiou lulasiou

wazlaTasnuluoma
4 Aa A
Fonilewison:

maiwew MIG (Metal Inert Gas Welding): 1dufmios iy e1inouniediaoy

mason MAG (Metal Active Gas Welding): 1sufaiifiugasen wu arsvoulaoonlsdvsoufawam
2. partlsznovvesszuy GMAW

unasnionszuall (Power Supply)

dnlnaldlifhnszuansa (DC) van (DCEP)

Vv
Frea319013n Inlfhseniearafuuassuau
aradn (Filler Metal)

A o YAd o o 9 & A A
a'}ﬂlﬁlﬂ’lTﬁu'lﬂlﬂuﬁ'uﬂﬂﬁzuﬁuagclﬁluﬂIaw&’!w’ﬂﬂf@u



a < aa
Uviatevia 1wy mannagﬁ auauULDe w%’ogmuﬂu

utmlnngu (Shielding Gas)

A
Hoafumstualouainema
@ AqYyy 1 7 s s A o
unanlF 1aun 815neu, amfueuleeenlyd uieudanay
gatlouadn (Wire Feeder)

feuainedieaoiiioutngusnuyen

wagen (Torch)

= 9

A o a o Y A
Jmummmﬂmmmzuﬂmmqqmmu
y

s (Workpiece)

o o A

A 4 ' I aa
aqideansIFou 15U imanna1 ogiiitlen w3 o Tagou
3. nanmamauveamsyey GMAW
A o A v
WaszuvunaneasausseImelnagu
Touarapurnniuyeuniousienszualfh

7 gy A ' a 2
o130 lihgnadavuszniarmduaziuan

5 g &4 o 2
aaurasvazaeiiuiio¥euuaznasuTINAVFUIU

Y A 7 13
4. YoRveImsFoueIsnlanzunangu

3 A
anusr lumsirenga
AUNMNUBITOVIFOUR
A v ° '
nsoden ldratsdum

15187 Saranvaeri

a

. Tatavesmsien GMAW

a 03 A A
BQNQﬂﬂiﬂ!LLﬁ&’miﬂﬁNﬂmWW

W

Be

'
oA

unuganIuleiisuiumsiFeunudu

Se

\3

o

pamIANT Iy VO I FoU

=3

unagl
mson GMAW iflunszuumsieniititsz@niamg minzdumsnanlugaavnisuiideansanuduaznunnyeison

A 'y gy A A TS o
LB LWW’]?J\1Gl‘lﬂ,ﬂiE]QiJf]m‘WWLLﬁzﬂ'liﬂ’JUﬂiJ'VILUJHEJﬂuﬂ']‘i‘V]N'm

A o oA a \ a
510FUNTOUNVIAGEU 1128 2109 W1

wessaiung Taanilszinyd @nhe) ,

o A o o o |
JUN 13 ¥N31AY 2568 FUA MR 13 1w 10 A arthe 1 au y

o o A 1 Yo o
Weleylomansy/mseusw/isSavmaiuinmsaeu ;

¥ v 4 r
iievmiiaei 1: iugwmsivenerinlanzunangu (GMAW)



1. AUNINEYeIN5IFeNDIS nTanzuRaaq

maieuerinlanzunangu (Gas Metal Arc Welding: GMAW) dunszunumsiseniildaraiu (Electrode)
Y . . 3 a

dudninssua lwihuaziusag@uiioden Taviiufalnagu (Shielding Gas) ffesdunmsiuilounneondiou Tulasu

waz lalasoulueime

A da =
FONUYULTUN:

maiwow MIG (Metal Inert Gas Welding): 14ufmfios iwu erinouniodiaow

maven MAG (Metal Active Gas Welding): 15ufaiifiuasen wu ar5veulaoenlsdvs oufanam
2. oedsznevvesszuy GMAW

unassenszua Tl (Power Supply)

dnngl#lihnszuanss (DC) sauan (DCEP)

Vv
Hoadersnlilihsgriearaduazuay
aaau (Filler Metal)

a o YA o o v X A A
auﬂmumwmmﬂummnizuﬁuaﬂmuﬂiawuwamau
A a 1 < Y A a A
UUAYBUA BU LUAannNaT auauiae maagmufm

ufanagu (Shielding Gas)

¥
Hesfumstuileuanernst
uhanld 18un e15nou, mvenlasenlud wioufaway
gatlouadn (Wire Feeder)

touaineddeiiiouigusnayen
wasew (Torch)

a9 Ao a [ ) A
EJ‘ViL!W]LHﬁ’JVILﬂMLLﬁZLLﬂﬁHﬂQﬂﬂWﬂN

v

sua (Workpiece)

v Ay A ' 2 Y aa A o A
Aaideamaion 15u 1Hannd1 ogilitioy 13 0 ladu
3. wanmsmauvesmsiyey GMAW
P o A v
AaszuvunmneasausseImemlnagu

a o A 9 '
Houaradurmuinseuniounenszualuih

s y X ' a 2
o150 Tlihgnadaduszninaiaduiazuau
a & I A o &
aaauvasvazaeuiiooutaznasus WA VMU
Y A o @
4. doAueInsyoNe1in lanzunanqy
5 A
AnuE lumseuga
&' =)

AUNNYDITOUITOUA

A Y o '
nsoden ldraredum
15187 Saararnrareriia

a

5. dasfiavesmayey GMAW

=)

v o A A
(5]ENiJQﬂﬂimLLﬁMﬂif)\mﬂmWWS

v A A o & ]
AUNUFTINIUNUDINYUNUNTIFOULLVVDU

ERAR



Aoamsnus N e Iivon
unagl
4 o 4 { a a o a { g
magoy GMAW dunszuiumsiseniifidsz@ninwgs ninzdumseaalugadmnssuidesnsanusuazgummueisoy

A ) gy A A A 0o o
LFOU !mﬁl@\‘11%Lﬂ§ﬂ\nlE)!,ﬂW']$Lm$ﬂ']§ﬂ]HQNT‘ILLNUﬂﬂuﬂﬁVHNU

A o oa A ~ \ a
510%FUNFoUNVIAG oY 81128 917 W1aY

wwssaiuns daanilseini @) ,

]
o

= o P o |
UM 14 un51AN 2568 FUAHN 14 1 10 AU a1ae 1 AU )

C )

T Fl
Welsewilomasy/msousw/daSamaiunnmsaey :
2 v

2 '
ilevmiaei 1: iugumsivenerinlanzuiangu (GMAW)

1. AINeYeIMIFoue s nTanzufangu

maeneinlanzudangu (Gas Metal Arc Welding: GMAW) dlunszunumsiewildaraiay (Electrode)
P . . 4 a

dudnhnszualfwazilufagaumiiorey Tasliutalnagu (Shielding Gas) ffesiunsiuileuninesndiou lulasiou

wazlaTasnuluoma
A Aa A
Fonilowidun:

maisen MIG (Metal Inert Gas Welding): 15ufmios i5u 015newuniediden

magon MAG (Metal Active Gas Welding): 1sufaiifiugasen wu arsveulaoonladvs oufawam
2. edlsznevvesszuy GMAW

uvasnionszuall (Power Supply)

dnlnafldlfhnszuansa (DC) van (DCEP)

2
Fea319e13n Inlfhsenieatafuuassuau
aradn (Filler Metal)

a o Y Ad o o 9 & A A
aaanrinuanihnseuauas Iile lavizioiou
a a [l < 9 A aa
lvaneyiia @ manna auauaed nioogiitioy

udmlnngu (Shielding Gas)

A
Hestumstualouanernst
uhernld 1dun e15nou, mivenlasenlud vioufaway
gatlouadn (Wire Feeder)

feuarnedreaeiiioutngusnauyen
wasen (Torch)



= 9

A o a o Y A
JJ‘WL!TVI‘L!1ﬁ'3ﬂmiJLLﬁ?SLLﬂﬁHﬂqﬂqﬂl"ﬁﬂiJ
y

suau (Workpiece)

o o

A9 A ' < Y aa A A
aqdeInsiFou WU iannal egiiitloy u5 e iagou
3. wanmamauveamsey GMAW
P o A v
WaszuvunaneasnusseImelnagu
Houarapurnniuyeuniousienszua

s gy A ' a 2
o130 lihgnadavusesniarmduaziuau

5 g, &4 o 2
aaduvasvazaeuiiooulasnasuT WA VU

Y A 7 o
4. Yodvoamsiouersnlavzunangu

3 A
anuis lumsivenga
AUNMNUDITOBFOUR
A Y o '
mnsoden ldraredmm

15187 Saqrarnvaneril

a

5. fosriavesmayen GMAW
Y o o A A
Aoaliginsainaziagolemms
y P i
AUNUGINTILRIREUAUMIFR MDY
v o o A
AoamsnuFINVe e
unagl
4 I 4 A a a o a = 3
maoy GMAW dunszuumsiseuiilsz@nimngs mnzdumswaalugaamnssuiidesnsanusuazgunmusisoy

A ) gy A A S oo o
LFOU LW]G’]’@\‘11%?15E]QiJf]m‘W1$LLﬁ$ﬂﬁﬂ’JUﬂlJ“leluﬂﬂuﬂﬁ‘Vﬂﬂu

A @ oA A a ) a
510FUNFTOUNVIAGEU 1128 9179 W1

A4 g |
WIYNWNUY TUUDY (ﬁ‘IiJ'JEJ) y

o A o oo ° |
uuﬁ 14 UN51AN 2568 dUa %7 14 3149 10 AU a1the 1 A y

o o A 1 Yo o
Welseylomansy/mseusw/iaSamaiuinmsaey ;

¥ v 4 !
iemmiaeii 1: iugmsgewerinlanzudangy (GMAW)

1. ANWHINBYBINIIFONEIS N TavzuRanqY
msenesnlanzudanqu (Gas Metal Arc Welding: GMAW) dlunszuumsiyewiildaraiy (Electrode)
fudnhnszualifwezilufagaumiioren Taoliufanaqu (Shielding Gas) ffostumsiuileuninesndiou lulasiou

wazlaTasauluomea
A Aa ~
FonieuiFen:

magen MIG (Metal Inert Gas Welding): 1sufmiion isu 015neuniodiden
maieow MAG (Metal Active Gas Welding): Isufaiiil§ase imu msvew'laoonladvsoudeme
2. asdlsznevvesszuy GMAW



uvasnonszuall (Power Supply)

dnlnafldlfnszuansa (DC) 4an (DCEP)

' v s ' a 2L
Hea3 19013 n ihseniaradunaziuay
axan (Filler Metal)

a o 9y Ad o o v & A A
auﬂmu‘wmumuluGl’Jmﬂizuﬁuaﬂmuﬂiamm’amﬂn
a a 1 < Y A a s
HUAWFUA LFU HaNNaT dlUaUlad ¥Iooguilay

ufanagu (Shielding Gas)

¥y
Hesfumstuileuanernst
uhanld 18un e15nown, msvenlasenlud wioufawawy
gatlouana (Wire Feeder)

touainedndeiiiouingusnaion
wasew (Torch)

A9 Ao a oY &
miuwmmmmmmmmﬁmgﬂm%au

$uans (Workpiece)

o

A9 A ' 3 v aa A o A
AqNdeIN15IFou WU tHannal egliitloy u5 e idgou
3. wanmamauveamswey GMAW
P o A v
Waszuunnmioaswussemalnagy
Houaradurmuiudeunsousienszue v

¢ y X ' A 4
0150 lihgnadaduszninaaduiaziuau

a & I A o &
aaauvasvazaeuiiooutaznasus WA VU

Y A s w
4. Yodvoamsiyowersnlanzunangu

5 A
AnuE lumseuga
d‘ =)
AUNNVDIT0UIFOUA
A v ° '
ansoden ldranadumie
1¥lanuTaquainvatesi

Y o o 4
5. fatnaveamsiyey GMAW
Yy 0 A A
doaliginsaliaziasoalomms
v A A o A A
AunuganIileeuiumsie Uy
v o v A
AoansnuF e divon
unergl

4 I~ 4 { a a @ a { =
mavon GMAW dlunszuumsigeniiilszaninmgs manziumsnaalugaamns suiaeansanuiE ez qunImyessoo

& ) Y 4 A A 1o o
LFOU !WW]@QGl“lﬂﬂﬁ@\uJ@!ﬂw1$llﬂ$ﬂ1§ﬂ']ﬂﬂuﬂui\luﬂ’ﬂuﬂ’]iﬂq\]']u

519%017ni3 sufvaiEeu a1 a1n vane

A4 g |
WIYNNWNUY HUUDY (ﬁﬂJ'JEJ) ,



o

C )

v ]

2 '
ilevmiaei 1: iugumsiyenerinlanzuiangy (GMAW)

1. ANUNINEYeIN5 oIS nTanzuRaAqw

T Kl
Welssuilomasy/mseusw/AdaSamaiunnmsaey :

]

= o P o |
UN 14 UNT1AN 2568 dUAMN 14 T 10 AN 81w 1 AU y

magener$nlansufanqu (Gas Metal Arc Welding: GMAW) iflunssuunmsideniildasaiu (Electrode)

) . . 4 A
dudnihnszualfwailufagaumiiodrey Tasliutalnagu (Shielding Gas) ffesiunisiuileuninesndou lulasiou

wazlaTasnuluoma

A da o
FONUYULTUN:

maiwew MIG (Metal Inert Gas Welding): 1dufmios sy erinouniediaow
magon MAG (Metal Active Gas Welding): 1sufaiifiugasen wu ar5veulaoonlsdvs oufawam

2. pantlsznevvesszuy GMAW
uvasnionszuall (Power Supply)

dnlnaldlfhnszuansa (DC) van (DCEP)

Y
Fea31913n Inlfhsenieatafuuazsuan
aradn (Filler Metal)

a o YAd o o v & A A
a']ﬂ!ﬂuﬂ']ﬁu'Iﬂlﬂuﬂ']u']ﬂﬁmlﬁl.!.ﬁgclﬁ!uﬂTaﬂmw@!%‘@u
a a ] <3 Y =) aa
UNAWYBUR IBU 1HannNa alaulae nIooquIlaN

ufmlnngu (Shielding Gas)

Fa
Heaumstuleuninerme
upanld 1aun e13neu, aiveulasenlyd wSeudaway
gatlouadn (Wire Feeder)

leuadnedieaoiiioutngusnuyen
wawen (Torch)

Ay Ao a ) A
HHUIMUIDIAUANLASUN TV FIALBON
v

s (Workpiece)

v Ay A ' 3 v aa A o A
dnNdeIn1siFou WU tiannal egliitioy n5eidgou
3. nanmsmaveamsey GMAW
P o A v
Waszuuuimieainussomelnagqu
Houaradurmuiudeuniousienszua v

s gy X ' a 2
o150 Ilihgnadaduszninaa@uiaziuau

a < ¥ A o 2

aaduvasvazaeuiloontas nasuT WA UFUNY

9y A o I
4. UDAUDINITLYOUDT ﬂiﬁﬂmm anqu



< A
ﬂ'ﬂiJLi’JGluﬂﬁL“]ﬂ’Jquﬂ
&' a
AUNTNUVDNTDULFONA
A Y o H
mmmwau"lﬂwmamuwm

15187 aqrarnvaneril

a

5. fodriavesmayen GMAW
Y A o 4 A
RosligUnssinazinsesiiommz
y P i
AunugeniudefeudumsiFeununay
v o 9 A
doamsanuiunaguesisoy
unagl
4 I~ 4 { a a o a { 3
maoy GMAW dunszuiumsiseniilsz@nimngs nnziumswaalugaamnssuiidesnsanusuazgunmusssoy

A 'y y A A 4 1o o
1FOU !WW]'E]\‘1blbmﬂi'E)QN@LQW1$LLﬁ$ﬂ15ﬂ3UﬂN°ﬂLmuﬂ"lslufﬂﬁ/n\ﬂu

sevenEeunnaiB e a1t arne wee

4 g |
WIYNWNUY ©UUDY (ﬁ'ﬁJ'RJ) y

o A o P o '
AUN 15 UNTINY 2568 ﬁﬂﬂﬁ’iﬁ 14 19U 10 AU a1t 1 A , @Y1 AU,

. 9
Wveisoasterianss/mseusy/Iimsnyaiunnms aeu ;

wiaoh 2: Taquazginsei luawdeueisn Tanzunanqu (GMAW)

1. Fagluaudeueiinlanzuianqu
1.1 anaiau (Filler Metal)

Lo . . y
adadnlunszuums GMAW siwihiidlunsdni lifhuas Saqiuiieaseseuiion Tavadaduiinarslszinn Yusdiuiia

~ A
voslanzNeziFou:

aaoumnannar (Steel Wire): 1¥fuaumannd
aavenauauaa (Stainless Steel Wire): mmgdmivauauauaa
adaeuegiidion Aluminum Wire): ldiuaegiifiounas Tangnn

Y a A
Jonsnnsanlumsiden:

v
BHAYOIFUIIY
< A 4 dg
ANUUAUWTIVBUH DI NNABINTT
WurugudnatsvealIniy
1.2 ufmlnagu (Shielding Gas)
Yo

Y ' v
udelnnguaietfesiumsiuilouveseendion Tulasiu uazlalaswulueinia Taefisznnuianldail:

uhades Inert Gas): msnou (Argon) uazaiden (Helium)
udmlgnsen GActive Gas): mivou'lasenlad (CO&#Hs322;)
ufawan (Mixed Gas): wu er$neunauasvoulasen lad

A 53
ﬂﬁ!aﬁ]mlﬂﬁﬂﬂﬂﬁqh:



=q 9

siiavedTanzuaznszuIumsn 4
ANVARYBINMIHaONaTaNENADINT
AUNNYDITOUIFOU

Bt A s o
2. gnsallunwiouerinTanzunangy
2.1 wnassienszua 1l (Power Supply)

v

dulngldnszualnase (DC) dun (DCEP)
~ad A A A < 7 s A A a 7 7
Inaria nsourenuUNI W dNes wes Lay 1S ouFeNIULD U MRS
2.2 waen (Welding Torch)

Wuginsalhatareunazudainagullsas nausew

a a

Ay

Haulsznoudidny ldun:
v A o
Wanaudd
Nodiadn
unruguuianaznszua’lil
2.3 yatlouada (Wire Feeder)
a9 oA & o o A ' VoA
findhiffouaraionlduiuiouedisderiios
YSuanuFesanaldie lfimingdunszuiums

74
2.4 szv1UNE AN
Uszneuseduia dlfuuseiu (Regulator) wazvedwda
v o = v Y- 9
foensvaounsIFuazliuusundaliminzeay
2.5 ginsaltfeanudauynna (Personal Protective Equipment - PPE)
wihmnigeu (Welding Helmet): dosiunasduazazia’lil
paiieeu (Welding Gloves): fossuanufounazaziial
yadlosiu (Protective Clothing): nudeamdeunazlu
wiumiisso (Safety Glasses): flosfuaziialu
3. marthyesnwgunsal
asndovuszuy I iearnlasasouazilesiunisanieas
Wmanazemiusou: ietloatumsgaduvesalndy
aswaeuduiauaziods: feetunisialva
o o A a A
1hjesnmgatlouada: iiemstloualaiisiiu
unagl:
msdeniaquaznisldgunsalluanusey GMAW fnadenunmuessesisonTaoase fUjinnunisiinnuiuazfiaaw

) | v v g o s A g9 v v
VYUADUDYIUATIATA wsamm@,uasﬂmqﬂmmma“lmg“luﬁmwwmﬂmmmmnm

A o oA a ) a
510FUNFToUNVIAGEU 1128 9179 e

v J U v o
wgenna §99011 (a1138) , WeIsna dever (a19) ,

o A o oo o |
JUN 15 ¥N31AY 2568 FUA MR 14 S1uu 10 AU a1l 1 aAu f



o g A

X o o
Welsewilomansy/mseusw/daSavmaiunnmsaey :

wiaei 2: Faquazginsailusnuieuersnlanzudanqgu (GMAW)

1. Jaglusugeusisn Tavzuianquy
1.1 anaiau (Filler Metal)

- o wdd ¥oo o o s d ' - 2 . o
adadnlunszuaums GMAW siwmdhiidlusisini lihuas Saqauieadnseason Tasaraduivatelsznn duegiuriia

4 4
voulavighoziyou:

aawoumnannd1 (Steel Wire): 1#fuaumannd
aaweuauauaa (Stainless Steel Wire): mnzdmsvavauawas
araowegiidion Aluminum Wire): ldsunegiifiounas Tavgnn

£ a A
Jomsnnsanlumsden:

v

AL YUY

< A A Ay
ANUUVIT B UL DO INT
Wurugudnarvesadaidy

N .
1.2 usalnagu (Shielding Gas)
Yo

v v v
udelnngquaietfesiumsiuilouveseandion Tulasiu uazlalaswulueinia Tasfilsznnuianldail:

uhaidos INert Gas): misnou (Argon) uazéiden (Helium)
ufalfiser GActive Gas): msueulasenlad (CO&#s322;)
uiaway (Mixed Gas): wu ersnounaumsvou lasen lae

= 53
ﬂﬁmﬂﬂuﬂﬁﬂﬂﬂ@]u:

wiavealansuaznszuiumsnly
= A9

ANNANYBIMIHaBNazaeNdeINs
AUNTNUDITOULTON

o A s o
2. ginsatluanurenerinTansunanqu
2.1 uvassenszua Tl (Power Supply)

v

dulugfldnszualiase (DC) duin (DCEP)
A Y a A A P4 P A A a s s
e T ouFouununiudvesues uaz N ouFounnudUNeSINDS
2.2 vavew (Welding Torch)

& ° 4 v a 4
Huginsalhataweuuazuialnagulldisnasey

2 a

Ay

iaulsznoudidny laun:
=) [54
Wanaude
viodiadA
Yusruguuiauaznszie i
2.3 yatlouana (Wire Feeder)
o o d wiw o d . 4 4
findhifouarawenlduinseuedederios
@ 3 4 o
USuanuivesaaldeliminziunszuiuns
53
2.4 szvUNT AN
Uszneudedawda dnlfunseiu (Regulator) wazvedwia

Y o = o @ 23 s
doanTaeumssaFutazliunssauunaldmingau



2.5 gunsaitfeariudauyana (Personal Protective Equipment - PPE)
whmaigew Welding Helmet): fosfunasdmazaziialyl

geileiren (Welding Gloves): fesfuarudounazazialil

yadlosiu (Protective Clothing): nudeadeunaz T

wiumiisso (Safety Glasses): fostuaziialu

3. msthgesneginsal

asnaeuszuylilih: Meanuaoasuazdosiunsdanss

wamwuazemiaiew: iiletlostunsgaduvesniaiiu

arwaeudaiaaziod: fostunsialva

thyssmnaatiouaia: iemstlouaiafisnisu

unagil:

madoniaquazns ldgunsailuanudes GMAW finadeqanimuessositionlasnss fufianunisianuduazfiaam

) ' v v [ o s A g9 ¥ v
VYUADUDYNUATIATA Wif’)Nﬂﬁ@luﬁiﬂy1Q‘l]f‘liil!LW’E)bl‘Hﬂgiuﬁﬂ"lWWi’E]iJll"]N1uG]ﬁ’E]ﬂL'm1

srevenFeuNnaiB e a1t arne uee

v d U
wgenwa d9vo11 (@11w) ,

o A o oo o
JUN 17 UNTIAY 2568 FUA NN 14 TIUIY 10 AU 18 1 AU y

. 9
Wveisoasterianss/mseusy/ a3 nyaiunnms aeu ;

Wi 2: Taquazgunsei luawdeueisn Tanzunanqu (GMAW)

1. Jaglusugeusisn lavzuianquy
1.1 anaiau (Filler Metal)

- o wda o o o 4 - - P
aradnlunszuaums GMAW siwmihindlusisini lihuas Saqiuiieadesesion Tavadamuiivanelszinn uegiuyiia

A A
vodlavznaziou:

aaoumnannd) (Steel Wire): 19fuaumannd
aavenauauaa (Stainless Steel Wire): mmgdmivauauauaa
adaeuegiidion Aluminum Wire): ldiuaegiifiounas Tangnn

Y a A
Jonrsnnsanlumsden:

v
BHAYOIFUIIY
< A 4 dg
ANUUAWTIVBUH DI NNABINTT
WurugudnatsvesalInay
1.2 ufmlnagu (Shielding Gas)
Yo

Y ' v
unelnnguaietfesiumsiuilouveseendion Tulasiu uazlalaswulueinia Taefisznnuianldasil:

uhades INert Gas): msnou (Argon) uazaiden (Helium)
upmlgnsen Active Gas): miuoulasenlad (CO&#Hs322;)



uanay (Mixed Gas): wu ersnounaumivou lasen lae

A 53

msdenunalnagu:
wiavedlanzuaznszuumsn e
ANVARYINMIHaONaTaNENADINT
AUNNYDITOUIFOU

Bt A s 1
2. gunsal luauieuerin Tanzuianqu
2.1 wnassienszua 1l (Power Supply)

)

dulngl¥nszualnase (DC) dun (DCEP)
A A A A < s s A A a s 7
Inariia nsourenuUns W dNes wes Lay s ouFeNIULB U MRS
2.2 waen (Welding Torch)

<3|

duelnssiiaarennazudalnaay s nude

a a

)

Haulsznoudidny 1dun:
o A Y
WiRaude
Nodian
umruguuianaznszua’lil
2.3 yatfouada (Wire Feeder)
a9 oA & o o A ' VoA
findhiffouaraionluduiuiouedisderiios
PsuanuEesanaldie lfimingdunszuiums

74
2.4 sEv1UNENAN
Uszneuseduia dlfuuseiu (Regulator) wazvedwda
v o = v Y- 9
foensvaounsFuazluusundaliminzeay
2.5 ginsaltfeanudauynna (Personal Protective Equipment - PPE)
wihmnigeu (Welding Helmet): deosiunasduazazialil
paiieen (Welding Gloves): flosfuanufounazaziia’lil
yatloariu (Protective Clothing): nudeanudeunas v
wiumiisso (Safety Glasses): flosfuaziialu
3. mathyesnwgunsal
asndovuszuy T iearnlasasouaztlesiunisanieas
Wmanuazemiusou: ietloatumsgaduvesalndy
asaeuduRauaziods: feetunisialva
o o A A 4
1hyesnatfouadn: iemsifoualanisnisu
unagil:
msdeniaquaznisldgunsalluanusey GMAW fnadenunimuessesisonTaoase gUjinnuaisiinnuiuazfiaa

) | v v g o s A g9 v v
VYUADUDYIUATIATA wsamm@,uasﬂmqﬂmmma“lmg“luﬁmwwmﬂmmmmnm

A o oA ~ ) a
510FUNFTOUNVIAGEU 1128 9179 e

ao £ a
HIYDANANA LD UNWY (818) ,

Suil 17 unTaw 2568 FUANTR 14 91191 10 AL



: Y
@ 9

Wolseilomasy/msousu/ eSS aumaiunnmsaey ;

Wiaoi 2: Saquazginsailuauieusisnlanzudanqgu (GMAW)

o

A s g
1. e Tuanuenenin lanzunangu
1.1 aaudn (Filler Metal)
- o wdw o o o 4 - . g o o
aradnlunszuaums GMAW siwdhindlusisinir lihuag Saqauieansesison Tasadamuiivatelszinn Yuegivviia

44
voslavznazyou:

arawoumanndr (Steel Wire): 1¥fuaumannd
aasouauauaa (Stainless Steel Wire): mnzdmiuavauauas
asaeuegiiion Aluminum Wire): diuaegiifiennas Tangnn

9 a A
sll@ﬂ'liWﬁﬂiilﬂsluﬂWﬂﬁ@ﬂi

v

BHAVDIFUIY

< A A4 dg
anuudaussweuilowouiideans
durugudnarvesadaiy

- -
1.2 ufanagu (Shielding Gas)
Yo

' £l
uﬁvaﬂﬂﬂqmmﬂﬂmﬁ’umiﬂu;ﬁaummaaﬂmmu Tulasou uaglalasnulueime Tasldszanuiaildaail:

uReides (INert Gas): ersneu (Argon) uasaiden (Helium)
upmlgnsen GActive Gas): miveu'lasenlad (CO&#Hs322;)
uanay (Mixed Gas): wu ersnounaumsvou lasen lae

A o
ﬂ']‘i!ﬂﬂﬂllﬂﬁﬂﬂﬂqu:

a q ¥
¥Haved lanzuaznszuIUmMs e

= a9

ANNANYOINITHAENAZA 1 NADINT
AUNTNUDITOUITOU

o | 4 o
2. gunsal luanuene1in Tanzundagqu
2.1 unassienszua 1l (Power Supply)

Vv

aulnafldnszualiase (DC) 2w (DCEP)
ad a A A < & s A A a ¢ ¢
Hnswiie wseusounuunswdleswes uaz wseuleunundunoiines
2.2 veu (Welding Torch)

Huginsalhataseuuazudainagulilsas nausew

a a

)

Haulsgneudidny Taun:

CYR= [53

WaRaude

Nodeadn

U 23

Yumuguudaaznszua’ll

2.3 yatlouada (Wire Feeder)

A YA A v o A v VoA

Imihntleuadaden ldnidonodadeiio
o 3 4 o

USuanuisivesadaldiie Iz dunszuiums

53
2.4 szv1UNENAN

Uszneuseduia dfuuseiu (Regulator) wazvedwda



FosasaeunsiaFumazliunssdunialifining e

2.5 gilnsaitfeasiudauyana (Personal Protective Equipment - PPE)
wihmngew (Welding Helmet): feafuuasduazaziialil

pioiew (Welding Gloves): fesfunimiounazazia’lv

a

yatloaiu (Protective Clothing): nudeanufounaslu
wiumilsio (Safety Glasses): foatuaziia’lil

3. msthgeinuiginsal

asnaouszun il ieanmlaeassuaziosiunsdaies

Az uTew: Lﬁaﬂmﬁumiqﬂﬁummmmﬁu

arnaeudafimaziod: fostunsialva

thyesnugaounia: iiemstlouaiafisniu

unagil:

maideniaquaznsldgunsalluaudes GMAW finadequnimuessessoulasnss fUfiaaunisinnudiazdfinaw

) | v v 3 o s A g9 Y v
VUADUDYNUATIATA Wiazma@juammqﬂnim!.waiwagiuﬁmwwmn%mumamam

o A o P o |
JuN 20 UNTIAY 2568 FUAMA 14 911U 10 AN a1 1 AN , 820U,

o 9 A

X o o
Welsewilomansy/mseusw/iaSavmaiunnmsaey :

Wied 3: i aii¥esuazmainanuieusiinlavzuiangu (GMAW)

maigenerinTansufangu (Gas Metal Arc Welding - GMAW) wiefiin3uni MIG Welding (Metall

Inert Gas) flunszuumsiseniildsuanuiiougalugamunssuiieaninanuazainuazlszanamluns 19 nanddy

v 9 : ! v
Gluﬁu]ﬂﬁﬂxﬂiﬂﬂﬂﬁqﬂﬂﬂ AMunuanI¥ou taz mallamsien Avmanzan

L dumisiugen (Welding Positions)

. 9 E
msaey GMAW ansam ldlurarsdumisnuanudosmsvesiuaiy Iasldwmiandnaail:

1.1 dwmiss (Flat Position - 1G/iF)

VA £ A oA £ 4 ' o '
WiFeniugmideige FununesurazuuaFenegludumiuuga
mnzdmiumsiFeuiideanisanusiaiazaaauianaia
1.2 dwiauuaueu (Horizontal Position - 2G/2F)

oA A A o X a o 2
WiFeniinuFenymnuiuiiuanludnyuzainin
9. A Y 1 ' '
mmenduiieaninuse Iuasdwwadens lnavesTansvaoy

v - .-, .
1.3 dwmbanunas (Vertical Position - 3G/3F)

y 2 X - . .
uua¥enasassnnaniuuu (Vertical-up) visuuasas (Vertical-Down)
dosendorinuz lumsaruguarudounaznnuis)

1.4 duvdaviledsuy (Overhead Position - 4G/4F)
. N H Vv
Wieuiinniiga Fuauegmuuufsy
HToman Tanznaoy lnavealdde
2. matianugeuersnlansuiangu (GMAW Techniques)

A 9 1o A a P A an o A A Yy Y A A g
NIILYDU GMAW @lﬂ\iﬂ"lﬁﬂ'ﬂillmu311Uﬂ15m'ﬂﬂ WITTADINITLYOU LA ITNITAIUANNIIYON LW'E]bl‘ﬁulﬂﬁ't)EJL“]f'E)iJV]LHNLLiQLLa3



[3iENREY]

2.1 AIRaAIT AR

usssiuliiih (Voltage): muguszszerinuazanunhavossenion

szl (Current): swmuamwinlunsvaeudnvesseuiey

saarffounia (Wire Feed Speed): auguilimuaaiinasuluugazananm
siiaveaianagu (Shielding Gas): wu CO&#s322;, a15neu (Ar), wienauiu ileniunuamnmveu oy
2.2 maliansindewiadion

Straight Bead: maouiagouasslamin

Weave Pattern: maeusiudoulugiuuudnusnvionnamioiudusovio

Pulsed Welding: 14msidesnszuauuuiadiiiomuaumsnaeuinuazananudeudzan
2.3 MatouFuY

ﬁwmmmmﬂﬁ’;ﬂ'f;uﬁuzﬁaﬂuﬁ”ﬂﬁﬁu, as Iy, Wisedeanisn
miﬂii”mwhiafm'aLm:ﬁ'ui:ﬂ:ﬁNiwdwﬁuqmmummgm

2.4 MINIUAUAUNTNTDBITOY

AINALANUMNITIB Y I Ao

asyvaeumsuasuan (Penetration) HAZMIBAIMLIBIT DYDY

naaeuRIeIsa q 1wu X-ray wie Ultrasonic Test winsuilu

3. fomsszTuazlymiinutios

mafagngulumaion (Porosity): oiRanInAI e By
misdasevestuau: iannmsldanudeuguinly

maanguauEa: mndaiull nuaideuszine mndazAanuoudzaw

ay1l

mavow GMAW flunszumumsifimmbangugauasmnzdmiumssaaidosmsqunmuazlinags qUfiaaunisiadu

a X ) a s A T Y A gy o sdad
W]ﬂuﬂWui’]u!!ﬁgﬁl'ﬂﬂw'ﬁ_Iillmf]iﬂ'lil"]fﬂuﬂﬁ]'mﬂﬂ\uﬁ/l LWﬂiWVlﬂWﬁﬁWﬁﬂﬂWqﬂ



A o A = a | a
519%¥9UNEsUNVIAGEY 81128 910 W1EY

o o ° | v Za o ao £ a ¢
UUININT Uszdume (aT]J'JU) , WBNBIUUN 9UNUY (§18) , UIYDAANA LD UNNY (§18) ,

]
o

= o P ° |
JUN 20 UNFIAY 2568 FUAMN 14 1 10 A a1the 1 Av )

C

T 4
Welsewilomasy/msousu/daSamaiunnmsaey :

Wied 3: dunmlaii¥esuazmainanuieusiinlavzuiangy (GMAW)

maigener$nTansufanqu (Gas Metal Arc Welding - GMAW) wiefiin3unih MIG Welding (Metal

Inert Gas) flunszuaumaenitldiuanuiiougalugasmnssuilesninanuazainuazlszansamlumslfou udndidgy

v 9 ! ! v
Glu‘ﬁui]ﬂ‘ﬁﬁ]zﬂif]ﬂﬂfjilﬂi AMunuan1¥on Laz maliamsien Avanzan

1 éumiaiiden (Welding Positions)

. Vv v
maey GMAW aunsahldlunansdumisauanudesmsvessuau Tasldumiandnaail:

1.1 dwmiss (Flat Position - 1G/1F)

! v ' H Y :
nuFeuiuguNNeiga FuuIULazIu TNy udulIIuga

A

mnzdmfumsifeniideimsausiaduazaanuianain

1.2 duvdanuaueu (Horizontal Position - 2G/2F)
vidoufudeuuuiuiuauudnyazdinn
Mmentuitesnnus Tdusedamadems lnavealanzwasy

L3 dumaass (Vertical Position - 3G/3F)
AU 4N A Vertical-Up) wieuuasan (Vertical-Down)
fosodrinuy lumsmunuanuioutazaui2

1.4 dundailedsuy (Overhead Position - 4G/4F)
Mugeniieniiga G?yuﬂmag:ﬁ'muuﬁwz
filemaiilanzvaeulnanealdie

2. madianudeuninlavzufangy (GMAW Techniques)



A 9 "o A a s A an o A A v ¥ A A g
NN GMAW goamsanuiud lumsiden wiswmesms¥en Lag IATNITAIUANNIAYON LWf)GlWhlﬂiﬂﬂL%f’JiJWu‘U\m,i\umg

[3leNREY

2.1 msaasniined

usaduliih (Voltage): awquszozerinuazanundievessenisey

nszua’llvh (Current): fnuaanuanlunsasuanveds oo

sasifouasn (Wire Feed Speed): muguiliinamaiinasuluudazdiana
viiaveadmlnagu (Shielding Gas): wu CO&H#s322;, 013nou (Ar), wienauiu iionunuaanmueuuiow
22 maiananaeuiuTen

Straight Bead: mdewiudounssllamun

Weave Pattern: méauﬁm%au1143ﬂLmu@mmnw?mﬂﬂamﬁmamﬁmam%au

Pulsed Welding: l4msidesnszuauuusiadiiomuaumsnaouanuazannnudoudzam
2.3 e Uy

ﬁwmmazmﬂﬁﬁ?mmzﬁmﬁ’ﬂﬁﬁu, As Iy, Wiedsamlsn
ﬂﬁ1J%“uLm'q5aﬂ@iauazﬁ’u5;u,ﬂwiNizij'f;uﬂumu:JME@u

2.4 MIAILANAUN NI DBITON

aTABUANNAITIB YU TON

asnasumswasuan (Penetration) HAZMITAIMEYBITOUIYRY

nadeudBITa 9 1wu X-ray vie Ultrasonic Test wnduilu

3. foanssz Tz Tamiinuen

mamagnyuluuuaden (POrosity): owiannanuulu i eisuay
mfinsovesua; mavnms lgnnuenuganulil

mamuauasa: a1 nuadeuszine mndhaziianudoudzay

g1l

mawo GMAW iflunszuumsiiamiangugauasmmnzdmiumsniaidosmsqunuazaliinags dUfiaaunsindu

a & ) a ¢ A o Y A gy o sdad
LWﬂuﬂWuEWUL!ﬁZHﬂi%WT?1MLﬂ@3ﬂ1§L%ﬂN@ﬂTQﬂ@QLLW LWﬂiﬂ‘lﬂWﬂﬂWﬁﬂﬂVIqﬂ

A o oA a ) a
510FUNFTOUNVIAGEU 1128 9179 e

wenigans Uszdume @nlhwe) ,

o A o oo o |
JUN 20 ¥N31AY 2568 FUAMN 14 T1UU 10 AU a1l 1 AU f

o o A 1 Yo o
WelFeylomeansy/mseusw/iaSamaiuinmsaen ;



Wiaoi 3: dunmisi¥euuazmaiinamuieusiinlavzuiangu (GMAW)

madeuninTanzufangu (Gas Metal Arc Welding - GMAW) wiefiindent MIG Welding (Metal

o

3 4 { o a 4 p ) Y 2
Inert Gas) flunszurumsivenitldsuanuiougalugaamnssuiieaninanuazainuazlszaniamiums¥an ndndsy

]

v v : : v
1u1ﬁuﬁﬂﬂﬁ]$ﬂiﬂﬂﬂq1ﬂ/]ﬁ AMuntan1¥ou Laz masinmsien Avmanzau

1. dwmisiuien (Welding Positions)

v ) v
Mo GMAW aunsamldlunarsdumisnuanudosmsvesyuary Tasliduwmiavanaail:

1.1 duvssu (Flat Position - 1G/1F)

. K H H v I3
WiFeniugmuiitiofiga FunuiesunazuuaFenegludumiuuga
muzdmiumsiFeniinensanusIaiEmazannnuianaln
1.2 swmianwauen (Horizontal Position - 2G/2F)
(4 4 4 R
WiFeniinuFenymusuiuauludnyuzainin
9 oA A ' '
wmenduiieannusa Tfuasdiwadens luavesTavzvaon

9 - -, .
1.3 dwdanunas (Vertical Position - 3G/3F)

. . - : .
uuadeudsasannanyuun (Vertical-up) wieuuasdw (Vertical-Down)
feserdoinuzlumsaruguanuioutazami
1.4 dumiamiledsuy (Overhead Position - 4G/4F)

A A A 2 " Y =
WiFeniioniiga Fuauegmuuudsyy
HTemainlanzuaouInanoaldie
2. madianuFeueinTanzunanqu (GMAW Techniques)

A v 1o A a s & ax o A A g ooy o A4 A g
mson GMAW fesmsanuuiudilumsiden wisiiimesmsi¥en uaz Jmsaiuguituden e 18 1dsesisouiiudus waz

[3iENREY]

2.1 rIRaAIT AR

us gl (Voltage): ﬂTuﬂui:ﬂ:@ﬁ'nuamamniﬁwmiﬂﬂﬁ}au

nszua i (Current): smuaanwanlumsuaeuinuossenion

sasflouasn (Wire Feed Speed): auquilinamaiinasuluudazdianm
iiaveaminagu (Shielding Gas): iwu CO&H#s322;, 013nou (Ar), vienaudu ilionuguaannueuuuiow
22 mafiananaeuiiugon

Straight Bead: naeusiuieuasslilanmun

Weave Pattern: ndeuiagonlugiunudnuanuionnauiiomuiusonion

Pulsed Welding: 1¥msiaosnssuamumiadioniuqumsnasudnuazaaniudouaza
2.3 e euFua

ﬁwmmﬁzmﬂﬁ';ﬁ'f?ummﬁam%ﬂﬁﬁn, as 1wy, Wsedeanisn
miﬂ%mm'qsamimmmi’uizazvim:m'wﬁumumummgm

2.4 MIAIUAUAUN NI DBITOY

asnAeUANAIAIE YU TON

asaeumsnasuan (Penetration) LAY MITAINUDIT DBION

nadeuAeIBaN q 1u X-ray wie Ultrasonic Test wnduilu

3. fonssz T Taymiinuen

mamagnyuluaien (Porosity): owAnnnAEu iR anieua

v
m3finsevesbuaiu: fiannns lanusougaiulil



3 3 a 4 a
m3nuguanus: mnsau T uuaserazune windreziieanuieuazey
g1l
4 s { o ' o w a A = a wa
mywon GMAW dlunszuumsiiinnudangugauazimnzdmiumssaaindesmsgunmuazsnags gUfiaaunisindu

a X ) a ¢ A o y A gy o sdad
W]ﬂuﬂWug']u!.!,ﬁgy’ll']ﬂli]w’]i11]L@]@3ﬂ']3l‘lf'ﬂuﬂﬂ']ﬁﬂﬂﬁllﬂ LW@GlW‘lﬂWﬁﬁWﬁﬂﬂﬂﬁﬂ

a

sevenEeunnaiB e a1t arne wee

v o

wwaigans Usesume (@) ,

%

o A o o o
JUN 21 ¥NTIAY 2568 FUAN 15 T1UIY 10 AY

. 9
Wveiseaatierianss/mseusy/ a3 nyaiunnms aeu ;

Wieh 3: duvianuFeuazmaiianuienersnlanzuiangy (GMAW)

magonerinTanzufangu (Gas Metal Arc Welding - GMAW) wiefiin3eni MIG Welding (Metall

o 4 { o a 4 Sans Y Y
Inert Gas) dlunszuaumsiwenilasuanuiiougalugasmnssuileawnanuazainuazlszansnmlumslfou ndndidy

£ v : : v
“luwummzmamqum AMUNUIN Yo Laz MAAMIAIN NManzau

1. dwmisiuien (Welding Positions)

v 9 v
Mo GMAW ansamldlunarsdumisnuanudosmsvesyuary Tasldwmiaanaail:

1.1 duvssu (Flat Position - 1G/1F)

. Kl H H v I3
WiFeuiuguihoiiga Fuanuenuezmseuegludumiauga
muzdmiumsiFeniineinsanusIaEmazannnuianain
1.2 dumianaueu (Horizontal Position - 2G/2F)
L4 4 g R
WiFeuiinuaFenynmiuiuauludnyuzamin
wimeniuitesninussTiuaedewasens lvavesTanzvaoy

2 - -, .
1.3 dwmiaunas (Vertical Position - 3G/3F)
: » 2 - , .

uuaFenasasnaniuuu (Vertical-up) vieuuasan (Vertical-Down)
fesordorinuzlumsaruguanuioutazami-
1.4 sumiamiledsuy (Overhead Position - 4G/4F)
A = a £ 5 =
WiFeuiioniiga Fuanusgiuuudspe
HTemailanzvaouInanoaldie
2. maiinsugeueinlanzuiangu (GMAW Techniques)

A v oo A a s & o o A A 99y o 4 A g
msie GMAW fesnisarmsiudrlunisien wisiiimes msidon naz Jmsauguituien el 1dsesseniiudaus waz

[3iENREY]



2.1 nsaasniined

usaduliih (Voltage): awquszozerinuazanuniievessenisey

nszua’llvh (Current): fmuannuanlumsvasyanvesosion

sastfouasn (Wire Feed Speed): auquiliinamaiinasuluudazdianm
viiaveafmlnagu (Shielding Gas): wu CO&H#s322;, m13nou (Ar), vienauiu iionunuaanmueduuiow
22 maianamaeuiuFen

Straight Bead: mdewiudounssllamun

Weave Pattern: méauﬁm%au1143ﬂmmC'Tmmnw?mqﬂamﬁmamﬁmam%au

Pulsed Welding: 1¥msilassnszuauuuiaditoaruaumsnasudniazaaanudouazay
2.3 e euFuaY

ﬁwmmaxmﬂﬁﬁ;uamzﬁaﬁuai“ﬂﬁﬁu, asafy, wiodeanisn
ﬂﬁ1J%“uLm'qiawi'auazﬁ’u5;u,ﬂwiNizwjnﬁuﬂummmmyu

2.4 MIAILANAUN NI DBITON

asARUANNAITIB YU TON

asnasumswasuan (Penetration) HAZMITAIME YT OUIOY

nadeudIBaN 1 1u X-ray vie Ultrasonic Test wnduilu

3. foassz s Tamiinuon

mamagnyuluuuaden (POrosity): owiannanuulu i eisuay
mifinsovesua; wmavnms lgnnueugaiulil

mamuauas: a1 nudeuszine mndhaziiaaudoudzay

g1l

maion GMAW flunszuaunsiiiaubanguguazsmmnzdmivnsnaaiidesmsqanimiazySinags fUfianunsindu

~ & ) - 3 & o Y A gy o shdad
W'IﬂuﬂWu:ﬁ']u!!agﬁl'ﬂﬂwqﬁTML@]E)ﬁﬂ'ﬁl"]fﬂiJ@ﬂ'Nﬂ@Qu“ﬂ LW@iWqﬂNﬁﬁWﬁﬂﬂﬂqﬂ

o A o o o
JUN 21 UNTIAY 2568 FUAHN 15 T1WIU 10 AY

o 9

4 X 9 o o =
'J"]JmiEN/!,L!@W1ﬁ']i$/ﬂ']i@llill/ﬁlﬁﬂ']1ﬁﬂ‘ﬂT/Uuﬂﬂﬂ'ﬁﬁﬂu :

Wieh 3: dunanuFeuazmaiianuienersnlanzuiangy (GMAW)

magonerinTanzufangu (Gas Metal Arc Welding - GMAW) wiefiin3eni MIG Welding (Metal

o

= 4 { o a 4 Sans Y 9
Inert Gas) dlunszuaumsiwenitlasuanuiiougalugasmnssuiiewnanuazainuazlszansnmlumslfou ndndidy

]

v v ! : H
Tumineliazaseuaguina @i ol wag matiansidon Mmuzew

1. dwmisiugen (Welding Positions)



o

. v ¥
Mo GMAW aunsamldlunaresdumismuanudosmsvesyuary Tasldmmiamanaail:

1.1 dwiss (Flat Position - 1G/1F)

' K ' H v I3
WiFenitugmuiihofiga FununesunazuuaFenegludumiuuga
muzdmiumsiFeniineansanustaiEmazannuianaln
1.2 sumianauen (Horizontal Position - 2G/2F)
4 d 4 R
WiFeniinuaFenvmuiuiuauludnyazaimin
9. A Y 1 ' '
wmonduiieannusa Tfuasdiadens lnavesTavzviaon

K2 - .-, .
1.3 duvdanaas (Vertical Position - 3G/3F)

;g . - : :
uuadenasasannanyuun (Vertical-up) wieuuasdw (Vertical-Down)
feserdoinuzlumsaruguanuioutazami,

1.4 sumiamiledsuy (Overhead Position - 4G/4F)
C4 g g2 o

WiFeniioniga Fuauegmuuudsyy
iTemanlanzuaouInanoaldie

2. madianueuenTanzunangu (GMAW Techniques)

& v 1o A a s & an o A A g ooy o 4 Ao
mston GMAW fesmsanuuiudilumsiden wisiiimesmsi¥en naz Jmsaruguituden e 18 1dsessouiiudus waz

(3l ENREY]

2.1 ArIRaAIT AR

ussiulilih (Voltage): auquazezerinuazanuntavossenion

nszuat ol (Current): swmuamwinlunsvaeudnvesseuiey

saarffountn (Wire Feed Speed): auaquilimuaaiinasuluugazananm
siiavewianagu (Shielding Gas): wu CO&#s322;, a15neu (Ar), wiewauiu ileniunuaanmveuntey
2.2 mailanmsindewsiadion

Straight Bead: naeusiuieuasslilanmug

Weave Pattern: masuiasenlugiuuudousnionnauiiefudusenioy

Pulsed Welding: l¥nsilassnssuauuuiaditeauaumswnasudniazaaanuounsay
2.3 MU

ﬁWﬂ’J‘IﬂJﬁzﬁ]‘lﬂﬁﬂ%u@‘lmﬁiﬂ“uﬁlﬂﬁﬁh, As I, Wiedsamlsn
miﬂ%”mwiﬁiafm'auaxﬁ’u5zﬂwiNizwdwcﬁuﬂumummgm

2.4 MIAIUAUAUN NI DBITOY

aTnABUANNAIAIE YU TON

asnasumswasuan (Penetration) LAYMITAINZUDIT DBION

nadeuAeIBa 9 1u X-ray wie Ultrasonic Test wnduilu

3. fomssziuazlymiinutios

msifagnguluaden (POrosity): enmavinadulunfasefguny
misdatevestuau: iannmslfanudeuguinly

mamuauaEa: wnd a1l nuadeuszune madziianudouazay

ayl

magos GMAW iflunsziaunsiiianubangugaazmmnzdmiunsnaaiidesmsqanimiazSinags fufiaaunsfindu

~ X ) a s A o Y A gy o sdad
W]ﬂuﬂWuﬂ’]u!!ﬁzfu'ﬂﬂw'ﬁ_Iil!mf]iﬂ_lil"]f'ﬂiJE]fJ‘NﬂfNLWI L‘W@Glﬁvlﬂwaaw‘ﬁ‘ﬂﬂﬂﬁﬂ

]



o A o o o
IUN 21 UNTINY 2568 ddamih 15STUIU 10 AU

C )

. Y
Wolsewilomasy/msousu/IianSamaiunnmsaey ;

Wiaoi 3: duniaii¥enuazmaiinanuieusiinlavzuiangy (GMAW)

mageuninTanzufangu (Gas Metal Arc Welding - GMAW) wviefiindent MIG Welding (Metal

Inert Gas) flunszuaumaenitldiuanuiiougalugasmnssumilesnnanuazainuazalszansamlumslFou ndndidny

v 9 ! ! v
1uwuﬁﬂﬁ%$ﬂiﬂﬂﬂq1ﬁﬂ\1 Munuan1¥on Laz maliamsien Avanzau

1 dumiaiigen (Welding Positions)

. Vv Ed
Mo GMAW aunsamldlunaresdumismuanudosmsvesyuary Tasldwmiamanaail:

1.1 dwniss (Flat Position - 1G/1F)

' K ' H v I3
WiFeniugmuiiiofiga FununesunazuuaFenegludumiuuga
muzdmiumsiFeniideinsanusIaiEmazannuianaln
1.2 swmdanwauen (Horizontal Position - 2G/2F)
L4 g g R
niFeniinuaFenvmuiviuauludnyazainin
9 A Y 1 ' '
wmonduiieannusa Tfuasdiadens lnavesTavzviaon

K2 - .-, .
1.3 duvdannaas (Vertical Position - 3G/3F)

: 9 Y - ' -
uuadeussasannanyuun (Vertical-up) wieuuasdw (Vertical-Down)
feserdoinuzlumsaruguanuieutazaI
1.4 dumiamiledsuy (Overhead Position - 4G/4F)

. T H v
nuFeuNeNNga FUNUIAMUUFITHE
iTemainlanzuaouInanoaldie
2. maanuseueinlanzudangu (GMAW Techniques)

& v 1o A a 4 A an o A A q oy A4 A g
o GMAW fesmsanuuiudilumsiden wisiiimesmsi¥en naz Jmsaruguituden e 18 1dsessouiiudus waz

(3l ENREY]

2.1 nIRaAIT AR

ussdulilih (Voltage): auquazezerinuazanunavossenio

3wl (Current): swmuamwinlunsvaeudnvesseuiey

saarffounta (Wire Feed Speed): auguilimuaaiinasuluugazananm

siiavewianagu (Shielding Gas): wu CO&#s322;, o15neu (Ar), wiewauiu ileniunuaanmveuntey
2.2 maiansindewsiadion

Straight Bead: maouiasouassamin

. 4 o A a i a g 4
Weave Pattern: wasuingonlugiuuudnusnviennauieduius eyon



H . ' o o A

Pulsed Welding: 1¥msiddesnszuamuniiadiitemugumsnasuanuazannnuiouayauy

v
2.3 MIATUNFUIY

v ) i
MANUazewAITHIIevIAdiiY, ATUIY, Wiedeanlsn
v

msdunAsesRenaziuIZIZHITENINFUOUANINATTIY
2.4 MIAIVANAUNNT 0UITON
AsAUANNEIIANOVR LU TN
aswaeumsuasuan (Penetration) uazmstamzvesseuion

' \ ; o o
naaouRIeIsa q 1u X-ray wie Ultrasonic Test winsuilu

9 o = '
3. fonrsszTuazlymanuies
a 4 H . a ¥ o a 2

msnagngulunuagen (POrosity): emannanuiulunfaniedisuay

v
msiiasevesduaiu: mannmslganuieuganull

< 3 a & 9 a )
msmuguALs: minduau Tl uuadenzine mndrezinannuieudzay
a3
4 I { ' ) @ a § = a wva

maos GMAW iflunszuumsiiinnugangugauazmuzdmiumsndaidesnmsguamuazlsinags dugiaanunisilndu

~ X ) a ¢ A o Y A gy o sdad
W]ﬂuﬂWui1ulla3£ﬂniﬂw151ulﬁ@5ﬂﬂlil%’l’]maﬂq\ﬂ]a\ulﬂ LW@iﬁ‘lﬂWaaWﬁ‘ﬂﬂ‘ﬂqﬂ

o A o o °
JUN 22 UNTIAY 2568 FUAMN 15 I1UIU 10 AU AW 2 AU y

o 9 A

F
Yeiseetlemasy/myeusy/IdamS npviuiinmsaeu :
' { ' 4 e Y
Wied 4: nsasasuRUINTesFeus1in Tavzuianqu (GMAW)

msasdeugaunnissluadenesnlavzuianqgu (Gas Metal Arc Welding - GMAW) fianuddagediaia

]

A 994 ' A A < 5 ) vooA ' ' A o v
e lnuulanuuadoniinnuudause anaue ngﬂﬁ']ﬁﬂ']ﬂgllﬂﬂﬂw‘iEN‘VI@1ﬂﬁﬁwﬁﬁﬂﬂmﬂ1w1’ﬁf’]ﬂ?1ﬂﬂﬁﬂﬂﬂﬂﬂlﬂiiﬂ§\1ﬁﬁﬂ

1. Uszimnvesgaunniesluanusos GMAW
. v v Y
m3asnaeuauansesluayen GMAW sinnudymiimanamsasamnaiines binnnzay mawdousuanulid viens

A A oA Y1 Y 1
AIUANNTSUIUNITLFTOUAANAIN ﬂqﬂUﬂWﬁ@\?VlWUqﬂU@ﬂ Vlﬂllﬂ:

1.1 gn3u (Porosity)
w o 3 Aa X A
anyue: ¥evuIaninaty i uyou
AN
ﬁy 53 A o 2
anuruluunalnaguse Tagruau
[ (=Y

msnaguuenna luifieane

1 a o A A
mytuilonvesaiiy, AUl vsedsanlsn

wanszni: lisoFousauupLaze I UNANTUANS 17



1.2 seouanin (Cracks)
o o A A a yYa
dnvaz: mauandr luuuadennsons nulndifes
AN
A q 9 v a
maeuhldnnudouguiulil
< @ 1 =
MIBUAIDE193I9157
MIDBALULTBEAD TNz
1 ' <
HANTENY: adHaneANULYwTIvedlagaadig
1.3 m3 hinaewdnifisans (Lack of Penetration)
anvaiz: uuayen lunasunzqdesnvessovso
AUNY:
aszue v luisane
A lumsienganu
P R
msaasyuiagsonligndes
WANIEND: AAANLIINT IV 81D
1.4 msvaswdu (Excessive Weld Metal/Overwelding)
o ~a X ' a A
dnvae: Tile lansdIuPuuuuu oy
AN
sastfeuaaguiull
3 A °
ANVISINT TG
4 A . - o 2
wanszny: ihminnuanusuiuuazerafaanuiiadion
] 4 H
1.5 myvaen lawysal (Lack of Fusion)
9 A 12 a o oa &
dnvae: uuaren ludaaaf Ui
qAung:
£ Ao A A
anufouiniuyeu luieane
a A = a 2 1=
FeandsnnsomswTouiiruan lua
wanszny: nuasou ligaimeziazo1nnansvgason
v - -
1.6 mytiaibon (Distortion)
. 4 . 2 v 4
anvaiz: manlasuntlasgusvesduanundinsiyen
qAung:
Y v A A a 1w
msldanufeugevsoounatsgaanaony
@ R =
myeenuuuMIsusa lua
v
wanszny: i lisua luasaaunuy
2. msasnasuyaunnsesluauzen GMAW

m3asanaeuiseemily 2 Uszianlng 1dun:

2.1 msasnasussmen (Visual Inspection - VT)
9 o X ! ' o A
Tdgunsaliug i u winvets, matauuaion
ATINADU:
avwasuaupVe LI FON
AN AZANIN
a A Y
msiignguvsesesuanin
2.2 msasnasunuy liiate (NOn-Destructive Testing - NDT)

) a a Ay 1o q 92 a '
Glslﬂ‘ﬂﬂuﬂWLﬁH'ﬂvthnle"HuT]uLﬁﬂﬁ']ﬂ LYU:



nsasaeudavesmaumsnan (Liquid Penetrant Testing - PT): dunisesuaninuuituiia
minsdeudsnaudeniigs (Ultrasonic Testing - UT): dumsesunnsesnieluguay

mansdoudaessd (Radiographic Testing - RT): 19 X-ray wio Gamma Ray asaevsesgounilu
msasndeudieiman (Magnetic Particle Testing - MT): dwSutaqfuilumimdn

2.3 msasvaeunuuinats (Destructive Testing - DT)

19 lunsaindeansanumiudrigaazsulsedugunin wu:

minaaeuusias (Tensile Test)
msnaaeuusanszunn (IMpact Test)

v
msasnaeunuudaiu (Macro Etch Test)

an o ' A
3. S mstleanugaunwsedluauien
v v 9 ]
w3 suFuUesINZaN: hanudzewm LIl ennaiiy, asuniniu wsedsanilsn
¥ a 7 o o o A 2
msasmsfimes nmmgay: Usunszualildh, used, wazdaffeuaremuriiavesduau
Y o @ o A

augumsnaguvewid: AT19deUsAI N THavewndIazANEe1nYD T ITDY
= A 2 o 3 o A
Andumsigen: iiuanudnnglunmsaiuguanub wazyuinioy
a3

] 4 3 3 o o o 4 A wa o
miasndeuaunnsedluanies GMAW dluiuasudiaglumssvsesuamuessuion fUfidnudesdrlednyazue

' an an o A g9 A o '
YAUANITDI ITNITATIVNTOY Llﬁzﬁlﬁﬂﬁﬂﬂﬂﬂu L‘W'E]Gl“l"iuu'JL"]fﬂllJJﬂmﬂWWLLﬁxﬂi’]’Uﬁuﬂﬁﬂﬂﬂ1ﬂ§ﬁ1uﬂqﬁﬁ1ﬂﬂiin

A o oa A a ) a
510FUNFTOUNVIAGEU 1128 9179 e

v da o ao £ a ¢
HIYUFTIUUN DUNUY (§18) , UIBAANA LD UNNY (1d) ,

o A o o o
JUN 22 UNTIAY 2568 FUAWN 15 T1UIU 10 AY

v 9
WateFeuilemasymseusu/IdaSayaiuinmaeu :

Wieh 4: MIasaeugauNNIesFeNeisnTavzudangy (GMAW)

'
o oA

maasndeugaunnissluadennsnlavizufanqu (Gas Metal Arc Welding - GMAW) fianuddagedisa

]

A 9 & ' A A < ° D) oA ' ' A o P
LW@GIW111!1%'31!!1!%‘11@%11?13111“511\uﬁ\i AUNTUD !!agﬂ§1ﬁﬂ1ﬂﬂlﬂﬂﬂ‘w5fN‘V]f]']ﬂﬁ\iWﬁﬁﬂﬂmﬂTWWﬁﬂﬂ'JnJﬂaﬂﬂﬂU‘Uﬂ\ﬂﬂi\?fﬁN

1. Uszianvesgaunnsesluauios GMAW
. H v v
miasaevauaniedlunuien GMAW sinwuiaminidanamsasamnniiaes limmneay mawiouduaulid vioms

A A oA v F
AIUANNTEUIUNTLFONHNANAIA "Qﬂ“UﬂW‘ifNV]W“U]lWUEJEJ Vlﬂllﬂ:

1.1 guyu (Porosity)
o o 2 da X A
dnyug: vesivnadnithayulunuufon
aAung:
£ g A4 o X

anwdulunialnaquus e Tagduaiu

(54 (=t
msnaguusanialiifioane

1 a ™ A A
miﬂmﬂﬂu"umﬁuu, AINVUU Wﬁ@ﬁﬂﬁﬂﬂﬁﬂ



wanszny: Moo usauLareUNANITUANT 1)
1.2 eouand1n (Cracks)
o o A A a ya
anvaz: myuandr lunuadeursousnalndifes
AUN:
mswounlinmSeugaunull
M3TUA0195057
myeenuuusesas lumzay
WaNIEND: AHanAMULT T ed TnTaadng
1.3 M3 livaswaniisaws (Lack of Penetration)
anvaiz: e livaounzqdsnvessosae
qAung:
nszue v luisane
<3 4 a
anus lumsiwengunuly
2 o A ' P
msasnuigen ligndes
- .
HANTENY: AAANNLAYITIVDIT T
1.4 msvasudu (Excessive Weld Metal/Overwelding)
o ~ X VA A
dnvae: Tile lansaupu UM 1Yoy
AUN:
sasfouaragunulyl
< A °
ANUGINT TG
A % o a o & a A X
wangzny: N mianuaNus ez Nudadien
v o M
1.s myvaew liauysel (Lack of Fusion)
¥ v
dnvae: uuaveu ludaaaf Ui

GANTH

' '
Ao A

v =
anufoumiuyen luiieame
v v
FeandsnusemswTouiiruanliug
wansgnu: uuawen lidainzuazerniansngason

Ed - -

1.6 m3fiaiiion (Distortion)
o A ' 2 o A
anvaz: mInasunilagglivesFuanunainmsieu
AN

) v A A a 1w
mslFawieugevseounateyadnaony
myeenuumMIsuda i

v

wangzny: M lisuauluaseuuuy
2. Fmsasnasuyaunniedluausen GMAW

' I ' '
msasvdeumweeniiu 2 Uszinlug) Taun:

2.1 msasnasusisanea (Visual Inspection - VT)
9 o & ' ' o A

Tdgunsaliug s su winvens, mataunaion

ATINAD:

awaudueve LU TON

AN NazAN

msiignguvsesesuani

2.2 nsasvaeunulivhare (Non-Destructive Testing - NDT)



v v
lmataimeyn luvi i suadones wu:

msasnaeudrsveanianmsndy (Liquid Penetrant Testing - PT): funsesuaninuuituin
msasnaeudisanudssnmigs (Ultrasonic Testing - UT): funmsosunnsosnoluguam
msasnaeudiessd (Radiographic Testing - RT): 19 X-ray wie Gamma Ray asnaeusesidounislu

=

msasnaeumeniman (Magnetic Particle Testing - MT): dwsufagiduuiman
2.3 miasndeunuuiiate (Destructive Testing - DT)

1 lunsdiidesmsanuuiudrigaaziinlsziuganin wu:

nmsnageuusiae (Tensile Test)
minaaeuusanszunn (IMpact Test)

Vv
nsasasuuuudasu (Macro Etch Test)

— y . 4
3. S mstloaiugaunwsealuauien
2 , . -2 - 2o a2
wisuFuOUesINZaN: haNuazewm Uil enaiiy, asuniniu wSedsanisn
] a s o o o a 2
m3asnmsmmes immzay: Usunszualiih, usedu, uwazdaffouarnmuriiavesduan
Y o @ o A

auaumsilnaguuewia: as1deUsAs NS lnavewndazANUEe 1N YD IR NTEY
= & 2 o 3 o A
Andumsden: iiuanudnnglumsaiuguanuE wazyui oy
g1l

' 4 3 o o 4 A oa o
msaswaeugaunnsedluayen GMAW dluduasudidaglumssusesunmvesiuion gUfianudesilednyuzes

AVNNTBI IN5ATI9ERD LazIsms ety e TiuuaFeuiinuninuazaeuaueAoIATFIUEATINNITY

o A o o °
U 23 UNTIAY 2568 FUAMN 15 1UIU 10 AU AW 1 AU y

C )

r F
Yeiseutlemasy/myeusy/IdamS npvaiuiinnsaeu :
' { ' 4 4 @
Wiaei 4: nsasnaeURUINTesILFeusIin Tavzudanqu (GMAW)

o '

msasvdeugaunnissluaudenesnlavzuianqu (Gas Metal Arc Welding - GMAW) fianudidagediaii

]

4 q9d ' A o < o ) oA ' ' A o v
LWE)G],‘HZJLlslﬂTH!‘Ll’JL"I)'E)lJiJﬂ’J']EJLHNLLiQ qAUUTUD !,!.ﬁzﬂ'i'lﬂﬂ'lﬂ“lJG‘Uﬂ‘WiEN‘V]EJ'lﬂfNWﬁﬁﬂﬂmﬂ']Wﬁiﬂﬂ’nﬂﬂﬁﬂﬂﬂﬂ‘ﬂ@ﬁiﬂiifﬁ'lﬁ

1. Uszimnvesgaunniesluanusos GMAW
. v v Y
miasnaeuauansesluayen GMAW sdnnuiymiinanamsasamnaiiees binnnzay mawdonsuanulid viens

A A oA Y1 Y 1
AIUANNTSUIUNITLFOUAANAIN ﬂqﬂ‘UﬂW'i@\?VlW‘Uhlﬂ‘U@ﬂ Vlﬂllﬂ:

1.1 gn3u (Porosity)
@ 1 J 3 Aa 3 A
anvae: FeInvnaanitnavu lunu e
AN
4’1’ 24 A o 2
anuiruluunalnaguse Tagruau
[ (=t

msnaguuenna luifieane

1 a o A A
mytuilonvesatiy, AUt vsedsanlsn
wanszni: MlisoFousauupLaze IUNANTUANS 17

1.2 sosuanin (Cracks)



o o A A a ya
anvaz: mysandd lunuawennsousnelndifes
AUNY:
msweunlinmSeugunull
M3TURI01957057
Mmyeenuuusesas lumzay
WaNIEND: A9HanAMULT s ved Insaadng
1.3 M3 livaswdniisaws (Lack of Penetration)
anvaiz: uuaden linaounzqdsnvessovse
qAung:
nszue v luieane
<3 4 a
anus lumsiwengunu i
2 o A ' )
msasnui ol ligndes
. .
HANTENY: BAANNLALITIVDIT DT
1.4 msvasudu (Excessive Weld Metal/Overwelding)
o ~ X \a A
dnvae: Tile Tanza U uuIU ATy
AUN:
sasfouaragunulyl
< A °
ANUGINT TG
A 3 o a o & a A X
wangeny: i miamnuaNus ez nudadien
v Cd M
1.s myvaew liauysel (Lack of Fusion)
¥ v
dnvae: uuaveu ludaaaf Ui
AUN:
o Ao A A
anufoumiuyen luieame
v v
Faansansomsies suRiruau lua
wansgnu: uuasen lidaimzuazerunansngasou
Ed - -
1.6 m3fiaiiion (Distortion)
) A ' 2 o A
anvay: mInasunilasglivvesFuanunaimseu
AN
) v A A a 1w
mslFarwieugevseounateyadnaony
myeenuumMIsuda i
v
wangzny: M lisuauluas ey
2. Fmsasnasuyaunniedluausen GMAW

' I ' '
msasvdeuiweeniiu 2 Uszianlug Taun:

2.1 msasnasusiemea (Visual Inspection - VT)
v o & ' ' o A
T¥gnsalfugiu i wiuvee, matauunyou
AIVTOL:
ANV ETUDVD LU AT
AN NLETANIU
msfignguniesesuanin
2.2 msasaeunuyliiate (NOn-Destructive Testing - NDT)

P A a A 1o q 92 = !
GI,GISWIﬂHﬂWLﬁBVIVI,MVHGLW"HUQTHL'LTEJTHU LYU:



msasnaeudrsveaianmsndy (Liquid Penetrant Testing - PT): funsesuaninuuituin
msasnaeudisanudsinmigs (Ultrasonic Testing - UT): funsosunnsosnolugua
msasnaeudiessd (Radiographic Testing - RT): 19 X-ray wie Gamma Ray asnaeusesidounislu

=

msasndeumeniman (Magnetic Particle Testing - MT): dwsufagidhumiman
2.3 msasnaeunuuyhais (Destructive Testing - DT)

1 lunsdindesmsanuuiudigaasSulsziugunim s

nmsnageuusiae (Tensile Test)
minaaeuusanszunn (IMpact Test)
Vv
nsaswasuuuudasu (Macro Etch Test)
ad 2 1 dl
3. S mstleadiugaunnsealuauiion
L2 , . o2 - Y a2
wisuFuUesmNzaN: anuazewmyuau il wnnaiiy, aswniniu vSedsanisn
] a s o o o a 2
msasmsimes imugay: Usunszua’lild, nsed, nazdasfeuatemuriiavesduau
augumIlnaguveia: ATrdeUsAI NS InavewRauazANuaze YR IFoY
= & 2 o < o A
Andumaigen: iunnusnglunsaiuguanud wazyuinsey
g1l
] 4 3 o o 4 A oa o
msaswdevgaunwsedluayen GMAW duiuasudiaglumssusesunmyesanuson ffiianudesdrlednvazuea

' an an o A v A4 A '
YAUVNNIBI ITNITATIVADY llaz'Jﬁﬂ'ﬁﬂ'ﬂ\?ﬂu LW'{’]clﬁlluﬁl‘]fﬂﬂﬂﬂmﬂ'lwuazﬁﬂﬂﬁu@\jﬂ@u']@]ﬁﬁ']uqﬁﬁ']“ﬂﬂﬁﬁu

A o oa A ~ \ a
510%9UNFoUNVIAGEY 81128 910 a1

'
awu a a 4
UWBAANA UDUNNE (718) ,

o A o o °
JUN 23 UNTIAY 2568 FUAIMN 15 T1UIU 10 AU

o 9

3 i
Yeiseutemasy/myeusu/IdaS nuviuiinmsaeu :
' { ' 4 s @
Wiei 4: nsasnaeURUINTesILFeusIin Tavzudanqu (GMAW)

m3asdeugaunnissluaudenesnlavzuianqu (Gas Metal Arc Welding - GMAW) fianuddagediaiia

]

4 q9d ' A o < o ) oA ' ' A o v
LW@GI,T/YN‘HGL‘\]'JT!!U'JL"]J'E)lJiJﬂ’J'lﬂJLLEU\HLiQ aquaue LLaZﬂiTﬂmﬂﬂJ@UﬂWi@Q‘ﬂ?J'l‘l]fNWﬂG]ﬂﬂil!ﬂ'l‘WWiﬂﬂ??ﬂﬂﬂﬂﬂﬂﬂ"’“@ﬂiﬂiiﬁiﬁ

1. Uszianvesgaunnsesluausos GMAW
! v v Y
miasaeuauansedluies GMAW sinnuiamiiidannamsasaimnaiines limumgay mawsouduaulid viems

AVAUNTTUIUMSIFoUAaNaa Jaunnsesiny ldtes Taun:

1.1 yugu (Porosity)
o I g Aa X A
anbae: Yoensvuaaninatu luuunion
aune):
4’!’ 44 A o 2
anuruluunailnaguse Tagruau
4 (=t

msUnaguueanna luifieane

1 a o A A
msdudleouvesaily, asudu niedsandsn

wanszny: M lisesieusoueLaz1NRAMTUANS Y



1.2 seouanin (Cracks)
o o A A a yYa
dnvaz: mauandr luuuadennsons nulndifes
AN
A q 9 v a
maeuhldnnudouguiulil
< @ 1 =
MIBUAIDE193I9157
MIDBALULTBEAD TNz
1 ' <
HANTENY: adHaneANULYwTIvedlagaadig
1.3 m3 hinaewdnifisans (Lack of Penetration)
anvaiz: uuayen lunasunzqdesnvessovso
AUNY:
aszue v luisane
A lumsienganu
P R
msaasyuiagsonligndes
WANIEND: AAANLIINT IV 81D
1.4 msvaswdu (Excessive Weld Metal/Overwelding)
o ~a X ' a A
dnvae: Tile lansdIuPuuuuu oy
AN
sastfeuaaguiull
3 A °
ANVISINT TG
4 A . - o 2
wanszny: ihminnuanusuiuuazerafaanuiiadion
] 4 H
1.5 myvaen lawysal (Lack of Fusion)
9 A 12 a o oa &
dnvae: uuaren ludaaaf Ui
qAung:
£ Ao A A
anufouiniuyeu luieane
a A = a 2 1=
FeandsnnsomswTouiiruan lua
wanszny: nuasou ligaimeziazo1nnansvgason
v - -
1.6 mytiaibon (Distortion)
. 4 . 2 v 4
anvaiz: manlasuntlasgusvesduanundinsiyen
qAung:
Y v A A a 1w
msldanufeugevsoounatsgaanaony
@ R =
myeenuuuMIsusa lua
v
wanszny: i lisua luasaaunuy
2. msasnasuyaunnsesluauzen GMAW

m3asanaeuiseemily 2 Uszianlng 1dun:

2.1 msasnasussmen (Visual Inspection - VT)
9 o X ! ' o A
Tdgunsaliug i u winvets, matauuaion
ATINADU:
avwasuaupVe LI FON
AN AZANIN
a A Y
msiignguvsesesuanin
2.2 msasnasunuy liiate (NOn-Destructive Testing - NDT)

) a a Ay 1o q 92 a '
Glslﬂ‘ﬂﬂuﬂWLﬁH'ﬂvthnle"HuT]uLﬁﬂﬁ']ﬂ LYU:



nsasaeudavesmaumsnan (Liquid Penetrant Testing - PT): dunisesuaninuuituiia
minsdeudsnaudeniigs (Ultrasonic Testing - UT): dumsesunnsesnieluguay

mansdoudaessd (Radiographic Testing - RT): 19 X-ray wio Gamma Ray asaevsesgounilu
msasndeudieiman (Magnetic Particle Testing - MT): dwSutaqfuilumimdn

2.3 msasvaeunuuinats (Destructive Testing - DT)

19 lunsaindeansanumiudrigaazsulsedugunin wu:

minaaeuusias (Tensile Test)
msnaaeuusanszunn (IMpact Test)

v
msasnaeunuudaiu (Macro Etch Test)

an o ' A
3. S mstleanugaunwsedluauien
v v 9 ]
w3 suFuUesINZaN: hanudzewm LIl ennaiiy, asuniniu wsedsanilsn
¥ a 7 o o o A 2
msasmsfimes nmmgay: Usunszualildh, used, wazdaffeuaremuriiavesduau
Y o @ o A

augumsnaguvewid: AT19deUsAI N THavewndIazANEe1nYD T ITDY
= A 2 o 3 o A
Andumsigen: iiuanudnnglunmsaiuguanub wazyuinioy
a3

] 4 3 3 o o o 4 A wa o
miasndeuaunnsedluanies GMAW dluiuasudiaglumssvsesuamuessuion fUfidnudesdrlednyazue

' an an o A g9 A o '
YAUANITDI ITNITATIVNTOY Llﬁzﬁlﬁﬂﬁﬂﬂﬂﬂu L‘W'E]Gl“l"iuu'JL"]fﬂllJJﬂmﬂWWLLﬁxﬂi’]’Uﬁuﬂﬁﬂﬂﬂ1ﬂ§ﬁ1uﬂqﬁﬁ1ﬂﬂiin

o A o o o
IUN 23 UNTIAY 2568 ’LT‘]JﬂTYi“I/] 15 TUIU 10 AU

o 9

4 X 9 o o =
’J"lJEJLim/mammiz/miﬁmiuﬂwmiﬁﬂm/uuﬂnmiﬁau :

Wiaeh 4: MsasaeugauNNIesFeNeisnTavzudangy (GMAW)
msasdevyauaniedlusuienerinlanzuianqu (Gas Metal Arc Welding - GMAW) fianuddgyediaa

]

4 994 ' A o~ < 5 9 vooA ' ' A o ¥
we Inuulanuuadeniinnuudause asnaue meﬂﬁﬁﬁﬂﬂﬂlﬂUﬂWi’N‘ﬂﬂWINNﬁﬂﬂﬂmmWWi’ﬂﬂ’Jmﬂa’e}ﬂﬂU‘Uﬂﬂﬂiﬂ’sﬁN

1. Uszianvesgaunnsesluauios GMAW
! H v v
nsasvasugauansesluauies GMAW sinwullymiiiannmsasmmsiiiaes limanzay mswseniuaulid wdens

A a VoA v F]
AFUANNTSUIUNITIFOUAANAIA i}ﬂ‘]JﬂWi’l’)\‘W]W‘]Jylﬂ‘lJf’Jﬂ ‘,I,ﬂ!,!,ﬂ:

1.1 yugu (Porosity)
o v g da X A
anvae: Yogvuamanimatu luuuuien
AN
X o A o 2
anwsuluunailnaguse Tagruau
4 (=t

msinaguueand liiivane

4 a o A A
mstuileuvesaiin, as1uiu viedsanilsn
wansznu: midsesdeusoueuazonuiamsuanin
1.2 eouani1n (Cracks)

o o A A a ya
anvaz: Mmyuanad luuuaweunseusnu lndfes



AN
A Aquu v a
maeunldnnuSeougaunull
< @ ' o
MIBUAIDE193I9157
MIDOALULTBEAD lIMINTaN
1 ' <
WANTENY: adHaAeANULYTIvedlaTaadig
1.3 m3 hinaewdnifisans (Lack of Penetration)
anvaiz: uu e linaounzqdsnuessooao
AN
aszue v luisane
A lumsienganul
L w4 wa g
msaasyuiasenligndes
HANIEND: AN IV 081D
1.4 minaswdu (Excessive Weld Metal/Overwelding)
o ~a X ' a A
dnvae: Tile lansdIuPuuuuu sy
AN
sastfeuaaguiull
<3 A °
ANVISINT TN
A ¥ o a o a ~ &
wanszny: ihmininuanusuiuuazeafaanuiiadion
] o H
1.5 mywaen luawysal (Lack of Fusion)
9 A 2 A o oa 2
dnvae: uuaren ludaaafuiuIY
qAung:
£ Ao A A
anufouniudyeu luieae
2 A = a £ 1=
FaandsnnsenmswTouairuan liua
wanszny: nudon ligainzuazennanisngasou
v - -
1.6 mytiaibon (Distortion)
. 4 . 2 v 4
anvaiz: mynlasuntlasgissvesduaundinsiyen
AN
9 v A A a 1w
msldanufeugensoouratsyaanaony
@ =R =
myeenuuuMIsusa lud
v
wanszny: i lisuan luasaaunuy
2. msasnasuyaunnsedluauzen GMAW

m3asanaeuiseemily 2 Uszianlng 1dun:

2.1 msasnaeuseaea (Visual Inspection - VT)
9 o X ! ' o A
Tdgunsaliug i u wiuvets, matauuaion
ATINABD:
avwasuaupVe L ITON
AN IAANIN
a A Y
msiignguvsesesuanin
2.2 msasnaeunuy liiate (NOn-Destructive Testing - NDT)

) a a Ay 1o q 92 a '
1%L1/1ﬂuﬂWLﬁ}J'VI"liWIﬂWHuNuLﬁEJWVJ LYU:

msasnaeudasveamaunsndy (Liquid Penetrant Testing - PT): fumsesuandnuuituin



minsdeudsnaudnaiigs (Ultrasonic Testing - UT): dumsesunnsesneluguay

mansndoudaeisd (Radiographic Testing - RT): 19 X-ray wie Gamma Ray asaevsesgounilu
msasndeudieuiman (Magnetic Particle Testing - MT): dwSutaqfuilumimin

2.3 nsasvaeunuuihats (Destructive Testing - DT)

=

1 lunsalindeansanumiudrganazsullseiununin mu:

minaaeuusias (Tensile Test)
msnaaeuusanszunn (IMpact Test)
v
msasnaeunuudaiu (Macro Etch Test)
an o ' &
3. S mstleanugaunwsedluauien
v ¥ v 1
w3 suFuUedINZaN: hanudzewm LI wnaiiy, aswiniy vSedsanilsn
¥y a 74 o o o a 2

msasamnsimes iinzen: Usunszua b, usedy, vazdanfouaranmaiiavosduaiu
AN UNAguYBRE: ATIITEUSATINS InavewRauazauazeInve i IToN
= A 2 o 3 o A
Andumsiyen: iiuanudnnglunmsaiuguanub wazyuinioy
a3

3 Fa r
nsasvasugauansesluauies GMAW iluruaeudidalunisiusesqunmuesauden fifidaudeudrladnyuzves

' an an o A v A A '
YAUNNIBDI ITNITATIVFADY LLﬁSﬁ’J“ﬁﬂﬁﬂﬂﬂﬂu LWﬂiﬁLLu'JL"]f?JﬁJﬂJﬂmﬂ"IWLL@%Wﬂﬂﬁuﬂﬂﬂﬂﬂ1ﬂ5§1u’q@]ﬁ1ﬁﬂiiiJ

o A o o o
IUN 24 UNTIAY 2568 ’LT‘]JﬂTYi“I/] 15 TUIU 10 AU

v
o Y A

YWeisourtiomasy/miousy/Idd1s nuaiuiinnsaou :
e 5: uiFewe nuiangqudaszuuunausud (GMAW)
mageuoinTanzufanquiroszuuuvunayuoud (Robotic GMAW Welding) dunszunumsideuiiviuna TuTad
Husudmnldiemuanuiug dszdnsam uazaaanufanarnlusudon mngdmiumsranlugammnssuiidesmsany

saa3 Az MA@ Iawe

¢ ' Jo w 4
1. oaflszneuvesszuumyunayueuadmsuayey GMAW
[l 4

1.1 nwunayuoud (Robot Arm)
ANy A & a a a
ifedenareunuionasui lufismafinainwate

A Ay ¢ g o
auguMsnaouidleverlduiiiazaiiniugu
1.2 szuunugu (Controller)

' 9 9
wielsznananarildasmsuvuna
o ] a ¢ A ' < A

seasumsasamsiimes msiou wu nszud i A vazszezmsion
1.3 Waeusalusia (Welding Torch)

F
(Y

Aanafuaneuaunaieduiiunsiye
ousaruunasie T aaaFeu wazufalnaqu

1.4 unasne il (Power Source)
Penszualilihdmiuaierinuazasuaiaion
YSungasiu Ifwaznssuamuriaveanu

1.5 ssuuunanaqu (Shielding Gas System)



“l“ffﬂnﬂqmguu%mﬁ'aﬂmﬁ’umsﬂu;ﬁ@umnmmﬁ
1.6 Tsunsunazaserldinsaiugy
) M .
T lunsasandunumaiyen (Path Programming)
o o ' a R a o Aq ¥ i
seafumsdSuusamnimesiudume sl laaude
' o 4
2. YoRveens 1dusud ey GMAW
2.1 INUAMNLLUEN
A Y] Il Al Y a Pl
MIFOURBHUBUATITAATOAANAIAVINUYBY
2 1 gy 5
myaan ldeeraaieue
2 3 a
2.2 winanuE lumswan
' '3 o° Y1 oA 5 o
Husuaansniian ldaeiioslae ludeargain
Y
AANAIMIHANADTY
o A
2.3 USv1lgsnanmuuauien
A s A A 1 o v A A
MyaIguINmesmFeuiuiud e iy urouiiguaings
1 1 A = =
anifay1gAuNNT e ITU JHFUNToMIHaoNAN liifisane
2.4 DARUNULTINUTLOZET
YN 1 q Y1 A g ' '
uitianlgaeE uduge uaaaawsauluszezen
angliama luauyon
2.5 ANUTANGUTN
aunsadsulUsunsudmivauseugiuooai q 18
v .
3. duneumsioy GMAW feszuuuvunaruousd
3.1 MIDDALULLAZIAT I
2 ]
DONUVUFUNULALTDEAD NN T AN
a 2 vy 0w A
w3 suruau Iinseudmsumsiou
9
3.2 MIAIMIYUIUA
2 v
gaavuna Iz ausudumi e dnyus Mo
9 4 ' s
Tdsunsudunmanmsourusenanas
3.3 msnageumsiyen (Trial Run)
$uTdsunsunaasaiionaaeunnuuiug
19 a o o o
USuud lvwsiimesminsuily
3.4 ma¥ewase (Production Welding)
' do A A
uguaduiumssouawTisunsy
AIUAVNTZUIUMTHAZATIVAOUNTTINUTZHINMTHAR
3.5 MIATINADVAMNIN
4 v 1o as A
asnasunuateudronmsnageunuyhivhais (NDT) wieisou
uf ludgrimnwugaunnses
Y E) 1] o
4. anwinmelums lgssunnvunayueud
4.1 mlFnesuRuga
1 o o o
srUVRusudLazyeanIT T IAIg
Y Aa A t’x‘a '
doamsyaanshlianudernglumsasnuazgua
L)
4.2 anugugoulums lusunsy
A~ o Y v o ' a
nunzUnssFudoussdesmsmslsuTisunsuedisazivon
4.3 M31NgasNN

szuUdpamImsihyesneduaiuaueriiotesiunmsngasein



5. i Tunagouaavosadondessuuusud

mawamaTulad Al uaz Machine Learning: sivamwaunsalumsdiui g suaugon

magense 0T (INternet of Things): szuuaunsansnaeuiazssnuranuuealng

anTosainEzIT L Husudisaannudesmanadeuifivinuzga

w31

mslrzuuvunajueudluagon GMAW flumssianima TuTabfdediulszaniam anuuiug nazgunmuossu

A v Y a 9 ' s = o o A g ya Y A a
Lﬂfﬂuﬁlu’qﬂﬁ1ﬂﬂiiﬂ ;jflmmmamﬂuguazﬂnﬂumimuqnwuﬂum FININITUIFITNY L‘W’tﬂﬂlﬂﬂﬂ’ﬂﬂﬂllﬂ%l.ﬁ%ﬂi?fsﬁ/]‘ﬁWﬁq\i qa

o A o o o
JUN 24 ¥NIIAY 2568 FUAN 15 T1UIU 10 AU

o 9 A

eteunifommszmsousw IS nuaiufinnsaen -
wihed s: mudenenuianqudsszununaueus (GMAW)
magenersnTansufanquirsszuununayusud (Robotic GMAW Welding) ilunssuiumsidouiivimalulad
Husudinldiieiuanuiug Uszansam uazaaanufanataluaudon mngdmiumsranlugammnssuiidesmsany

3 )
TIALT 3LLﬁ$ﬂiﬂﬂ1W‘ﬁﬁN1LﬁNﬂ

1. oafilszneuvesszuumvunayueuadusuayen GMAW
1.1 nwunayuoud (Robot Arm)
29 2y A a a a
iferevarounuiiomaoui lufienainainaty

A Ay s o
aunumsaouiidlevendiiiazdiniug
1.2 szuunugu (Controller)
wieiszuarananadlsdeansuyuna

o ] a ¢ A ' < A
seafumaasAsilimes msdon wu nszud I AnwEs vazszezmsiyon
1.3 WaeudaTuiia (Welding Torch)
9 ! kX
Aeasnulmenaunaied utiunsion
Wouasruuwasne vl adaen nazuianagy
1.4 unasne vl (Power Source)
tenszualiihdmivasuersnuaznasualaion
Ysuusean Irlihuaznsznaamsiiavesaiu
1.5 szuunnelnaqu (Shielding Gas System)
¥ ! ¥y
Tlnaquuuadeuietosiumsiuilouninernis
1.6 Tsunsunazasevldinsaiugy
K2 5 .

T umsassudunmsigen (Path Programming)

o o ' a 1 a s Aq ¥ '
ﬂNi“UﬂTi‘]J’i‘]J!mQW']iHJL@]E)EW1u§]um@5!w“ﬁ‘lﬂ1°}fﬂuﬂﬂ



' % 4
2. YoRveIns 1dusud ey GMAW
2.1 AU
A Y ' S Y a s
MIFOURILHUBUATIWAATOAANIAINUYBE
2 Fuy . b
m3asns Ifedeainane
A < a
2.2 WiwanuE lumsnan
' 4 o Y1 A 1Y o
Wueuadmsninau ldneriioaTag lidesngan
Vv
AAAINIINANA DT
o 4
2.3 U5v1lgsnanmuuuien
A s A A 1 o v A A
MIAIVANITNROIMIeNuNNEI8HIL I NligMA NG
1 U A = (=t
anilyrgaunNTed ITY JuFUNTeMsHaoudn luiisane
2.4 AAAUNUUTINUTZHZE)
YN 1 q Y1 A 9 ' '
udamldneEuduga uaaamus sy lussezen
angiinmg Tuanen
2.5 ANNBANGUYA
aunsolsulUsunsudmivauseugiunoai q 18
3 4 ' %
3. quneumsioys GMAW feszuunvunaueud
3.1 MIDOAUVLUAZIATINY
v '
BONUVUFUNULAZT DBAD TIHINZ A
a2 Y ¥ o o A
wisnyuauIiniendmsumaon
v
3.2 MIAIMHUIUA
9 1
asamuna munzausudumiwazdnyamsisoy
4 ' s 7
TsunsudumamsiFourusondnas
3.3 msnaaeunsien (T rial Run)
Suldsunsunaasuiienadounnuiiug
o a 7 o o
Ysuud lymsitimesminsuilu
3.4 ma¥ewase (Production Welding)
' do_ A A
Husuaduiiumaounulilsunsy
AIUANNTZUINMITUALATIVABUMITNINIUTEHITNMIHAR
3.5 MIATINADVAMNIN
4 v 1o aa A
asndeuuuIFeudiemsnaaeunu hivhars (NDT) wie3tou
uf lyyrinwugaunnses
9 9 1 J
4. anwmmalums l9ssunuvunayueud
4.1 Mo uRuga
1 g 4 I
e AT TGEL TR (TR LA TERL Ry &
P A A o
doamsyaansnianudeInylumsasauasqua
v Y
4.2 anugugoulums Isunsy
S o Y v @, ' =
NuNUnssFugoue1adesnsmsliuTisunsuedsaziven
4.3 M31hgasnm
szuUdeamImsithyesneduaiuaueriiotosiunsngase in
9. & v ' 4
5. W THNHEZOUIAAYE I HIFDUAIT LU EUA
nmsnanumalulad Al waz Machine Learning: wisaywaunsalunmsilSudldmmesuanuion
4 ' H . a o
maeude 10T (Internet of Things): szuuaunsaasnaeunazssnunanunizoa lng

'
AA o

AATOINNINYZITIN: YUBUATIDAAANNABIMITIUFoN AT YL g



w31

ns1¥szumvunaueudluaniey GMAW flumsamimaTuladis

A

VYN

BSEANTMW ANUIVE HAZAVNTNVDIY

A ¥ Y a P s ' 7 = o @ A 9 ya v A a
waﬂuqmmﬂim ;jfl“mmm'e)mﬂuguazdﬂNunwiﬂumwuﬂuﬂ FIVDINITUIFITNYI LW’[’]zl“l’ﬂﬂﬂﬂ]WiJf’]iJﬂ"lLLﬁgﬂizﬁﬂ‘ﬁNﬁg\iQfﬂ

o A o o o = |
JUN 27 ¥NIIAY 2568 FUAINN 15 TIUIU 10 AU VIABTEU 1 AU f a11le 2 A f

o 9 A

ieideuiiiommsymseusisnEnyaiufinns aon :
Wie 6: mﬂﬁﬂﬂmé’f}amﬁﬂiawmﬁ”ﬁﬂqu (SMAW)
1. M ouF LR U
ms¥hnnuazetni Tanziouiou
msfmuasesdenazieuiey (Joint Preparation)
mssugasuau e ludumisiinnzay
2. madenia Tiuasnszua lWfmnzaw
ﬂi:mmmmmﬁ?}auﬁuwﬁn«ﬁ(E|eCtrOde) wu Eeo10, Es013, E7018
ﬂ155’%1'1nizuﬁ"lv\lf‘fm%’unm%auﬁummmm
3. mATANAZNT LU Fo
Fnsqaersnuazmssnmeninliaaii
smamaeuiivesniaion (Weaving Pattern)
SanmainaeuiiazyuvesaInToufiizdy
mﬂﬁﬂﬂm?fisau“luﬁmmiwinq LU
s (Flat Position)
wama (Vertical Position)
miledsuy (Overhead Position)
uwuen (Horizontal Position)
4. msudladoiianatalumsison
suyu (Porosity) wazisudly
soouani (Crack)
M fadovesdunLMna U (Distortion)
seudou lilifuuna viedsesnnu INcomplete Fusion)
5. anlasadelumsison
aunsaifessudauyana (PPE) iwu wihmnidew, gaile, yatlestu
maszinee Ml

MITaMImsATINMIFeN 15U AsuINHEnS



A o oa A ~ \ a
510FUNFoUNVIAG oY 81128 2179 W1a1Y

o sa o ~ o a | o < \
HIYUTIUUN DUNUY (VIALTEU) , we Isade 11 (Eﬂﬂ?ﬂ) , WNWa aue1e (ﬁTl]’JfJ) y

o A o o o = |
IUN 27 UNTINY 2568 FUamf 15 91U 10 AU NAGIU 1 AU ’ a11le 2 A y

o 9 A

¥y
Yieiseutlemasy/myeusy/IdaS nwviuiinnsaeu :
Wiei 6: matiamsigeersn lavzuiangu (SMAW)
v .
1. MIFTENFUIURD TN
mshaNuazeIaii lanznouioy
nmsfmmnuasesdenazseusen (Joint Preparation)

o = & E o oA

m3sudaruauIfedludumisimnzay
v v
2. mataonya lihwagnszua liimuge
Uszianvesaaeuiuand (Electrode) wu Ecoto, Eeo13, E7o18

) .
msaanszud ldmSumsigendumiaieg
3. MATALEATZUIUMTIFON
an s o 7 99y A
FMsae1inuazmssneiesnliai
siiumsindeniivesalaien (\Weaving Pattern)
. A g 4 4
gasIMsIADUNIAZIVeIAIATO NI AL
maninmswenludunianieg
s (Flat Position)

Vv - -, .
uwaas (Vertical Position)
miledsuz (Overhead Position)
uwuen (Horizontal Position)

Y A A

4. msud lvdoAanaralumsiion
snyu (Porosity) wazisudly
seouani (Crack)

N1 2 ) H H
nmsdaforvesuaunnanuieu (Distortion)
souyeu liiduuud wieilsesne (INComplete Fusion)
5. anwlaoanslumsiyen
ginsaiffesiudiuyana (PPE) wu wihmnieu, gaile, gatleariu

Kl '
m3szneemaluiuiiiem

o = A ' o v o
M3TAMIasIANNMsFN 15U ATunINans
ad (2 wa d a wa
WPiAenagiiag

a a

519%01ini3 suRvaiEeu a1 a1n v

@ da £% = % =) 1) v J 1)
WIHE UM dunie (Naisew) , wielsage 11a @1vae) , weaenna deUo1w (@1199) ,



Suii 27 n31AN 2568 FUATN 15 19U 10 AN NAGeU 1 aY , a1le 2 Al

o 9

Weiteuniommsymseusi¥dts nuaiufinnsae
wiiei 6 maiamageuesn Tansufangu (SMAW)

1. matienFuauteuie

mshanwazeIai lavzAe ey
mafmuasessenazieuson (JOINt Preparation)
mssuBatuaniegludumisiimnzay

2. naidend Tlfuaznszua Iifming
ﬂizmmmmm%uﬁmﬁncﬁ(E|eCtr0de) wu Eso10, Es013, E7018
ﬂ15csizaﬂ'wn'smﬁ'lv\l’c?mi”unm%uﬁmmiwmq

3. mAfianagnszIUMITow

Fm3gaes nuazmssneesnliaai
snumsndeuiivesmaaidon (Weaving Pattern)
SanimsdoufinazivesaIaFon iz
wmﬁﬂmir’f‘fan“luﬁmmiwhm 15U

s (Flat Position)

wama (Vertical Position)

miledswz (Overhead Position)

uwuen (Horizontal Position)

4. maudludoianaralumsiden

swyu (Porosity) uaz3sud'ly

seouani 1 (Crack)

msdadeestusnnanuieu (Distortion)

souiou i violseovens INcomplete Fusion)
5. amutlaoadelumsidon

ginsaiflessudauyana (PPE) wu wihmaiow, gaile, yatlosiu
msszugemAluiiuiivhay

MIsAMIASIANNAMIFON 1951 ATuINHEN

A o oA a ) a
519FUNFToUNVIAGEU 1128 9179 e

o Jda o = ) = U v d U
WIeE1U sunie (Nasew) , welsase 1a @1ve), weeana deto1w (@1199) ,

o A o oo ° |
uuﬁ 28 UNFIAN 2568 TUAMN 16 1IN 10 AN 81128 2 AU y



o g A

X N o
Waeisewsilemasymseusw/InmusauaTufinmsasu :
Wiei 6: matiamsigewersn lanzuiangy (SMAW)
Vv .
1. MsATousuUneUTow
MIhANuaze1ARl lanznouiou
nsmuuasesdenazseuien (Joint Preparation)
o = & Y o A
msvudaruaulieg ludumishnngay
v T
2. madenda IWiuavnssua lvfmunzay
Uszimnvesaraeuiuand (Electrode) wu Ecoto, Eeo13, E7o18
s )
msasmnszud Ildmsumaisoudumianie
3. mAfiALAZATZUIUMTIHOY
an s o s q¥ A
Fmsgeernuazmsinmersnlinam
siiumsindeuiivesaraien (\Weaving Pattern)
. A4 4
gasIMInaoUNIaYyNUDIAIATINIINZ AN
maniamsenludiunu e
s (Flat Position)
Fa - .-, .
uwada (Vertical Position)
miledsvz (Overhead Position)
uwuen (Horizontal Position)
Y A A
4. msud luderanarnlums ey
snyu (Porosity) wazisudly
soouani (Crack)

v v - -
M3dadigIveIranuINANLT o (DIS'[OI’tIOﬂ)
soueu liiuuud wieilsesnotn INComplete Fusion)
5. anulasadelumsison
ginsaitfesiudiuyana (PPE) wu wihmniseu, gaile, gatleariu

Kl '
MssrrneeImaludiuiianu

MITaMImMsATINMIFeN 15U ATuINHENS

A o oa A ~ \ a
510%FUNFoUNVIAGEY 81128 2109 W1a1Y

a s o & | A A ¢ |
wwssaiuns Tygnlszand @he) , uamhsna W @1he) ,

]
o

= o P o |
U 28 UNTIAY 2568 FUAMN 16 91U 10 AU a11e 2 v y

o 9

e ouiiommsmaousyRANE A finmsaeu :
wief 6: matiamaienersnTanzufangu (SMAW)

1. s ouF IR DY

msianuazeIaii Tanzneuien
m3fmuasessenazieuien (JOiNt Preparation)



v 1
m3sudaruauIdegludumisiminzay
v v
2. mstdenia Iiwaznszua TrAmunz ey
Uszianvesanaouiuiand (Electrode) wu Ecoio, E6o13, E7o18
v '
msasmnszud ldmsumsidendumiaaiag
3. NATALAZNTZUIUNSTOY
an 4 @ s q9 A
Fmsgaersnuazmsinueninliai
sluuumamdeuiivesanaen (Weaving Pattern)
o & A 4 A
8RN3R UNNAZYNYDIAIATO LRI EY
matamsen L)
s (Flat Position)
K2 - -, .
uwaas (Vertical Position)
miledswz (Overhead Position)
uwaueu (Horizontal Position)
9 = A
4. msud ludeAanaralunsiyon
swgu (Porosity) wagisudly
seouand 1 (Crack)
£ v . -
msdadigrvesuauananuieu (Distortion)
soayouliuung wielisesnenn INCOMplete Fusion)
5. aAnuilaoasslumsiFon
ginsaitfeatudiuynaa (PPE) wu wihmnideu, gaile, yatfeardu
¥y v
myszneoImaluiuiha

MITAMIASATNNMTFOU 15U AsUIINHENS

A o oA ~ \ a
510FUNTOUNVIAG oY 1128 9109 W1

a P v ' A a X P '
wwssaiuns Jyanlsedny @he) , weamhsna e @)

o A o o o |
JUN 28 ¥NIIAY 2568 FUAMN 16 T1UU 10 AU a1t 2 AU y

o o A 1 Yo o
Welsesylomansy/mseusw/isSavmaiuinmsaey ;

wiwd 6: matiamadouoinTanzufangu (SMAW)

1. st euF LR UIEew

msihnnuazernin Tanznoueu

msfmuasesdenazieusey (Joint Preparation)
mii‘)”u?iﬂ%yuqm“lﬁ’agi“luﬁmmiaﬁmmmu

2. m3denia Tiuasnszua lWfmnzaw

Usznnvesaaiouiurlang (Electrode) wiu Ecoro, Eso13, E7o1s
ﬂ15éaﬂ'wni:ua“lv\lf?m%’umiﬁ@uﬁumﬂwiwq

3. AT ALAZATTUIUMT AN



Fmagaersnuazmssneersniaail
sumamdeuiivesniaion (Weaving Pattern)
SanimsdeuiazivesaIaFouiivizaw
mafiansienTudumm e gy

s (Flat Position)

wuaaa (Vertical Position)

miledswz (Overhead Position)

uwuen (Horizontal Position)

4. maudlaudoianaralumaidon

suyu (Porosity) wazisudly

seouani (Crack)

M3 fadovesdunLMna U (Distortion)

soudou lilifuuna viedsesnnu INcomplete Fusion)
5. mlaeaselunsizon

aunsafessudauyana (PPE) iy wihmnidew, gaile, yatlestu
msszinemalufiuiimnan

MITaMIMsATINMIFON 15U ATUIINHENS

A o oa A ~ \ a
510%¥UNFoUNVIAGEY 81128 910 W1EY

a s o & | A A ¢ |
wwssaiuns Tygmlszand @nhe) , uamhsna W @1he) ,

Ui 29 ¥NTIAN 2568 FUATN 16 1 10 A A8 1 AU,
. Y
Wolsewilomasy/msousw/IdaSavmaiunnmsaey ;

wanmshavesnsyen GMAW
gunsainlFlunszuumsiven
FiavoRAARUIAZHANTZNUABIU IO

MmATALAE IR MTIFRY
Y a2 Y A
toa-teraeves GMAW

anudaeasslumsiyen

A o oA ~ ) a
510FUNTOUNVIAGEU 1128 9179 e

o I a @
WIYUTIUUN DUNUY (d18) ,

Suil 20 unTIAN 2568 FUANTN 16 119U 10 AL



: Y
@ 9

Woeiseurilommsz/mysusw/IRanfs nmaiuiinmsaou ;
wdnmshauveansises GMAW
qﬂﬂmiﬁ“l%’“luﬂizmumsﬁau
FiiaveauanquuazansznuAsuu Ty
madiauaznsiinesmsiieu
tod-toideves GMAW

anudaeasslumsiyen

o A o o ° ~ '
JUN 30 UNTIAN 2568 FUAIHN 16 TIUIU 10 AU VIATIU 3 AU y a1the 1 au y

v F
WateFeuilemasymseusu/IdmlSayaiuinmsaeu :

wsnmsmaveansises GMAW
aunsalildunszuammsey
G]fﬁﬂmaquf“m”ﬁﬂqmmzwaﬂazmudaumﬁan
mafiauaznsiinesmsiieu
ton-teraeves GMAW

anuilasasslunsdeu

A o oa A =~ | a
TNYYDUNTIUNVIALTYU ﬁTiJ'JfJ 2109 VT8
P a s o 2 v da o a A A&k o
UWNHHAT NIV (VaLseu) y, HIDTUUNT ﬂﬂejfmﬂigﬁlﬂy (VALTeU) y HIYLUDTIUUN DUNUY (VALseU) f uNﬁTJ‘]JTi%W] TWINIH

(@the) ,

o A o o ° ~ '
JUN 30 ¥NTIAN 2568 FUAIMN 16 TIUIU 10 AU VIAFTIU 2 AU y a1l 1 au y

C )

ieieuiiiommszmseussnEnyaiufinns aon :
wsnmsmaveansises GMAW
aunsali 1 unszuammsien
FilaveauianguuazransEnuReILITeY
madiauaznsiinesmsiieu

tea-teraeves GMAW

o A
anulasanslunis¥ou

sevenFeunnaiB e a1t arne uee

= a o o = A A& o |
UWNHHAT NIV (VaLseu) y, HIUDTIUUNT ﬂiyig1ﬂ5$ﬂﬂy (VALseU) ’ uWQﬁTthi"]ﬂﬂ ANNARE:] (Eﬂ‘ﬂ"lﬂ) ’



o A o oo o '
auﬁ 30 UNTIAN 2568 FUMKN 16 TIUIU 10 AU Glﬂﬂ!%ﬂu 20U, a1the 1 au f

Co )

ieideuiiiommsymseussnEnyufinns aon :
wsnmsmaveansies GMAW
aunsalildunszuammsien
FiiaveauianguuazransznuReILIToY
madiauaznsiines msiieu

ten-teraeves GMAW

. 4
anudasanslunsiyewn

sw¥enFeunnaiBeu athe arne wee

= a o o = A A& o |
UWNHHAT NIV (VaLseu) y, HIDTIUUNT ﬂigiu"lﬂigﬂﬂy (VALseU) ’ uWQfTTJ‘lhi"]ﬂﬂ TINWIH (Eﬂ'ﬂ"lﬂ) ’

o A o 7 o '
IUN 31 UNTINY 2568 dUavin 16 MUY 10 AU athe 1 au , @g20U,

v
o Y A

Weisearilommsz/mysusw/Idans nmaiuinmsaou ;
wdnmsihaveansises GMAW
qﬂnmiﬁ“l%’“luﬂizmumiﬁ}au
Fiiaveaianquuazransznudeuu ey
madiauaznsiines msieu
toa-terdeves GMAW

anudaeasslumsyen

A o oa A ~ \ a
510FUNFoUNVIAGEY 81128 2179 W1a1Y

wnaihing ey @whe) , wiessaiung Tyanidsesny (o) , weaigans Uszsume @w)

o A o P o |
U 31 ¥NIIAY 2568 FUAMN 16 S1UU 10 AU a1t 1 AU y

C

T 7
Weewilomasy/msousu/IdaSamaiunnmsaey :
nanmsauvesmsiyey GMAW
gilnsaii1Flunszuaumsion

HAV A AAQUIAZHANTTNURBIUNTOU



MmATALAZ NI ITNBS MTIFEN
Toa-voideues GMAW

anudaeasslunsiyen

sevenFeunnaiB e a1t arne wee

A a & o '
wamsina wWaney (@1the) ,

C 1 A3daou
a o 4 [ 4
(wgoRdand ousny)
15 HuAu 2568
A
a9¥e...
(et )
DHD oo e ee e se e ee s s e s eeee e Wgseede1emshedmms
(Weszngd woasue)
A Yo a o =
AIHD oot e et eee e eeeee e eeseneneen WIS INGIA INTDFTNU ALY

(Wwiiiag f3ense )



