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Abstract

This research aimed to investigate the optimal
welding pass scheme for 40, 50 and 55 mm box column
corner welding skin plate thickness. Three welding pass
schemes including Type A using solid wire 4.8 mm of
diameter for multi pass SAW, Type B using solid wire
5.6 mm of diameter for multi pass SAW and Type C
using solid wire 4.8 mm of diameter for multi pass SAW
and solid wire 5.6 of diameter for one run SAW were
determined. The welding condition limited 25,000 J/cm

of the maximum heat input and controlled the inter pass

temperature 250°C. The experiment results were
considered in term of tensile strength and impact
absorbed energy at DEPO, BOND and HAZ following
JIS Z 2242 : 2011 and JIS Z 2242 : 2005, respectively.

The research results founded that the welding
pass scheme type A was the optimal welding pass

scheme by using heat input in range 22,325 — 24,261
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Jlcm and control inter pass temperature 180°C
approximately for 12, 18 and 20 number of welding pass
of skin plate thickness 40, 50 and 55 mm, respectively.
Because, this welding pass scheme performed highest
maximum tensile strength and absorbed impact energy
at BOND and HAZ when comparing with the other

welding pass schemes.

Keyword: Corner Jointed, SAW, Box Column, Welding

Pass Schemes, Mechanical Properties
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Type A finualfiinmsldmadenuuadonuw
L3N (Root Pass) @78 GMAW Lazifauriuais SAW
duuwinaneasslaslfaiadonsuie 4.8 mm

Type B fnnalwdnmsldmadenunadanum
L3N (Root Pass) #78 GMAW Wwazlauriudis SAW
duuwinansasilasldaiadonvuia 5.6 mm

Type C tnualdiinisldnsdenunadonm
L3N (Root Pass) @78 GMAW Lazifauviudas SAW

Wuwwwnanuailasliaiaiauawia 4.8 mm wazitew
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Janinery SAW 19870t Taua%1a 5.6 mm TwI

NARAUNUYWIA 500 mm X 500 mm VWIAT I
4,000 mm AMURWIVDILEW Skin Plate 3 3 au1a lawn
40, 50 w8z 55 mm ¥1191NI&4 SN 490

SAW (Wire @ 4.8 mm) SAW (Wire & 5.6 mm) SAW (Wire & 5.6 mm)

GMAW GMAW
Type A Type B Type C

31N 2 E‘]JLLU‘LJLL‘LL’JL%Q&J (Pass Scheme)

2.2 MIMRRALIaW INIEaN

ﬂ’]iL%aM%%d’]%‘ﬂ@ﬁaULL@iﬂzLLUUﬁ’]‘M%@]lﬁﬁﬂ’]‘i

QR RTRY Inter Pass Temperature 250 °claslunns
Naaed baanITLa RN w59au Wi anansalunns
WRaUNLNaFIWIRIALRREANNTEWITY (Heat Input)
LAZATLARY Inter Pass Temperature 3% %LU TN
ninualuudazzduny (Number of Pass) luninasas
[ = @ A & Ao o=
AILRAITNLABBAAI013197 1 i uenAduinldluw e
innInaasd thesanlunmassaduninassslu
amwmm'ﬁm%ﬂﬂU’Lﬁgﬂg’jﬁ‘amm%amﬂuﬁﬂ'suqu
FIUWIULWILTEN RNTNIIWIRUUITANIIANNT
a o = o A o
WAuaraTanIAuuwILINI@ AL 35° lunwaia
. - 4 x4 ,
FIUWIULWILTINILLANT UL A DVUIAANWUIVEY Skin

P 4
Plate LW

2.3 AFmInemeuaNUaInaLazinszazlig

NINAFOUFNTALEINAVUITHINUN AT L
(Specimen) Usznav'ludis ANau@ I unIwiLIIag
(Tensile Strength) A1ty a Sidudni1siaan (Percent
Elongation) f1N1TQANRUNAIWAIITUUIINTEUNND
(Absorbed Impact Energy) USt2 0 HAZ BOND Lag
DEPO Zusunagaunaazuuuldsiniu 3 5w tie
anzimdatsuaznageuananlTsin (ANOVA)
maqgmmumﬂ%auﬁ% 3 UUY funIRag W uNAToL
Tensile uaadlugilil 3 auNATZIH JIS Z 2241 : 2011
LA A UM T U UNARE LTINS UNNLLLTN 3T I Uuaa s
lus17 4 enwanasgm JIS Z 2242 : 2005

@159 1 ANANNTOWLTINVDITUINUY UEN AR D

SAW (Wire & 4.8 mm)

0 2 5 32
E |, | & |2
= 5 < 5 o % =
Type a o o E 2z §
b7 [} - =
g | & |2 |82 g¢g”
= =] o) 3
a < |z F z
40 1A 13
180.56 | 22,325
40 2A 12
50 1A 18
179.28 | 23,079
A 50 2A 18
55 1A 20
181.02 | 24,261
55 2A 19
40 1A 9
160.09 | 23,483
40 2A 9
B 50 1A 17
151.32 | 24,962
50 2A 18
55 1A 18
160.53 | 23,936
55 2A 17
40 1A 12
152.86 | 18,951
40 2A 13
50 1A 16
163.83 | 24,976
C 50 2A 16
55 1A 18
162.23 | 20,320
55 2A 19
L~
Type A Type B Type C

3171 3 drunbimidaduaunasay Tensile Strength

Type A

® DEPO

Type B

@ BOND
Eﬂﬁ 4 GUAUINIAATHITBNARELNINIZUN UL TS

L
Type C

A HAZ
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AN3Tasruzlnie (Distortion) VB ITUINBUGARS

EﬂLLuﬂﬁ‘Emm%mmLa”umaﬁ"aﬁ’m%umu Box
a a ' A [ o A

Column W3suifisurnaulTannunauTay laulaadIng

agluzddriafvauysol (Absolute) liRarsmunfie

'Y]']\“lﬂ’]ﬂ:ﬂ'\‘i"ﬂ DITUINU

3. HAN1INAADY

31 myengimanuiawdniltlusdazminagay

NMINARDINLIFI WU T O U= ANE
ANWAIAINUA IS Skin Plate AN uasuwasly
@19197 2 §7% Heat input fumlituinduiadnany
AWIVad Skin Plate muﬁmfuﬁmamlugﬂﬁ 5 wean
uansnagay ANOVA luan3197 2 WUIIMNMINARDI
14@ Heat input lduan@1snuagelnasayn1eaia
(F<Forit) "l,aj'iwzl,ﬂumtﬁgﬂLmumﬂ%ammﬂ@haﬁu
LRZANMNAUILANGINY 39na17 laIA1auTauidn

& A A ' a [
mmw‘tﬂunﬂmﬁ?maawﬂﬂumammﬂu

A ' o o A
5U71 5 dranufawdrilslunimanss

715797 2 WAaNITIATIZA ANOVA nmislaaianuson

LNV BININARBINIRUG

Source of Variation F P-value F crit
Welding Type 1.970 0.254 6.944
Plate Thickness 1.964 0.255 6.944

3.2 Namimﬂaauﬁwmwmﬁﬂu%ﬂmﬁdad
PINNAMINAFaU Tensile WU 33MaiTauuyuy
Type B 2z41d" Tensile a1n3135n151@anuuy Type A
w8z Type C laglanizagnedaisnmadanuuy Type B
FUFUITUNU 50 mm 9zfid1 Tensile d1figa 520

N/mm? La&§1"ITUAT Tensile T893 TONLLY Type

A uaz Type C Fanlndidnsiuaunn wananiisanuin
HadanunmAneng waziuwaliuindn Tensie
928089 TINUINNAURAILTWIAANNAWITAIUAY Plate
ﬁaua@ﬂugﬂﬁ 6

IINHANITIATIZH ANOVA lna13197 3 wun
A3N19 oML 9 WATAITNRUITBY Skin Plate
LANAINWATYN AR AN NI UNIBUTIRILANGEINY
de uazdinuindul s Funusdeunaziu
LLazﬁnﬂmiLﬂ’%ﬂmﬁwmmﬁmmﬂ'maamn%ammu
Type A a2 C laguanuaazuu1aAINNARIZaI Skin
Plate WU31n 9 3U19ANUNRUIE Skin Plate 36
Tensile laiLane9n1 wed1 Tensile Strength AzUANEN3
fiuiilasnanunuwas Skin Plate Lan@narim

INMNHANITNAFBUAINEIIT1IdUNE17 130
EﬂLL‘]_J‘.Llﬂ'liLfﬁlmJ Type A uaz Type C lAananudumu
LLNﬁdLﬁﬂﬁ’unﬂmwwm Skin Plate uazif1n1u

Y = ] a
@]'lu‘ﬂ']ul,lﬁﬂ@lﬂﬂflﬂﬂ:lflgﬂ LUUNIILTaN Type B

5171 6 @1 Tensile Strength 31NN1INARBI

M13197 3 Nﬂﬂﬂit’jLﬂ‘S’mﬁ ANOVA @nmMInagauaIng

UNHBUIIAG (Tensile Strength)

Source of Variation F P-value F crit
Welding Type 16.293 0.000 3.555
Plate Thickness 14.292 0.000 3.555
Interaction 4.542 0.010 2.927
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3.3 wamsnasauddasidudnisiiaca

¢1 Elongation EEIT LYUSILY Type A fi Plate
AMUNUT 40 mm 2zAA1NINNTT Plate 911 50 Waz 55
mm LANAMNRUT 50 Laz 55 mm azdlen Elongation
LanaRuRBLENTas FnSUNIITeNuLY Type B
ﬁ?u ‘ﬁ Plate A7NN%W1 50 mm 2zilen Elongation ﬁﬂﬁ@ﬂ
U323104 28 % uaziuRIN 55 mm 26 Elongation
mnﬁqﬂ Uszanmh 32 % §IMSUNsdeuuuy Type C
WUI1 22861 Elongation LUTHBATUYUIAAITUAWN
Skin Plate MAnd% udiilaRansond Plate Wi 40 uag
50 mm WUINTAUaNaINwNEdLaNa Y é’ummlugﬂ
77 gﬂu,uumn%au Type A 9§IHAl#AN Elongation
luLL@iazmmmm’]u‘mmLL@m@mﬁ'uﬁaﬁmﬂﬁq@ﬂszmm
1%

INNANITILATIZH ANOVA e 1971971 4 wudn
Faudsnsidon Type @14 9 lifinadannuuanaisvas
i1 Elongation WA@auUIAINTAUN Plate 3eFINALAAN
Elongation LN LAZHENINATINLIG LTS

a"VL.d A o &4 o o
BRNAZ uuﬂgawwuﬁmﬂuua:ﬂu

51/#1 7 @1 Percent Elongation 91nn1IMaaad

A157199 4 WHANITILATIZH ANOVA dasisudnsta

Source of Variation F P-value F crit
Welding Type 0.088 0.917 3.555
Plate Thickness 6.346 0.008 3.555
Interaction 2.368 0.091 2.928

3.4 Nam‘maaauﬁ’]mm@”’mmul,l,idmmmn
1) U310 DEPO
ALARUNANINATOL Charpy Impact Testing

U517 DEPO é’auamlugﬂﬁ 8 WU3Ne Absorbed

Energy ﬁ]”mﬂiz‘]_l’mﬂ’lil,%aml,uu Type A Azflumwilaibuen
Absorbed Impact Energy 8aa4 \adanunmwas Skin
Plate L‘ﬁlugﬁu laudien Absorbed Impact Energy 'ﬁlm’l&l
W1 50 uaz 55 mm A uanaenwiNedianiias
FunI BN unIzLInMITan Type B  wWuinil
w2 lku@n Absorbed Impact Energy LRNT ue AN
W29 Skin Plate lagdn Absorbed Impact Energy ‘ﬁ
AMURWY 50 WAz 55 mm AALanasnbiNedLanitas
Tt §MSUMseNdiunszuInmMIEan Type C
22861 Absorbed Impact Energy g\‘lﬁqﬂﬁm’m%m Skin
Plate L¥iNNU 50 mm Wazi¢n Absorbed Impact Energy
ﬁfaﬂﬁq@ﬁ'@hmmﬂm Skin Plate LYINNU 55 mm &30
AMURUT Skin Plate 40 mm 2zi@1 Absorbed Impact
Energy 13zunmwyinnuA1 Absorbed Impact Energy
ERINNANURUT Skin Plate 50 WAz 55 mm

gﬂﬁ' 8 ¢ Absorbed Impact Energy U3t7tw DEPO

A131971 5 WAMTIATIZH ANOVA 61 Absorbed

Impact Energy 131204 DEPO

Source of Variation F P-value F crit
Welding Type 0.619 0.550 3.555
Plate Thickness 0.113 0.894 3.555
Interaction 1.309 0.304 2.928

HAIINNITILATIZH ANOVA linan37971 5 wudn
NITUIRMITBNLARZ Type LAZIWIAAINAHITES Skin
Plate ld88n3wa (F<Fcrit) inldliadanuuandsves
ALaas Absorbed Energy U3L204 DEPO Wazdaauls
AU 8INTTLINNTLTONLATAIINAUIVES Skin Plate

' ' A w A o o
s iU Funnsaenwuaznm (F<Ferit)
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2) U317 BOND

NANIN@AFALAT Charpy Impact Testing LI
Bond é’oLLamlugﬂﬁ 9 Wui1@1 Absorbed Energy 210
nIzUIwMIEen Type A %ﬁﬁwgaﬁqwﬁmﬂ’%ﬂmﬁﬂu
AU M TeaLULEN 9 'ﬁ'nﬂmm@mmﬂm Skin Plate
LAEWUIA Absorbed Impact Energy Suwalfuindn
ilasnaanummn skin Plate tndulugrsumanunmn
Skin Plate 40 f19 50 mm &ufienauwW1 Skin Plate
55 mm =3¢ Absorbed Energy 8¢3xi19¢ Absorbed
Impact Energy ¥a3 Skin Plate %u®1 40 U 50 mm
NILLIUMILTONLUL Type B wWuile1 Absorbed
Impact Energy ﬁLLmIﬁmﬁm%ummhmumm Skin
Plate Mfindu §aunszuInumsiien Type C WuiNe
Absorbed Impact Energy ﬁLLuﬂﬁua@mLﬁamm’m
W Skin Plate {ANTW

250.00

=—=TypeA =H=TypeB TypeC
e ’0‘.
150.00 L

100.00 w

50.00

Average Absorbed Impact Energy (J)

0.00

35 40 45 50 55 60

Skin Plate Thickness (mm)

g‘].lﬁl 9 ¢ Absorbed Impact Energy 13120 BOND

A13199 6 Namﬁmﬁzﬁ ANOVA @1 Absorbed

Impact Energy 131204 BOND

Source of Variation F P-value F crit
Welding Type 3.880 0.040 3.555
Plate Thickness 7.660 0.004 3.555
Interaction 4.160 0.015 2.928

HAIINNITIATIZH ANOVA 1ua 1571971 6 Wuin
NITUINNTLTONLARE Type UWATTUIAAINUANITE I
Skin Plate @1488nTwa (F>Ferit) inldiiad1a11u
LANANITBIALRRE Absorbed Impact Energy U134
BOND uazféauyszfiazasnszuinmsidonuasainy
WUV Skin Plate @190 1§ AU WU S uuaziu
(F>Fcrit)

3) U3t HAZ

NAN1INARAU Charpy Impact Testing U310k
HAZ ﬁaua@ﬂugﬂﬁ 10 Wud nITUIRMILEEN Type A
fumalludn Absorbed Impact Energy LRNA A
AWM Skin Plate Lfiaiu LL@iﬁlzﬁmmﬂﬁq@ﬁmm
Wi 55 mm §IuNITLIRMIL TN Type B uaz Type C
fuwalvufimiounude Tugrsaamm Skin Plate 40
fi9 50 mm Fuwlikuinen Absorbed Impact Energy
A uaenaNURIILe Skin Plate ualugisaa
W1 50 ©19 55 mm WuiNA1 Absorbed Impact Energy
LRAIANAINNUWUIVAY  Skin  Plate  LazaInn3g
NARBINLINTIAURAW Skin Plate 50 mm ¢ Absorbed
Impact Energy ﬁ]’mﬂ‘izunum‘n%au Type A ULaz Type

B NALANG19NULNEILaNTTaE

31/71 10 @1 Absorbed Impact Energy 131304 HAZ

M15790 7 WANIIILATIZH ANOVA @1 Absorbed

Impact Energy U310 HAZ

Source of Variation F P-value F crit
Welding Type 8.490 0.003 3.555
Plate Thickness 1.985 0.166 3.555
Interaction 0.726 0.586 2.928

HRINNITAATIZA ANOVA lua157s7 7 wud
nIzLIBMIEaNLAa: Type S§5nTwa (F>Fcrit) inl#iiia
AANULANENITBIALaRY Absorbed Impact Energy
U HAZ u@uwaau%uIaed Skin Plate  |aill
Snwa (F<Ferity vlWiRamanuuandszassiaiy
Absorbed Impact Energy V3w uazAndulsoiiaas
NITUIUWMITOULAZANMURINLES  Skin Plate 6193

Aav o s o [
UHTUNUTDINUUAZNY (F<Ferit)
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3.5 WamMTIadnIzezlnd

wamﬁmmmlugﬂﬁ 11 @27U% w1 Skin Plate
40 mm EﬂLL‘LI‘LIﬂ’]iL‘%iaM Type B azfdraannlnsaie
#asnin Eﬂl,mumn%au Type A Uz C &% Skin Plate
W1 50 mm 31 LuUNIL TN Type A azildnanulns
mﬁﬂﬁaﬂﬂdwgmwuﬁuﬂ §IUAINURUN Skin Plate
AU 55 mm gmmumﬂ%ammu Type B azi@na214
Iﬁdmﬁmﬁaﬂﬁq@ WaRnsandinnuliadsinues
LL@iazgﬂLLuumiL%auwmw 3UuUY Type A Type B uaz
Type C Je1uvinAU 1.267mm 1.050 mm W&z 1.347 mm
ey uaztiafansonuw liuwuinmslnsesiien

{ . . a &
ANRILNaAIANURIN Skin Plate LWUUW

3N 1 @hmmiﬂ'waa%mmmnmsﬁaugﬂmem6]

715797 8 WANITILATIZH ANOVA dranulnsvas

TuNWNMITaNFIULILAN g

Source of Variation F P-value F crit
Welding Type 0.613 0.563 4.256
Plate Thickness 5.984 0.022 4.256
Interaction 2.540 0.113 3.633

HAINMIIATIZH ANOVA luan37197 8 wudh
Welding Type i8n3wa (F<Fcrit) dan13lAsuas Box
Column WETWIAANNAWT Skin Plate 3z dnTwasa
anulrsas Box Column (F>Ferit) T uuuns

Tanudaz Type 3¢ lidinadanulisvad Box Column

4. asduan19IvY
mu%é"m‘f':"l,@i”ﬁwmm@aaumﬂ%aw‘u Box
Column @ngmmumﬂ%aw 3 WUU Ao Type A tluns
\FounanduslagnIiBon MAG uaziBounannans
Tulagnisidon SAW l5aaatdauauia 4.8 mm dae

$1uu Pass Nanfiga Type B ilunadaulasnis

\Tou MAG uaziauwansuuulagmiion SAW fag
MALTENTUIA 5.6 mm @285 Pass ﬁﬁauﬁq@ ey
Type C tilun1sideananainarslagnisiion MAG
LaziBounannauTulasMILdon SAW draaialioy
YW@ 4.8 mm uaziFonriua1nunlagnisiien SAW
FIURIALTENYIA 5.6 mm FILS1UI% Pass ﬁﬁam'ﬁ'qﬂ
IﬂUmimaaavl,é'fﬁmﬁil,"?j‘awﬁ'uﬁ'a@; SN 490 A2TUNI
P OIUHWAANA LTV NI 1I1% Box Column 231@ 40,
50 uaz 55 mm waanMILTendaanuiawdnildln
miﬂ@maoﬁmagiwﬁw 18,951 — 24,976 Jicm Wazyin
N13IAIUANUNT 4 Inter Pass Temperature Twga4
151°C — 181°C

HRIINMINAFEU Tensile NUANNTZUIUNITL TN
Type A Lz Type C sl,ﬁ@hmwM@Tmmw,mﬁm,mﬁ'unﬂ
YU1AANNWUT Skin Plate Wazla1nNNGIUNIULIIAG
AINNIINTEUIRNTEN Type B §1MSUANAUR MDD
Skin Plate 921 8nSwadad Tensile Strength Wa e
Elongation lagi@n Tensile Strength IaAnILdafuIa
299ANRU Skin Plate ANLINDY NIt D UuNaN1IN
§113% Pass ALANTWANUTUIIAANURUNFIDLTUTH KA
NINagay Charpy Impact Test WUZi’mi:‘iJ’JumSL%aN
uAas Type LATLARZUUMIAANNAUIVEI Skin Plate aifl
SniwarnliiiaanuuanauesdLady Absorbed
Impact Energy U310 DEPO Waz HAZ WaazianTwa
LaWIZUTLI 0 BOND LWNg98819L882 Wazannniy
313129 ANOVA ‘thf']gﬂLLuumiL%amzvlzjdma
ATNUGENITLAIVEY Box Column LAATHNANIANN
PYUIAAINUAWITES Skin Plate 119 IWHANINNEWIL
Pass ALANTWANITIIAANMURUNFILLTUT

ﬁafufﬁm‘gﬂﬁdwgﬂ LuUNsLEen Type A Liln
"a;%'nﬂﬂ%:auﬁmm:awﬁag@’lum:mummﬁ@1 Box
Column tiiasannazvinlilénanisnasaudn Tensile
Strength §9gauazf1 Percent Elongation WaguLlas
ﬁaﬂq@ﬁnﬂmm@mm%m uaziifn Absorbed Impact
Energy U310 BOND uaz HAZ gdﬂd’qmmu’é"u laodl
@1 Absorbed Impact Energy U3L70h DEPO LaANTE8S
Iﬁﬂ&iLL@lﬂ@hdfﬁJgﬂLLUUﬂ’]iL‘%ﬂMS%
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Rotating Arc to Box Column Joints of Heavy
Thick Plates,” JFE Technical Report, no. 14, pp.
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Sl s19wns dusamsanszaudiygiesaiaanssules awiinonasinalulad
uwuaT el W.a.2544 wazdSansdnsazausSyan Inaedmnismnden uniinedy
waluladwszeauindsuys lef w.a.2557

Léuﬂﬁﬁ‘amuﬁ'ﬁﬂw LBY. 5. 108.808 $1100 (UR1T) GILAT] W.@.2547 EENPUREE
dunik faamadhadszanmnen

Twsask 3T duSansfnsnszauliyaneiicmnisules satwnelulafinsuses
Ingaanias Well w.a.2536 FuUJURNUALIEN 1Bu.Froa.808 300 (Wrow) lul w.e.
2540 ﬂaqﬁu@i’mﬁ’nmm mmms@ém’mmi

309ANENI19158 AN qma%’aﬁ f5ansAnIzaulIa el f.0.u. 81271310
JeanswieTaina AmzAIAaAIgamnnIIN antwmalulainizaauinainizuannile ol
WA 2542 32aULUSY QNN 2630, 1I1ITIAINTIVNBAT WWNINLISBINBaIAMEA3T T W.a. 2544
fSamsanesszaulSyanln M.Eng. usziStygnien D.Eng. 8111371 Precision Engineering 910

Chuo University dszinaqilu 10all w.a. 2549 uaz 2551 awaray Jagduiduwinaiu

URINENALFILITINNT LA ULAUITOIMFATINTE ‘ﬂiZﬁ‘i’]ﬂ']ﬂ%’ﬁ’]ﬂ?ﬂ']ﬁﬂiﬂ%a\‘mﬂ ﬂﬂ,LZﬂEﬂ’lﬁ(ﬂ%E]i@Iﬁ’]%ﬂiiM

NAINLRBLN ﬂI%IﬂﬁWSz% DULNAIWIZUATL AT
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nsaIuaNamNINnnIHAARA Lk nuuvia IWaaa1a351% ASME Edition 2015

Boiler and Pressure Vessel Code Section IV Rules for construction of heating boilers

FINA NUBNK LA DITANA WN2IAY

mMedrunaluladieinIsumIigay 3ﬂﬂ1§ﬂLﬂﬂIuIa§q@a1ﬂﬂsiw

YINRUNA Ll RENIZIDNNEINTZUATLAID

1518 uudazT1B)T 1 UUWNATIN LIAU1TE NFINHY 10800

1. UNI

wife'lasin (Boiler) Lﬂum'%f'aa%’niﬁﬁmméﬂﬁryﬂu
asho?iﬂumuqmm%mm ludszina lnefinsldngda
lasinunnnia 3,000 an fleanzdoniunialssemu
2ARINNIIN NTENTIIAATIANIIN \flasanwitalain
a:ﬁaﬂﬁmm%’auhﬂ%mmga LLa:ﬁmmﬁuﬁgoam
loth Werssmgraninisnaad lldnasgin gaougu
wﬁavl,mfﬂ‘*ﬁmu‘l&igﬂﬁaa wazmMageinelignis 3
LﬂummQﬁﬂﬁﬁm‘ﬁ:Lﬁ@mamﬁavlaﬁﬁu GAIVIE e
lﬂiluj“lja\‘m’lﬁuﬁ@]ﬁl,ﬁ@%u ARINNIIFININEZNT LT
mu%ﬁa"l,awfwaﬂ"mvl,&ignes% vl,ai'jwzﬁmm@‘]a:vl,sﬁ
AalfAamsrzidadandasiiaanuiierniodadiauaz
niwdan afimyszdavasmiialarin UIENENEa e
11'1mmgwm%mmugumw’&@mﬁa"l,m{ﬁ e ldd
anwdasanslumsldiu ldienduinasgwluns
mqumm%wwﬁa'lm{w uazlunisnguuisany
WL TUY QA 139975 W.a. 2535 [1] lddmsimuanis
mqumﬂ%{nu wiawludaaIuguLaIdRINILIT
ausumsldaunialonn Tudruasnmsnaandalasi
ldfnasguwrasmmolszmadinnaiugunania ud
Adunfoufonasgnwrasdazinaanizodnn da
mmgmmammm’immmLﬂ'%'aanalmam%'gal,u%n’]
American Society of Mechanical Engineering (ASME)
eheBesveandeloiuazmauzanuen (Boiler and
Pressure Vessel) Lﬁ aﬁ'@ﬁﬁnﬂiﬂauquqmﬂWWIuﬂﬂi
waansialashuunrialWauunasziu ASME Section IV
2015 Edition (Boiler and Pressure Vessel Code) Rules
for construction of heating boilers [2] 1a BNIINIVANNIT
panuuy (Design) wazguniol Tade uazdrniuqu
(Instrument Fitting and Controller) lagunaiy f:ij

[

mqﬂizmﬁlﬂaﬁ’]Laua"ﬁ'm\aumswﬁmLLazmsaammu

LRENITINLNBNITATIAIUREN@TA D (Inspection and

Test Plan) l#ldauaunasgiusna

2. MSALBIITH
2.1 NMI0NBUULAZNNITAIWI Db
N1308NLUULAZNIISUIAINITEONLUL: NNT
% S Aa A o A Lo o
panuwUUnNa lainaasilasesande lusudonias

o

wisuss newnazdauuuntalaiiuiiinInaa

oal A wn

a:éfaﬂﬁ%’uﬂ'ﬁ%’maﬂ@mjﬁﬁmwj%%aamqmaw
auanaTgIwiliansdalumssenuuy 1w ASME ;jﬁlﬁ
qmauﬂ’@@l’mmmg’m ASME @@ Authorize Inspector
(Al) %w:tf]u@%u%’u*samﬁaaﬂLmu%ﬁavlmfﬂé’uaﬂu
UsainelneldSdatisqusaaalui
E}”ﬂi:ﬂauﬁaﬂﬁkdmua’?ﬁwﬁaﬁw wWiandadui
IFaaananduieiianuiondassalidnisasnuuy
LazdnuImnilatin viendaduiildvoananiuion
anufenfiaziinisaislfidullaruunasziu
HAAATMIgARIWNTIA (N8N.) WIBANATIIMEINS un
¥19331% ASME, JIS, EN %38N10331%NeULYin waz
Fassaliiiminsiusesimnssudunioinniendady
ltvoamaniuoinanuian WIBIAINITAILANNT
a$19 wiagaundariwiendedufildvesnaiiiuioin
ANNTauiNNNTATIIRELLAZ TUTB LN FaNTTILAY
Snwrnuuuaznisdesusasuuuinlyanslulseemu
Wal#ismihfisunsnasresavld anuluissausn
fllTsauiundaindssinnlwariunisiden (One
Through Boiler) AdNuRR AN laAR 10 M99
LUAT mmé’ﬂ%@mg@q@ (Maximum Allowable Working
Pressure) laitfin 10 Alansudaansnaauiiuas udnns
fuiw nseanuuy Wduldawnaniainssulasi
Wi 5UTe93 NI undetin nianeduils
yoamadnFarinanuian WIBAINIAILAUNIRI
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wiotaunioin niandaduildvesmardudeinana
SaurnnsaTIaFa LAz IUTEILLY

- Design calculation sheet: Lil" ) Q‘ﬁl RS ‘ﬁ
JusaIMTRaNLULAzATIARaUNaNSeankuuindwly
AuTarinue 39a9deusas3uT0uazlun1saenuUL

Heating Boiler 81984371 ASME Section IV [2]

- MM388NULUL (Drawing): LilasanuuuuAIdas
BUEHIELN wazth lURasanIvAULUL R a5 UTaIULL
dald windinsuilvazdaaaualiiinisfansanuas
%’mamﬂﬂ% wslunslenuuuuasdasliiuouiila
fnssusesldltluntsndalasidasia lunsldan
a:ﬁaaLLﬂa'j'lLmuﬁgﬂlﬁ’mmﬂmmuﬁLLﬁ”Lmshqﬂ

o

2.2 MIMNUANIFG (Material control)

MIATINBUIFAAINAD (Check stock) UaNT
ATIATDUIEG) imﬁv’dmmmauﬂ'ﬁmaﬁa@pﬂmmiﬂ
14ldn3e'lsilavasragoulusada (Purchase
Specification Requisition-PSR) ﬁgﬂﬂ'uﬁﬂvli’ INUUES
Toyaiaqgaitndaliiy dN83ada (Procurement)
avamovluiade 5’&@3ﬁ1@3’%’umn;§muqmi’a@; (Material
controller) uaz3a#nlu&s@a (Purchase Order-PO) 1ita
salnuUIEndSmiheTag

N13A32337U78qL41 (Incoming material
inspection) 1XATIIROLANTILNNT G971

1. mm%miwmamuﬁi:qﬂ%a%

2. mnaamﬁumuquﬁﬂmwama AN
AU AN

3. @TRARALANMUNTG ANNNIVAILNBLAAN
IWassanaszy

4. m’maaummmaﬁumu@hm LT BN
uiaw 1uan

5. Li‘ia’?a@;ﬁmumsmmaauuﬁﬂﬁﬁﬁ
wsasnany Walinuuazdsaensldam

6. amamauswwialumitlesiunisa
Lmawuaﬁa@ﬁ‘hL'ﬂuﬁaam’maam‘hmﬂﬁgnﬁaomuﬁ
Igvinnsdstely Bnnaunnstlosnumssadeduwe'ly
ATUFAYNY mwaaummgﬂﬁawaﬁaqﬁv’aﬁﬁaqua:
tufinnanaseniag avaseuliiduldawinasgu
°1Jaai’a@;ﬁs:qlummgmﬁﬁn%a ASME-II A [3] 1igy
FIUNFUNINAT A1ANNAUAI ﬁmmgmﬁmuﬂ Ua
ﬁﬁﬁaamwaﬁaqvlﬂmmaau LT% NARBULTIA
(Tension Test) NARALANUD (Hardness Test) nagau
AMAWilen (Impact Test) w5an33n3TMann wass a@;vl,@i”
ﬁﬂmsmwaaufﬁmmLLﬁaﬁ%'@ﬁa;j‘f?u@]aum‘sﬁﬂ%udm

yasnlalasinsa

23 MIATHUTUTIN
Lﬁa%‘u’s‘aqmng}”ﬂ’suqui‘aqLLﬁ'sﬂgumau@iavlﬂﬁa
ﬂﬁiiﬂﬁﬂ"ﬁudaumﬂuLLuu (Cutting Plan Drawing) LLae
’S'aqﬁsl,‘*ﬁ'l,ummam:ﬁadﬁm‘i‘s:qdwgﬂlﬂﬂumﬂ@
yoania’lasin LLaﬁaQQ:é]’m%mé'uvléTﬂmaﬂmiﬁi:q
fefisundn UMY IR (Material Identification

Report) é’agﬂ‘ﬁ' 1

2.4 MIERBNTUEIURouNTLIzNaL
Lfia%’ui‘a@;mﬂ@ﬂauqui‘a@,lﬁaﬂy’u@au@ia"l,ﬂﬁa
MNTSANT UEI UMWY LLazi'a@;ﬁiﬁ’lunwsw'&mazﬁaoﬁ
ﬂﬂii:qdﬂgnlﬂﬂiuaaulﬂmawﬁaiamfumzi’aqa:ﬁaa
%uné’u"[oﬁ'lmLaﬂmiﬁixyﬁuﬁﬁmdﬁ IUNTIEY
’?a@l (Material Identification Report-MIR) REISEEEY
‘Tiyudmgﬂl,mﬂaaﬂl,ﬂumu 9 17w LWlan (Shell), AaLan
(Furnace), N133 62118 (Tube Sheet), Endplate, a3
LHIL@1 (Chamber box), 31312 (Nozzle), NIILEINLTY

(Reinforce pat), Stay Bolt, Stay tube
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MATERIAL IDENTIFICATION REPORT == 1o
JOB NO.
CUSTOMER SERIAL NO.
‘PRO.EC‘I’ NAME REPORT NO. : GEO7M110.2/ MIR /001
frrEm NAME 7 NO. V-23602 / STORAGE TANK DWGSREV.NO.
PART NOJ DESCRIPTION SIZE MATERIAL HEAT NO. PAGE NO.
. HTCB418A52705
1 2:1 ELLIPSOIDAL HEAD IN TWO PIECE 0OD2024 Thk 12.7 h60 SA516 Gr.70 —Mcasaorozeos | 01-04
2 |STEEL PLATE ROLL (I & Il COURSE) ©OD2024 Thk 12.7 L 1600 SA516 Gr.70 % 01-04
3 STEEL PLATE ROLL (Il COURSE) 0OD2024 Thk 12.7 L 1800 SA516 Gr.70 MC35303702804| 01-02
5 FLANGE (DETAIL"A") (N4) 6" WN RF 150# Sch.40 SA105 36581 05
6 PIPE (DETAIL"A") (N4) OD 168.28 Thk. 7.11 SA106 B 42593 06-07
i REINFORCING PAD (DETAILA") (N4) OD300 Thk.12.7 SA516 Gr.70 C8419A 5-2705 03-04
8 PLATE FOR VORTEX BREAKER (DETAILA") (N4) 320 x 120 Thk.12.7 8A516 Gr.70 C8419A 5-2705 | 03-04
9 PLATE FOR VORTEX BREAKER (DETAILA") (N4) 149 x 120 Thk. SA516 Gr.70 C8419A 5-2705 03-04
11 FLANGE {N14) 2"WN RF 150# Sch.160 SA105 75741 08
12 PIPE (N14) OD 60.3 Thk 8.74 SA105 J5LB946 09-10
14 |PIPE (N20) OD 88.9 Thk 7.62 SA106 B P623402 11-12
16 FLANGE {N20) 3" WN RF 300# Sch. 80 SA105 D7508 i3
19 |PLUG (DETAIL™L"} (N20) Thk.12 SA516 Gr.70 CB8419A 5-2705 | 03-04
21 PIPE (N15A/B) OD 60.3 Thk 8.74 SA106 B J5LB946 09-10
22 FLANGE (N15A/B) 2"WN RF 300# Sch.160 SA105 78044 14
23 PIPE {N16A/B) OD 60.3 Thk 8.74 SA106 B JS5LB946 09-10
24 FLANGE {N16A/B) 2" WN RF 300# Sch.160 SA106 B 78044 14
26 PIPE (N17A/B) OD 26.67 Thk. 7.82 SA106 B MO6780 . 15
27 FLANGE (N17A/B) 3/4" WN RF 150# Sch=XXS SA105 75345 1 16
ﬁ 29 PIPE o (N12A/B) N OD 48.26 Thk. 7.14 SA106 B 1 ;‘;15544 ﬁi‘l;—;l; -
30 |FLANGE (N12A/B) | 1-1/2° WN RF 1504 Sch=160 SA105 73848 21
32 PIPE (N23/N24) OD 33.40 Thk. 9.09 SA106 B 2-34474 ) .22
a3 FLANGE (N23/N24) | 1" WN RF 150# Sch.160 SA105 76150 23
NOTE :
NSPECTED BY : [APPROVED BY :
NITNESSED BY : OTHER
WITNESSED/REVIEWED BY :

= o & o
E‘].]VI'] ﬂ']iﬂ%“/]ﬂLLUUWES&IS’]UG"I%T]UTW”IS'JK@J‘

MD81INITNIIVAD

\fen (Shell)

NN

AININDUANNUNNY

AINIIRDUAINVETD LLﬂ:N’]uﬂufjﬂ mai’@Iu

ATIVFOULRUTAL

3171 2 myuiunu
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X o,
N13YUNING (Tube Sheet)

ATIIROULRWHIY ﬂuﬁﬂmq

MILGTINIDLGD

ANNUNKY

13RI ol

3171 3 Mgy

2.5 nidsznay
A = 1: ' Ao vcz v K o Aq' 0
WaLa N TUEIUNAITNIRNALRITIINTUFIW
@19 9 1IN TN UITIAI 8N BUAZIZE D929
dunsvasdudinaungnizy Hlununsasoau
(ID.Report)

1WRan (Shell to Shell)

- @TIFDLIWA
A =

- MaTauia

- MITaNANLWITITRILUREN (Shell)

ROILHILGN (Chamber box to Furnace)

- AFIFILIWG
A 2

- Mvwenia

- MITaN

SRR IUnRannd (Nozzle to Shell)
- i’ﬂofg@ﬁﬂi:ﬂawaagm:wﬁdﬁwmﬂﬁaﬂﬁh

m:gumﬂﬁanﬁu LRZLATHNTALLT AN

- ﬂs::naugmmﬁfaﬁaumﬂﬁaﬂﬁaLLazm'Jaaau
YU
msTay

3171 4 msdsznavuszimanaan

517 5 msvsznauvialwiy Chamber Box

2.6 M3LTaw

261 fawmIiiau

Tunsidouudazass 'éaﬁﬁamnaaauﬁaunn
a1 uazardasljifauatnanisniafadeiinua
@19 9 lunsvinnsiBanuasTafnuadig 9 Mad
a:ﬁaugnﬂ'uﬁﬂvlﬁflmaﬂmimmsnaaunﬁu"l@ﬁ”ua:
szaoadullaudaimuarosnnasgiu ASME IX [4],
ASME Il C [5], ASME IV u8zlang13614 9 fiazdasd]
MysaLeToaeI
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Welding Procedure Specification (WPS)

fﬁ'@ﬁﬁ"ﬁaﬁmu@mamn%aﬂﬁmamummgm
ASME Section IX, IV @a2udsnldlun1sfiarsmn
ﬁaﬁmu@"uaomm‘%augﬂLLfLiaaam'ﬂu 3 &1 fa eautls
e e e - o e o A o g
fan audasiu uazaudslidmany Seaudainand

o @ ' ) & Y .

Qnm%u@l‘mmﬂmaﬂuvlﬁmuagﬂmma:ﬂi:mumi
\Touth 9

Procedure Qualification Record (PQR)

ms%'madmmgmu@iammL%aml,@ia:samiagﬂ
%’@ﬁﬁ"‘ﬁuumLﬁaaﬁfuamguﬁaﬁwumaamm%au (WPS)
lagazdasdaniinisnagavunaziuinn1sAataen
iaﬁmu@lﬁ"l@ﬁ%mn%auﬁgﬂﬁa\‘l wasldauifvas
%umm%amﬂuvlﬂmummgm ASME Section IX L&z
mMshdwiudegslvinmsmasey (Test Specimen)
msnagevazsarinlalasTusuiiinuriinisnesey
sxdaslifidounnsas Ao Tuiudosrinnizasiasay
WULNNTENBNTNIIE (Radio Graphic Test-RT) fioufias
idwnwlUnagausait

mMInazaulasnisaada (Band Test): Fuud
Hiunsnageuazdaslidngisssesainufonis
1w soudna1e sesuaniisvenivanylidniuuas
mm%amm:i’a@pau ﬁaﬁﬂsﬁﬂglugﬂﬁ 6 TUINURAHIH
NSFANIFIUNIN (Face bend) @148 (Root bend)
a:ﬁaa"l,aiﬂmngi'aaiaﬂﬂ’nm%wmﬁgﬂﬁmmmm
ASME Section IX (QW-163 Acceptance Criteria — Bend
Test)

ATnasaulasnis@e (Tension Test): lun1s
naxaULIIRIIEdaIluRa ndar1nuaves ASME
section IX HINILASHNTUNUABUNIINATOY TUINUT
mumswmam:gﬂﬁwwm wazenfinansyldvasns
ANINaFaU Ao 3vdad binasniInaInINUGEaLTIAg
@‘hqmaﬁaq%mm LazauLEErNafi AT uazdas
Henguwan liiafisesidoy ﬁagﬂﬁ 7 3uanadng
Fu WA HIWINITNAROULTIR mﬁﬁmmau%'uvlﬁgﬂ
f1nualu ASME Section X QW-153 Acceptance

Criteria-Tension Tests

Welder Performance Qualification (WPQ) L.ag

Welding Operator Performance Qualification (WOPQ)

Aaurinnisiauin uaﬂmﬂ"ﬁaﬁwungﬂ
Awualiudin sradeu (Welder) ;jmuqumn%au
(Welding Operator) 9z@asdgmautidaudarinnuauas
T3 Qualify Troigenazdaaiwluaiu ASME IX uas

(g

AUV DI LTN

3111 6 TUNUNMINATALAAID

E‘i.]‘?l 7 %mmmiﬂﬂaammﬁa

@ o A wn o o
AANILANRNIIVICURVUAVDIIRAIN LT

Wolddarmuaiinunsauudlsaiiunsani
Laﬂmsvﬁ'as:qauﬂ'@i’a@;ﬁa:ﬁwmﬁﬁmﬂ%awu,a:a:ﬁaa
wluanasnasgis ASME — Il C, IX @il

1) iNNN130 721988 UTFQAILNARE (Check Stock)
LfJiQVL@%/%'USLUES'@]‘%QLLﬁlﬁﬂNﬁ@i?%%ﬂ{ﬁ@lﬂdﬂﬁ{l fiswnIn
’lﬂﬁmﬂﬁ?udﬁagalﬁﬁuﬂwaﬁ'ﬂsﬁa

2) ¥ada (Procurement) as2asaulusada
(Purchase Specification Requisition-PSR) L& 23a%
lu#s%e (Purchase Order-PO) uazdsludsdunu
ﬁi'mmml,azgmuqmi'a@ (Material controller)

3) 92930 '3'@@; (Incoming Material Inspection)
AIIITOUANANGDIVBIVEG laun $1uu aw
GOl mwm%’lauamwmaﬁa@ wazHLASaIMaNgMs

AIIRDY
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4) ATIROUANUYNGBIVDIIFG (Verity Material
Specification) aT1agaUANNYNGBIVITEAN T KA
AINNINIFI% ASME — II C, IX FaNdaiin1iaTiamey

=) 1 = wa
A8 FIVARUNWIAN LLASRULUANIINR

262 VmenIdeu

msmwaaulﬁgﬂﬁawaamn%aulunﬂ 9 Q@“?llfl
myden adt

1) madaniunlassanudamvua

2) mwaau‘lﬁwlﬁrjﬁsamiaﬁgm%auﬁ(ﬂvl@‘]”
ATIIROLANNDNABIUA?

3) mardau i inseuiamdannuguuas
VL@T%’ﬂHWQMMn“ﬁVL'?@]aa@mw‘hmn%au

4) °1h¢1L%auﬁqmauﬁamomu%ﬁmm Uaz i
mIdMaTaULaNINITLT04

1uﬂ13§:qqmauﬂ’€maa°ﬁ1u%au MIenas
ﬂi:ﬁ‘héf'sua:s:qmm_lL?Jmﬁmmmﬁ’muﬁaﬂﬁua:

f9dsnsluiuiinrinmasusesnanuaula

26.3 RIIVNNTTOY

AL AUNNIINIIATIVFOLUTAUTONANNN AR 1T

o = wn A AN o ° A
wazanl NI GvasTasTaun lansevinmaranln

, & a v o & o A
PRI I(ﬂU&Iﬂ'ﬁ‘ﬂ(ﬂﬂ’uﬂumﬂﬁﬂiﬂx‘lgﬂ‘ﬂ 8

27 maunlieflaidwldanudamnue
msudlogsfiliduluauteiinue nuned
msunlaFsinananaiifiatuiundelesii afiadu
LLﬁnzﬁmiLLﬁlwfiﬁaﬁmwmﬂfrmaﬁwamﬂﬁavlaﬁw:
NUA BNt i nIanzgie wIanInzvila 9
Alafuldauuuoussdinaiazneliiinsuaania
anuEsmeuindaloin mondsmsutlaadlvng
dudauiluieslaglilasuanuinsevandiunug
Fsfawienisasiamauneuiasrinnisunly aasd
anasiasanisutlafefilifuldarataiinue lu
lenansazdasetunpditnesyinnmsutly duaauluns
ity wdsianasit LauaLLﬁéf'smeﬁa?ga \Wave
anuiusey (Halinssusasnsutluiissezaunsa
wiflo'le wazazdaatfiuienannonua Jassliiugnd

WalnIsINauFua

2.8 NMIaTIIFaULLL laivinarean w (Non Destructive
Examination-NDE)
ausutAvesyasnsiUfianmmaesevlasl
ANaN8 8NN (NDE Operator) azé‘faqmuqmauﬁa [}
1dsun195u5898103371% SNT-TC-1A (Personnel
Qualification and Certification in Nondestructive
Testing) %38 ANSI/ASNT CP-189 (ASNT Standard for
Qualification and Certification in Nondestructive Testing
Personnel) fuuanuaraduyasnimoluvafuie
wIaanalimsneda wndunsdnedag azdasiiniieie
Susasnisudsauazlususes uazesdassarfiule

RIUNINAIII ﬁE]'UvL@‘T

2.9 MIUTULUFIUMNGILANNTEY
1un’13ﬂ%’uﬂ§aqmnﬁwﬁaslm'm%awé'amﬂ%aw

ﬁwﬁmau%‘u"lﬁgﬂﬁmuﬂvlﬂu QW.407 Fefidaaiinig
GRMGHER

- msauliainuen (Heating Rate) uazliaa
g ilun1318uda (Cooling Rate) dasluifinau
ﬁaﬁmmmummgmﬁﬁmm

- msauliainuFau (Holding Temperature)
gaslidninfidnue drdgelafdniniinuades
Haaneanly

- nsaulhai1uau (Holding Temperature)
Tuszaufismualasaatarvuaunaign

- mysulWaanusounssnisidon (PWHT
Chat) azﬁaa%’mﬁmﬁaﬁﬂﬁgﬂﬁ']

2.10 NMINAFOLAILAINAW (Pressure Test)

NMINAROUMLANNAKT 2 WU fa NINARDU
laglfus9aua1n@ (Pneumatic Test) LAz NMNINAFEL
Tasltussauiin (Hydrostatic Test) S1MILNNINARALNI

g A ' o & & '
GRS msmamwzlmmsmaammui@mwuag
NUNTR0NBUULASUSNIUYDIAMNAY BaNLULANY
¥1a331% ASME Section IV fia minasaulagldusiau
anm@ (HF-204) uaznmsnasaulasldussauin (HG-

510) lagdasrinniaTasauaida Ui
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3171 8 dregIUUiinyszifn1sien Welding History Sheets

A A A o v
- NNIRAULNEULATEINBTALIIAW (Pressure
Gauge Calibration)
a A o Y .
- LAIBJNUBIALIIAW (Pressure Gauge) A13d
mmmmmi’mpq@vlmﬁu 4 W¥iNURIANNAUNAFAL
wel LN 1.5 1YNVIANNAUNARAL
- nanlglunnasay (Hold time)
- anuaunltlunInaseay (Test Pressure)
- INAIARNNARITABITNANAINULRNDAREE
MINAROL
- LﬁawmimaauLnai'@ﬂ'nué'unné’w:ﬁaa%

A .
7 0 psi L8N

211 MWK
miﬁuamuﬁ?uvlaiﬁwa@iammﬁumawa]’avLm‘Ew
wazlifinadannuudsussvasndolon udazsiolu
migzyL%ﬂmm%aumawﬁavlaﬁw awIniinaoysznan
Jsdaadanlldmuzannuanw lunsdensiiaves
amuuanmm‘%aaqmﬁnﬁuﬁa FifieRdasiansandn
WU L% GalW $189LFINe BAR NN 310
anuEsmedielanin wazmsannNNaIn gaunnins
15911 B9 100 519 500 peeLTALEEE RINITALRENIN
uaalBandane lowm lofu uazisndunuiaainalar
7249 500 914 800 89ALTALTLE &1N1TALEONIIN

a Aaa a 23 6 =3 6
LARLTUNTRNA bufn wazldnTunuaainelar wazley
LEIIAN

A o a o A v o
WWaaadwla bt aw nbuulauuuriiLel auay
dalidasRansmiaananunuwinazls lasaqsidan
ANUANVINA RN FUNA Tagandszaun1sninas
nalnmiamarildingin dlddeinmgyidondan

' o A ~
YININNITENLLNANNTDU AUIUNLABNAITAUND

= ' A o o A A A
FIANNTLLNI LL@]Naw"l,@ﬂamumlugﬂmadwuumi

@ [ £ a & ° A v o &
UTTRIANRINUNINTUAALT WT1UIWETU LS AINUANY
RUINAITLRENZABIVIINITAIUIULNDAITNARIN

=~ { o {
VAN FY smijammwmamuuazs’m’lwma’mﬁgtyL?m
mamj'aamﬂqnﬁl"ﬁmmammul,l,ﬁa oty
VEHITED 9z duanunuinalsis
lunsGaas AITRNTNQ NI ABINURUFINEF
vﬁaa:g}ﬁLﬁﬂumﬁuﬂaaﬁuamuﬁ%am awIunInnad
L‘Tmﬂa@‘hm%:gﬂﬂmmﬁﬂgﬂmﬂﬁ %qmigﬂﬁu LADN
& ' Aa & . T Aa ° a o
Lﬂumuﬂm@magmﬂluu,azvl,uuaammm'}maﬂmﬂvlm
fianvazlidasiulans udidasfiansondni auwiuaz
o o A ' % Aad o A @ A A
ANYI89T 19NN LaI1ITTRS03095ulAA aniun

faasnanndedasilosnwlalnlanedn
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2.12 ﬂﬁ@m@aaauﬁuq@ﬁw

sl,umim'maauﬁy'uq@ﬁwmzv‘hmsmwmw
Boufesranuauasmaialasin

- nsdesrlnftuszsenBeniivianiTigew
T2AT1

- mnaawm@{?uq@ﬁwmm:ﬁuﬁnwa

- ATIIFOULONENTHINUA LT vuiindayans
Gon

- ATIIROUNOUNIITIAE

3. HANIIANHITH

NNTBYAUAZNITNITNNIAUANQ NN 98N
FarunulunsaaseuuaznagoUmIHAAnaTa latin
Tapdan 1w naI TRl RNITATIIRELLALNAFEL
(Inspection and Test Plan-ITP) LaziiulunsaTiagay
LLa:‘mﬂaauﬁ?ﬁlzﬁaaﬁmma%a%‘maamn;ﬂ”ﬁéwmaﬁau
ihanlfuazonaasuudadldiane

Qﬁﬁéwmﬂumsaa%a%’umsﬂszﬂauvl,ﬂéhﬂg}”ﬁ'
Lﬁimﬁauﬁ‘mmmuquqmmw LT m%a;ﬁ@m’%w ITP
LLa:ﬁmﬁ‘maaI@ﬂ;jﬁ“]'@mic'lww'&@l WAZAILNUGNAT
en) ;ﬂ’ﬁﬁ’m’m@l‘imﬁau (Authorized Inspector -Al) LLag
ﬂ'am:m%a%’mmfmjﬁﬁémwmnaaua:ﬁmuﬂ@@ﬁ
ANNNIATIVFAL BNADLILTY q@ﬁa}:ﬁm‘ﬂm:guu
neisuaanatalodin ﬂ'auﬁwmsu&m:azéfaﬂﬁﬁmmaau
ﬁwnwsmwaaummgﬂﬁaaLLama%a%‘maaﬁau 3o

maﬁ;@]a’mLtﬂumimmaamﬁmmnmsﬁau%é’a

4. a3UuanIELhIT
nnmshleinmsanenduaaunsaandela
1 (Boiler) i l¥nsuAsiuaa wNNTHEALAZATIIFOL
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4.3 ununinsmuguamnwlumndandaleiuuuvalwauanasgiw ASME Edition 2015

3171 9 wnupfinsmugugmmwlunindanialaihuuuvia lWawanasgu ASME Edition 2015

(1]

(2]

[3]

5. LaN&1991999
WIINTUQYQYalsadnu w.a. 2535,
http://www.industry.go.th/samutsakhon/index.ph
p/2013-11-22-12-30-42/2013-12-09-08-36-
50/item/282-2535
ASME Boiler and Pressure Vessel Code. Section
IV Rules for Construction of Heating Boiler. New
York: The American Society of Mechanical
Engineer, edition 2015
ASME Boiler and Pressure Vessel Code. Section
Il Part A Ferrous Material Specifications. New
York: The American Society of Mechanical

Engineer, edition 2015

(4]

5]

ASME Boiler and Pressure Vessel Code.
Section IX qualification standard for welding and
brazing procedures, welders, brazers, and
welding and brazing operators. New York: The
American Society of Mechanical Engineer,
edition 2015

ASME Boiler and Pressure Vessel Code.
Section Il Part C Specifications for Welding
Rods, Electrodes, and Filler Metals Materials.
New York: The American Society of Mechanical

Engineer, edition 2015
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o v A a wva 3
ﬂ')']&l‘llaE]ﬂﬂﬂﬂ']%\'j']%lﬂfaNi%ﬂqiﬂgﬂm\?'\%%aﬂ‘ﬁqE]EI\‘]

Safety of Welding for Offshore Operation

dxibn ams"

T U5 LBNTANTAN 3109 110, 112, 114 DUUNTEIIY 2 BRNAN UYAEH NN 10150
I‘ﬂi 02-898-6001 LLWﬂ‘I? 02-898-6451

E-mail: operator@experteam.co.th*

1. UNi

arudasadslumainwisiiunudeslu
miﬂg'jﬂ‘ﬁmiuanmmﬁd (Offshore) AANNEIATY DL
ﬁdﬁ%:ﬁaaLﬁugﬂlﬁwﬁﬂaﬁugﬂﬁﬂ'ﬁmuﬂﬁﬁ'ﬁmmarj'm
n905a iasdsRuiufiaowluiuisuans
faanuFosgedenisgnlnd niansszidaves
NILLIUNINEA mem:ﬁ?ugﬁwmm%auﬁauaumaaa
Ufiauwanm el daafianud anudriwmaiiu
fuew waziwnnzausuludunibiminiuuazaany
Unaadulunwdon iailostusuanofiiniioiuain
nzuIumaden

2. NSLATINANNIDUNININWLT D

nawdztawn sl juasunanzails

WHNINUAUAITI Taud a1 wn1sauTnln

@ ' A @ a A wa
wangases giApdaslunmaudunislddidniuen
71864 NeluiIassuwanutlasanslun1Ivinwuas
anuianuaasnlunsdjidoun naluisenss
6 '

wazaUnIoh LT
2.1 wangasiuguduanuUsaansiug i laun

- wangasiugIuduaudasanslunis
YRR UBENTIBHILAZNIIABUEWDIHaRDIUNITTE
2N L2 % (Tropical Basic Offshore Safety Induction
Emergency Training (T-BOSIET))

- GULWRITUEW (Fire Fighting)

- MIUJUARUUNGS (Working at Height and

Rescue)

mItguwenuiaiasdu

- Fire Watcher Course

Rigging and Slinging and Bank man Training
New Offshore

- M3aUINANIuluiiauainna (Confined

spaces)

3ﬂﬁ1 mitnausunsiasansiafneinasetiilasnny

gﬂﬁ 2 nmsnausuNslassainatiaaiadrlaaany

3Un 3 M3ENaUTNMTALLNRIT UG

5171 4 MIENaUIIMIALIWRITUAY

|29



30| JWIT The Journal of Welding Institute of Thailand, Vol. 1, No. 2, July — December 2015

= ! o a o
El]“ﬂ 5 MIWNaUINNIVINUNaLaINA

A = o Ao
3U1 6 minausumsvhiuhaueanma

2.2 au3m1u@31LL%%G%ﬁﬂﬁaﬂu (Job Description)
- Welder Qualification Course
- Welding Procedure Specification
- Covered Electrode / Preheat
- Safety For Welding and Cutting Training
- Fitting

2.3 langIuazgunol

faudsdJUuasiunansn g/ (Offshore)
HUdaudasdriunisasiaganinannunnglu
Tsswenunafiledsanasu wasivndudiadasiar
WIHIFDLAUNTY (Safety passport) LUJTRs1unan
518il9 (Offshore) ldAwiinsn desdataTouglnyal
ﬁaaﬁué’umwquﬂﬂmﬁwLamém%'uamummi
Arasuazianlalunisineu laun punvniilasnu
é’umwmuqﬂﬂaﬁugm (Auaniiny, wineisngy,
punsolaains, gaflasiuaziiialu, sasuvihfiann)
1umtﬁL%auuuﬁ§d faall Safety Harness, Lanyard LLas
Fostlguiiinaninaruiouasd jiauwanoeils
(Offshore) L‘ﬁlaIﬁﬂiﬁﬁJLLﬂ:L%ﬂufﬂgi:LﬁUUﬁaﬂﬁﬁa
fuamudasasolusoufivnnuuazurinwnan e

317 7 wunibaFelduns (Safety passport)

3un & gunsniilosiuduanodiuyanaiugn

= &9 v o ' ° ' A
Eﬂ“ﬂ 9 E}Uﬂimﬂaﬂﬂuﬂu(ﬂs’]Uﬁ]uqﬂﬂﬂlu@nu%uﬂﬂ’]urﬁa“

- qﬂnsniﬂaaﬁué’ummd’mqﬂﬂmﬁmaw laun
1. wmnidenfisiy (Safety Helmet)
2. Usanuan
3. Buuniisileanuaziiialn
4. natlowika
5. gunintflasniunmaduniole wazan

ﬂiaaﬂnﬁ@ﬂsaacguuazwuﬂﬁ
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BHBDAT 1 MTEIENAMANTBNNENMTNTauzIAUNIMIU JURNIRENI B (Offshore)

3. madfiGemwidanvmelfiiceunanznails
nsUfaunansioils desdjidany
Famnuaduanulasadslun s fidnunanmods
agdtATInTauardjuaarvuninisssidoud jua
(Procedure)mammuﬁﬂﬁﬁ'@mufuﬁm Watlaanu
auRanaaFewsianfaluiuiunuazsua e
amﬁ@%uﬁ'ué’aﬁﬂﬁﬂ'amu I@UMﬂﬁiﬂﬁﬂ'ﬁdﬁunﬂﬂ%ﬁ
reuazSulfianuwinnuden jiadi
3.1 niaudjUdeu (Pre Task)

1) malfluauaralunsviemu (Work Permit)
nendPideule 9 uazdosdjifawngszdaumsls
11_|mqt.npmiumsﬁwmamamiaﬂ%ﬂ Terwdaniniu
vzdaslfluengralunisriieuialy (General work
permit) waz luanaiavinsuadainuiou (Hot work
permit) wuufiddsznme| (Open frame)

2) frunuiiasnzhaa1uLdng (Job Safety
Analysis-JSA) LA aSUNI1UAI8UATIBUAZUUIN
Hasruildinmadiamzdiu

ay

3) nauuarnainsU fudnuldfu joaauuds

ﬁaamuqmawa

3171 10 dadluauganisihanm (Work Permit)

gﬂﬁ 11 degsuuunasy JSA
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3171 12 dhedwmianadagdniaiiaultim

317113 adnIanudasnwaoanuis

517 14 @edanmienadatadesmusunauldiu

4) dawavuguninilunaliaauldasudiu
Mufsgunsnildaauanunmanianidulunsdiiiaings
T ldun deauinis, mﬂﬁmmﬁuﬂscﬁﬁ@mqmao
wd wazguniniduatasannudseadsdiuyanarnan
UJuan

5) anadagUnsaifildlunmsdfiniom, aunsol
ldnauanunisataniulunsdiiauwdsing, gdnyol
duasasanulaaansdnyanarauljiaam

6) m’mi’@LLﬁ”aﬂ'auﬂﬁﬁ'ﬁamﬁﬁmwﬁaﬂM;:JJ”
#h3z39lW (Fire Watch Man) fidnunmsausa VGRITREE
firunisauTa Qualify Gas Tester (QGT) laittasnin
30 wifirian

7) aﬂé?\'imﬂmnuﬁn%au, w3aariialuin,

Air Compressor

31N 15 qﬂﬂiﬂi Plugs Drain

311 16 aqﬂnini Plugs Drain

=

517117 anwazmInudnuld (Habitat) Nndad LazIdm

Aufntinan
8) gadan Open Drain lusaRUfidnu 15 1was
wWatlasnwlaililaszineufaainyia Open Drain SNE&

NURZLAA bW I@ﬂﬁ'ﬁ%ﬂﬁgﬂﬂé’ﬂ a9t

&
[

- 1Ua@zunyd Open Drain LLﬁaiﬁﬂaﬂqmg
J¥U18Yi8 Open Drain

- \agailanzszunevia Open Drain LE3IUAY
Tidauiin iNatlosnuaziia Wguranulossnawiy
NIMUanen9II T

- lnwlntledntunasltazunssnasauvia
32118 Open Drain Uanuiailasnwnmstfvessnnm v

- nuiuninliyaaan liineadaadiunlu
AunUfidnunenldiuauge

- nuAnw W (Habitat) luiNund §idawses
A o o « & o & A A AaA
WNaaINwazina NI AWAUTUING B3 VSIS

WAETY MARBU UL LN
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wHBDAN 2 MIUJuanwTenvmel Jianunanso

3.2 UGN (Task)

1) L:fiavlﬁ%'umi,zymmmﬁwaoﬁyuﬁ(Area
Controller) wazanansnU Giianwled winnuiufiaam
davififawngsziisuanudaaanslunisviiem
ahaaiinia uazdjifdeuluveaygialunmsiem
(Work Permit)

2) A3IIAUARANBATEYLIAMIUUANUUEY
ﬁ'uﬁﬂ@hLLﬁ”alulumaamgnpmﬁﬁmm%aummwmm"?i
fmua lunsdinunafaf lWuRoa dail

- LLaj”\‘lsLﬁwﬁfﬂmuﬁﬁwé’aﬁwmﬂ%au%qcﬂ
UJUANUNUA (Stop Work)

- LLﬁdgﬂauquﬁuﬁ (Area controller) l#nyu
LLazW;jmuquﬁyuﬁ (Area controller) WII%aIAILAY
(Control room) ta¥1nsTanuwszuylaldfes lna
AT

- LﬁaLLﬁawq@%'a"Lm LLﬂzQ’ﬂ?UQN‘ﬁuﬁ (Area
controller) us9lwufiasudald 1¥vnsiafonan
Surwwniiontdia uaz 1UNIu Job Safety Analysis fiat
AzaIllaUUANU

- fiflz 391 (Fire Watch Man) daaiflnzis

Wasaaszpziisimadasuszd juanunianusan

P A ™ A va '
SilewutaatNeuntno wl fudeinla
Usaadsausafiazlidmnaluniingaiu (Stop Work
Authority) latfatlasnunrsiianisunativlus me

Ugiaan

31/71 18 Gas Detector

311 19 miﬂﬁiﬁmummglﬂwsﬁﬂw (Fire Watch Man)
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a15197 1 shanasgwudanldlumiasiaia

Gas FNUNAIZW

20Nk (O,) 19.5 % — 23.5%

fadialn (LEL) 0%

faasuauuauaantaa (CO) | 25 ppm - 200 ppm

el (H,S) < 5.0 ppm

1van (Hg) < 0.0025 mg/m®

3.3 wasUju@u (Post task)

1) avdamondandnan wazldgifheedaly
s 30 wWNRAILENIH

2) sanuguUnsallfidusndouiteuas (House
Keeping), Tagizoy, naaifuiaiaslalnihnnoda

a A a £ ' o A

3) numuunissuiiiadulunusinnuinen
. fmy e L aea X
SwnuiaznIsilasnuanldiiadn

4) fmstalueugnalumasinulesldiunms

muﬁmaumﬂg}lmuquwuﬂ (Area Controller)

4. Uszanvasnwzannljifwwansiaids
o A wa 3 a o
wdanlunisdianmsuenaaiy aziinaives
wanag 3 7iia Ao
4.1 mamauaas iy nmasanaln Wil
adsznavlunmsrinnu lasnsldalaitay (Electrode)
A = & o o o { A P &
Fudut NN FNHFALDN T NG T uIa0 M3Len
Uazg IWilnay (Negative) 39l sznziuyszg Inihuan
- A ¥ 4 .
(Positive) 3ziiansat3a (Spark) 31 T9138n31 8130
a Y A A v o A=
(Arc) lusmzifianuadaTandiiaiudraaaiii
naauazasad U lwnwdauay inlilancwiaduan

= a & & a v M v v
Lmam@]@lL‘]_]%L%QLWUQT‘]%VL@@']NWENFH?

42 miravsiouialnagy (8715n8%) UL
NS TaNNN B1AENITHINTZUINUA1URIANIFLAY

e wliNuwBautnaliiianisnaauazaiuuad

v
A

v I3 d’ ¢§ < a v I3 6
Tuu lasldudzfesdini g lufenldudzarinan
Lﬂuuﬁ”aﬂﬂﬂgmuu%aw MBaNITRiudasduaziTaw
Tag'lidasiitoaaualtninuson 1Wnainaonsihaann
THAan® wantFUNNAIITONLIIIWNN19 A IR A0
A A Al o A A o

WANLANLND MA LWL TN daInns

YoAVBINITITaNTLUUNAN Ao n1lTINuing
TRuunzaungrzaN HoulrlunsBaNIwug NIRLAL
wanazazgiiiiioy wanant dellsalflunmagendald

(Root passes) 1#3uiTauviadneas neoslsluszuy
\Tonaalula

43 madeunuuiandaas nizuauwmsdeunsnsaes
(Flux Cored Arc Welding Process) Lﬂuﬂizmuﬂ’m%au
a§nuuunils Fan1se1inaniieduadsdaiiies Tay
miﬂaumm%ammmimﬁao (Continuous Filler Metal
or Consumable Electrode) LLﬁ"ﬁﬂﬂﬂquLLuiL%aﬁJmmn
wassnsuannIsnMsuanaduudslnaguain
lawsandniolunnuaradon (nsdhidunszuannns
\Haunandaes aradousiia Self-Shield) vimindiun
ﬂagaJLLmL%awm:ms‘ﬂLﬁaﬂaaﬁumssmé’nm

UIFFINA

317 20 asdsznaumaidawdsinih

317 21 asddszneunsTendisuizinagy

517 22 asddszneumaBendiouuunantaes
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5. 8wWAIILINNNTION

SuasganmTaniinaagng %dwaa:agﬂ
ponunldiilusado asil

5.1 é"ummﬁl,ﬁ@mﬂvmﬂ}”\h@@ lasUn@uallde
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Fousniiensditedl da gunsalengg fazllunaidon
ﬁ?uag;luamwﬁﬁ Souies wianldou uazgunsal
@199 ﬁazlﬁumu%aumigﬂﬁaa waziduldanu
NATII% TrdamaEuRkadng g uiudiResls was
mm@;5uLﬁmnﬂVLWWWf:ﬁ):Lﬂumqﬁﬂﬁm%aﬁa
OIS e ICHI Rt LLa:Lﬂué’u@mU@ia;ﬂ%ﬁw U3
Avnanwdevandududeliduuas Gevinldiaaluin

NN999 %%ag@g}”ﬁ’muvlﬁ LLa:msa@ﬁamﬂmnﬁnn

@
o

AInaunILTaN

52 suasnoiiinaninenn

nysudtmndennuuds 9 azvinldifiauss
gaaillawna wazussdursaidudwinuinuns
Aamitausazlanuasninsnn uwaaique fann uef
ganarin AR IndauildiAeanuivda laasng
AN ﬁy'dfrpjﬁwml,%aummaNL%?a%ﬁfaLﬁaﬂaaﬁ'u a1
DwRentisadned uazlidalwleine nefgisalds
wUIN, Uaanuuw, s, ninenuasias swﬁv'aqaﬁaﬁw

FefidasdnitaiaBnotnanitefan arean il
Wz atloanndinanadned ualitlesiuarsan azld
ni i nedradsrdanliiNeIne asazRINLINAN
flosarudnTunits ugsandnanmsidenazyinlwiians
Futhadlunn 24-48 5alus 4wl uazaauiinlainng
ﬁ@ﬁummai’]aaﬁuagmwa laglanis @190 WRIDU
wWaasin 1w “36un” vasainenadssdianann
T uaznafAed witilgaz Aeluriudrulaudesindw

Tunonas

53 M33EUNg0e YeinMIEanazAan S
G mmmﬁmﬁmmsgmmi’ﬂ@mm AT Ta
aynly wiatdanluuSnaiiufisne ssdaslionmea
armmﬂuaﬂmwﬁﬂunﬁmammﬁ’naua WazaTaE
ag’%auaﬂﬁﬁaﬂu aogldnnutisiwaoiosndu ms
FaulansdInan azna Nasuad LA o LazdInzE

a A A a L A o )
ﬂ'JiNLﬂiaﬂNaWLﬂH’LﬁaquLﬂu@]qa@ﬂ')u

5.4 mi@ﬂ"l,%ﬁ waznisiianiyizide vuLdu
suanvsuoafetwldlurmdon dlunisilesiud
Awa ﬂ’]iL%aNLLUUﬂ"NG] dauriliiiadseneln uay
gzina NIz s’ﬁoLﬂua;@IﬁLﬁ@vl.wvlﬂﬁ wazmyseidale
M hirineilesnulineu azfuﬁamsﬁqﬂmrﬂums
s F9ldun vienadauinda (Dry Chemical Type)
fivsimsou g winwda wazlditodan1swduld uas
atinsaranagiaualiagluanmwniouldn

ﬁﬂﬁa%ﬁaﬁQL%aumsﬁwﬁﬂﬁmﬂﬁﬁa 3oy
ﬁaﬁl,ﬂmmiql,%al,w'éavﬁ s'ﬁammﬂum@!ﬁﬂﬁl,ﬁﬂvlw LAz
msyzidalea a:f?u;jﬁwmm%auﬁmﬁ CRRR AL )

1 1 A L J v
wazwibadnarliiiaauanodnla

55 suaTufilialwanenasnvinanuazena
Pudeuuaring suanefeziiniumenainisiden f
fa n1IranuszeIauRILTan a:ﬁf’u@%auﬁams
fasnuianis uazan ninn gedla \HonIs 9178
fa9fiuannmIBeTie wazaIsenwInen atlasin

AUAIIND1ILNANLAIAN

56 auaI097N baIziny awannmradlans
A a
FIAaNN
A A9 o A o ¢
- NTIUAUNNTENN LT LT ML T NLUUWAND
aas %%amil,%auvLWf\lﬂ@ﬂHmﬂL%auﬁuwﬁﬂfﬁ 1Tadio
- TRAVBIAIALTANN T
a A A A a = :/ b
- FAROUNIORITLANOUAD TINDIATIVUNTY
9158 ﬁmﬂﬁwaglu?jmm
- ANBMUAIIZLIINNA
- FRavedlansNinnIsLTeN T N1ILTaN
1 vV a { a a l&
sLanasaznaliiia laszirevaslaslauaziniads
Lﬂummqﬁﬂﬁﬁmhﬂmuﬁ@, 2159
N13109N U WATIHIIN LD TR EAIWINNNITITON
lanzifasdurinldlasaanldgunyaiilesnuniaidn
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o da & a 1%
ﬂ']%ﬂLﬂ@]”ll%’%'Tﬂﬂ']iL“ﬁﬂ&le@]

6. unaql
msﬂﬁﬁ'@munnmunﬂﬁmwéﬂﬁzyﬁ'uL'%'aa
anutasadeiuiousn IﬂyLawwzmuﬁﬁﬂmuLémga
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lun1svinau maﬁmqmmwi’mmﬂ (Fit for Work)
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Mn:0.70-1.20 | . < 45| MN:0.70-120 | 5. < g 45 V: <0030 % (lasiawzinansiia R 320 98 Cr 0.18%)
R260Mn R320Cr N: =< 0.009 %
0: < 20 x 10* % (ppm)
C: 0.55-0.75 P: £ 0.025| C: 0.60 - 0.80 P: <£0.020 < . . o
0,
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Mn: 1.30 — 1.70 Cr < 045| Mn:0.80-1.20 | ~. < (580.1.20 < 25x10*% (ppm) §193U R 260, R 260 Mn,
R350HT R370CTHT R 320 Cr und R 350 HT)
< 1.5 x 10* % (ppm) §%3u R 370 Cr HT
C: 0.72-0.80 P: £0.020 C: 0.70-0.82 | P: < 0.020 und R 400
Si: 0.15 - 0.58 S: < 0.025| Si: 0.40 —1.00 S: < 0.020
Mn: 0.70 - 1.20 cr < 0.15 Mn: 0.70 - 1.10 cr: < 0.40-0.60 e - -
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=3 dl Y o Qs dl ~ A =3
manwimmmamﬂﬂnumﬂﬂqﬂﬂﬂaman R260 R 320 Cr 1080 320
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R 350 LHT 1175 350
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Steel HBW | Ry, Rm A z Kv Ky Kic Kic-20
grade (MPa) | (MPa) | [%] [%] [J] ] [MPam'? | [MPa.m'2]
RB370 | 371-378 | 843-858 | 1197-1211 | 12.2-141 | 38.6-43.0 | 28.3-33.9 | 31.2-36.2 | 51.9-54.5 40.3-42.3
RB390 | 390-398 | 825-832 | 1347-1353 | 13.0-14.9 | 43.0-49.0 | 33.2-38.4 | 73.1-79.5 | 90.5-92.1 61.2-63.0
R260 262270 | - 880-893 | 10.0-10.4 | - - - Min 29" -
R350HT | 350-390 | 700-712 | 1080-1098 | 10.3-11.1 | - - 23.2-25.6 | Min 32" -

Data acc. To PN-EN 13674-1:2003
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Email: center@skndt.com, suchin@skndt.com

Provide Services You Can Trust

Radiographic Testing Magnetic Particle Testing

FOR ONSHORE AND OFFSHORE

AA) Nondestructive Testing & Related Services

e Radiography (RT) by Gamma Ray & X Ray in various techniques
including (Directional, Panoramic for Spherical & Cylindrical
components and Crawler machine for pipelines

e Ultrasonic Examination (UT) by Manual and Automatic Flaw
Detectors & AUT Phased Array and TOFD Services

e Liquid Penetrant Examination (PT)

e Magnetic Particle Examination (MT) by Dry and Wet Method
e Visual Examination (VT)

o Eddy Current Examination (ET)

o ASNT and PCN/EN-473/ 1SO-9712 NDT Level 111 Service

e Advance NDT Testing Service

CC) Manpower Training, Certification & Supply

e Educational & Practical Training of Industrial Field such as
Welding, NDT, Painting, Quality Assurance & QA/ QC System

e Manpower Supply

a) QA/QC Welding Engineer and Inspector

b) NDT Engineer, Inspector and ASNT Level | & Level 1l
Technicians

c) QA/QC Document Controller & Operator

d) Qualified and Skilled Welder for Process Piping, Pipeline,
Steel Structure, Storage Tanks in all welding processes
e.g. GTAW, SMAW, GMAW, SAW, etc.

PMI Testing Head Office, Bangkok

Liguid Penetrant Testing Ultrasonic Testing

BB) Inspection & Testing Services

e Ultrasonic Thickness Measurement (UTM)

o Positive Material Identification (PMI)

e Hydrostatic Testing

e Hardness Testing

o Ferrite Testing

e Mechanical and WPS, PQR, WQT Services

e Holiday Detector Testing for pipelines and other components
e Third Party Inspection Service

e Independent Inspection and Testing Service

e Welding Inspection and Consultancy Services

e Industrial Video Borescope, Auto Visual Inspection Services
o Vibration Measurement

e Tank Floor Scanning

e Plant Inspection, Annual Turnover, shutdown works, etc.

e LPG, LNG, CNG Tank, Piping & Pipeline Testing

DD) Inspection Work related to Government Sector

(DOEB, CD, ED & Other)

e New Construction of LPG Sphere Tanks, Yearly Testing,
Annual Inspection of LPG Storage Tanks, Sphere Tanks
and Bullet Tanks

e Oil Storage Tank Inspection and License Services

e Visual Oil & Gas Tank Calibration, Certification, Inspection and
Testing as per Excise Dept., Customs Dept. and DOEB

¢ Oil &Gas Station & Trucks Inspection and License Service

Tank Calibration and
Hydrostatic Testing
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