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Designed Format to perform Welding Procedure Specification by computer
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Abstract

Nowadays the development of computer science is changing rapidly, resulting in the convenience of
subjective analysis and the creating of a huge data base. Consequently the created computer program for using in
industry is very significant in the convenience, speed and correctness that it produces. To design a programming for
welding procedure specification, One problem welding has been developed in Thai industry is that there are many
standards in use throughout the world such as ASME section IX [1], AWS D1.1[1] International Standard Organization
(ISO9956) [3,4,5] etc. Each standard has it's own special code and differing methods of demonstration in standard form,
which involve a lot of data and special details of welding. This result is a long procedure being supplied on the
instruction form. Misunderstanding can easily occur, causing complications to arise. This research utilize visual Basic 6
and Microsoft Access 2000 to show the information of ASME Section IX, AWS D1.1 and International Standard (ISO
9956).The software and information can demonstrate and print out welding procedure specification (WPS) and
procedure qualification record (PQR). The result of this research can show the WPS and PQR can be easily to fill and
can show all detail and corrected information. This is essential in Industrial application and in Welding Engineering

Education.
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[1] American Society of Mechanical Engineer, “Welding and
Brazing Qualifications, ASME Boiler and Pressure Vessel
Code :Section IX”, New York, U.S.A. 2001.

American Welding Society, “Structural Welding Code
Steel, AWS D1.1/D1.1 M:2002” An American National
Standard, U.S.A, August 31, 2001.
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International Standard Organize, International Standard
ISO 9956-1, “Specification and approval of welding
procedures for metallic materials, Part 1: General rules for

fusion welding”, Switzerland, 1995.
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International Standard Organize, “International Standard
ISO 9956-2:1995(E), Specification and approval of
welding procedures for metallic materials,Part 2:Welding
procedure specification for arc welding”, Switzerland,

1995.
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International Standard Organize, “International Standard
ISO 9956-3: 1995(E), Specification and approval of
welding procedures for metallic materials, Part 3: Welding
procedure tests for the arc welding of steels”, Switzerland,
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ISO 4603, Welding, brazing soldering and braze welding
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