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Abstract

Welding quality control is the vital core of pipeline project, and welder is the foundation of weld-
ing quality. Effective welder management not only controls production costs, but also prevents
potential quality and safety hazards. The paper combines the requirements of Aramco specifica-
tions and practical work applications to explain the requirements for welder exams, welder exam
procedures, welder assessment management and welder certificate maintenance management,
aiming to provide reference for quality management personnel at home and abroad to ensure that
welder management is controllable, reasonable and effective.
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PR, MR UEVE(E2A ASME IX, AWS DI1.1, D1.6,, D1.8, or API STD 1104)#1T4%
FAREG, AFERTHRLG . 2. BMEEH . Frhidish. 4EREEE . W IREERE . (bR, B
FERG SRR MBS . RIS R, SRR S AR T RGE

Ak 2020 4, B SE5E 4 B =T B AN AHE LT 6 X ERAL[3]: FugroSuhaimi. AlHotyStanger. NDT

Corrosion Control Services. TCRArabia. Exova. Industrial Support Services (ISS).
22. fx2dESS

B[ ST T A A6 PR 2R, MR T B 28 TGRSR 42 . 8 T35 0 e BB 3230114

IEU (Inspection Engineering Unit) TFE4G & #}: J& T-Fi3& OID (Operations Inspection Division)iz & £ £
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PID (Project Inspection Department) i H A &5 #: HAZJE LI~ ICC, FritbiE i) T 22 15 bt
BR. ARIUH MR AR T M R R G R E BT SE RV R R R AL, KA R
AR S R MAE R IR L Z AR WPS; IR LI ER A, &RIURE LRINAE, WL E BN L JCC;
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24. BTERRE

TR RIS, FORAN LR, a1,

1) BRLHERAER: BN, R HARE LR E T ZHE WPS, fRETTLH =)
THEBN WTC, EORILZHHAR AR 01 34T 5 il IR Sk & .

2) WA SR R IRESRANE R, BRI 45 cm DAL, FFAEIRMEPUmARICIE A PR K
PREERTS, WTC HU I BURL SR & S A% S5 77 PIJT AR . BEAh, FERVEITAATHT, WTC Bk i 2 A
REZ A%, WUORMET ZATE, TE WTC W E a4 LT T — PR, S EE SRl
AR .

3) SMUARE: IR TR S, WTC PR o R 20 R D BT AN &, o S BIR SR m EOR (A&
1)~ BEAFRVFREE/NT 0.79 mm HAE/NT 50 mm)o BEAF, A FRVFA IR ML AJE AR HL IR 5545

Table 1. Weld reinforcement and root penetration

WAEE mm BRIRERTEMRITART mm
T<635 1.587
635<T<127 3.175
127<T<254 3.969
>25.4 4762

4) SHEETHHGM RT: W FHE, # ASME SEC V B&PV QW-191 AT #5175 Y i
UT fU# RT, i ZHRATERAS BT OID ki
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5) S MR 2 R R TR WTC #H17T. 2 i RRR B B %18 ASME SEC IX
B&PV QW-463 $14T, RL 154418 ASME SEC IX B&PV QW-162, IGUhr e IR QW-163 $447[4].
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Figure 1. Flow chart for testing and certifying welders
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3.1. Initial Production (IP)#13&44 = I8iF/E O
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3) W46 3 EHAEAR 1 rh 2 38 RT AR S, BESHR TRAT ER R I, 285 Bk AT 3 JEHI4R %
IEF R BNl R 2 I FTRA GRS, BUHE TER.
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Figure 2. Flow diagram of radiographic requirement for three production welds
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R HEFT3E SAEP 324 Certification Review and Registration of Project Welders Z23K[7], & LHIFE etz
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FISMBIG I NDT & 7 b B B IR R EE /N T 7.5%: R 2~3 BN, ETHRIRERIRER N,
A DA RS B AR BT AR AT IR 1

Table 2. Welder classification criteria
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