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1 Scope

This International Standard specifies requirements
for qualification of welding operators and also weld
setters for mechanized and automatic welding.
This International Standard does not apply to
personnel exclusively performing loading or
unloading of

the automatic welding unit.

This International Standard is applicable when
qualification testing of welding operators and weld
setters is required by the contract or by the
application standard.

The requirements for testing of stud welding
operators and setters are given in ISO 14555. The
qualification and revalidation is in accordance with
this International Standard (ISO 14732).

Annex A dealing with functional knowledge forms an
integral part of this International Standard.

Annex B dealing with welding technical knowledge,
Annex C outlining the qualification test certificate
and the Bibliography are informative

1 Scope

This document specifies requirements for qualification of
welding operators and weld setters for mechanized

and automatic welding of metallic materials.

This document does not apply to personnel who:

— do not control or adjust welding parameters;

— are not involved in the setup of welding equipment.
Qualification of welding operators and weld setters for
friction stir welding and friction stir spot welding are
covered by ISO 25239-3 and ISO 18785-3, respectively

2 Normative references

The following referenced documents are
indispensable for the application of this document.
For dated references only the edition cited applies.

2 Normative references
The following documents are referred to in the text in such
a way that some or all of their content constitutes

HopmaTnBHUTE NpenpaTku B ToYKa 2 ca
aKTyanuampaHu

Ho6GaBeH e HOB cTaHAAPT KaToO HOpamMaTUBHO
nosoBaBaHe: 1ISO 25901 (all parts), Welding
and allied processes — Vocabulary




For undated references the latest edition of the
referenced document (including any amendments)
applies.

ISO 3834-2, Quality requirements for fusion welding
of metallic materials — Part 2: Comprehensive quality
requirements

ISO 3834-3, Quality requirements for fusion welding
of metallic materials — Part 3: Standard quality
requirements

ISO 4063, Welding and allied processes —
Nomenclature of processes and reference numbers
IS0 9606-1, Qualification testing of welders — Fusion
welding — Part 1: Steels

IS0 9606-2, Qualification test of welders — Fusion
welding — Part 2: Aluminium and aluminium alloys
IS0 9606-3, Approval testing of welders — Fusion
welding — Part 3: Copper and copper alloys

IS0 9606-4, Approval testing of welders — Fusion
welding — Part 4: Nickel and nickel alloys

IS0 9606-5, Approval testing of welders — Fusion
welding — Part 5: Titanium and titanium alloys,
zirconium

and zirconium alloys

ISO 14555, Welding — Arc stud welding of metallic
materials

ISO 15609-1, Specification and qualification of
welding procedures for metallic materials — Welding
procedure specification — Part 1: Arc welding

ISO 15609-3, Specification and qualification of
welding procedures for metallic materials — Welding
procedure specification — Part 3: Electron beam
welding

ISO 15609-4, Specification and qualification of
welding procedures for metallic materials — Welding
procedure specification — Part 4: Laser beam welding
ISO 15613, Specification and qualification of welding
procedures for metallic materials — Qualification
based on pre-production welding test

requirements of this document. For dated references, only
the edition cited applies. For undated references,

the latest edition of the referenced document (including
any amendments) applies.

1SO 3834-2, Quality requirements for fusion welding of
metallic materials — Part 2: Comprehensive quality
requirements

ISO 3834-3, Quality requirements for fusion welding of
metallic materials — Part 3: Standard quality
requirements

ISO 4063:2023, Welding, brazing, soldering and cutting —
Nomenclature of processes and reference numbers

ISO 9606-1, Qualification testing of welders — Fusion
welding — Part 1: Steels

ISO 9606-2, Qualification test of welders — Fusion welding
— Part 2: Aluminium and aluminium alloys

ISO 9606-3, Approval testing of welders — Fusion welding
— Part 3: Copper and copper alloys

ISO 9606-4, Approval testing of welders — Fusion welding
— Part 4: Nickel and nickel alloys

ISO 9606-5, Approval testing of welders — Fusion welding
— Part 5: Titanium and titanium alloys, zirconium

and zirconium alloys

ISO 14555, Welding — Arc stud welding of metallic
materials

ISO 15609-1, Specification and qualification of welding
procedures for metallic materials — Welding procedure
specification — Part 1: Arc welding

ISO 15609-2, Specification and qualification of welding
procedures for metallic materials — Welding procedure
specification — Part 2: Gas welding

ISO 15609-3, Specification and qualification of welding
procedures for metallic materials — Welding procedure
specification — Part 3: Electron beam welding

ISO 15609-4, Specification and qualification of welding
procedures for metallic materials — Welding procedure
specification — Part 4: Laser beam welding

ISO 15609-5, Specification and qualification of welding
procedures for metallic materials — Welding procedure




ISO 15614-1, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 1: Arc and gas welding of steels
and arc welding of nickel and nickel alloys

ISO 15614-2, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 2: Arc welding of aluminium
and its alloys

ISO 15614-5, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 5: Arc welding of titanium,
zirconium and their alloys

ISO 15614-6, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 6: Arc and gas welding of
copper and its alloys

ISO 15614-7, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 7: Overlay welding

ISO 15614-8, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 8: Welding of tubes to tube-
plate joints

ISO 15614-11, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 11: Electron and laser beam
welding

ISO 15614-12, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 12: Spot, seam and projection
welding

ISO 15614-13, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 13: Upset (resistance butt) and
flash welding

ISO 15614-14, Specification and qualification of
welding procedures for metallic materials — Welding
procedure test — Part 14: Laser-arc hybrid welding of
steels, nickel and nickel alloys

specification — Part 5: Resistance welding

ISO 15609-6, Specification and qualification of welding
procedures for metallic materials — Welding procedure
specification — Part 6: Laser-arc hybrid welding

ISO 15613, Specification and qualification of welding
procedures for metallic materials — Qualification based on
pre-production welding test

ISO 15614-1, Specification and qualification of welding
procedures for metallic materials — Welding procedure
test — Part 1: Arc and gas welding of steels and arc welding
of nickel and nickel alloys

ISO 15614-2, Specification and qualification of welding
procedures for metallic materials — Welding procedure
test — Part 2: Arc welding of aluminium and its alloys

ISO 15614-5, Specification and qualification of welding
procedures for metallic materials — Welding procedure
test — Part 5: Arc welding of titanium, zirconium and their
alloys

ISO 15614-6, Specification and qualification of welding
procedures for metallic materials — Welding procedure
test — Part 6: Arc and gas welding of copper and its alloys
ISO 15614-7, Specification and qualification of welding
procedures for metallic materials — Welding procedure
test — Part 7: Overlay welding

ISO 15614-8, Specification and qualification of welding
procedures for metallic materials — Welding procedure
test — Part 8: Welding of tubes to tube-plate joints

ISO 15614-11, Specification and qualification of welding
procedures for metallic materials — Welding procedure
test — Part 11: Electron and laser beam welding

ISO 15614-12, Specification and qualification of welding
procedures for metallic materials — Welding procedure
test — Part 12: Spot, seam and projection welding

ISO 15614-13, Specification and qualification of welding
procedures for metallic materials — Welding procedure
test — Part 13: Upset (resistance butt) and flash welding
ISO 15614-14, Specification and qualification of welding
procedures for metallic materials — Welding procedure




test — Part 14: Laser-arc hybrid welding of steels, nickel and
nickel alloys

ISO 25901 (all parts), Welding and allied processes —
Vocabulary

3 Terms and definitions
For the purposes of this document, the following
terms and definitions apply.

3.1

automatic welding

welding in which all operations are performed
without welding operator intervention during the
process

NOTE Manual adjustment of welding variables by the
welding operator during welding is not possible.
3.2

mechanized welding

welding where the required welding conditions are
maintained by mechanical or electronic means but
may be manually varied during the process

NOTE Adjustment of the welding variables by the
welding operator during welding is possible.

3.3

pre-production welding test

welding test having the same function as a welding
procedure test, but based on a non-standard test
piece, representative of the production conditions
3.4

production test

welding test carried out in the production
environment with the welding unit, on actual
products or on simplified test pieces, before
production or during an interruption in normal
production

3.5

production sample testing

testing of actual welded products sampled from a
continuous production

3.6

3 Terms and definitions

For the purposes of this document, the terms and
definitions given in the ISO 25901 series and the
following apply.

ISO and IEC maintain terminology databases for use in
standardization at the following addresses:

— ISO Online browsing platform: available at https://
www .iso .org/ obp

— IEC Electropedia: available at https:// www
.electropedia .org/
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mechanized welding

welding where the required welding parameters are
maintained by mechanical or electronic means

Note 1 to entry: Manual adjustment of welding parameters
by the welding operator (3.3) during welding is possible.
[SOURCE: ISO/TR 25901-1:2016, 2.1.1.10, modified — the
alternative preferred term, fully mechanized

welding, has not been included.]

3.2

automatic welding

welding in which all operations are performed without
welding operator intervention during the process

Note 1 to entry: Manual adjustment of welding variables by
the welding operator (3.3) during welding is not possible.
[SOURCE: ISO/TR 25901-1:2016, 2.1.1.11]

3.3

welding operator

person who controls or adjusts any welding parameter for
mechanized welding (3.1) or automatic welding (3.2)
[SOURCE: ISO/TR 25901-1:2016, 2.5.25]

3.4

weld setter

person who sets up (3.6) the welding unit (3.7) for
mechanized welding (3.1) or automatic welding (3.2)

Ha npakmuka HsiMa cbujecmeeHa pasJiuka.
TepmuHume u onpedenieHusima e moyka 3 ca
aKkmyasnu3upaHu u npeHapeoeHu:

m.3.5 production sample testing omnada e
Ho8ama eepcus Ha cmaHOapma

m.3.11 welding unit operation omnada om
Hoeama eepcusi Ha cma+HOapma

B Hoeama esepcusi ca Oe¢huHuUpaHu
onpedeneHusima cbanacHo ISO/TR 25901-
1:2016




programming

incorporation of the approved welding procedure
specification and/or the specified movements of the
welding unit into a programme

3.7

setting-up

correct adjustment of the welding unit before
welding, if required by entering the robot
programme

3.8

welding operator

person who controls or adjusts any welding
parameter for mechanized or automatic welding
3.9

weld setter

person who sets up welding equipment for
mechanized or automatic welding

3.10

welding unit

welding installation including auxiliary apparatus
such as jigs and fixtures, robot manipulators and
rotating devices

3.11

welding unit operation

the starting and, if necessary, the stopping of the
production cycle, including loading and unloading
the work pieces

3.12

examiner

person who has been appointed to verify compliance
with the applicable standard

NOTE In certain cases, an external independent
examiner can be required.

3.13

examining body

organization that has been appointed to verify
compliance with the applicable standard

NOTE In certain cases, an external independent
examining body can be required.

[SOURCE: ISO/TR 25901-1:2016, 2.5.26 modified —
changed welding equipment to welding unit.]

3.5

programming

incorporation of the approved welding procedure
specification and/or the specified movements of the
welding unit (3.7) into a programme

3.6

setup

correct adjustment of the welding unit (3.7) before welding,
and if required by entering the robot programme

3.7

welding unit

welding installation, including auxiliary apparatus
Note 1 to entry: Welding installations include welding
equipment (3.8), sensors, tracking systems, interfaces and
control systems. Auxiliary apparatus can include jigs and
fixtures, robot(s), manipulators and rotating devices.
[SOURCE: ISO/TR 25901-1:2016, 2.3.2, modified —
Example changed to note to entry and revised.]

3.8

welding equipment

individual apparatus used in welding

EXAMPLE Power source, wire feeder.

[SOURCE: ISO/TR 25901-1:2016, 2.3.1]

3.9

pre-production welding test

welding test having the same function as a welding
procedure test, but based on a non-standard test piece,
representative of the production conditions

[SOURCE: ISO/TR 25901-1:2016, 2.5.8]

3.10

production test

welding test carried out in the production environment
with the welding unit, on actual products or on simplified
test pieces, before or during an interruption in normal
production

[SOURCE: ISO/TR 25901-1:2016, 2.5.11]




3.14

welding equipment

individual apparatus used in welding, such as power
source, wire feeder and powder feeder

3.11

examiner

person who has been appointed to verify compliance with
the applicable standard

Note 1 to entry: In certain cases, an external independent
examiner can be required.

[SOURCE: ISO/TR 25901-1:2016, 2.5.29]

3.12

examining body

organization that has been appointed to verify compliance
with the applicable standard

Note 1 to entry: In certain cases, an external independent
examining body can be required.

[SOURCE: ISO/TR 25901-1:2016, 2.5.30]

4 Qualification

4.1 Methods of qualification

The qualification test for welding operators and weld
setters shall follow a preliminary welding

procedure specification (pWPS) or welding
procedure specification (WPS) prepared in
accordance with the relevant part of ISO 15609.

Welding operators or weld setters shall be qualified
by one of the following methods:

a) qualification based on a welding procedure test in
accordance with the relevant part of [SO 15614;

b) qualification based on a pre-production welding
test in accordance with ISO 15613;

¢) qualification based on a test piece in accordance
with ISO 9606-1;

d) qualification based on a production test or
production sample test.

For arc welding processes when using methods c) or
d), the testing and acceptance criteria shall be in
accordance with the relevant part of ISO 9606 for
butt or fillet welds or the relevant part of ISO 15614
for tube to tube-plate welds, unless otherwise
specified by an application standard.

4 Qualification

4.1 General

Qualification and revalidation shall be in accordance with
this document.

Welding operators and weld setters shall follow a work
instruction based on or following directly a

preliminary welding procedure specification (pWPS) or a
welding procedure specification (WPS) in

accordance with the documents listed below:

— IS0 15609-1 for arc welding;

— IS0 15609-2 for gas welding;

— IS0 15609-3 for electron beam welding;

— IS0 15609-4 for laser beam welding;

— IS0 15609-5 for resistance welding;

— ISO 15609-6 for laser-arc hybrid welding;

— IS0 14555 for arc stud welding.

The requirements for the qualification of welding operators
and weld setters shall be in accordance with:

— 4.2 for fusion welding, including arc welding and beam
welding;

— 4.3 for resistance welding;

— 4.4 for arc stud welding.

CbujecmeeHa pa3sJiuka 8 deeme eepcuu Ha
cmaHldapm ISO 14732. To4yka 4 e 3Ha4YumMeJsIHO
npepabomeHa. Memodume Ha k8anugukayusi
8 Hoeama sepcusi ce nocoyeam demadtJiHo 8
- m.4.2 — 3aeapsisaHe 4pe3 cmorisisaHe;

- m.4.3 - cbnpomusumersiHO 3asapsieaHe u

- m.4.4 - 3agapsigaHe Ha WIUJIKU;

1. 3a 3asapsieaHe 4Ypes cmorisieaHe ca
OecbuHupaHu 4 memoda Ha
Keanugbukayusi, basupaHu Ha usnumeH
obpasey, cbenacHo:

- cepussima cmaHdapmu 1SO 9606 -
Memod 1;

- ISO 15614-8 — memod 2

- ISO 15614-7 — memod 3

- Memod 4 - lNpoussedcmeeH unu
npednpouszeodcmeeH obpasey u
Kpumepuu 3a rnpuemMaHe CbaiacHo
memodu 1, 2 unu 3.

2. CbuwecmeeHu npomeHnusu u obxeam Ha
keanugukayussima /Essential variables
and the range of qualification/ ca
u3HeceHU 8 omdAesiHa mo4yka 5 Ha Hogama
gepcusi Ha cmaHOapma




For other welding processes, the requirements for
For arc welding processes using methods a), c) and qualification of the weld setter and welding operator shall
d) and for method b) which refers to ISO 15614, the | be specified.
qualification test for overlay welding based on I1SO
15614-7 shall require visual testing, surface To demonstrate the competence of the welding operator or
(magnetic particle/liquid penetrant) testing and weld setter, the qualification method used
bend testing only when a qualified WPS is used by shall be supplemented by a test of the functional
the welding operator. knowledge of the welding unit. The requirements given in
Annex A shall be met and documented.
For other welding processes when using methods ¢) | NOTE A qualification method can be supplemented by a
or d), the qualification of the weld setter and welding | test of knowledge related to welding technology. Annex B
operator shall be in accordance with the relevant includes recommendations for such a test.
standard. Where the relevant standard does not
specify The variables and range of qualification for welding
testing and acceptance requirements, then as a operators and weld setters are specified in Clause 5. The
minimum the test piece shall be visually tested and period of validity is addressed in Clause 6.
at least one macro-section shall be taken or, for butt
welds, volumetric testing shall be carried out. The If a mechanised/automatic welding procedure is qualified
acceptance criteria shall be specified as for the in accordance with one of the following standards, the
relevant international welding procedure welding operator or weld setter who performed the test is
specification. also qualified in accordance with this document and a
qualification test certificate shall be issued:
Any method of qualification may be supplemented — IS0 15613 for qualification based on pre-production
by a test of knowledge related to welding technology. | welding test;
Such a test is not mandatory. Annex B includes a — IS0 15614-1 for arc and gas welding of steels and arc
recommendation for such a test. welding of nickel and nickel alloys;
— IS0 15614-2 for arc welding of aluminium and its alloys;
Any method of qualification shall be supplemented — IS0 15614-5 for arc welding of titanium, zirconium and
by a test of the functional knowledge appropriate to | their alloys;
the welding unit, see Annex A. — IS0 15614-6 for arc and gas welding of copper and its
alloys;
The essential variables and the range of qualification | — ISO 15614-7 for overlay welding;
are specified in the appropriate subclauses of 4.2 and | — ISO 15614-8 for welding of tubes to tube-plate joints;
the validity in Clause 5. — IS0 15614-11 for electron and laser beam welding;
— IS0 15614-12 for spot, seam and projection welding;
4.2 Essential variables and the range of — IS0 15614-13 for upset (resistance butt) and flash
qualification welding;
4.2.1 General — IS0 15614-14 for laser-arc hybrid welding of steels,
nickel and nickel alloys.




Provided that the welding operator or weld setter
works according to a qualified WPS, there are no
limitations on the range of qualification other than
those specified in 4.2.2 and 4.2.3.

4.2.2 Automatic welding

The following changes require re-qualification:

— change of the welding process (except variants
within welding process 13 as defined in ISO 4063);
— welding with or without arc sensor and/or joint
Ssensor;

— change from single-run-per-side technique to
multi-run-per-side technique (but not vice versa);
— change of type of welding unit (including change
in the robot control system).

Welding without joint sensor also covers welding
with joint sensor, but not vice versa.

Welding with multi-run technique also covers single-
run technique, but not vice versa.

4.2.3 Mechanized welding

The following changes require re-qualification:

— change of the welding process (except variants
within welding process 13 as defined in ISO 4063);
— change from direct visual control to remote visual
control and vice versa;

— deletion of automatic arc length control;

— deletion of automatic joint tracking;

— addition of welding positions other than those
already qualified in accordance with ISO 9606-1;
— change from single-run-per-side technique to
multi-run-per-side technique (but not vice versa);
— deletion of backing;

— deletion of consumable inserts.

An example of a test certificate is given in Annex C.

4.2 Fusion welding

For welding operators or weld setters, qualification testing
and acceptance criteria shall be based on test

pieces in accordance with one of the following methods.

a) Method 1: For butt or fillet welds, in accordance with the
following documents:

— IS0 9606-1 for steels;

— IS0 9606-2 for aluminium and aluminium alloys;

— IS0 9606-3 for copper and copper alloys;

— IS0 9606-4 for nickel and nickel alloys;

— IS0 9606-5 for titanium and titanium alloys, zirconium
and zirconium alloys.

b) Method 2: For tube to tube-plate welds, in accordance
with ISO 15614-8. Only the following tests are required:
— visual testing;

— surface (magnetic particle/liquid penetrant) testing;
— macroscopic testing.

c) Method 3: For overlay welding, in accordance with ISO
15614-7. Only the following tests are required:

— visual testing;

— surface (magnetic particle/liquid penetrant) testing;
— bend testing or macroscopic testing.

d) Method 4: For qualification testing based on pre-
production or production test pieces, testing and
acceptance criteria shall be in accordance with Methods 1,
2 or 3 as applicable.

4.3 Resistance welding

Qualification shall be based on test pieces in accordance
with the following documents:

— IS0 15614-12 for spot, seam and projection welding;
— IS0 15614-13 for upset (resistance butt) and flash
welding;




— IS0 15613 for qualification based on pre-production
resistance welding test.

The required tests and acceptance criteria shall be
specified. This shall include at least visual testing and
one destructive testing method.

4.4 Arc stud welding
The requirements for testing of stud welding operators and
weld setters shall be in accordance with 1ISO 14555.

5 Variables and range of qualification

5.1 Mechanized welding

A change in any of the following, when applicable to the
welding process, requires requalification:

a) A change of the welding process group (two digits), in
accordance with ISO 4063:2023. However, changes

in the process subgroup (three digits) or process variants
within a process group (two digits) do not

require requalification.

The following exceptions apply:

1) A change from autogenous TIG welding (process 142) to
TIG welding with filler material (process

141, 143, 145, 146, or147) requires requalification.

2) A change from SAW with strip electrode (122 or 126) to
any SAW using sold wire or tubular cored

electrodes (121, 123, 124, 125), or vice versa requires
requalification;

b) A change from direct visual control to remote visual
control and vice versa.

c) Deletion of automatic joint tracking.

d) Deletion of automatic arc length control.

e) A change in the welding unit (see 3.7), only when this
affects how the setup (see 3.6) is performed and/

or how parameter settings are entered.

f) A change from single-run-per-side technique to multi-
run-per-side technique (but not vice versa).

g) For orbital welding equipment, a change from welding in
a single position to welding in multiple positions (but not
vice versa).

AKmyanusupaHu ca cbujecmeeHume
npomMeHnueu u o6xeambm Ha
keanucukayusma. CbujecmeeHama passnuka
8 deeme sepcuu Ha cmaHOAapma ce omHacs 3a
crieéHomo:

1.

MexaHu3upaHo u aemomamu3upaHo -
lMpomsaHama Ha 3asapbyeH rpouec (0se
yugpu) usuckea Hosa Keanuukayus;
lpomsiHama Ha 3asapbyeH Mpoyec om
rnodepyrna mpu yughpu unu apuaHmume
Ha 3asapbyeH fpoyec om 2pyna om 08e
yughpu He usuckeam Hosa Keasugukayus
Kamo cu npunasam creéHume
UBKITIOYEHUSI:

lMpomsiHama Ha asmozeHHo TIG
3aeapsisaHe, npouyec 142 ¢ TIG
3aeapsigaHe c usrornseaHe Ha 00b6agbyeH
mamepuar, npouecu 141, 143, 145, 146
unu 147 usuckea Hoga Keanuukayus;
lMpomsiHama om SAW 3aeapsieaHe ¢
neHmos ernekmpod (npouecu 122 unu
126) kbm SAW 3agapsisaHe ¢ nibmeH
unu mpubeH enekmpodeH mer npouecu
(121, 123, 124, 125) unu obpamHo
u3uckea ripeksasnugukayus.
MexaHu3upaHo u aemomMamu3upaHo -
lNpomsiHa 8 3asapbYHUS anapam (8ux
3.7), camo Kko2amo moea esusie 8bpxy
Ha4yuHa Ha u3ebpuieaHe Ha




h) Deletion of backing.
i) Deletion of consumable inserts

5.2 Automatic welding

A change in any of the following requires requalification:
a) A change of the welding process group (two digits), in
accordance with ISO 4063:2023. However, changes

in the process subgroup (three digits) or process variants
within a process group (two digits) do not

require requalification. The following exceptions apply:

1) A change from autogenous TIG welding (process 142) to
TIG welding with filler material (process141,

143, 145, 146 or147) requires requalification.

2) A change from SAW with strip electrode (122 or 126) to
any SAW using solid wire or tubular cored

electrodes (121, 123, 124, 125), or vice versa, requires
requalification.

b) For weld setters only, using fusion welding, a change
from single-run-per-side to multi-run-per-side (but not
vice versa).

) A change in the welding unit (see 3.7) only when this
affects how the setup (see 3.6) is performed and/

or how parameter settings are entered.

Hacmpolikama (8ux 3.6) u/unu Ha4uHa Ha
8bgex0aHe Ha Hacmpoukume Ha
napamempume. VM3uckeaHe 3a Hoga
Keanuchukayusi 8 cmapama eepcusi Ha
cmaHOapma umawe camo 3a
asmomamu3upaHo 3aeapsigaHe, Kosimo
ce omHacsiwe 3a rpomsiHa Ha muna
3aeapbyeH anapam (8KMoHUMETHO
rpomsiHa 8 cucmemMama 3a yrpaeseHue
Ha poboma).

3. MexaHu3upaHo 3asapsieaHe — 8b8€0€H0O
€ HO80 u3ucksaHe 3a opbumarHo
3asapsigaHe, KOemo u3uckea Hoga
Keanughukayusi U He cbuyecmaysaule 8
cmapama 8epcusi.

4. Aemomamu3upaHo 3asapsieaHe —
rpomsiHa om e0HOC/I0UHO 3asapsisaHe Ha
cmpaHa ¢ MHO20CJ/10lHO 3asapsigaHe Ha
cmpaHa (Ho He 06bpamHOmMo) usuckea
Ho8a Keanugukayusi camo 3a 3asapsieaHe
upes cmornsieaHe.

5 Period of validity

5.1 Initial qualification

The welding operator or weld setter qualification
begins from the date of welding of the test piece(s),
provided that the required testing has been carried
out and the test results obtained were acceptable.
Each certificate needs to be confirmed every six
months, otherwise it becomes invalid.

The validity of a certificate may be extended as
specified in 5.3. The method chosen for the extension
of qualification, 5.3 a), b) or c), shall be stated on the
certificate at the time of issue.

5.2 Confirmation of validity
The qualifications of a welding operator or weld
setter for a process shall be confirmed every six

6 Period of validity

6.1 Initial qualification

The welding operator or weld setter qualification begins
from the date of welding of the test piece(s),

provided that the required testing has been carried out and
the test results obtained were acceptable.

The validity of a welding operator or weld setter
qualification test certificate may be extended as specified in
6.3. The method chosen for the extension of qualification,
6.3 a), b) or c), shall be stated on the welding operator or
weld setter qualification test certificate at the time of issue.

6.2 Confirmation of validity

The person responsible for welding activities or the
examiner or the examining body shall confirm that the
welding operator or weld setter has successfully worked

T. 6 (npedu m. 5) e npepabomeHa, Ho 8 obwu
JIUHUU ce 3ana3eam U3UCKeaHuUsIma 3a
easludHocmma Ha Keanugukayusima




months by the person responsible for welding
activities or examiner/examining body. This
confirms that the welding operator or weld setter
has worked within the range of qualification and
extends the validity of the qualification for a further
six-month period.

This subclause is applicable to all the options for
revalidation given in 5.3.

5.3 Revalidation of qualification

Revalidation shall be carried out by an
examiner/examining body.

The competence of the welding operator or weld
setter shall be periodically verified by one of the
following methods:

a) The welding operator or weld setter shall be
retested every six years.

b) Every three years, two welds made during the last
six months of the validity period shall be tested by
radiographic or ultrasonic testing or destructive
testing and the results shall be recorded. The
acceptance levels for imperfections shall be as
specified in the application standards. The weld tests
shall reproduce the original test conditions. These
tests revalidate the qualification for an

additional three years.

c) A qualification for any certificate shall be valid as
long as it is confirmed in accordance with 5.2 and
provided all the following conditions are fulfilled:

— the welding operator or weld setter is working for
the same manufacturer for whom he or she qualified
and who is responsible for the manufacture of the
product;

— that the manufacturer’s ISO 3834-2 or ISO 3834-3
quality requirements have been proven by
verification;

— that the manufacturer has documented that the
welding operator or weld setter has produced welds
of acceptable quality based on application standards.

within their range of qualification during each sixmonth
period from the date they were qualified, otherwise the
qualification becomes invalid.

This subclause is applicable to all the options for
revalidation given in 6.3.

6.3 Revalidation of qualification

The welding operator or weld setter qualification shall be
periodically revalidated using one of the following
methods.

a) The welding operator or weld setter shall perform a new
qualification test every six years.

b) Every three years, two production welds made during
the last 6 months of the validity period shall be

tested by radiographic testing (RT) or ultrasonic testing
(UT) or destructive testing. If RT or UT or destructive
testing is not technically possible, revalidation using other
volumetric NDT methods or production testing (e.g. leak
testing) shall be performed in accordance with the
application standard.

The results shall be verified by an examiner or examining
body as meeting the requirements of this

document. The acceptance criteria shall be in accordance
with Clause 4.

The weld tested shall be within the range of qualification.
These tests revalidate the welding operator or weld setter
qualification test certificate for an additional three years.
c) A welding operator or weld setter qualification test
certificate shall be valid as long as it is confirmed in
accordance with 6.2 and provided all the following
conditions are fulfilled:

— the welding operator or weld setter is working for the
same manufacturer for whom they qualified

and who is responsible for the manufacture of the product;
— the manufacturer’s ISO 3834-2 or ISO 3834-3 quality
requirements shall have been proven by

verification;

— the manufacturer has documented that the welding
operator or weld setter has produced welds of




5.4 Revocation of qualification

When there is a specific reason to question a welding
operator’s or weld setter’s ability to make welds that
meet the product standard quality requirements, the
qualifications that support the welding he or she is
doing shall be revoked. All other qualifications not
questioned shall remain valid.

acceptable quality based on application standards.

6.4 Revocation of qualification

When there is a specific reason to question a welding
operator’s or weld setter’s ability to make welds that
meet the product standard quality requirements, the
qualifications that support the welding they are doing
shall be revoked. All other qualifications not questioned
shall remain valid.

6 Certificate

If the results of the test are satisfactory, the examiner
or examining body shall certify that the welding
operator or weld setter has successfully passed the
qualification test. All relevant test conditions shall be
recorded on the certificate. If the welding operator
or weld setter fails any of the prescribed tests, no
certificate shall be issued.

The certificate shall be issued under the sole
responsibility of the examiner or examining body. A
suggested certificate format is provided in Annex C.
The manufacturer’s pWPS or WPS shall be as shown
in the relevant part of ISO 15609 and also in ISO
15614-11,1S0 15614-12 or ISO 14555.

Any change of the essential variables for the
qualification testing beyond the permitted ranges
requires a new test and a new certificate.

7 Welding operator or weld setter qualification test
certificate

If the acceptance criteria in accordance with Clause 4 have
been met, the examiner or examining body shall

confirm that the welding operator or weld setter has
successfully passed the qualification test.

If the welding operator or weld setter fails any of the
prescribed tests, no certificate shall be issued.

The identification of the pWPS or WPS followed, the
variables used for the qualification test, and the range

of qualification shall be recorded on the certificate.

The certificate shall be issued under the sole responsibility
of the examiner or examining body. An example of a test
certificate is given in Annex C.

Any change of the essential variables for the qualification
testing beyond the permitted ranges requires a new test
and a new certificate.

7 Documentation
Certificates and test reports/records of welding tests
and prolongations shall be kept on file

8 Documentation
Certificates and test reports or records of welding tests and
revalidations shall be kept on file.

O6o06LeHue:

ToBa TpeTo u3gaHue OTMeHs U 3aMeHs1 BTOpoTo usaaHue (1ISO 14732:2013), KoeTo e TexHUYeckn npepaboTeHo.

OcHoBHUTE npomeHun ca cnegHnTe:
— BbBEeOAEHUNETO € npepa60TeHo;




— 06XBaTbT NOSACHSABA, Ye CTaHAapThT He ce Mpunara 3a nepcoHar, KOMTo He KOHTponupa UNu perynupa napaMmeTpuTe Ha 3aBapsiBaHe Unv He y4yacTea B
HacTpolikaTa Ha 3aBapb4YHOTO 060OpyABaHe;

— 0b6xBaTbLT € OrpaHNyYeH camo A0 MeTanHu maTepuanu CbriacHo 3arnaBneTo;

— npenpaTknTe kbM 0bxBaTa 3a 3aBapsiBaHe C TPMEHE M TOYKOBO 3aBapsiBaHe ca NocoyeHn cboTBeTHO B ISO 25239-3 n ISO 18785-3;
— HOpMaTVMBHUTE MPenpaTKkv B TOYKa 2 ca akTyanuampaxu;

— TepMUHUTE 1 onpedeneHuaTa B ToUKa 3 ca akTyanuanpaHu u npeHapeneHu;

— To4Ka 4 e 3Ha4UTENHO NnpepaboTeHa 1 NPOMEHNMBUTE N 0OXBaThT Ha KBanMdukauusa Bede ca B HOBa ToYKa 5;

— Touka 6 (npegu Touka 5) e NnpepaboTeHa;

— npunoxexus A n B ca aktyanusumpanm.

To3n JOKyMeHT e npefHa3HavYeH Aa ocurypy ocHoBaTa 3a B3auMHO NpU3HaBaHe OT CTpaHa Ha M3NUTBaLLUTE OpraHu Ha KBanudukaumsi, CBbp3aHa ¢
KOMMETEHTHOCTTAa Ha 3aBapyuLMTE N HACTPONUULIUTE Ha 3aBapbyHa TEXHMKA B pas3nuyHUTe obnactu Ha npunoxexHme. CnocobHoOCTUTE M NO3HaHWATa 33
paboTarta Ha 3aBapuyvKka UM HaCcTPOMYMKa NpoabIkasaT Aa 6baaT BanuaHM camo ako 3aBapyuumMTe MU HAacTporynLMTE paboTAT ¢ pa3yMHa NpMeMCTBEHOCT Mo
3aBapbyHK paboTu B paMKknTe Ha obxBaTa Ha kBanudukaumsaTa. Benpeku ToBa, TecT 3a hyHKUMOHANHW 3HaHNA e 3agbrkuTeneH. Mpeanonara ce, ye
3aBap4YMKbT UMW HACTPONUYUKBT € NpeMmHan obyyeHne unu nMa Npomn3BoACTBEHA NPaKTMKa B paMKUTe Ha obxBaTta Ha kBanudukauusTa.

Bcnyku HoBM KBaJ'II/ICpVIKaLI,I/II/I Tpﬂ6Ba Oa ca B CbOTBETCTBME C TO3N AOKYMEHT OT AaTaTa Ha n3gaBaHe. B Kpaa Ha nepuoaa Ha BanngHoCT, CblleCTByBalLUTE U
BanngHun KBaJ'IM(bVIKaLI,VIOHHVI TECTOBE Ha 3aBap4ynumTe n HaCTpOVI‘-IVILJ,I/ITe B CbOTBETCTBMNE C NSNCKBAHUATA Ha HaUuMOHAaleH CTaHaapT morat aa O6baaTt NnogHOBEHU
B CbOTBETCTBME C TO3N OOKYMEHT. HoBusaT obxeat Ha KBaJ'II/Iq.)VIKaLI,I/IH e ce Tbl/iIKyBa B CbOTBETCTBUE C N3UCKBAHNATA HA TO3N JOKYMEHT.

P-n OpraH 3a ceptudukaumsa Ha nuua, Ne 30CJ1

Jata: 23.9.2025



