=7V AFqAA 3 71aAt
SA71E AARY SHVEA ABEAZ BEAEAREE AFwel Ad 91d 528 979
528714 AREAE AAster], Basa fgel Be 48 907 wshich (F7el 857
W v 837154 ARel ARHA e HYh

<974 T AN|525| >

A1 mA|

857 =2 AFH 37HA ol disto
|H7171¢] Jeﬁﬂi@ﬂvl o ghof st
-4 ddg EX ] o fiste]

obAg oAl &3 Y H(Heat input)el] o sto]
g kol 8HAF A A E 12w < (Hot cracking)ol tgh4

A &3 &3 (Resistance Electrode)ol o &}

© 0 N O ke W N =g
N
N
> o

10. 57483 & (Eutectic Electrode)oﬂ o) 3}

11. oA Hol=(Void) & ot

12. Zet=n} dh(Plasma Cuttmg) of Abg5 = 7h=e] F5ell thehe]

M2 A

% e 2AF 418 29 ge0EA 9 257).

1. A &84 (spot projection)o] ] EA Z7]o] FLASH7} ®o] drAs gl o2 AAs7] 93 23
£ FHAsA L.

2. Duplex Steelol] #3s}lo] =3}A L.

3. A 29 SR(TIG/MIG)A A2 HAE 7]-F2(Irregular Porosity)2] & #lel2?

4. B34 H(Fillet welding)©] &2 3 A gHo| tsle] HH3A L

5. 1 FHEAMT 527H)9 &€ JggHo ALYz H e =4 (Conti Cooling Transformation)ol] th s}
A siAl L.

M3 WA

# 0% 4RAG Tek BN BA F 257

1 A 2ol slA obrl¥= $mAY, = Hot Cracke] of= &84 ol 2 o] 78]
I IS

2. 73‘#111% SELF-Flux 7]%—% Zk31 9= t,zHL ol waloln, 11 Palel gxo] thale] 2A]Q



CAEgEH 3 S-S £HAF, BHAL, g Eoly. A AFEA Pulsation AFE A
gt A -5-ol diste] AR sHA L

2. FHES olagH T A &S E2A 02 Rotator, Turn Table 58 AF&3tt} o] 55 A}
EFoEA A S =Y T AT FEAQ] olf= T

3. AHHEE EAFux)EZA dst=, B3l 5E3tE 0] AF&EHIL At} o]Eo] AFSHE olf H
delel et =skA e

4. ol AAE & uf FosjoF & Ao tisto] HdretAl L.

5 &l AEet oA Azt EA T AR ] 5 diste] AWsiAl L

<97 H = H|505|>

M1 @A

% The BAE F 100E 2o dEsA e 107)
L 7b A9A] opA R, o QA e gtz g4n el He Haaw

2. S¥olz gy Aol 9REHFA 2

3. b2 gela §H(GMAWIA §8 S50 o4 3H8 Ax wag i AGe olggae

M

4. o}=2%3 (ARC BLOW)Z A<l 3} o =)
5. thol AFHS dolli7] 913 vl AW ES S EZoA Fo} T HIE 2AQ.
(a) &2 vl=xd vATE () O RT, UT
(b) §-Z e AMAE Sl &4 () @ MP, PT
(c) gkrfdleld () @ UT
(d) 2% (BLOW HOLE) ( ) @ RT

6. 8H A dEdH} FHEAS 7HAY T+

7. 292 3o= oA (FCAW) o] 7haw "ol (GMAW)e Hlete] 2zt A3
8. o] &% (Transition Temperature)

9. 4% 4 (Red Shortness)

10. 19 # A (Temper Embrittlement)

11. ¥ & 3k(Fatigue Limit)

12. &8 52 A (SCO)

=

H2 A

¥ U2 TAE T s e ugeA &(F 254)

1. Z&F=vlolA(Plasma Arc)dwhe] Yo} ddEAS A Esir L.

2. 5% (Copper Pipe)= SLEEVE °]3}7] 93] dd ™ (braging) A& 31712 33, AlT8#EE 1)
;ﬂ?ﬂ 2) ol FAHEE 3) &Al(flux) 4) 7FE 5 WHAF A ¢oF2 AWIAIL

3. QzEHUolEA 2HAY AT EHEFETA TR F A= AAFA A s dade e %
At Aol tfsto] A=A L.

4. & F 2 (carbon equivalent)o] & F-3lo]o] o] A o] o]E A o] g5 += 7<] "4‘340}/\]
5 0.6%ce ddt gA7S SIS o

ko
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2. 20mm 57 ¢

Mz shAl L.
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7 18 (GMAW)

ST E S

S H A T A% (Welding Procedure
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st

%7@

AA & s 7]

9%

22 ASTM A441 Z3&

Specification)& 244 Al 118

4. 9t~ (Box)

3.

2

ol el 7]EskAl L.
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SEEREY

H4 A

Al Q.(7F 25%)
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=

NE =2 o

el F7 5744

bol AW shA <.

A lel 3]
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3 77t

= =
= =

AAe, A fillet
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5. GMAWEH < &3 23H (spatter)7} Zr}
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1. A9 (braging)ol A9 &7 (flux)¢ 7]

o] £ % (transition temperature)
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318 4 (spot, seam, projection)§ HFA =] &

3. A

4. 1274 (hot cracking)



5, ©+&tol 3 (short circuit transfer) .2 &H A& A2 &4

6. 1A A ¥ (Kingel test)

7. Al €3 A9 cleaning action©] &?

8. ®13 # A (temper embrittlement)

A ol

AN AZel vhrst

'_\"“):1.

| zn=a 74

93]

9. A% spot-&Fel H]

% (carbon equivalent)

= <4 (under-bead crack)
12. 2 ol¥ <L(crater crack)

11. #]

H2 mA|

EEEN

a8 A
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F7h2(Ar + COQAREH = 570l
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=

3. MIG&F ol A

Projection &
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5. Key Hold Plasma &% 3
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24 (spot resistance welding)oll Aol A=A 7 (FEM LR 2] ]
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3. MIG&A ol Aol &40 &(E A E 8ol wafo

=4 Argsir L.
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HF& W (acoustic emission)
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5. AISI 304 2HQe| 272 §4 F YAHE v
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2.V % 29 (Chapy) 4 A8E she ol FE?
3. ¢¥T R4 FHoNA Aotz Age

4. $EAA AR SR Al A7

5. A%E%

7. Ceqel 9vE A
8. ISO 96064 E7F3at= &5 &Al 57HA T 37FA] ol & 7l=shAl L.
9. Bk~ oA &3] 9 S 37HA N 7]EEhA Q.
10. €8F §HFY YRAEE F7HAE F U= 2T

11. 7k~ "2 ofa - (TIC &3)ellA of= ¥

12. 852 A A(WPS)ell 7155+ W8 F 57HAE 71sshA] 2.

M2 A
% T 6% F 483 ta) weiA L7 257)

1. MAGRH S Huela, 1 548 71&8A 2.

2. 1 & 9% Yzt WE =(SH-CCT A=)E a2,

3. & WE Y 3 A YA sl 7]=shA L.

4 87 A Zeete BE e ABMs el 4B prele BAS AWE, AE &3
glol W B WA e L

5. dRuE gEe =X A4 =4 W dig sEsta e

6.0l ~EE 8§37 s e

M3 A

% THS 688 F 4%l el walAlS.(Z 25%)

1. 7o) FfFet ZH2te] EAS 7|EsiA L

2. oA wfr] S o] FAS 471K oA Ea 7] EAS VEEAlL

3. 7229 A4 Al 95 FF 3 s1esA Q.

4.7 4R AL AT HAE 24F 2908 B AW

5 &1 Ao e ois] AsiAlL

6. 87 #de 2R =1 727t g AW

M4 WA

2. A.E(Aucostic Emission)A] &

3. otz &4 AF3tol A #HolA A Al 2w o]
4. Fopz=v Aol AF 7= (GAS)F
5 A% ZFate] &l s ob= wkE
6
7

[e)
Cabg "ol A A3 E 8 (Spattering) WA o Aol B 7] &AL
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H1 mA|

¥ O 8 F 103l disiA FEtAl

1. 4579 §xAA el tefr HdrEata Q.

2. oFzZd (arc blow)@ el thajx A stAl L.

38T AR AAUde A AHsiA L

4. 292 3= o AL (FCAW)o] 7h=wg 0}3%@(GMAW)°H st zt= FAS A siA
Q.

5. 84 dde FHASEAL A HdretA L.

6. &4l el pinholeol] tiajA g stA] <

7. &FHEe TIG 84 Al ACHol AsHe olfE AEstA L.

8. Shrinkage cavity2] A d<lo thafr HH3A L

9. &4 A IAYZ A ZHCritical cooling time)©] & ‘3i<ﬂ7]-?

10. dAER &2 &4 (electro slag welding)oll thaiA] AHEeA L.

11. €3 Fo EA8t= 5% AAE (metallic inclusion) EHOHH A A &
12. Aba-opA gl &8 EX &} A TGg EX 9 Aold thsiA A sirl e

M2 mA|

# U2 51 T 47l dsid #Her e

1. S2HYolE 2H g 27 (sus 304)S GTA - 3 pass &8 Sue] mAz=A ] os]A
A shA 2.(25%)

2. 4 Fx2ES 4%t AstAdy 2tdet < (lamellar tearing)o] A3 ).

O TALJAI FAAE AD(EA), o)At EHAT 3o R AHIIA L

@ =, o] #do] FxE Wi mad FuHE AT A JAAE F e vy AFEHES AA
st o9 BAE + A=A AdEal 2.(25%)

3. GTA &3 Al oFart wl§ EerAsIAt oo didh ook 1 a2 WHE disia Aysia

4 GMA 40 o8 A7 $8F5 7% wol Bt olsh 2e AES YA 913
A
e}

AL)E X}Oﬂ/\]I‘B‘_(natural aging) Al 7] &
Al 2.(25%)
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3. GMA &3 < &3 ZdllH(spatter)7} FtatAl TASE ) o] RS FAAA F U= s o
a4 A akAl 2.(25%)

4. Resistance projection &3¢ FTdd=ES AHdta, o WHS A3 H &H(resistance spot
welding)#+ vlagh o 7 o] dis)A
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18. o] A& F919 7= B A5 7] § ey, dvtAor "gadAdA sk 2 A
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GE&4el SdoA o}i 71% A 29 No touch ~EFE9 uFH TIGEH 9 of=ax

20. L2EYeolE ZHY AT o2 RAe 2 ANF I, £HBgE E3
C<0.08%°] A &ti9 7)_\10 etk E 1000CAE = 7FEd § syt 49 &A1 AYE 6t

ol QoI ABAIA 2 ABAel AFHE Bhol e A3
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2) oM Fhxe] TS 4714 o] A e
3) FAR Ag]r BE &Hste A5l oA A&t &3 7] E(broken arrow)o] onE AW}
ol FHe FAE 2o ‘JrE‘rUdE]r
4) Back Weld¢} Backing WeldE T-&3lo] A s},
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gl

o

COde Sedt
ion 1X°| A Backi
cking ©. &

A1)

Bih) .
-
oy —

6N
Bl =
B & w ° o ~+
7 ~ O /%\ = N W T
o~ 1X_.D /m— [ o —
=T S ﬁ N v %X F X & -
S oo ) R % Wy o
TS dew C ) o = < < 4 <
=oAL P 5 8 S = & " do M
do X MO < — 7 at+ = b o oV oy
i o B 2 ) or = o)) ‘O|.~ R 4 o m,
o B L /M\ ol 5 o ™ < n o | A E )
o T ORR MA ~ o ol ) ol ~ o sl
T o O 3 = P bl o = o o
e poow o 2o = = E
% go ™ o o s oo o N o B s
~ al} N Ao o w T W o A <
ElCY % L s o o® & —
Moy 4 ° R o © - 2 5o < N ST
ol il XA o =) | nﬂm ) = N = 0% o) i o
he oy o X = X = o . ) My = o B
W oA @E SE T Xk < 2 o Z
o g woooa AR ) o - A o do N H
CX g uT o % i T w CNC o S d TGC)
S ° o N2 ~o s o) Bk 00 { N X° ES o T K ™
S Ko INTIC o o N ) ™ o o N ~ o (- o S -
— e Mo ~ K o f= < ! X o N w = o K
N o S o ajo o o o o o) W N i —
o = < = = _ _— o Br o cy o~ T of i do MvA L o)) 0
o 4 = o ul & = o) 3 o v & o oF o do B
o 80 2 = TG Kl o S o B e T X g thoEm g X
QO N jang H;I —_ X EO S Of Vi) Nﬁ JHL ~_ = ~o T
< = R o) o o0 < ~ T = P JJ ~N o oy = —
o v No P N x° Bjn X ol T o o) do T —_— o X
o T X4 o ; Ao do D o = N ik LN ~ X mo R B
= ot © of M £ X T = L
op < o = . o 93 a 0w ~ o gy 03 I o 2
ﬂ&ﬂ&m e o - GRS T " ﬁo}ﬁAwﬂu Mc]an _suﬁ%(ﬂuﬂu
S 3 = w2 R 0 g L g X %_gzqu%Ur
3 Ty = oF R = pa N =t ‘_E =0 o or i~ iy el
&o @) >£ ~ _\wW/ — = o X N o2y P o] N EE lor = o K &
— oy = o} ol W S \MI _ Lf - O#E o el ToH ﬂ_D| _ N ﬁE o oy T \l.u/u Lf O#E
do N N 5 T % < do 2 %o T 7o < gol\x»}A%ﬂq
@Sﬂuuﬂ P N = T 3 o AR s r W wm N W oo =
s < A do o T o 1o° do T oo s 5 2N o e oo woe W
W o O v%mﬁo)%ﬂugg T %%ﬂﬂ@il?ﬂm&o% ﬂ@uw\uﬂmﬂ%%
mﬂﬂnﬂ o) ol < B ﬂudomumenn ~ 3 ﬂ%mwuﬂﬂnﬂuﬁmz? mo&o q,..wmoLeﬁo
HT%]),E %ﬂuohmﬂ% SH " %mﬂﬁu;( }_%LgouE ej_/|1eu6
%%ocnxn o A@u(m«mr. ﬂ)@ A = o ok ﬁ%mﬂi:qoﬂgﬂAT}H
zoZ4x _soﬂaa%wmﬂ7ﬂg;u% o M W O ML@A%EQQ N E
o HT Wb M%%%a%%%ﬁﬂm]ﬂ o T %&ﬂé%ﬁw%Aﬂu%nxn%no%_}ﬂ
o < o o W o g ~ o < %imuﬁ = * — d X F ® T
oo — T ﬂ op = 0 K =0 Ay = v o o - X o) o~ N O o= N
B o= 4drxo,mn%uf%x§ﬂ&ﬁ - %%Maﬂ‘Wmeaumﬂ)oAﬂufﬁogos%iwﬂmﬁ
< W 5 e o= 5 < _ B oo = B < SR ~ o =
56. WXLaﬁﬂQi%iam L Aqua@zmymA@%4TﬂgwoH
- T i ok w B o m 9 o] mﬂﬂo_soala%?%i%@Ama& oo 2T
w W < s % ~— £ 3/ W M,All nowE or o hAru do %o W M Re i o m %0
© vV = ~ © & do o ol o Wy xm BP ~ ©o do 2 of
ol SR PN N lewurg]ilL@mwmqo
STRCRES SNTCR S oAATAyo%yamE
RSN R FSt = R R 5



i)
k1
o2
o
T
o
=
N
H
o
rr
“
4o B
rr
el
o rx
i
o
o,
N
~

15, 29 &84S A7l 98

16 #44 289 AFEE Folor BAHE=?

17. AASA wSE He EHAL vHES Y §HA9S & F JRE 5EAT FEd SHE A
SHEAE FAHRE AN AFE Folojgta =71?

18 37 dFS vAE §HF FH= F& A7

19. By &= S-HoNA M WA & 5 & A (shielding) 7~ & F91Q171?

20. A B A 2ot (submerged Arc)8&F oA &F oy EHERE FFAI77] Sleto] B4 A
=(Wire)& &34 Wwgoz dd2 wdsta z17te] A& SHH R Aojgtes WS Fologt
1 sFE7E?

M2 WA

¥ 29 614 T S AlE Bk HekAl L.
5] SHA A ofd Y (stress relief annealing)w Goll thsle] A A 2 .(207)
2. MIG, MAG &3olA 7]a<] 2Ll tiste] st nhE 2A]2.(20%)
3. 78/ Aol Fepzvwp ofa &R /ATEA mEsor & b 2 A diste] AW kAl
2.(20%)
4. &8 & EAYE g+ olfE AHsr2.(207)
5 9% ofa &HF9 HEAE 7T HE T 2.(204)
6. 7F=mE o= (Gas Metal Arc)&HA &7HA(filler wire)ZHE £§3F%0] EAZFoR o] 3
(transfer)st= 7124 37F4] & ejo] tisto] Hw kA 2.(20%)

H3 uA|

¥ 5o 6 A F S5 AE Holo] kAl L.

1. 24 &3 Aol @ste= ool thsto] of= vlE 2241 2.(204
2. 7 Hl?«-J HAZ(E 3 gH)e] A2 d(cold cracking)e] F&&FS v = AAE IHA

o

Fa 4

],

O-
ol
ol

7&" %@‘)ﬂ/ﬂ gt ol Foloj o]AL F & olfE HAsUtE AW .(204)
23 A F9o v &7 (filler metal)

g4e 2/ AFE 9t on 2

Ha A
# theo) 674 F 5EAIE 93] gahao,
1. 5% CCT ol dhste]l Mg abr]2.(20%)

2. 1497 & E=(bond)F- HAAZTFHE A 7] HsAE owg HEo] g ofof d=A
5 AshAlL.(201)

3. Yol =7 &0 dolA weld decay®l knife line attack= F3lojH o5& A= ojEA v}
23 % olE AASHYE o9A sF=Al st 2Al 2 .(204)



4. A& SRotolole] A Fa SRS 23 o8 74 (U] 9FLE oFEEA 2.(20%)
5. 2RAF2A ol &AM of= Aol(Arc Length)E Alojsts W2 37bAle] tiste] A skA]
2.(20%)

6. A3 a9 nksl FAFHe] FAE 9Ete] ddd HdS &Mt gk ojuf ALEEE= &
Y s 5 747k Sl tate] drgshal 2.(20%)

<944 = H415]>

M1 WA
1. 7F2=84 9] &8 A 7] (Pressure regulator)®] 7153 2o WA 7]&3tA2.(254)
2. 9 EolAEH(SMAW) O AR 7h=g 4o (GMAW) & olv 82 Fol= of 8% (FCAW)
of e FAor At e L ol fE AWA L. Hgh v EolAg o] ol 7tA & H]
WA dEo] g e 25 A 2.(25%)
3. &2 <% (deposited metal) @3 7Aool hoJA 7] o] 2ol thsfA A siA 2.(25%)
o A= Ao
4. £4H9 F423# 3 (hydrogen embrittlement)o] #3+ T} &S0 ©35FA] 2.(254)
(1) Delayed fracture® 2A 7)o thajA A stA] L
(2) BAo] 5Ado] FaHste] m A= el i 4

A O
@ FEAAE A AAA AT F AL BRES AFAA L,

I1|2 WA
. M H(nverter) & ML AsdEE 719 SCRE &AL vluwsta, AAHE &HdH9]
P@:E—% A ekA 2.(25%)
2. ©@etol =84 (short circuiting arc welding)oll tisle] 7] &3FA| £.(257)
3 ABEHAE ofa EH(SAW)O #3 ths &5 @shA 2.(25%)

(D) &4 92 F-dF(constant current) 545 F=2 27 H=d 1 o] f& AHsA L.

(2) 10mF719] Z3< o7l &4 (butt welding)stAtly Q75 Hl=9 &ae] Hl3]A
Z o] (penetration)= Y% #Fal H|=Z(bead width)& Y% A deErgch ks
S 27] SEiAe S-S ol9A Aok st
4. =gHAg 2% - A=A E(schaeffler diagram)oll el AW sl o] AEE & oA
o] &at= Wl thafA A st 2.(25%])

H3 WA
1. 7}2F<£ot a8 H(GMAW)A] 403 (metal transfer) & A€ ¥ E BI7EA¢ dFe =7]d o
gt gkt oS E50 @Al .(25%)

(1) HEA F&old o] 3FHE At 1 54 d9Yar e
(2) Ar, CO2, 80%Ar+20%C022] 3714 H.a7}2=oAq Yely= F&5olddyS Adsiet. &= 7
Zyol thsiA YEE SN =9 EA HHE AYsA L.

2. 789 (residual stress)®] A7l tiste] Awstar, syl &3 olgol thete] oAl ehA

oFZ-8&H(GMAW) Sl dAMFet 4ol 3te] BA thale] 7]&skA]2.(25%)
CEFrEEA e B vhe sl Bk 2.(257)

(1) 7h2=¥2=dol 248 (GTAW) T 7h=F 40244 (GMAW)Al aLe Eojof 8 Alg=So] o &) Al



A sHA] Q..
(2) SR Fxol 3 N F(pore)o] WAFE FE olfF AWsm, 53 Hns] A4
]

(overhead)ol| A 7]F & Aol At o] fF5 AHAE3sIr Q.

A4 WA
1. 7f2F%0l28H(GMAW) A of=d o] 7] Alo](self-control)] 7] E AW3A| L. E3F VE
(groove) & Al 1S AsF 4k oF=L Al (arc sensor)®] 2t U8 E AR sA2.(25%)

2. 238 A%k weld defect)e] ¥ 27 =(fatigue strength)oll U] X &= 3ol taA] AHskAL.(254)

3. &4 ol 5ol A3 (brittle fracture)s Lo & = kw4 a<ld diato] AW ekA]2.(25
)

4. 4% SRAT ToM IFTHAZ) A EAs= Aol dhste] AP el wet 71EdHA
2.(25%)

<93 = X[403|>

M1 mA|
1. ZE Ty X %%‘Q(ngh Density Energy Welding)o] & F 918 ol ddbzQl -y v
3w o FAHE FocrtE A A Adele] =R (20%)

2. Z8Re] 9olA Fa(Hydrogen)ol 9 @el e e il waeh25%)
(1) $HFAN 529 ASH AAAA g
(2) a9 2U% olF 2FFE P
. B2 EBlow Hole), AH A (Under Cu)e] $H AT A7 AsHE ofwl st A1y
27k 4744 e DA A sheleh(15%)
4. APES AFER/TIS) BES HEF golA ofelst
2 79 A etele(154)
5. 7% A4 Bkt VA4 AP A ABLE, FEAUA, dol e

a9s 28 AAsHA A kel 2h(25%)

o

el

m\l

re A%

rlo
il

[t
ox
=2,

o g A Vet

H

27 &

£

HE

ol

H2 mA|

1. LzdHYelEA 2R xHolA &HES AFH=(Single pass)® e A9 HEIH
(multipass) = sk 452 &S vlalsto] A etofet.(15%)

2. BFAAN 71EH R aHEolof & ARES dHetal AR, oS3, &Y T AAE 4
sto] mefstojof s ANkALES DA St A sted et (201)

3. Bead on plate £8H& 3l 2% &4 S
o] §HFet 1 RrollAe] E9F &
4. @ 13719 Tubesheet®} Tubed
AgHeE 7I&shah.(15%)

5. F=r3} ul=ro] £HAL 7] #EHH A Y (Performance Qualification) &, #7749l
ASME Code Section IX Ehsms AWS D1.1& @ A4 <174 W9, @ Fa#831e] 384, 4 Q2
go] 8- FHAA FEHS 9FE v Awste]eh.(25%)

M3 A



1. 885 HANA 7NAGZEE FFete A2 159 242 o] 242 &AL
S 14 (R)ol webA Planar, Cellular, =*4+
o5 &7IgA Ao w yeha 1hds] Awstegh(25%)
Gl SHALATS PFe- AL

=

5= (egin exed) &

)

@

)

o

5

=%

¥

)

fu o

[\
2

o n
oo
2

of

3. ngHAe] &HNAA Y1 Aste] HHE g, AFAALL 5L et dWsta, 5
gu =] =
IHA B8 Bts 848S FQHF o= AN &4

e} =
5 €4 A 2AEE dAyr) =19 (Under bead Cracking)® Tl 2 7] 4te) 7 xS A<

akof 2k.(20%)

H4 DA
L #H 92 o851 3= Feh=vkobaE-4 (plasma arc welding)e] 574 1 580l tiste] A
B shel ek (15%)

d 53 4% vds dotry] AT APEo] Atk o] F
o 1 WS AAsHA Argstelet.(15%)
A 8 2desl gz
ol kst A A T

& A%k gk 59 obdsh 2 §F KA FA LA ool
f Wge dwsteleh mE 0 4%E mEt At oEe W@ BB Holv Aol
SATHL BE BPL =dheleh(25%)

(1) Arc strike

(2) Under cut

(3) Reinforcement
CTREY HAAFHT ot 982 P@rpH o= Kz (Stress Intensity Factor)g ©]
e ATE A Ao A A A sl 2k (25%)
5 ohe AMFEES Adeteeh(20%)

(1) SR dracking

(2) TMCP %

(3) SCC(Stress Corrosion Cracking)

(4) GTA Welding

=~
ofo
o
o
£l
30
v
o

<93 AT [395|>

H1 A
1. TMCPZA A &3S ®Ee] wHetold Al v, Aysiae. (254)
2. &€ F97F vE o] Ssyd o, yEay] B m A= ARIAE 51, 2AEe] S

l

WA e e Agaiae. (25%)
3 RREAA AFT oAt §4 TxEBY WAL o8N &4 AR 2HAE A9 A
FuAe olshgrel Ziel 9Ud gPPEst A4 §HAAE Aole] 04T nAH=Y 4 4TS
= ANE] FRE ANSL 1 54 AgaAe. (57)

4. WS A(Narrow Gap)§HBel 347 AZWHe 54 242, (5%9)

M2 mA|



1 28l =% ga7e] §354S vl Agsiae. (257)
2. &7 AR E A o)y IFSHS a7 EHEHE S AL, (25%)
3. GMA& RO Hart2zo gk b5 E5o 9obA 2.(25%)
7}, Ard} COZ—% Abgst uf Z+7to] Metal Transter(Fillet Wire =oFA &8 o] AEm = A9

U Arsh COs ALBSIEE W SN ESl Bt AE L A7 olnA v, AL,

[e) —
4. A7 o] 5mme]a, Zo]7} 50mmel E(A 57 3 B& 3 ol Zolzl 100mmel F-SHA e
Sk o %743}3’—1} sk}, AIZEE 10070 &3 8taAl & Ads 88 27HA & At 1 #
T dYE AW .(25%)

X‘"3 A
SHFo FaFs @l T v
7} |H Tl Fa7 wol 3 =
0 Fasel A% wgEdels wass
A Al BEA] L.
%;SH«] H]JJrJ47“\} WS 250 HAPE O tiste] AW shA] 2.(25%)

H4 A
1 $47a% a}@a}sﬂom A, $AUL R ol YAGAA Aol A, @59)

7} S8, O}am, $AEE PUEe E3h gHQole] MAE Gl el MW A
€]

1}, Tandem ABPA= o}2 §gWel 4508 4 .
3. 84 ANBA ABAAE Bx; a5 £ FEEY §PWP] AL JFl vhstel sl
Ao (25%)

4. TIGEHW MIGE Ao AHgshe 87 D99 AF-Age 542 u 49shi o, (25%)

<924 = X|38s|>

H1 WA
1. Ag AgHolA ZgA(flash) & ~3E(spatter)d] Tl L 71 Ao thalA 7]E3HA
2.(2574)

2 78§ A/ SWOSMAW)I RS F79 54 2 5o dad dgsty, 471844 a9 2 F
AL Hstel MR EA L. (25%)
3. At oAUk BEGHAA BE
4 §HTEEe 25l WAL AREL

2 A
L &7k s of 84 AlE Al COp ¥ E7h2el thgh 42 (Ar) 749 &gt &0 S7hghd whE At
SRS wskel 1o slol gisjA FAlHem VEeA] L. (257)

2. A5 E&HSAW) AlgEH1 d+= EA(flux)d FHE =<31A2.(254)
3. YEFEHAEH(SMAW) S Al FWHS HEH (buttering) Al3H RS AH3A 2. (25F)



4. B4 72" 208 H(GTAW) .2 T4 dmme] ¢Fvls Fa(TeAZE 20004E)S &4 3t
Ae W BEAEEI TSl AERStE w4 Al AEAlL.(25%)

M3 WA

1. A (flash) &% A (up set) &5 o Aol thato] =w=ahA 2.(25%)

2. A% AEHAIY &HEzAAA EHHAF B 7FdHe g AFA (7] TR, FAAIRE,
AAZE B FA Aol Folol 1 Alojo] wE oY

of tiste] 7]=3tAl2.(25%)
3. SR(Stress Releaving) &< TA 7]} 1 tj Ao tjste] Al 2.(25%)

4, AT EHSAW) & o ~HUolEA ~HZAZS 284S

ol st drsial 2 .(254)

H4 mA|
1L 84 23718 71&FoA o] 27H8 (on processing)d] Wate] =&81A12.(25%)
2. B84 g2u $H(GTAW)F vlo] g Zek=vl &3 (micro plasma welding)®] o} 2 &85
Aol et ¥al 7] 43kA 2.(253)
3. TS A}ale 7heks] Amska ¢ (254)
7h 8T
U dol2x
o KIC(3H3] 1)
et &9 F+d
uh &A1 7H(COg)

<92 = H|375[>

H1 WA
1. 2539 &% (high frequency induction welding)] ¢S A 3IA 2.(25%)
2. A Aol lolA AlFEAIeE HAeEe] &xuo] @waEH o9 Jhed §HWMS 7EdHA
2.(25%)
3. Z(steel) £HF 9 423 A (hydrogen embrittlement)o] tdle] t}& &ESo TaA2.(304)
7hoolwl dds =k
1t ol® 7] 9 (mechanism)ell ¢ siA] LA FThaL A 7= =7,
th o ol& WAy A= LA @of st
4. EFE&HHA AFgsta dv FY2(flux)E skl o]Eo] oW &FEA N FE AR HE=A
A shA] 2.(257)

0

[¢]

H2 @A

1 G TEE &3 dojy= iz o (lamellar tearing)oll ti3dle] ol=nlE A2 (25%)

2. EHAFEEY AAAAAH aFAH L AN S HetA 2.(25%)

3T ES SHse A 2ZAY —‘:r”ﬂ, SHEE A EHFERE HdEHY UYrte 42
oy Rgow Hdrxol yrie=A Agd wet 29S 18 AHsHA2.(30%)

4. 1% YA $HHE of=dlE 51 19 S vl AW .(25%)

M3 WA

L. ZH /¥ A% (stainless stee) &3 ol Lol A o138 (sensitizing) ®F F 3ol ol & WA|str] 9%
Wl o= olm Ao] 9=z M ElA] Q. (307)
2. B L(TIGO SN A =4 (polarity) # 4 %8 (cleaning action)o] thake] oh=thz 249 (204)



3. 4712 % (magnetic blow)e] & Fololn] 1 WAt Folelx] WA ©.(204)
4 8RFF $971% 2 FARY AYH2A Bl T BFTE AA%L s AW A
£.(307)
Ha mA|

1. 8355 Ars XAFIG Ao ok dd(filmolA &332 7 2 1 d5THE 7=
o (20;(4)

<914 T H|365]>

H1 A

1. A2 49 o853 g Zgk=nt o84 (Plasma Arc Welding)d 98¢ =
A5 0 (257)

2. 3ol AAY FodloF & HES dAste] A
3. A 9o 2o0]= @ (Brazing Filler Metal)2] &
)

4, AEZ-2B8A(Cr-Mo)Zd Ao F2 HAE = A< (Reheat Cracking)e] A3 W= of 3
of thalA ArslAl .(25%)

oo
oo

o oaA

W 3IA 9 (257)
£ 53 1 Agel Bake] AnEiA .25

ut

H2 mA|

HF 9 =7]8F (projection welding)2] ¥z, 5A4(S8) sl dHsta &HEF2
3| 7]

= B55H7] A% 7] 2 A& HJATE zEFolop & o disiA AR eAl2.(257)

3. WEA (i) 2] 8-l A Fo3 FAAES S A 2.(25%)

4. BA7E2 oA LA o] AX e H bl #AsA 7]EshAl L.(25%)

M3 WA

1. 7] &5 AR HAE Ag gy FrpgHEs Agsir]2.(25%)

2. EHTFEEA JojA &FF FAL EFcta 1 BAUJ Y AR EAA disiA A et
A 2.(25%)

3. ol g ol EHFLEo AFAA(Soundness)dll FFE m A= AA FA AL Tl HE

of tisA Argstrl 2. (25%)
4. JAHE oF=(Inverter Arc)&F 712 712 dglel 540 A dstA 2.(254)

M4 mA|
1 ot =s7de] -84 (Spot Welding)ell lojA &4 FHARSTS A A=559 dedHd &

2. 7% §4 AYYYe] DabolZ(thermal cycle) EASte] HBFn FLEFIe| NS A5 DA}
ool G TAE AAE 1 WA .(25%)



3. A FEHAAY €H T dx 8 (Post-weld-heat-treatment:PWHT)oll thale] A= 3stA 2 .(257)
e

4. 5 AMEE hds] A Al 2.(25%)
7F. Ekab-S- (R S ) . etA 3 2(Carbon equivalent)
o 4949 Heat Input) 2. A=A (Cold Cracking)
vl 253 ¥4 (Ultrasonic Test)

<91 Hd = X|35%|>

H1 A
1. &271=(COy) oFa &80 &7]=9bo]o](Solid Wire)9 T2~ o= ¢fo]of(Flux Cored Wire)
o] EAS v, drslodat(254)

2. TMCP(Thermo-Mechanical Controlled Process) §if9] #iE TS| 543 &HF o 7[AH HAAS
HEo] g9 A9t vlulste] A she]eh.(25%)

3. i EHA 2AsE K D (Cold Crack)oll thall == elzh Wk o 2o

4. AFaA £88S AFESE W ofm AEEA] 7]Fo] HASHY] % olfE AWEta, o 4=
AREA] frelds A

of, 1
ol
o
&

x2 A
LAY wFgde] MA/TE AYsa T 4R 9oyl S90S & W §HA W A2y
Foll oMol e PEE ARHo A ehleleh25%)
2. Be BAF 22AE Ad3e.257)

}othg $A712E AR SR AAGES tehole 55°

v g o] &5 (Conet Joint) AP 4S 47HA vk 2oz 17z

o} 9¥d 4 (L.B.B, Leak before break) A7 7ol dial] Adwstet,
3. &HAAA SxlelEvel FFolu Baolde S vsfok sk offrol e A set.(20%)
4. ofefot 2 4HErE AA F AFD v are] Hojof & thEo] Aol diaiA g seR.(30
)

+“— 2mo—>

A+ 4m

manhole l




Al A
O Head : 2:1 B¢
O Hdl A-&%+= : 100spi
O 4Al & F4 : -Head : SA516, Gr.60, 25mm
—-Shell : SA516, Gr.60, 20mm
=Skirt : SA36 £+ SS42, 30mm
AREHA L s

o
CEe i%% FAISHA] dgkow, ddx A 28 jle AoR g

N
5

-
) A9e) 48

M3 WA

1. &H-A AAdd dofr] g oo 3 7] F o diste] Agser.(25%)

2. 2% A (Narrow Gap) &HWHe FH3 2w 545 d9steh.(25%)

3. 84719 A7A gREALS ofmaAdol9 Aol Wy} #A o] Adrgstet.(25%)

4. W 79 (Back Gouging)d WS dAS L, of= oo 7F-A(Arc Air Gouging)el #-EA &
A o 2s drgstet(25%)

g

H4 A
L V-4 &9(V-Notch Charpy) SAAIE oA Algrmet FaoluA 5L Hdsdeste] &
7:"—L§ agla, a9 T o dyA Holex H J‘r‘ﬁ Hol2=E yehloeh(25%)
2. O AHE 2AREl glold A Alddle A e (254)
7b A olse A=
o EHE 9359 =294 (Notch Toughness)
o SHE I Ayl A7
gt & ol&o dA
3. &N UNAT 47HAE 23 o5 HEd A voty HAES AFHE Pt A
2h.(25%)

4. ASME CODE SECTION IX(1989y% = 1986w 3h)o] oA S LHAF SIAAE ] glo]A
Essential Variableo] tfsle] A9 3s}a}k.(254)



