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=] %é"]:&f‘ 2 AAE 3TEA ) AAst A

olg-g2e] A7)9F ~3HH

A
(spatter) ¥ A=E MIG &3 %9 vws}

Ao, (&, 24 Y FA9 grigjolo] F Y
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A 9.

.22 840 deleh SaRgd tisle] AHEiAa e
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=2 7= L
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3. A& BZPAEIE (continuous cooling transformation
diagram)el tisle] A A& o5 5ol AHsA L.
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2% (carbon equivalent) ] 2H?

277 (hot cracking)©]&?
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25 (stress corrosion cracking) ©]2H?
233 (stress concentration)©] &7
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AVC(arc voltage control) unit®] 7S A%
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1. npEgHA] A7t wE FALSE, ek, A
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2. #2824 (diffusion welding)9 24
3. 9L COy o783 & u 84589 <l
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3. AFEAE AR MHEd, FF 2R &
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(#r 99 10%)
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2. #% A&ExF dieiA 7IEsiAl L.
3. FxE AdEske] F57 570l tsiA 7Sl L.
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11. S %ola 4% 5BA] 715E 712,
12, ZE|ole27}e] Aa-olElal Aeto] ofe]

H2m A

% T B9F 418 29 gL, (Z 25%)

1.

e EERE LR R

TAEHS(LLW) M EFsks GMASR S &
2 olg) @iel FRE 7IEsta 47e] B=(MODE)
o WAE AR, Birkao] Gl e 7%

SHA L.

Ay nARse AgEe vsRAel $5 47}

Ao el el drdetil Q.

€]
4 =2 (Notch) 8= S7HZ ¢
At L.
&FrE GTA(TIG) $4F GMAMIG) &34
Adglor sh= F4 (Polarity)dl tield 1 FF
2 Aol RS AL

A

=

. 8BRS o83 GMASAHH GTASRHA &4

A& Ag FAske ofelAAAzE Bol ol &dtt
T ZAA A ofolTAA I} FEsle delo tisked

H 3 1 A

¥ oy B8F 18 =28 B, (4 25%)

1.

Zol7} 100mm, 2173°] 50mme] 2 577} 4mm
QA F el go]=7} itk shue] AxE 2EIQIE
2ol tgE Alge dFveds € o o] F 3

olzE AFATI7I A A HHECl i) A
o

HeAe 3T T T2F A THE AA
a

Zzke] 8% A4 vAE G ol

o] Ph(&HTE #4 AF)=

Ph - Pem + 0.093 Log H + (K/40,000)& 3%
At of7]ell4 Pem¥} H, K& F9lolH 4w
o old gEF& F=717

. GMA CO; 843 &7k~ €4H(CO; + Ar) ¥
Z 30l 4 (FCAW) S ol Hz zzte] %
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H 4@ Al

¥ o 524l T 4EAIE T B L. (7 25%)

1. GMA 8439 AT W §4 AWYS ¥l
) Telalol B AGE AEale.

2. Plasma ctol2 A@d7] Aedel| Taper Zto] ¢
Mo GAHE olfE e AT
o] FAIE FEsI= WS AAISHA L

3. m&AE Az PN ARE e N2Ee
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S AN, Zike] AE AelE AwEA L.

4. o FrEAA £ DFIR] 2ol WAL
o oleg FEe] AEE WA e o
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1A 718& A=
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7Rzt RALA BT FUAES 271 714t
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4. ¢FEs TIGEHOR AlFahd . 5444
o thal 7]sshAl L

5. @/MA (Narrow gap) &84 AFRE T Qe Z2A
220k Al el 7]=stA] Q.

6. Fe-C oA v 7zE5L TS Yehle
7F?
1) AsHENA 2) Acm

7. 8HRLS B vIAE ol thaled 71,
zARR e eje] ohzuhg J1Eeh o
| S ohe HehES

9. @] SAlN sthdTo

A, HA(FA), GrI8eRE BRI
MnO, SiOg, FesOs, TiOz, CaO, AlsOs, P2Os,
BeO, MgO, Cr203

10. ZugHeA o =gds
2 4B

11, w59 Azl S PrAIEel Ag(8) %A
= N

12. B (Brazing)A] 1Al vAl= Fal&E2 57}

A5 71Esti L.
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H 2 A
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1. €27t #A584 (Submerged Welding)ollA 1
o] WAEe YUdE 7KK Ex a2 YFE

A 9.
2. o}A8xdl QoIA sBAle] gt 47AE T1EeA L,
3. 7‘«1 FaF] el diete] taol 50 Hetr L.

) |l 20 o dojuhr] #2717 (5)
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% 0e 524 3 448 T dANe.  (4RY
257)
1. ool g4 FeH(BAR) 59 $HALS A
§3h 1 0)48 xS T8 AL
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3. #e84e FHAE duedd wet ERsta &
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3] 71=sh L.

5. CCT curveel tfsle] o}= vlE

71EstA L.
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3. ok 283 2ol AsH(2Ed) B3 o=
e 872l 450kN 9] aFgo] Zhgska S

23 257 a=6mm W, §47e g5

(Pulsed current)el] 23t F4o]d)S AHsHA] L.
5. 7l~ExElolm £HE 93 A HAR 9

PR A AL 571A ol A& 2

6. SUelA ZEx~ FE olaLHS & u Ay
2 &R Wl It P WA 1

20004 = ~623]

M o1 WA

# Ty 1384 T 102AE Agsle] dysirle. (7
4 10%)

1. AdES 238k ¥ T 5 34 2245 E
ZEAZIOZ WEa 1000A17FFez Sakglk A
ool sherk?

2. 7k28719] Al AR F FAL o] spad o] &

HE=71

3. SHBoY Ao andd] et &aFE S|
£ Fololg} et

4. A7 FAFAN BAZ ddo] & FAL o=
ARN7F?

5. 9EA9] AR F Y 7#9Ac] 7P 2 JEA EH
£ Tl

6. o3 £H-oA Rl R F7tet o] dabdet
o] A3l 847 54& Fololg kvl

sh=

7. debubagAos Asel v figh Ao
22X ALE et ATAE TRHe A=A

8. of=L &Ml 85 Y<E (Heat Input)eldt F4l
olm Ao FAA L. (EF)

9. 2xElUo|E(Austenite) &2F&elA ] wlo]az
T4 (microcrack) o] & 31712

10. gfo]z= &F A 6GH?
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11. of=3 &AM A &olzt FolAF?
12. A8 &4 YA (Nugget)= FA171?
13. Hlo]= ¥ 74 (Under bead crack)e]& F3iel7}?

M 2 WA

% The 6uAl T 4EAE Addgste] disiale. (Z+
A 254)

1. A A 8FNAM] 27171417 (Squeeze time)
olgh Folom Z7|7}GAIRE Al mHeof & <l
ol tiste] 7]ssiA L.

2. Bt 2% o2 & (GMAW, MIG)
22 g0 (Spray) ol H(Pulse)ldo] ¢
T e 2RI, 54 2 = @ sl

713t 2.

M 3ILA
¥ T 604l 5 45AE st dHsirle. (7
A 257)
1. 524 7k "8 ol =284 (GTAW, TIG) A9
7} o3 AgA(Arc voltage control) @ F-9l
ojy] 1 7]%& ofmAI}
. oA o] (Oscillator) & Folo|H FH/HE &
3 §Y9E w571 Sk ey st dis)
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54 8HolAe &4 E gHE 93 $HA T B
bl B 71E3skAl L

3. &Y 2 (Duplex)doldt Fololn 1 Add #3}
o 7]&8tAl L

4. FEY 39 A &34, FEAE, "I
55 &AL

5. Alepl et 540 el date] 7]esi L

6. &3 GAx WA Y& gt 7]EsiAl L
M 4 WA

#® Thy 684 & 48A1E Adste] duaire. (4
A 25%)

1. A7k 22 (Robot) & AHESHAY Ee H& &
AuE AFtstel ofa Aest $UE A=E )

oo ma

348

AAssE Aastr] fs AR HEsoF & <Al
tiste] 7]=siA Q.
2. &FuFe] v (MIG) &F A 718 (Porosity) 2

gho] A7)= ARl tisliA 71estAl L.
3. &, deduEe] g AMEe & (flux)
= Folon &Ale] 28]l taliA] 7Est L.
4. -8 Wy gigk S WA st
o] 71EstA
5. ER/RE W] ot 7]ssiAl e
6. &HA LSS 7o o3t A7l o] sty 7]
=3I Q.
2001 A = |63
M 1 WA
% US WA 2 10841 Asiel Ansie. (2
104)
1. Knife Line Corrosions A3lA <.
2. Y29 Ao i EAE 7] Tls

SFA Q.

3. A E(Acoustic Emission)e] A1&H2} U.T(Ultrasonic
Test)©] AtoldS 3] 7]53HA] 2.

4. §8H=(Lack of Fusion)¥ &&%F(Lack of
Penetration) 2] #to]d-g 7]&=slA L.,

5. ol2 83 ALY 9)F¥-EA (Charactristic) S A

A2

g A (Heel Crack)e] 9219k A AL 71=sA] <.

Sulphur Bandell di&l] Awsir 2.

Friction stir welding &3S A3IA Q.

o3 £&(Arc blow)dl thale] Argsirl 2.

10. 97 845 T €4 AR A7)9

L oo~

¢
O

ol fisl Adwstrl L.

11. B]l= ¥ #<4(Under bead crack)el sl A3}
AL

12. YA Y24 (Critical cooling rate)ol thaf A
WAL

13. ©13H(Fish eye)2] HAIH S AH3HA] Q..

M 2 mA|
% Ty 6uAl T 4ZAE Jdeste] dYsiAle. (7
25%4)

1. o= &80 22 (Block) el thel Aatn A
24 Folalor & A vl e,

2. Agrgxe 3t 213} EF(shunting current)®l
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Plasma A9} Laser A9

7]

3 dwstar, ol tg idE AAsH <.

FAbE Aold S

ERgk

A7) 7t~ wE ol=Z(GMA) &5 &) v &
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o Hahi L
Ar7t Bgstd ARE Al S71Z o Jg
s &40]8 (metal transfer)e] FeE A9
A Q..
CO 7}*1@0}011 ARE AL 7AZ o U
Ehe &40lde] FJHE HAHA L
Ar(82%) + CO:(18%)<] E37tA~E A3}
= T8 4dS Agsia L.
A2 7t2dg ol 24 (Pulse GMAW)S &
g3l ol e AW
740l 30mmelx, WS} 3mmo FES &4

slo] dAAstaa}l @t} aHE AlakEko] <ok 10071Y

W A § 2HE AL, 1 45
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sk 7 ER WA B AR el B
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ESICE R 2 OO EE
G Fjell e sfale] B4 vhal 4

) G A3 el EAEQ PHES AN L.

| 3 WA
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1. vhol oAl L.

3.

1)

71% €7 (Keyhole welding)°l AFHEE 4 J&
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|3t a“ﬂ AFe-8% (Fillet automatic welding) ©] A}

T olgHnt

1) o] wf AA &3] AA|A A7 AFH &F
A3 b2 se 297t B2 1 olfE AR
BHAl 2

2) olglgt &34 eats A= 7Y Ade

5‘ ?%Er AA (Sensor) & AlAlskaL Zbztol o

£ A9 B e B AL

1) GMAWelM 8537le] A Constant voltage)
EHS e o] e A—]ué»g], 1%
) 7k B2l ol ZEH GTAW), & o= &4
(SMAW)ollA &3 Yol A F(Constant
current) 54 2= o] & AHIAl L.
3) AWE ofm &HAL(Inverter arc welding
power source)®] ZE et 1 FHE o
&l ArsiAl e
4. Back gauging® 3h= ©|f9 o|AE & 5 3l
S A 2
5. WPS(Welding Procedure Specification)$} PQR
(Procedure Qualification Record)®] Aele} =
Aol el 7]=stAl L.
6. 2 (Eutectoid) 4@ ¥4 (Eutectic) &85 A
kAL
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M 4 mA|
% Og B4 3 4BAE Adeld Adaie. (2
254)

1. Z2HRI A% &
(1) mewtdel dggolyt o WXtz tis)A
A 3

Az 2 A hafA et e,
2. O_C}f,—'_u]‘-].g—gl—gg] 7]./\ g 2e o}lZ8H (GTAW)

[ 4,
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o |
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L

ez gehis 24249 54
4. 843% A4l (process design)e
2kt g fiaiA] 7]=shA
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I
e ®
E

o

e
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lo

A Az7)%e WAL FEL A1EA L.
6. AAAT PR (P DA Zelshol & A3 o] A
Aol 490 71%a s,

20014 = w653

H o1 mAl

#* U 1354 £ 109415 AdEste] dishiale
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1. Aba-opAdl sidat Ak
o Aades Hla AL,
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L.
4. IWE (inverter) £33 2Hedelet 1 540l
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