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2008 843714 AAEAE AlAstey, dedhl F9d9] w2 &8 o] wighrh (Ftell 357t
R S A7 AE Alo] AlSEA] o2 By Th
- Ml 6935 - o A3 T U IS Vel
4. Hgo]|E AERIEAZE 18 FAS Ashil L.
H 1WA 5. Aeka7ke] w3 QA B8 2A, 24 9 AHY
# Thy 13541% 108A1E Agste] AHsiire 5 37 &ty o] A7) 248 4] <l
(ZH107%) Ae] FAA IAE AEetr] L
L de7e] 44 AL 14 IR 37 A 6. 2HAHAT gto] G4 Backing gas®] FiF
=3I L. o} ofghol disf AEetrl e,
2. 3 AFA s AXshe B2 Argeir] L.
3. 18Cr—8Ni AHIRIHAAZS §39% 39 500-850TC M 31A|
o B4 dIYFTY Aol Adte= olE A ¥ Ty 6uAls 4AlE Adgstel Aisiirle. (7
ot 2. 254
4. Charpy ZAA8L A52] ojwst A4S Hrlslr] 1. Al da 3 83A HI7AE Arell Hes
Aﬂ Al RIE 2 10-75% &8s olf5 AHsre
5. Al 329 GTASHA TRALS AMgels olgs 2. = 1379 $4A A%(pass)ﬂ <59 7%
”‘ﬁo}/‘]i OF 9] A9t EE qMdshs olfE AWt L.
6. 1AE7]  Arc £7(FA 12) o)A e 1) 3. TMCP (Thermomechanical Control Process) <]
B A A2 AAFAS An)d 22 54 &4 A 7o AR
7. 8% $ATe) WA tha) AehAl e Hhs) 2rgstAl 2.
8. 2= (Clad) @ 7] tja] AaHAl 2. 4. o)AA ~H @ ~Duplex stainless steel) 242 &
9. A% GAeA LA sk= ’\JJrO]EL(smke) Ads Bl wlsl Z1Esi e
AL . 5. %;Pﬂ % AEFAGAHHVOR) Hell dis) A4}
A
= /K—]D:]—‘— :
N gjﬁgiﬁ s Ojﬂz—a—m sz g O 8% Y S hardiacing welding ] H Siole]
AL (solid wire) E\% Fol= glolof(cored wire) 7} 7}
_ _ _ A= AE Ak ol E AdstAl L.
12, 773 ¢ AIe] Z oA Al Ule-& AdetAl L.
13. de]j'?g(delayed cracking) ¢ 57l il A2y A ATAl
# Thy 624l 4iAlE Agste] Adshire. (7
2574)
Ml 234 1 $ANE Beled Fo B A 71 3
¥ Ty 6%AlF 4FAE Agste] dgsidrle. (7 o,
25%) 2. 399 FAIY F(quality management)S T
1. GMA &7el AH-E= Inverter Ao 2] o] = 3714 922 7)EES.
A& Avgatrl L. 3. 43 Aede vl AEdk 3 AERS 4714 9A
2. GTA €371l 73 WA 7F HEH= olfF+E A9,
AL 4 HT A=) Al ALY A A A g5
3. &3 7xE 839 84T AT Akl AHgEHE FSW (Friction Stir Welding) 374¢] Zg51 9l
AR T3k A3 250t Aol HEe] 7t ok Al &4elx FSW &7go] ARk GMA &4=Th
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l oS Ygsirl L.
oA 10 34 W /R E 5 4 ATt
AL,
- N 713 -
H 13

# The 13541 108AE Agste] dsiidr L.
(71—10%4)

C el digk AR
o]7] A% Fod 37

-7k BRA ARAE
dAstaL AHstAl L.

7k A A S gle 98t (back fire) d
o /\4131'8]-/\]_?_

Coka SRA AT £ Qe

}B]""]' AQS Al L.

A AR 1
ME A e,

7 AR FANBE 57

7 (under cut) 2

. O}i SRl oA F&EAL 9F 5714
EHOPO% A EkA Q.

. Gas Tungsten Arc(TIG) &74olA AMEH= H=
Aol EFS H7kebe ofr9)t pure tungstens
ARE-EE o] ApollS ArgsiAl Q.

10, WP BFE et PHAE ANST A

g3k 2.

11, 4Rkt dvl $e TIG €4 l—Eréljr A=
Ao w2 ol Fabe] tiste] Aatar, o
g Fee] TIG &4l R84S 2488k ol
& AWstAl L.

12. TIG €70l QoA pulsed}d ZHF(current) S At
23t o] AFaE e Add pulsedF AMES A
= Ashl L.

13. B#ol ¥+ é 1 ﬁrm‘% AA ] gt S

. _Q_XJZl—C{j 5 _9_—11ﬂoﬂ %E_:]';Szg oozl Z=

M 21A|
% Uy 6AlT 4AlE Agste] AHsiAl Q.

(7L25x4)

. 30mm FAY FAu# o]l3H-E Gas Metal Arc

(MIG, MAG, COy) €4 % nlay A Y 7%
(blow hole)o] &-K-elA FAFT}  7]Fo] &
g 4 Sl AUy dgBS Asial e

= =206°

. §APZERoE G (CO) A FHoJstofol & Qo)A

o tjste] ek o

.ol &4 9lolA 1}7]% (magnetic arc blow)

o alA] the-s Hah e
7). wASIe)
o g 270
o, A

o AReHI BHEH AIBY Aol

. Gas Metal Arc €74 ((MIG, MAG, COy el Slo}A,

208 @il diste]

7} A7bEe §8o e T

L. COz §74elM= il spray transfer mode7} &
A=A =] tiste] Aratr] e

ol 4 o AEEE agRoR ] 99

Fo ek 7S AR L,

A Al SR TR EH5S st
A2
H 3WA|

% U 68AIF 4EAS Adislol A
(7L257H)
AATE ks AGA] BEAlEE 9§ YAto] Add
Sxol vlAE e dEsh L.
Ant a7t g)s ‘*3%01 QAHUOlE WEjo] m
A= FEFS A L.
A9 SR tjate] el
S R8s A 215t voYd (peening)
o Aerde e
ST &Nl 2T e HIe ARl A
AAZ17] st RS sl e
oA gel oA, £40 Agshe o) FH

H 4WA|

# TS 6EAF 4RAIS Heste] A5sIAL

(7L2524)

=
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LB AR e85y AEE Ashr L.

. MIGEA ] QojA] oF=12] 27)A0] (self—regulation)
of thaliA AgstAl Q.

. Gas Metal Arc(MIG, MAG, COy) £3or T3t
SRt 9 AR & S steld BarkaRA
Ar, He, Ar+0:(C0Os), COE 27 AME319S

e AsiAl e
7k E4BA AolE afow xd
L 7b7te] 54

AT A 84 3elA AREE= weldability lobe 2t
oscillating weldability lobe®l] tialix AHaia 2.

. 2234 S u4dsk(weld solidification cracking) ©ll
P T =S M ol Aetal olF W

A8tz 18 e AASA L.
- M 723 -

H 1Al

# TR 13341 102415 Agsto] Adatiir L.
(Z+10%4)

. A} (thermal spraying B+ metallizing) & 7F~2]
AP 712 SAPel o] &E= SAP] 574
oldE AABHA L.

8RN vk HAREY 5714 ol 544
2 SR A A A A L.

a2 635l g8 e Adel AAsk §4 3
7] ol 2L

fa

. 7kEEl ob-3 E(GTAW X TIG 859 Al
AHEshE A ZE ] AR 9= drlelzte ?

. ©EAgHEo] 0.23% oldi] ©AAE 24T wje
JEZA (BT, A, F5) ol9lof oda4el
aHsflof sh= QIS oKEehAl L.

. TIG(Tungsten Inert Gas) dA g4 oA AFI3
S AoJsr] 3l gt 4t e E AAQ.

. COz &34 AYETRA mSlel]l

. GMAW (Gas Metal Arc Welding) o4 oj® A=
_]

A
LR g Al O 78

10. Nd-YAG #lolA g7dAlel ARE== 3343 (Fiber)

o FRE 2.

11, A 2FEA M ARGE= A=He] 2 dhet

o] 229,

12. GMAW (Gas Metal Arc Welding) o4 2lolo] £

FEEE QYR A ob-a1 Qolg 2kl
WS ol HEEE 2o} Ste 7

13. A% ob—= &3H9 A4 (Toughness) N3 &5+

of thate] AAskA <.

H 2uA|

# THE 6RAIF 4RAZ Aeste] ABEHIAL,

(Zr25%)

. ZekAvt Ak (plasma thermal spraying) ®Hell s

A AN BE-X F2E ] gl 1 deleh A
T4 2A7)eS Argsirl QL.

il

215k Aol S
A Sl

A% A S wel WA
2 o)l ehel A1l s,

T2 ol FHEHR)l tiF HAHY YA

ol & ARge] thate] drsiAle.

. 50mme] SM490 ZF#H(FZ 1000mm, A=

1000mm) & Steh7] g8k k(1070 1) st
gt e ket e 2% =1L 1 AE
el thal Adrgshrl L.

L QG7EAA ZEAE w3 (12 E=50~300mm)

= g7 oleE a] A% &A VIS A
getal 7 NS dEshil L.

SM490) AZR-E Hetelr] 93t WS AYsir L.

M 3mA|

# The 6%AIZ 43T Aeste] ABetAL.,

(7¥257%)

. A 744 (Weldability) Aldel thal AwsiA]

Aol ZEobdAbe] ek oldE st o
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# TS 6RAZF 4RAS Hesto] ABHIAL.
(7125%0)

L BRI 53
#3184 Aaknka) o g

2. 894 Blel thsl 2EaA .

4, J8 &4 (Fillet Welding) A] Z %}(Leg Length) ©]
O AAIEHES] ARt A H9S we] FA
@

wise 20l bl S90S el LA
7% 2.
5 e SAgshasor M1 a0l

atol A ZA7E A
o &4l thsfo Hlw Hrgsii) L.

6. 9% 17 - e 1 (Lifting lug) & £47

2 gtk 4ol 518-5-40] 120MPa Aol o]
7k A9 % gl AoEl g shee Tl
a=8

\),

»|

> F ————125 1100

¢ -————

- N 743 -

H 1A
% TR 13%41%F 102412 Agste] Awsia e
(zH07A)

1. ok (Are) & FSIRI7E Arskr] e

2. ola-874 9] A (Polarity) ol thste] HHsir] 2

3. ZY A= glo]o] (Flux Cored Wire) 9} £#]=
2}o]of (Solid Wire) & Wl A 35kAl 2

4. 271=4 (Arc Blow) o] @73} HA S 2] Q.

5. ®4&(Carbon Equivalent) ol thalo] 7]&35kA] 2.

6. £330 (Heat Input) ol thsl 7+es] Agairle.

7. A7t (Hydrogen Induced Delayed Cracking)
o]

8. SHAYTFT(HAZ) ol thate] Argatr| L.

9. 2% (Creep) °ll izl MUﬂo}/\]

10. 714 AL A Eal(Shum Effect)
il At .

11. Hot Wire GTAWS] 259lg]sl Sxo tjaia 4

FEDES

12. €482 4352 Hump® Undercut®] A32d3H74

3} o]5o] P& o] nx= gk i)
AArg3hAl L.

13. gojA—ol= sfojrel= FHa49 defe 1 &

. Q2HUR|EA AFQlE A

ol thaA Argahrl e,

Ml 21mA|
U5 65A1F 45415 Ao Aisiale
(7¥2574)

. AR (Solid State Welding) o] thske] A s}

AL,

Akt e Aol ste] sl L,

$4 AR W APe AU 99 §HABA
neY ARE Jeek 849 SAARIEE 4
Shes)
e}

Zel) S whEe A9 e
%

ol thate] ofel 5ol thal AWt e.

D 9% T WG

2)

A
At gt

ERi: st e .

D a9 ARl &< H(AE =01 10mm #7)
ARl Aol thsto] Argsial Q.
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H 3mA|

# oS 6AlT 4EAlE AEs
(Z42574)

A A Aol diste] Aeki e

LS T AAYPWHD) o diste] Arsiale

. ]’J“(BIOW Hole) & S ‘Q‘;S%é.\‘ ’Q‘_LF COo, H2 94
e wAeA) Eajo] WA, of 7)3ATE
BES AT IR S 21 FAR

. GMAW (Gas Metal Arc Welding) o] &3t ‘3}% =
ool HelA L.
D AAg A9 54l tiste] i
2) Ar H37kA COy HE7kxel E3H(Ar 80% +

COy 20%) B3 7}~ Hlusle] Asir]) e
3) Short—Circuit Metal Transferel] thste] A
SHA L.

M 41A|

# Uhy 6EAIT 45AIS Aeste] Aysiilale.
(Z+25%)

.8 AX(WPS) 9 3801 %
o st o5 Bo] FAJsAL.

.24 F WSk B (fume) o tiste] el W
A Bof| tjste] A L.

924 (PQR) © th3h

C B 84 d9EF-HAZ) O Fs TS
g atA] 2.
LAY =Ho] o] Sle ‘%‘ﬁi(Tank)~ WL =

By SHA A, Hd
s Adrgetal L.
. (D71&87 (Keyhole Welding) ol thsfe] A3}
A Q.
(2) 71&8F0] 7Fsd dixAQl &4
tjsto] Arsial L.
. (1) Narrow Gap Welding®ll thate] A3atA| <.
(2) Narrow Gap Welding®] 7}s3t €734 27}
Aol tjste] ArEiAl L.

2744

- N 753 -

H 1A

# The FAIE 108412 Aelste] AgetiAe

PN iy BETY

2. oFA8% &85 (Weld Pool) 2] -5 (convection)
n]x)= EAE (surface tension) ol thale] =3}A| Q.

3. 9= (wormhole) ol ths}o] AH3IA| 2.

4. A71A4=(Basicity Index : BI), Atag=kyl 14
(toughness) o] AHHAE 7hds] Asia Q.

5. TLP(Transient liquid phase) ¥ (Brazing) 2]
AE sl L.

6. HIP(Hot Isostatic Pressing)7]%2] 57| thaf
Arg a2

7. RS 7‘4‘“:'«] ‘57l disl ArshAl L.

8. A W A &Rl e ARt
Aol ol dgatr) L.

9. Al &34 &3l A A= JF
I el disl) Argsiale

10. opd= AMEHAE ofag-H e dste] 7«3t
AL

11, 7Faass ofg84A oo} E&4ol7t §534
R Rl S = e A K

12, AFEAS] vhaks A848 v §49d7E] Aekol]
ST F4 vA= S 7=

13, Eekw} §4olmel 4EAE F1Ea .

B

AL EOAIRE mde] YA
¥e}

. SAHYO|EA AR AT

Ml 2mA|

U AT 42A1E Adesto]
(7¥25%)

39€
O}ﬂ%ﬁ/\l % EERCr

oi o;quq k= Ag-oll ofugh W ol
S5 dAAel Fodlorst ARglel s A
AL

245 (Weld metal)

N AEFE (Cred) /UZATE Nieg) HIE W3}l w}

£ SR = (mode) & =381 127E A 1)
il% IS AL
L5 (Weld metal) 2] 2795 nAlst 3-8 2714



M 3mA|
# ThS BAZ 4RAZ AEste] AREHIALS,
(Z¥257)

. £3F(Weld metal or fusion zone)-&ilo]A 2]
Epitaxial 3743 73434 (competitive growth)
tjsto] Arsial Q.

. BEL 85 (Partially Melted Zone :
7]-*(mechanism) & A 3A 2.

. FSW (Friction Stir Welding)Hell &3+ §532] o
doll tial Adrgshr] .

AR Tl AR 1] W sl Adrgst

PMZ) 2] A

Al
8% 3 B

M 41Al
# T BAIF 4RAZ A9stel AEatiAlL,
(21257)

. wEY o e S e 3%
AI717] gt 23Y SRS 3
NI

B o e e I o e e R R IS =
7)=HA) 2

T 2T g
sl 78k L.

. TMCP(Thermomechanical Control Process) 43}
A28 A Ao Aol A} &
& el djal Adrgatal e

. 195 (Electron Beam or Laser) 7oA ¥47]
3}(elemental evaporation) ¥ &% (Penetration) °ll
tjato] =ahrl e

. FgHold  AAEEE(Growth  rate) 9F
(Temperature gradient) H3lol] w&
(Subgrain Structure) HE}E =31 2.

AN FANF 2 a9 e

& 57

R e
- ® 778 -
x 13A|

# TS BAIF 10RAS Aeste] A5shiIA0.
(2107

L EREA olm 879

TR 8olE ARsie.

@ WPS
@ PQR

L 8719 HREAZ ARG 0 PG

71 olfrE AEEA L.

Lol §4A ofe] Agole] diate] Aga)

AL

an)
o
ftlo
i
o,
ol
l
o

Lol SRV AR F7hSH BAAE ol

F7hshe BYS Fololet shvt
o] YA §HE AF AFo] Ho}

A e Behe w3k Tololet st

10. fF80= Qo] FeS7t A= o] dx7k5 900 ~

11.

12. 7EE=9] 4

1200C2E 9o Azrt e s +
Sole} sh=7}
EAa7A 2] g (Immelsh) $4A1 Akl 9]

S AL

o JARH} T 19
LS|
=

Aol AA FRoF A HA9 AolE HHst
A2,

13. ZW4RRA) §3A HoR $HAYTRe
Ak A dEnnt sepds @l Bagshs
o145 datls.

H 2WA|

¥ Ty AT 4AlE AEsto] Arsiiale.
(725%)

1 Mgl 9T FE 29 s

2. 9 §AR Al UF BrWYFS st
A2,

3. BZAIA FHotas A gHolqe] tiste] A
DR

4. $RA AgRA ojmanel gl datol 4
kA 2.

5. 729 SRTFAREA el isto] AL,

6. €44 A7)= WA (Fume) ol thasto] Amsir] Q.

M 3uAl
# Ty TAIT 4EA1E AEste] AishilAle.

(Zr25%)



ATl §43%82 Az diste] AHEiAle
- E71elA EAE T (Shel) o 771 20mm, A9
FA 24mmete] ol EAE IHoE EAISHA AL
ATt 2.
AR F3) AR AR ES Foly] Sl %A
AT shAl 2
L EEUE olEF AVt A AfelA eluA]
‘:]E“Ei (Energy Director) °ll thsto] Amatr] 2.
N AGHA] EXELLo] A o= YAz S

it

y

(FAzZo] EXEL] AAAHZ 5 A9

Qe 913jo] itk 1 o] & AHsiAl L.

Fe] 578 12mmeQl 4742 ~E 18~ 316LS
2474 st} 458 A%(Schaeffler
sto] SHARE AdYshke HHS

OBYFJ oﬂ,l

o
|

1=k JE‘T e g

;J
X

Diagram)& ©|&
A EHAl Q.

Ml 41A|
# Thy AT 4AlE Addste] Agsiiiale.
(7L25;<4)

o] Zo] : 3 14mm, 3HF BHZ Smm
Zo 7% FE 60° Root 7+4 3mm
3phkZ 90°  Root Face 2mm

L TR e Aol AREE B} epdelidol
e 9)8lo] gl AA)E 71 sl
1) ehelrde WAE 4 Es AAE A6
AL
2) epulehel v T Wl Al

CHREE S AL FoIA Sl Alge Sl

LI 2 ofgo] 3le W skelS(7h 3 SR

CARA— o].xﬂ]ﬂ;%_ ‘:'1:14 }‘Eg/}_ _g_x:
. 2EHIRIg| A7 (stainless  steel) £HolA 7P weld

- ARG BEA ] 2gE

SaPNY SEREAEE e Ten 4P

AlQ.
‘ ( >p
P+ y
p «—— bj EI: P
§ (b i
33333333307,

St 22 e Hd) ZHlE M=1000kN - m7}
4% o $AROP BLH ALETAS Tl
Ao, w39 88582 130MPao|th

450mm
‘_’_L
Al | B 25mm
AN zéé}: b

— 7=12m—)

15mm — [«—

1,200mm
v
—25mm
[t
450mm

- N 783 -

H 1A

U 2215 102415 Agsto] drshr] Q.

(7104

ks gl HEA A, aFe Ax Sol ¢

= 4% A (Underwater cutting) ol thake]

7h AgEX P4 1} EA o A3 5
7)E=3A 2

= 7L

decay W) knife line Attacke] 9¢l, 2<%, tf
AE 7EsA 2

o9 ATl HemAd helds) thew

o) 0l T3l 7134 2.
ol AEg0|T
W % ATS AN 5 A AL

2y e A3

Bl T AT AL 25k AL )
veb e AAE 9 9w ANE A B

e SR EARC st et L.



9.

3to] 712

SIS A Au A} S8 494 3
ol F23 o145 Aeiile
QJJQE:] z\g/doﬂ [:Ho}o% /\Jrgg]_,\]i_

10. %Zé‘ﬂ i T SANES $]izlell 9

11. &% *4 4 (SCC) 48

SEO
Fs 3

el ste] B L.
Aol thste] st

.PO

12. &4 A3t(Adhesive Bonding) o tjste] 715k3]
_‘

13. YHa%0 284 (SMAW) =

>

Y shA <.
TR H 848 &
t (holder) 715 thale] A ahal Q.

Ml 21A|

# Thy wAlT 4AlE AElsto] Asiale.
(Z25%)

. 72RO 24 (GTAW) & 738 o Bg7kA
2 ol2rtAv) dE7lARTE dukdo R ¢ A%
B olfre FolQIA dietAl L.
100mm FAE Adads TEoE v 4T
) Aol BAE F Qe AF W ol o
T AT ol wetel] tiste] Asha] L.
Al Al e S 84348 st
7h FE B A% T
uf, 1} o F
t}h o] Aste] A= (RFAAE, d2E) 2] A

o3l 7]=sA
GTAWell thate] 7]=shr] 2.
7k S 54
1} A2 (cleaning action)
th $AEEE S7M7IE WY
SRATEEY WS Frketaat sk gEAIY
B7pEg el dhste] AHsiAl Q.
4 AReYY WA Ayt ¢s) whie sl
AT Al 2
H 3WA|

¥ TS BRI 4FA1S AEsle] AYEia Q.

1.

(74257

<4 A3 &3 Wiresh 4479 0% et
eI =R U e N = 7
7+ sk w) AdlAel o)dlezle] 7] W A
A AEE vlstel AL,

5. PAIE ¥ FOM 3k 47 gl AAE SE

U 2A1S

|
: %ﬂo}ﬂ dolE grlsto] A2
H(A

5. AHAYARE el

6. §ATEES olgalel WS AeluA @k &

2. ALE7E $1% o BA SAAL 9 1

% £33, e 2 %—7&%5%— Fostolop sk

lP= 10,000kgf

4
1,000mm %

—

C AT EEY] A gl RUER st
s

el A

4 AEAl S5l A Lamellar Tearing®] A+

7h AREEA T R

. v 22y} 2489 o]
ok 3]st 24

gt 71AA AL 71EsA L.

Hl 41A|
124 e

3k st 2.
(7257

. SMAWeA 7hH 83182 I5A9] o3t 5747 )

SRR Y3st AN R s1e .

. ’\Eﬂolﬂi%}(Stainless steel) ¢ 854l thstod

7h 2HRQIE A T 54
L. HAZH-9] %1741‘“‘ A1z} f 2
t} 475C A

2}, ¢ (sigma)A}F

vh g8 ANPEE 714

Rbeolasde SuE W 84 Wil 348
[€]

Si 9 Mnell &3t gz tate] Asia) L.

25 (Groove) 9 ‘?Eu"%
e SAHE 9 ofAEzo] rc Drive) &) E40)
EHO}Oﬂ AT StAl 2.

Aranel thete] drgsial e



Au]gS Axber ) Fodt g 9 uhHof tsle]
A S
- Xl 80% -
H 13A|
# T BAF 108AZ Auste] Aushize

©

1

1

. WPS2] d4Q<l(Essential variable), F7F24
o

0. A AT RN

(71074

gojA sfolrel= gA1e] e e At
A2,

LAHUOIEA AERIZ A A S5
A 2wke] detletol ES @Ak shetl 1 o
ol tsfo] drgair) 2.

AWS(M]=-848k3]) A=) #7100 QoM v

of thate Arsir L
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e 817185 AMEAs.
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M| 3mAl
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L ATEREY FE S8 FAEY 80mm e
Lugs 7}~ & AHEEA} (Magnetic
Particle Test) o2 1 WS ZAARKIHY 2

T e o] MAESITE 1 7] g

A9l ] e tiste] AHsiAle

L 7Fe) A Aol =g @O](Drag Line) 9]

r
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ool =1 dolol| A= QIApel| tiste] Awst
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. BHKo|Me S (Solidification cracking) 2
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X & B =ol7 874 (SAW) o] S+ 3Tt
ol Hlgky HAF Ay FHEFORE 300mm
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WA E QI oln 44T H9E IHoRE BASH
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o] Avstrl e
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. ofAEEA ] AeH-2%4 (Resistance spot welding)
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%

254 (Molten pool) o] #Z-g3sl= 8z} 1 w3k
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T AL ofd) 9 A F
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2]-g ArgsiAl Q.
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H
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wjeke] A 7o] Lﬂ—r a1, 7‘40]7} Fefste] Back
purgest’|7b 73 o8 4 Back bead®] W
AreE WAeEA 84 % Lo—g grg ¢ e W
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Mg T83 oS FAIACE AYEiAle

o
i

I+

A
ol
H

Ao B

(22 odt
O
o oY
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A&7l A (Spot) SHFAE AYsh= 374
TAJAE 29,

7k2~glo] A1 CO, #lol A 2k A o] AQ] Nd—YAG
go] A 9] RIS AFsh= W xfolfel thsto] A
N

7 50mme] 48 73S 500A—40V—40mm/min
o gH4xHOE Electro gas €43+ 2% AL
B YR AL Fetrl el (9] EAD.
Q1 # Kest Kicdl Abol& dsir L.

&

[e]

) =
Aol Qe Bk AEMe 2 shlels
S T P 284 g PHOR i
9tk Charpy %241%, DWTTAZ, NRL
A%, CTODARS 47p A % shaje]
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1AE7E v =L EHo|E(Bead—on—Plate) €4
AYFFHADE & Hrtd=
9 A8 54 we} CGHAZ (Coarse—grain
HA?7), SCHAZ (Subcritical HAZ), ICHAZ (Intercritical
HAZ), FGHAZ (Fine—grain HAZ) 2] 47} 2 A&
sith o3t 4579 HAZE FHatdenrt =&
ZolA 2o R FAYE WAL, K ol F
7H8 Q1Ado] W HAZE AL
Charpy SZAAIE o8 58 4 A
ool HolrE AAsts YWkl 274 W
= AYshrl L.
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1. B -AHRIgA AR AR

H 21|

# TS BA| 3 4RAIS M) 2usho,

(Z¥25%)

. TMCP (Thermo—Mechanical Control Process)7

o Az 52 4] e diehi L.

C EEAYdESs A8 484 (Spot welding) sh= 7

1

a o] ALER o] FAsE oot YA

Q1 Sl thate] Argatr) 2.

Auidel £HTZE T S ¢ldgo] =&

JRzA0R §Hek A, SR sk
A

s3a st BAY W oAS AYEL.

ol &

. QAEYO]EAIR STS310S, STS304L, o] 4A

STS329, #Hgle]EAQl STS430S %78 Gas
Tungsten o858k 45, 4120l 71
S| oy AES dEsta 1 olfE 2E
H2to]ERF (S —ferrite) ¥ 5115 = (Solidification
mode) 8] oA A3l 2.

L8 ARSES 98F 5 9 84 FAUW

(A 71AA el Bste] Arahale.

. BHE AFV)9Z (Low cycle fatigue) & IF7]

9% (High cycle fatigue)E 25l TdelA
Arg Al 2.

Ml 31A|

# The Al % ARAS AEsto] Agehe.

(Z}2574)

ZY= ZHclad
steel) ©] §4A T8I} o] BAY] 84S ¢R
3 & AEolgA S WS S8 o] £ A
= el dis] disial L.

FU=EA

. SAHTEE 7o HAZOlE= B2 Martensite, Lower

Bainite, Ferrite+Pearlite, Upper Bainite 0]
Rk o5 249 AEEAE 85 F IAEE
o] WA wjEsA 2. K3 ol ZAS QY
WA vlw AEEHA Q.



.k 84 FSW(Friction Stir Welding), EH4H-4
(Diffusion welding), =M (Explosion welding),
%2239 274 (Ultrasonic Welding) & tjz#<l
A €4 (Solid State Welding) 2] sllAlo]t},

Aol 8§ 24 (fusion welding) ol vt 1A &

Aol o)Al ) & 37HA] oA Akl ArEia) L.

Ho QJI\}M T x%al:x% oi ; J3F 2~ o)

d
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= 1 37RE AL & I
SInDE AT + A I 4
SENEREEREERE
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LARX | ot LolupHe| T
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A 0.3mmel FA
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Ml 41A|

# Thy 24 & 4EAE Addste] drgatrl e,
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At e ol 2H 0D, (e B2 271
A7 wo] itk o] W= #WAEYE
(moment of inertia) & AXFIAIL. B F whA 2

BE ARE W ) wde) A3l A 5
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o) I e YL
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|
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obg T1¥l3} o] A oR Add &4
o] 200kN9] FAs}zo] #Hgsta gtk o] &
o A= A SIe 845

A 2.
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=
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o
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t
200kN

ZOOmIE

2} T3
Ade S 84 F Eee WY

*(H =5 E#
o] gt

m
A7 e BA YRR 070“3] =
< A §450 92 AEs & Aolg HolA ¢
© olfrE AWsrle. Tela 84 YEAEE =
o 4 Qe 84 37 " (Post—weld treatment)
o sl Argsiale.
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A
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I o] AA W8-S 752 YERJALL
AAYE - 2FF Ao FCAW (Flux Cored Arc
Welding) ol 9J&te] 2 Smm=z AxpA] L3474

= AL

. BYe g oFEa o] F32-28 (Hoop Stress) ©ll
tjste] Argsial L.

. GMAWeA ot do)o] 2L ofdA sh=A] A
Al 2,

AERE YAP| A A AT
$ATxE) BFE Axsels kel delol 4
oA

. 2499 (Heat Input) ol thste] Agsir Q.

C AEFA wE 2d7] &350 1 E 3 Groove)
< QoFato] ’\q‘ﬁo}*]i

e el 9 S tiste] 7hds] Adrgsial e

C B £459AE (PWHT) AEE (chart) HE
Al gRlaol 8 Akl AASH L

10. Form Factor#t -Slojn, Aol i

= AYsirle

11. 79 =94~ /\Eﬂo 2~ 7F(Super Duplex Stainless

Steel) o]zt FSlojr] &34 JGT} W5 EE od
Al Affokshd, A7 YEL drplA] At e,

12. AHQIgAZ £450] dEl Fglo|Eo #sle] of

# =5l Hakrl L.

O et Fete|E A

@ dE} ol ES] 9T

@ dRkd A% dEgo|E g

@ JE} FgfolE S
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H 21|

¥ thy BAl T 42AE Adgste] At .
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. TEY2ADuplex) AEHRIZAZS (1) A& 7=

LA ARsHEe g8k ¢ 9le SAFAE el

. g 9 4FEuEd
. BAHTAAY (PWHD oA 825
el

L CEDE]

=
AR B PR IS AT 81 Pl

koL, S4A19 (2) £4 EAlolZ(weld thermal
cycle)®] FEHEI} 2% o]f, (3) 8Kl &
T8 QAHUOIEARS 7] flst ikl (4) MAH=
(Secondary phase) o] AES 37| 9k 24
= AYstAl L.
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M Qo W 245YS
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. AEgAo](weld decay) ol tist AJAA e didS
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. 2HEEH (stud welding) o] dz]e} AlaHel thst
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