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ITW International Institute of Welding EEEEFLSOMEH.
= HER TS (6D

ISO International Standardization Organization Sni2yi bl
DIEFR.

I1¥ 4/ )L—"7 square groove AT X B o smEyY E AT YT
LT, IBeEgbYiI/Vv—Foznd. =7/r—7 (43)

I e RE (TS NL—78#) square butt weld (square groove
weld) A IREEHOMEY I FRCBRELE T S RE.

I'R 3% IR process  HEWEEICRWTaV R 2o THLT -7
TTCOMOIA YORMLURIZRILT, ZOMTV S vHva—
# ('R) - CHOSTHL, BRGEEY R L35,

T4y FEERE Izod impact test HRFABRO—ET, EEHICR
BLICRBRT 2T CERNCEKTL, TIWWOLBE=RAF—DKE

IhLHEOYIR U A YRS R,
' BT
4

22—t | AL
I Uk

) ” 28— ﬂ%

(B mm) %

e 0.25R

T4V b EERR P

FSA RS Akazaki type welding process 1931 £ FRIBAEFCI
L o T UDHLNICEERET, THCK W CIHEET — 7B EEY R
BHR O LI b T o —IH & B

LRI TT — 2R R X, B B i ;L
ENTERRC E - FEB{HETH> -’5.“.;.}3.’:':5 ¥ _
pot, FAMR (19249 TEBoRT NN

e L cgdbivi. .
7-4 ac  HABLCBEHEOKS HAKR kiR
rORE. BERTIVNIL, EBEREROEEY 1D,
T—OIRER arc stabilizer BEEBOINCT —2%2RECTHY
BE7 — 7 REREND . FHEE (CaCOy) « BER (BaCOy) « 15—
7o (Ti0p) - BT (TiOp) - A 43 4 b (FeO-TiO) - B~ v #v



2 H{—HL

ﬁ;(MHOz) * ﬁﬁ} < NSl (K:0-8i0,) 71, Eﬁ’z%@fﬁﬁﬂqﬁ:%@-

T7—4R%EH arc stability T — 2 B5b0oT, FInioh LG
TELTWHHH.

T—HXTTHDL Y arc air gouging REBEYBER}LTC7—7
ZREL, TR TBRBLESRY, w5 oMb RBBICET
LU OB 75 B K CTHRNCR & LU TR TR Hk. BER
DOBREMT, BEi32b, KMEHoBRELECEH B -LRAS.

T—XT7YW arc air cutting
RET — 7 UMic EREKEHHEL
TYMZfTn 5 Hik. BRET—79)
WA R Cchh oL T, B
B BMEBYRET 5 O Tk
EENR—BRE I D BERGTHS.

7—H T TP arc air process w7
— 7 =7 Gk (@

T—H A% — } arc start TR
HHEWILERY 1 Y oy BT .
BEEXYTHY, BLFla\T > — 52 P Y
VT A Y ¥ SR - 5 Sl B

T—U0ALT74%7 arc strike  BEORHBETCRMN ETCT7 - 22T
T & BEIFMOBETIIOROPBGINNTHELTH DR -
th, ELODTERTHA. BETCIT—2A 74 22U Ciligsk
BHEESONRL - L IWHBEE IR TS,

T—ORAAKy FBIE arc spot welding FEOARy FEEATAE
&, BHEELRY 7~ 272FRL T, BN SRALY S, s hic
BEENOOBRESBYN ERAATEATLHE. 887 — 75Egd
WA HE, BICHE - FHE 7 - 70FERES. ZIUCIHERED
HYBRHNLIITRCEDRLE, M4 Fe v 7Ry ot b7
— N2 ~3WEE, D¥CE MR AL

LTCT7 ~ 7R HRCMES & 5 1I0is - Tl -

5. BHMORECH 224 THI CHEEN || e
TEHTE, THORMNEL THLEHKE
BCXAILIERTHD.
T—UUl#f arccutting  HHTMW L EED |
M7 — 7R B SR, 7 — 7 ORm A ¥ I+ inte
—ZFIA U CEHTN Y BB ke

By TT\—
HEE. T—r27UMCIRBET 270 - & %? | .
B7—20M-7—2=7{ - BR7—7

UM - 45— P HRT — 2 UM (51 7Y T2 AXy bk




H—HKL 3

cI7M) I AR=T =7 ENDA.

T—2744 /L arcing time, arc time factor BHEEERRBI O T
By, OBz, A7 70REK BIUREOBERA L OEEYR
Wie7 - 7 ZERCREL ChAiH. —RcERBoRMckH5 7~
7 RERHZESRTRLLTWS.

77— arc column T7T—7oEwiERE OMOS, 7T— 27802
JEE O HAOREE - BHREC X - T RigsdA, 5,000°K~50, 000°K o
BRZRTEVORTWS. ZoEROIDTETFH A (O, N, He 7t
) BAEGHHNNELENETFRZ ”
fREELTCBD, TOETOLONET it v
LI A VICEML T BT, T — maal L 1
IBEZFERL CHBRETTTRES O
BETCRIRWHERZES. BT L5
44 v OFEIEFEL { BRI T -
7RI THB LB, |

7—58E arc voltage 7 —270 T—74
BEBBROMCIPAEE. 7T—7BES7-20RIIKFTHHALT
BiL, FBEHOBEPL7 - 7BRoXEIEBINDG,

& }

T8

—————
—
—— -

| £ %
Tk T—7 ¥ 74 7%
T—rRLT I RE

T—24 BS54 74% arc drive characteristic HEBTFEMEOIHTER
BED 2T b S BT S X 5 InkitE. - oW A FORE
17105 B, BHEOSRF MRS T 0% 1ET5 oo
T—I&E (7T—VDRE) arclength 7—70BEIEEROMOE
B

T—47—=R% arc booster FDTT—7 Xl T5hHEEFTHEEED
B DETODT, ABRTRERD 7 — 20 FEECRY T 00k
B "BRYTC, BB WD CRM LT ABM D 1/4~1/5 BEAG
BHC K ZRERRRL CIEZ®RD, 727 0A8— vVeREkT
LEE. T - /7BEBCLUEILERDATLRG. chic X D ER
MBEY 10V UTELS THZEATE, BEOBREYPITAE



4 H—HC

ENTES.
T—%7H— arc blow =@IKE (61
T—BHR arcatmosphere Tl UTHER7 —Z7BEHECBWTEE
FNRT7— 7B TOBRLUTRETLHRY - KB - BRToflo 7 A%
B&x\W). 7 — 2 BRSO —F% TRICTRT.

7—7FRROFAEK (%) (Ho - KD

BiEkoRE CO CO;, H, H,O
AnIF A PR 48. 1 4.8 36. 6 10.5
)y e— X & 42.3 2.9 41.2 12.6
F X =7 % 46.7 9.3 34.5 13.5
g X E X 79.8 16.9 1.8 1.5
®m ik & & 585.6 7.3 24.0 13.1

T84 () arc welding processes 77 0BERFIBLTH
IR
7T— 4 R4EHM arc welding machine (arc welder) 7T — 7 R A
WHONHERE. T -/ BERIERT — I BERCSEINS.
T— B arc welding electrode T
7 — 7 BB RSO NAYE I, &
LM EE. A
T—43 arcforce T — VTR
WO RS RY M i bk X
L5 57 hulgE~DB
14y OER, EBNLOLRERD BN
REORE N v BRI X /I /Y,
STRILHRD EVHRLT5. T—2N
T—H356 (7—4B5%) arc brazing  FH L BRE, HH\L2
DOEBEBMCERETH 7 —/7BYFRAL TR A5 .
T—aARXT—4% Arcos arc process W@ ERCITD EEE, Fo
HRIZ7 T v 7 ARFTETALR Y4 YR BERACEBL, RET ADSH
ST FET, 7—a A (Sd-) X - CTHEIRHE.
TaA=—AT4 w7+ X3vi g Acoustic emission &SR at
HEhiic), BEETLEXCRETHRTETRALT, i@
U CRACHBIRE o L2 BN THEIRT, HFRBRRO—ELL
CEZDbAS. BLT AE 3.8, AE JIESIIOREMG (BEEK
IRENF, FHH), @LHiwiESE 20~40dB 1kHz~10MHz, @7 ¢
N E, @OWIESR 50~70dB, @ISR, FEH 10~10u®, @F—2
va—%, vva—4%, FeiuaAa—7lhbRs w5,
BERETCIROL I b DEAINTWS. ENRBOKERRR

o E R




HL —Ht 5

BT HREDORE EBRROER, —BWcEhoTa, BEROEN
OREFEALE.

Bk — LBHEE step type seam welder V— AREEBO—FT,
RTA v 2777 (BRAEHRE ZBA CHBEONBEHEY TR X
5 TokitEx 0.

RERX ARy FEREE step-type spot welder  EREINESSEIC HEE)
LTAA vy FRBALCEERZHHECEL L 5 BEY D o - AK Y b
B bo & bHBCEM/ RS CEE (L.0mm LUT) ME -
EETREWESOBECHAWLNEG. L ZIFEMER L BEINERY
BtHETHZ LB H5.

T—REH  earth 7 — 7R TR, FTIA L BT ASEAN
R —FARERTAI L. Wl T —AR LB L.

Fh& sweating - RMORKEOHERE (BX 0.02mm) HEBMLITFS
i X 5 ek e 288, WEBO M ABRE OB /IR RR X
LHBRIFAC X o TREDBMSMELS IR DIt 5.

T+l - BE% excess acetylene flame BBR7FLVikTC B
FOBMWDIONE ZRELNA KT, KEAMLLERThEREOSE
$, REBRRD7 F+vv 7 ¥ —, BHAFCYLARLDRS.
TeF V7 W —DOREILTF vV EHOBEB X - TRLD, K
RN DRl T 2F Vv 7 2 —DRIN[EHO 2FED L X137
wF Vv 2 f5RR%, 3fETnD 3fEREKEVD. TOKIEH, AT
A rHDNITAI =T A, FERNVAZN, =9 FABILCLOEE
Is ¥ OEELENED FARR O LThivbns.  =»EER7 ¢
Fv K (67

TtFL -58&8% acetylene (gas) generator AN AA—f K
(CaCo) EARZRIEEET, LOWEEFRT, 2F0oXDOL 5 RHIAE
ELHAWNITME7 5 v v REIELHEA,

KAR KR ZRA
TeF Vv BERF



& Ho— HS

CaC+2H,0=C,H;+Ca(OH),+29. 95 keal
HARERLEE Y. KEI = FOREGEDIRHICL »TC, $BD
KOPEH =4 FERATHEAR, -1 FRRPESEKR,
H—r3 P I A, KE8TL 5L ic BERBAESEMN
H5.

[Fi5 thick plate ¥, EX# 20mm BELEF, 50mm LITFoM.

FE&ST vk roll clad HEELUTHEELRZF v F.

FZEXTF L ZXTTy F§ roll stainless clad steel FrEd- Y bl
BLI=AT VYV A2 Sy FHL

FE#: pressure welding 2 DORIFHEM I ETTIE>8B463
»%B) L, THCBRACE L TERTHRERE.

BB REHE heavily coated electrode ORI BB R Bt
IBRT — 7. T— I/ MBICEESEY Y —A FT50i3<
nifElzE 2.

FEF1EE%35 pressure regulator BRLT vFV /S DIvEE
L —FOENCKC—EDENCHERAETHER. -7V —1t
P—RECHDH AT AB LR HB ) AVB0 288N 5.

(5 (.
(2} 27 2% {b) 220 ¥

FEJ A%

HTEWEFE strapped joint

2 ODHZREIHERELT
HTHEHT, BHDOREE
HTHROME L TAREEY
T4 REE. »HTEHP
77ty MR upsetting time 7 T o ¥ L REEM Y CHETREE
BRI 2EAOMBTEECMETL A7 7y P EWL, T
M7 72y MEHEIEW).




Hot— 02 7

77ty FEEE upset welding, upset butt welding Sy FPEIERD
BT, BEAERO ZRABROHET 2 2OBHOHEY RS, &
EBEEYEC CTroEMERB JUBHEEMC X582 FB L THEAN
OREYED, BRECEMTREC Tt EFH{MELISLEST
HUERE. =Sy MESEE (126)

EH 38R braided electrode 74 YDELDICERBTRALL
SV, oORCBRERYEL .

TILAF—28% Argonarc welding F 4 VBEOELG. 2V
ATVEREREL, TNV HTADY - VDR ETHROBEELYE
B TCT — 7 TEPLUINDITIR D B,

TILA/—b Argonaut A F—bHARAZNT 7R (3 768
DA F Y AT B ERA.

FILIZALAAEI 7Ty Fl aluminium alloy clad steel T3 =
Y AEETEEMESTLHIT Y ¥ 73475 PRt EEGEN

. TN =Y AFERS Ty Vil {gkfﬁwﬁyz PR ER
Nbo & bSBEMEN, Tk (2777077777777
5, AL, amiEreicy | E
BB BRIEE AR THS. = [ &

44# cladding metal 735y m
MR THETHIERDOZ &. TLI=VAER2 T, FROD

grek )Ly  safety holder F&E BERERFOH
WO FEAPRORED EACHZ 2EHH CTETED, RED
RN X S IRBLIV WA RNV X,
f4® safety factor —HITHBOBMBNHECTIOFE LI HH)
EV ) BEZRER L.
T&hy b undercut  EEOILBH CRMNELNTAETOL 5
EATWBES. —BRICBEEBEORERAE - EEEEOTHEY, BE
BRABTEAC LR EIT L s TETS.

Tryshg b Ty7Ayt
L |
TFTvZhw b
e |

ESS#ES:  Einlege-Schnell-Schweissverfahren B Licmk o



8 A Sl O ¥ o

Ty P ARFETAL, ToO L
CHRESBZEE, »—9%8& I
LCERCEBU A DAy Ky €
SAIhBETENAET7T 9 7 A .
WIROIINTT — 7 2 Rtk X > ?ﬂ“g
BT ) HENRHEE. HIR

DL ZXCIYERYIE, BNy .

FIol. TOFEITD 75,02 R
YETEZLN, PWTCFA oy (@

v & Siemens-Schuckert T

PR S AL, ESS ik
EH &## E-H welding, fire

cracker welding BERXEERES VYT, AR Y 7=
) vt Hafergut 2% 1939 i Kk

UG, 4 % Y ATiXFire cracker 7 S
gL Lithtws, Ricwtks -iBlin
; 7

CREEDOASZEDOVEAETY MO s
NTHBEEYHZ, BREBCENY A §§§§S-§§§§
U, 0L XA BEAMAFIEL EH i
TEREXITE) IDT, 2m { LV ORWEEBOMENTEETCSLS.
ZOHEOREREY, BREYLEELST, AFCE  oBERYT LR
KX B0 TELDTERNT, ERARZIUD ETHRROESHE
#, BRICOCCGEILEDTAABTECHLNA,

1%7+4 FR ignitron  EHEECRTHEERYEM XY, HY
IeEDD$ & CRA{EDBEET
BT AT A X S i
HEBICHWONAEY. @24k
XXDBEREA FH4 2B LB E1 L1
7rA 2 BB OB KIERELE N
BEAE. D, TH¥FEoKkbh i s
o TR B ic i D & EAEIET v |
b, CDX 5L TRNOME L 1 "
AR CHECE 5.

BiEMT—% transfered arc 77
ARBEORERD 12T, F—FHD X o
VIRTVEBYARLEL, BEEY IHI/

TIEBE LT, “OBCT7 — 27434 %
4

NYERNANEN

R, THhWEBLX S5 ICFBy A% %
DRAAT AN ER5 .



WWE— 0L 9

ZOHEET 4 FRBERCELULTEY, (EFFA=T—27LL5
T EIRB.
BEAKTTXAIT—70K
transfered plasma-arc cutting
BRELEHEOMTT7A~7
— 7% 3 XTI 5 Il
VI VATZ r—=VNT =250k

s febd ::.:"'.'.'.""ll.

Y
A
LN
xRt T

e P o
-

5 F
!

v i
——

BERT7R=T—7 b —F

BEWTI X2 T—2 PN

BEKTIAXIT—5 b—F transfered plasma-arc torch B
INTH oM CEROHERKEZ 2D, 72N —FZBLThIMD
() BeHlcdbrX 52 b 753 A=7—2 b —F. +F VAT
7= FT7 =2 r—FLH5.

BOFEMNY sheet separation  EhIEPIEHET, BECX->CrY
v MO BECET I E R DT X M.

—AR¥E GBEHBERBOD) single bounce technigue. double tra-
verse technique BEW
SIAEBRECRVWTH RO ER %g? HEER

1T A A R SE T B
TREZEMTLHE o ) X
BECITERT & Koo -
FEERY 0~0.5 A% v 7OH

— [0 Ko gt ik
FCe % . R

—EEh ¥k (—¥%k) single probe technique, single probe system,
single transducer operation  FHEHFE CHEBOXREELZEY1
80 BEf-FR AW TERET5 7.

AF— v BEIEEER inertia type friction welding machine — BE¥E
BHEBO—ET, BETREEMO—HTE 75454 b L HTEE
Wiz &¥cDd, MFOFEN & EMIE TEREL VRS E, &
Ehic e 7 ey e TEETHER. EAOBERBREECS
HATHEE —~ 2 DBEENVPITTA, 7V —FEBEPNLETIRI
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HEBRVRECHB EWIFELE - TWA.

AF—=bHRAT—=2 ARy B inert-gas arc spot welding 17
MIG) ¥ HEWEEREBR 24 ~ZBfMT, 14— P HADY—A VO
TR 7—7 ARy PR, EREEEMEOBRIRS—BICHN
Hihd. BT 7 v vAEfico TEBROBA YT AW
P, T AR PEERINTWS. (1772 ARy VREELD
W5,

A+ —=bFHRT7—%%H# inert-gas shielded arc welding 7=V
P~V T AR EDA F—F (EE) FA, HHNIINRLOF R
BOFEMN AR MW ABBELKF RS 7T— 288 sV ISAT v
BEL A, BIMEESRTLF 4 78EL, V4 YRROLBBHYE
BELUTH) S 78BED 2 20 FAND 5.

Qm /'Qf"“"’wﬁ
g7 A §t§ etz 2w
\ FIYIRTIRE DA
z lsl“ WA Ry A Ny 7ivasE
Zéz gﬁfx HAY—1F N ()
/i 2:\\ x 4 ,"‘bﬂﬁ:‘\\\‘ KA =2
ST S T T ¥

;%E

\Q
N\

71 TiEs 3 T

AF— VHRT —~ 2Rl

@Y flash, burr EAVEHEKTEC, BRMEBIBESELOH
B ASTRE LD D, 323 LB HRIC X AR L 2CH
B EBTTEL LR o CNeDOR B HWLBRE L 512
feole. 7T 9 ¥ 2 BBETINELTIRNETL, A8, hofhso
e, BEEIR Y OBRBRNGRBRETHIHENRE .

ANIFHA4 P REHUEREERE ilmenite type covered electrode #Ech
A F4 + (FeO-TiO) % 30% LI LS AREE 7 — 7 BB TG,
bRETL - &b EEENTWBETHS. 143 F4 MTBEED
LREINAHOT, BELEOHEND LY, BRTREZL -
HISEOBRBEETHD. Wb B AT 7y — FOREBTC JIS 8%
O D430l ML, BB THRENTE, BLACTHMTHAVWLNRS
PEBTIHAVDNS. TORELSBEOBBOBEIIRIRR 37~42kg/
mm?, BRI 44~48kg/mm?, {HF 22~28%, W= R F— 8~
12kgm BETHY, BEHADL - LA WENITREEL L CHER, B
FERAITDEL, BR - BB EREAELLPLHTCOALE
HINTw3.



LA — WA 11

4 H— b insert BLARBEECSWUE, B4R & v 7 A
F vR{EYOBEEN T T, T HFETHBIMCEEDL DA
LTARZTR S ot HLbha.

7 ‘ii
4vi—=n7
any> £ =t 2 nik
b

vy

4t — b AS LY insert metal process L BEEY T,
ELWEBYHTICOHEERCSONLDHER/Y V7 Z2EALTED
ENLEBHEETDHHE.

4404 ARy FBEE indirect spot welding ARy VBRED
—fC, BABRCY s T—FHOBEF » 7OEHTHLEHERRBY L b
VTR EN Y @ o THOBEN IR BENLEBETHHE. A LER
FHo T I S NERBRENINTEL I3 BATHAWLNDS
D, ERBEENIV DTy ) —XAEy MEEI D IBEERZ L.

R
1
- R ft——

{a) {c)

AvEA VY PAAE, P

434t —JL k3 innershield welding process . 7% o 7 A%
THZ7F 9 7 AADTAYEA, VWV FFAZRNTIC, 7597
ApbRETHEBEKOHTALFIHLUTILSBET, 72A) A0
vV VHTHBINHFEOEEATHS.

177 FMRER Implant test — HEEEEFS IW) CHERIRT
WHERENARTEC, XHRoF, BRET 580 CERL o4
v75 v B (GERBCRTED / v #1EEMIINT5) il
A%, BEY — FOBEEEBCA v77 v FVERBRCHEY N, &
NBRBB LN, X VEnABETHEAFRCHTERD LT
B,



12 50— 32

77> B

| [
E—ﬁ%ﬁ

\& 5

il

A7 RBRE
Mi2P1.5

8 gl
ﬁb’}

(7 v F54)

1 v77 v rRABRROHA

5—r7

74 w7 whipping T — 7% MR T &
B ~F I TERBMYSLL, B2 {HESD
EERIE. BESERNTCRTRYI L ot &,
HHVIEBRERRTEET AR ECHEWbNRS.

74— weaving BEEYHREOHTAE
WU THIC 2T 8hh U ie i b a3 5 g .

T2 AT 42T T—2% Westing-Arc process
AF— VY FARRAEAT — 288N (3 788 O7T A
U A BT HERE.

LIMk® overhead position EERRANZIZIKRET

1J0>r ‘
- Ry

1 4R 7l I e
N @ﬁﬁ WL A o

it




13

Ut
7
I
Ut
0‘:

4 /35% S
LM ox %

55 L5 IREERFICH LT, THMOT S RS,

LB overhead welding — BRERHENBBUIVKEIRHFICHL
THAGIRS, Whid s FREORB TIN5 B,

A8 back hand welding — =pEEHEREE: (49

ik sheet, thin plate HHEAEX 3mm KigOHK.

B /s— welding sleeve wRFERE S S — (174

BT  cold-filler-metal adding process YT -0 T — TEHP
=2V 7 PR AT VBB CTRESBRORCAKERRELLD, B
BEHEY W EXRARDTSIORA Y BREeRPCRA L THEY T
257K, COHFEL X - THEESBROVIR L. AEEINEYALEL,
BEERLWHUAL {HiNT5.

BNn7—2 buried arce I FBRFCRVTCT7 A Y ORBEEL KE L
LTC7—7BEZEL LTS 72 0RIILEVWREL Y, 7
— Z XDV F A AL DA TR ER, BHOPRTEATHBE L
kb, CHEERT —2 k5.

WHT backing BEODERCENSDTHMB Tz o B
ST 2 TR - 7TARAP - RRTTF v 7 R+ £ F— P H A
END5.

EHT4 backing strip 1 Bod—- FoREHARKCRERHENT
v— FPHCSILPENAREL 2D, ¥— FONETR, BHHVIRE
SBOBIELEY 1D EMLHTHER.

EH THE backing weld 7T—-I7BFHRCENT, BRESBRPEMICE
%L 5O Iz, SO UDEBMMALTR S B,

¥ — F Uranami bead, penetration
bead, reverse side bead BRI FM
B BREYTTL - TRICERE
Ny —F.

BWNiE Uranami welding electrode ‘i v—F
BB DBER T » TR —Tc v~ FRERTH L 51D
S ONICBR T — 7 iEEE. SREKKREEORBRIBEE Sz
BRERZBLE, WHWAHESRESFVLITWS,

B(EDVY back chipping HEGREBEETE— VEROBAALRRILY
OEE, TOMDOREDOEHH I EXEENDITOD LB &, HiH,




1L 56— 2%

BMINTHIWNET — 2 =7 Koo v I Cfitlchbhs. BED 24015,

BEdh(FetBR - root bend test specimen  SEAHEEEMTEONL—
NEERDICILD X ST 538k

BER#E sealing run, back run HFE /N —FTEEOBESTEAND
BELIE B LARS BE.

EEE () (7—-78880) manipulation of electrode g7 —
B TERZTL ) B A EER L CRES T BRI X518 7
—~7O%L, i, RIUVHERE v1-vYvr/iinihicgih

BB B (T2 BERD)

A—I

EilbRAMAPRA (LPG) liquid petroleum gas TR H ALY OR
{LXNIRMAT A, 7o 2Y HFAORLEREIIY —50°C Thh.

BAbA Y > HX (LMG) liquid methane gas &R, BENDL LT
WX BIc A2 VY H A, LOFE{CREEL —160°C BEETHS.

#4948 liquidus line  WAWALLHROASEZRARBIHLAHTL T
WGEBTRALIIU DA S ERCE. WHEBLTORE Cilikk s
Bl IiFT5. FEESCHIET5EE

Ta— echo EHEPEEE CRBRH ORO KR EOTERRSHD
RHLUTRBEINIA VR FIE0N T 7 0 VECEbRRGED =
.

TO—@& echo height, magnitude of ultrasonic reflection ¥
BREEBRSWTEERF L Co=a—DEX. 77y vFLOEMAR
W Xb% 3143 dB THHBHINA.

SR #ih stress-relief annealing crack  BEHEBABL L CEHERE
BELF LIRS ENSLEM, V, Nb, Ti, Mo, Cr, Cu & ¥



AT — A2 15

DELLREEZ FUHMERMAT, RO IV LWEREELHER L
CIEIBRERLELR L > TR A%, SR #uli <t 80 % u &
P EOEREDIMRPBERERO Cr-Mo-V it Gz h 2o,
O EIMRID 5 SR HMhE2Mr R TROME LT, REAVER
I3,
Psr=Cr+Cu+2Mo+10V4+7Nb+5Ti—2 (%)
Z OROFARETL Cr<1.5, 0.10<C<0.25, Cu<l1.0, Mo<2.0,
V, Nb, Ti<0.15% T, Psp>0 ‘¢ SR #hREOTEMENEA.
R, ABATVVAZZ y FEBCBbhAZENEE [TVEIS
v ¥ 27 v % 2 (underclad cracking)| 3 —fo SR g2 Ex Hh
T 5.
SOD B SOD test =y 7R (ESSO test) FHEITL. w=xy
Al (15) -
X¥4 L—7 doubleV groove, double
Vee groove XFEWREYTIN—-T
w7 —7 (43)
XERSE#FE double V butt joint
XHn 7 n— T HoReHKTF,
W HE 7 v — 7T (182)

X##F double V butt joint = X ﬁﬁﬁﬁm (Hessp)
s —7 (15) 2D (Ph
XBREB® X-ray test XEEHEEL ,“\\\'\\&\\’ ] ™
THER X CHBERO RO FEILD Bbh{ T4WA
CerDBETRBTHZ L.
X#E#® X-ray equipment ; X-ray xR
apparatus XHE, SBREREHERE,
WEKE, HERAE RSO TXHR "
B LB KE. :

T 7

Ty Vi ESSO test  HBlobkyu
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