ZHA(flux)E o|Est
| ElojEEC IS8 MEl|&

0|2, OIBEY | Azl

1. g

21A7) Ak} 2 A7 Aol 3187 24, oIuiA)e) E54 B, AR A28 A, 459 A
&4 9 A4 75 59 F4o] HFHRA eolehr Aol e A7 % B Aol AAAL 2 W

EME]%—S— HA s, WA 9 31 54 5ol 3, vlAMg, Wk 214, H ¥ (coloring) 5 B 5
elolehre] AAEEE A9 1/3, 57w 1/10, 59 1/20 A== won, A7)
AE& 6&%94 3.1% 45&*& - wEout SR o] Qlo] AggA o] 7hssiet. 12| YA A FEA o] $4503F

Fej 2] A o] w9 vha Fo] 0] wiEo] ol ALY O 58 A, AN FHET ToR Aol FuE

il

o
N
r\r
r2‘~
P
2 &
o
N
ﬂ>

o o
9% Aol
AL 50 B 2 W SRS A 50 TR 4 e, 2428 3

o w2k B 55 4 516k S5 EolerS] 48] 6 24591 A9} 9e] Bl Ao 2
olfre Efolehgo] &0l 2 FH 0T Aka, o4, Ak 3 A5t o] FFejri= Aot wheba] dRbA o % Elo]
Elo] A3 di7|of Akl A7) e =24 30718114 o] Fol Aok gk AA7A] 9] ElolelE
AR W A2 T2 AR AR ol o Estar glom, S A A BA7]e 3 o] o # g TIG MIG 5 2
SRR &0 F(F)F o)F L Yl AAolrt oo & l°ﬂ e EY2 ) F o453t Elolehr 2AF
3 &Aoo T At 4 v AAA W LAEA 0] 43 TIG-F W TIG-FW, Narrow—gap arc welding
S A es Bzl AR, ElolA 84 2 Wi v|aste Adrela 1 54 shets) wue] A=Ak
o Aol EF-o] =A} g

¢

_ILJ r‘1o

2. Bolewe] AlE

A1) oA Helebis] DA A Iee 19 19} 2ol HYSl g4l o9l 20 873} A3
0% FE F 9tk £ o AR Eiele F9d (cladding), FSW (friction stir welding), A=TIG
(Activative TIG), TIG-F (TIG over the flux layer), TIG=FW (TIG using flux—cored filler wire), Narrow—
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gap Arc Welding 50| £3= & it}
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[ |
£+ 8 L 2 o
» o= 48 » EEjIo|}
- TIG » BF E
- MIG - =g ol
~ Plasma - &red elE
» EB(T=IED) 48 - ofzE gy
» Blo|x 58 » Eob SHE
MY 4E » TIHIE A

8 1. E0|EFES

YiEol el

b0 2 elolehrs] A5 E Eoleh A% S5, W4 FA A5 FE 1
A e, o Tl 41 $48 ?—s}— Bolol= AR 44, Fo)q 4, Seknl 84 So) 5
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et
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ORF
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089 45 $9201 5 4 540 o S50 97970 el 2 HE 5 Al £4
¥ E40] 275)E Fol 72 A4}

E 1 EIOIEtES tHEHQ 88722 H 1

TIG 8% MR Y 2H 2f|o|x HIZF(CO2) | E2t=0} 038X

& Z0[(mm) 0.5~5 0.5~200 0.5~20 01.~10

Z|CHEH (kW) 6 100 15 (60) 15
power L& (W/m?) 3X107HK| 101377tX]| 3X101177tX| 3x10~3%X1010

VILMe e 22 =22 =28 =22
oy 3ct 0§ & &} AT
RSk =7t =7t = =
2ELE Lajct M 0% % 23
ZANAO| HISt 79| gict 0980 XM Aol kel - s | =
Aol 37| A} < 3ot o< Act 2E
HFEH ZHE =&t 2k 7ts
== L _ C
szoz0| X 7ts 0j & =2t 7tsd At 7z

3. TIG-F £471&

ElolelgE AA]9] S-E-tof F ulAkg EobellA 7P de] AREEAL 9l A& TIG (Tungsten Inert
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Gas Arc Welding) 841710}, o] 847|e FAA SR ta3t 22 Aol Adt HA Ao e &

™
9] 7|4 4A0) BAksh AS| e $E0 R FEelR, A9 mE A2 $4e] 7Fsohar, s %
shel, et SAS SYA0R AR 4 g, ksl §o] stk el dnbAel o2 e 84
457k )3, B4 ho) 3 Aot Basiel, o) e Al 9 A7k Bashehs A Solck w3 A%

Hlojut glo] A o] Aol &gk G Rt FA AR FAAY Fol| Alo] whEr

ool AAE FrAlskHA DAl 2 4s}elr] 93k elolele] Al (H) 841714 % E. O. Paton Electric Welding
Instituteol| 4] TIG—F (TIG over the flux layer) 7|&o] 7= gle}. o] 71&2] A& Abart ¢l 2 Z9A
(halide flux) & A=7F29} 3] o] &el= o2 AA] $4]olu dlo|A &4l Marke dd3e] AA =9t
2 4970 F2 Y 22 4A4E5s 5o EAS 7het) 2 AMEE Z¥ A2 = Bale, Cals, MglFs, NaF,
AlFs 5-o] glow, o] FH2Ae A2sldg e o]7] wltel] 2 o] F of-&-3l] FAdstarl sh F-9]ol] -2 =
oh webr] EY 7L A AA-S ol Pl =2 4 9lom, 1 ok SAA R wet 244 5 gl &
29 F8 75 ok

Aot Fa44 <l 71%—"E Y20 R AT TS 5 5 ek

H

ru&“:

ok

D8 2. (a) QUHTIG BHAI 01T HA, (o) EHAS 0[SE TIG BFA| 012 HAY,

Parert plane Parert plate

olehre] TIG-F 4441 &
293 YL B2

A
SEALE ekl A2 BeAE ol B2 Al
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o, 2ol we} 50
= TIGEA el vl &
= gl Z2Ya

&Rth= NaF, AlFs 5

w2hA], ol o] A& Ao 2af ojw g AP - (groove) ¥l le] & 13] &4 (one pass) T2 & %
o 6mm FA9] elolelr 2445 443 4 glek o] 22 AE5A 2l duk TIG &4l vl S AF+= 1.5~20=
TanZ 5 9a, 459 Z Y HAZ 9] F 53 1.5~202 A 4= 9l Zlo]oh TIG-F whel et 1
3] (one pass) ﬂé‘: LAHEA = (. SmmﬂE_O].TL ) £ AHTA L= ok 6.0mmAEo|th TIG-F #HEL o] &3t
ofZ-gAL 32 LA ok butt, A, T—-joint 55 48kt EpA oI, 2 4 =4 | s
A a5 ok H5o] 1.0mE EA4sked 829 okl A 71008 A= vl 22 o] 289
otk ool TYAF ol &3k A7 D= 7 Sl AAA o5& 71E W vl aste] A8ske Azl FA0
upe} Akl QakA el TIG 44l v FHAE o 48te] 45k A5 285 A7 U], filler
wire, oF2 7k gol| tfsf w]aL H7}ste] 7 3mmelste] 7= 13 6(a) o, 3mme] it 6mmelste] FAE:
A8 Aol dalA= 28 6(0) ol YeRH it 57 3mmelske] 2418 4483 75 powert filler wire®]
2H)7} 25%01% AokE e s & 4 9om, AAH = TIG-F A3 ] AHo2 <l8l] 1.0mE &4sh=d of
15~20%2] A o5+ 2= F ot 74 3~6mm] 245 ST HFole SATA 285 A=
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1/2013812 B5A17 5 9)om, filler wire, oF22 712 T E 60% 4 =) AREAE A& 4 9ol 71E TIG
Sl vl T 50%e) ) A SHERE d= 9l

RERRRRRRRES

sFHIRERIRER

J2 6. 7IZ TIGRHTIG-F éiiﬂael ZHE o1 HIL; (@) T ébr)nm 0l3t, (b) FM 6mmol3}.

4, Efolehg 2419 ofa 4919 553 A3 s 7150 Qlvk o172 £ sk sheld &
A2 1A SAde 2 9= vIAA Feh w2t 22§ &b stellde A ARl Aoz ALt 4
ek Bfolebr 2Ajol A SA 7182 T2 SALA] WAellA kA SEE 5] ] Wl &3 Jlo] 2 4
glo g A glr}. TIG-F 44 el A AHEsh= 28 2% hydride fluoride (TixFyHz) & 4317 913 44
Zol Sle #4F EF020 o) Ao za] S Be] S Fel® dolglAl Hn o] Sl

< SATE Asske 2 vehiIth B3 O 3004 & 5 9ol o] ¥ A A (slag crust) = 4 F
7

A% st mfo] "ok 2o o3 7]3-o] A4

Sale ARy R Ly

O3 8. TIG-Fof 2laf EFE Y792 T A2 2 M.
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4. TIG-FW £47)&

6mmo] Al T elolelg £A1E 4317 A3 A2 AFA filler wires o8-8+ H3lr|&o] A=
o o] TIG-FW (TIG using Flux—cored Filler Wire) Z&7)&0]2} gt} o] £747]4e Y2322 TIG-F

4,

71e3} FLskH, DA 2o F% a4 A4 '} Al &A8k7] el 224 filler wireE AH-dh= 7o) 7
oha 3pAlch FWE Flux filerE Blelebs $U2 243 JeiE 2on 27 dstxAz Ao we} F 742
=] Qeh (27 9). SR T FdE= 2~ 91 F& FW feed rates M3 2 2M 2A 0] 75811, o
EY29) 5 AT 2N Y2 99 LAAFTLE HSelA &4 o] 7h53tch 1822 TIG-FW A 3]
&2 FA7}F 6~16mmA =7} == elolehr 2 elolehr a5 A groove FH]9l0] $H9] passihe® &4

% % gk

—

2 1 -sheath
' '_Q 2 —flux filler
3
3 -core

121 9. Flux—cored filler wire2| SAH(THHE),

o
-
Buj
=
)
K
f
:
>
i
4
[
=
lo,
ot
>
b
|
5

23 102 flux—cored filler wire® ©|-&3F o}=28] £53FA
Ao 7] Fell A S5 AAFFER of2 2 7hie| oJgk A== & sjFrofof gtk T Elolehy AAE &
AAshs A5 7129 grooved FHIdf okl FWE o8-8 75 groove 4] $10] one passitel]l 848 4= ¢lo

, S AR A= o 7} 2ok FWE o838 A5 7]& el v|3) 28 A7F Y of2
9 *u]‘* of 70%%“ W@Juﬂ f111er4 T 90%B =7 A1 4= Qlek A A 08 5% Efolehr 4
A 1.0mE 48kl 712 TIG £73w el vls) of 35~40%2] AAE AZEAE AL 4 ok 43 AR
A SHA = o A9 TIG-Fi i} v kA 2 ARg-8l= £ 27} hydride fluorideE 34817 93 &41&

n:?.i

o oA

Qe FAS Z2 0 3o o3 TR T 02N 7|2 AL AAE = IS 7pAe Auk TIG e o) AR &
AT FAs Xﬂ“* + °‘E} Bt °l*‘”ﬂ °P5'- i % A7les 244 9 54 skgstel A 45 &
He ;

38 10. FWE O|ES TIG-FW EYUH S LEH =AE I EFF|Q EHH 032 AR
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EEEER R

J811. 7|2 TIGRHTIG-FW M &7 &9 AA A o] H|
5. Narrow-gap Arc Welding £737]&

10mmeol3le] 2 EAE 2= T3 F/MF/P‘ 2AE %—7‘ 3=d] 9lo] Narrow—gap arc welding 7]&-&
groove welding®| B3} w]$- &3k 7|&= Z19] groove -“lﬂﬂr«] zlo] AL 18 12¢] EA
= o] ok Narrow—gap o284 7] groove §41 71500 B8] 82549 k& oF 30%7H] W& 4 9, &
Y AME T 4 9lom, 84 Y HAZ F-919 5 A 5 Ye zo“u"] ek w3 elolehr o] v
£, 95 E9, immersed—arc welding, MIG, ESW 5l w]3] &4 ¢ldgFo] W, k3l groove 1|2 ¢
ghu|-8A7t A% 2 A Azt 27| &4 ARl FA T nEAY EATHE AT 5 de
Aol ek o] F HalAe TR S48 A AW Alole] AFA Qe &a7t a7EH, A &

A7IA A s W SAEEe] Y2ho] #Als] o] FojA|of Fr.

1% 12. (a) Groove welding, (b) Narrow—gap arc welding

77k passel] thal] &4 H2El A5 o83 $7doka9] o) Fiale 18 139 Yehigle). o 5 |3k A}
7V S ot el LR AojF o g4 T/ Elolehr £AFE A S 5 k. o] A= A
power supply ® T4 5 =0, 1~80Hz F3k H9lell A AC BAE FA4T = =5 FHof glrk o] whel ARE-
= 2488 0-5mm AE9 AAo] dutAoln 10mmEZY &2 5 one pass® ¢F 4~8mm2] B|EE- 3
AAZ 4= 9t} $-3zke]ue] E.O. Paton Electric Welding Instituteol| A+ Efe]elg Z:\JH9] L4E& 413l CNC
welding head T4327} A2 narrow—gap arc welding 4] (model AD 238) & 7jits}gl o v, o] £ 7] & o]
Lol 8 5 9l Hd &% 77 110mm, Z o] 2o 3000mm7}HA] narrow—gap oF2-845 AXE 4 4

= A= A

4

1
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1 — collet with tungsten electrode
2 - protective nozzle
3 - protective spout
4 — drive of protective spout
5 — drive of ARLAG system
6 — electromagnet
7 — guide for filler wire feeding
8 — wire feed mechanism
9 — welded joint
g 10-backing
11— wire spool

& 14. Narrow—gap OtASF AX|o| AKX 7jE T

4 olZl s A7) A o3| Alejd A oA o] e] £l £27 groove HHIAH A S0t} 4]
3hs AR AP Tk 5 AAEE AT RN AT £ 9l o] A2 B SRS S8
o] &85 Aol ofa JEFE ARA e EN SAEES T FAY AEET EA (base
metal) ] $-§-& A5 gt o] A 7]& M F23 A F 3prl A HA| passtHAll A 71 7hdsba A A
BFA 3l permanent backing= 3= 2102, $454 <] MAHE =] back bead?] FAE A= 75=
gt} B2 kA A ¢l 97 248 wEA]7]7] )8 backingoll= $2140] o] Fol Aok 5h, o]& A &% &

= ° 73"?‘%
o 2 19 159 o] vl kg AN EE A%k As FUT 5 ot o] WS o8 A5
20~110mm5719] elolelg B 1 §hF9] 33k AAE F5abA et 5= glom S0 VA4 B4 4l 7%

&5 A 7R A0 R o3 AR SHEAS hebaich

13 15. Narrow—gap 0t3 &0 Qs 8-E F22 &H 2 | 800mm X t 50mme| drum 3.
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E2A(flux)E 0128 EfO|EFES 1E 8 HElJ|&

Eolebr e v = (Fe/aE), 127= 9 94 54, s A & W A= <L Aol SHiE
5 il ? 4 A

AXZ/o7 -5H01:/A4 0}:}.751—/ z].Eﬂ

Aol elolekrs] 43t 2

= o1&
<) . v H
%1‘3 7]’“31 TJ‘W °l o Tﬂﬂﬂl 215}. 2z l{— %%jl‘%%ﬂ +AA, —?—’F‘&—’f“é“i g5 A 54, WA Sl

[e)
=
Xo“ﬂ @%E}E%L 55 °l A= 740] a4 °IE¥ :LEM °lﬂ1ﬂ ”97]“: 2 ]‘ﬂ%—, Al I
Aol Ms}wrﬂ ‘e;-"— b AU e} olel 7129 TIG S <] A4 199
3 TIG-F % TIG-FW &47]%0] ZEuky ot} Zg A

1%
o] A AREE T SASA DRSS 1A 4 o)
=4

o]43k o]
2, AARE GR35 glo] i 83 A J7]"_L Aol A vl ks 71 0 2 ghekslv), w3l 39| glo]
e 245 4438 5= 9l Narrow—gap arc welding 7]$] 7ji-E 7|2 Wl vl 188, 3145, 2734
A& Zhe 48 elolely Ag]Eelt) o#d EY2E o] 43t elolelre] 1S e FAYAE
A efolely AlEL] A=A B, 2FE Al =2 A, AlEY toFsiel vEe] Sule] 7HAAAYE o
T TS T 5 lo] 3 Elofehr AlE #AAE A - Folx 344 = vA A A

[1] Technical Report of E.O. Paton Electric Welding Institute

o & 2
HEA74 AAFATME Holeie THEATL ATHYHATME AT
220k EOIEIEEE 8897 YR, DRk EO[EHEEE 58 817, 337
SYBAIE, SR 241 T Y oNg ez, FEHz 4T
NS
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