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1. A&

=3 A7l ¥g £4W(High Frequency Electric Resistance Welding)2 ¥ 13 o] FdA A&
(contact tip) EX FE I U(induced coil)& Ahg-3ta] ¥ th7(skelp) oA (edge)ell nF7 H{HE FHAA
oA wuwke ¥ AA(skin effect)® 2 AL (proximation effect)’o] o3 A oMol WA =9
(joule hea)Z B&§ AR ¥ SHHolA ¢EE(squeeze rol)9] FEHel && == FHPYPolrr. 2F
3 A7l AY gAY wE 3 229 £33N $ARY AW AFAE A9 AEEHE AH FhX(shielding
gas)e] A Qlolx &R $58 £H¥AHS & F ooz FH(steel pipe) AZA M AR
THHE £F7 ol

olglgt nEst Ay] A 2HYLE ZHL AN SR 2AY + e £4H 2L dAEY A
o] A 4gg& W= hook crack, lamination® YAE AZA FE 2 4 FAAA LAH EW 2
(surface crack) S¢] don, €4 dQdFe Aslo wal B3t B3(cold weld) EE paste weld? I
A3 (penetrator) $o| YT LA Atk? WM & AFoINE o5 A B4 7| TE WAHHA 1F
£ ool A "Hag iz AEE MR nz st

2. 49 4y

E g7 Age (REFAA 7iedTFad HAHe Y& ERW SimulatorE o|-&8td AHstH o,
ERW Simulatore] =% #le] 2-¢4¢ P71e ds A4 23 #8918 AN FEsAT. & 434
A AAe 2He E 1% Zon, FAE 925mm, B9 2 100mmZz S &F = B &
EE 16m/min, 37 @A F3848 30kHzZ stgen FEAzRE LHANA AYE 130mmz &
dot. 273 JEFE 200~240KW HH WMol wsAzth =% ¢FES] FY e A 15 2ol £3F
o] Ay oy E29 ZHmetal flow angle)Sl 50°~60°8 PFAste] 4R L g2 wEst HGE YHE &
AL AEZ gt

9ot e AY =] da SHE AP B R B4 dd £ WP 5eme AMEE AH F &
Bul=g AAS T EAAA ¢/8(1.2mm), /423mm)EE FES A4 F vlA Avolste] F8 W) (optical
microscope)® A} Aa} #v] 7 (scaning electron microscope)d AHE-EHTh el £ B ¥4 49
S FEs7] 98 SR £ AL JHAS dHepsted olg A8 2T 1,000 & 10000 ZHYPez
29 ¥ A= 4 FivlEh(high speed camera)E o] 83t &9 F 43U
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AR 2= 81 JAFE 2007240kWel W2 AR L w, dFo] £¢He A4S vEhin ok A
o] S Mol £V Mol AFRE L§Ho UF oA Aoz wWEHE AL B F Yo <@
A4e 24 dLFol Z/HEe wetM a8 xSt FAse A B F Atk okl &8 F&l d
72 oA RALez MEHE AL oA Alold AL BAYIA FFHoz ANHADL. FE o€ &
gol AYHE= Fo th4 xAtole] ol=yt WA 7hil(bridege)’t WA sHE 4ol BAHUHARA 3).
olggl im: dv PYAHW LHARE W L £EZ o/ Fste Aol BRHIEH, o8 oF &
=9} o]l% A HAE T ude sHAE olgste] At Y 20 YEhAT a¥AM BH
e olF 45 &4 ddFol UM WA Frtste el BAHNY, oF A AL L
9 Aol Fx Zvlste Aoz EAHYPT. olshze] stwst olFdE 4L ¥ 3o vEkd A 2
ol AA71A pinch forced] B@ Yo 9ste] RAstE Aoz ddd. F st dFoAE AArIHel
Az RgHoz AgstE wdd stme] 8% REAME AAvIYe]l A FEE &yl wWEel st
$HAZoR o]FE Rolh o9z slue A4S FHPUZ AEE TYL e 8F S5E
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ARATIE ARE s Wol §h¥el 84 AL SANES JF& v|¥ Aoz AYHAYL. ek
&3 A LANES 27 ALFol B SAste] 1Y 49 UERIRT. TN B & %ol 7
o) o1F WAZL He £4 dLylN §H A w4 NES FUYoR we AL B 5+ UG oy
@ AT ATRE VAT u, 23 A7l AY $Eel £ 2P 24 shme 2y R oF A
Fol 4Bsel U= A B 4 Ut WA B GEeAE old@ 3 BT BT dso =9
37 8 Aelh

4 BE

D nFd A7) A $HA 97 AAE AA71H AGolestol U oA pAROR WS

2) arcing 24 ¥ YA4HE tmE Av1Re ugYgos BT doz Jda SAUYSR w2 o Faiv,
a9 ol§ &Est o5 Azl WA $7 YLYl el YPE v

3 27 A7 AY $QA &4 Qe tmwel ool % WHTL TPY £8 Tl Sl VA
He Ao ool wAsE Aoz £, old@ WA4E e o|F Ayst YFsn ol Ad ¥
Z WA A4S S9N AY WA UES Be Doz¥y 458 F Yok
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¥ 1. Skelpd] =4

C Si Mn P S Cu Ni Cr Al Fe

0.174 | 0109 } 0.837 | 0017 | 0.007 | 0.029 | 0.030 | 0.032 | 0.019 {Remainder
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Average Sweeping Length (mm)

T T T r 20
—a—: Average Sweaping Length s 12
~e—: Standard Deviation °©
Welding Speed: 16a/min d18
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