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Development of Welding Information System for Power and Industrial Plant
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Abstract

Power and industrial plant use various welding processes and many kinds of materials. Thus, it
is a difficult task to get the proper welding information. In this research, a welding information
system was developed to solve the difficulty. It consists of database system, knowledge based
system and diagram analysis programs. Database system contains a large database and various
searching method corresponding to the kind of information. A large part of welding information is
managed by this database system. Knowledge based system is used for decision of proper welding
process and analysis of weld defects. It has conversion program from text to knowledge, and
inference mechanism. Finally, Diagram analysis programs carry out the calculation of ferrite
content in the weld metal. By the calculation, a crack occurrence can be avoided. The developed
system can be a useful tool for welding in the field of power and industrial plant.
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Fig. 1 Database components and their
relationships
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Fig. 5 Database for welding material for dissimilar welding
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Fig. 6 Selection of welding material for
dissimilar metal welding
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Fig. 7 Causal model of inclusions

uebs Fojzl 2] HEHE ol&F FEE 47
daire HAFHA 75 BE FHog RHH A
S FAgo g MBS AN 2hg BEE 97t
glojol gtk B Apdiae DR WEE f¥gHos
Bd Bdo2 A% ke Ry F BAEE @
F& Q1435t= EvaluateV &8 A8 o2H 4

goz QANES H9ch AT ol&Y 3 szl
NAYE gHEA] AdEE $HAIE g
£l B2 28 S S IMEA £HAEY &8
go] AAE, Fig. 8& ol&% HAY o & 243
o 3tk

CXTIED =il va

[ ] e L

SN W8T ¥Y naw sn |

AN WO¥ Y

Byl Singie-Y SMAW &0 100

Bu Slagle-¥ SMAW &0 we
Bux Single-B SMAW &0 0 ¢
Bux Sl B SMAW B0 100 ¢
o

GRY OW

* MAgE 29Y

F =
l‘“ ‘BEERIGLN 2¢.54 LLDY
EIBE] o
G R razo WS em
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