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Research on the Generation System of Welding Symbol

Sang-Soo Kang, Ju-Yong Park

Abstract

Welding is one of the main processes in fabricating a steel structure. Welding
information must be included in the form of welding symbol at design stage of
the steel structure. A welding symbol contains lots of information about welding
process, joint configuration and welding procedure. Drawing the welding symbol is
not casy task. It requires enough knowledge and experience about welding. In
general designers consult welding  engincers. or welding  reference books to draw
the welding svmbol because they have onlv a little knowlege about welding. This
process needs much time and may lead to error.

This work aims to develop the welding symbol generation system  using
relational  database and  expert system. Databases  treat many kind of welding
information  effectively.  Expert  svstem  is used  to process empirical  and
Hon -numerical data which are the major part of welding symbol data. The wide
welding  information  written in the welding  svmbol s collected and saved into
database. Their relationships are analvzed logically and represented in the form of
production rules. To obtain the reasonable conclusion from these rules the forward
chaiming inference process s applied. This inference mechanism was implemented
boour own method. This svstem mav help designers make  welding  symbol
exacth and quickly. It this system 1s integrated into CAD svstem, it will be much

more useful.
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Table 2.2 Supplementary symbols
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Fig. 3.1 Relationship between welding processes, weld types and joint types
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