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Abstract

Power and industrial plant use various welding processes and many kinds of materials. Thus, 1t
1s 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 1s
managed by this database system. Knowledge based system 1s 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 1n 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. 2 Knowledge stored in Database
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Fig. 6 Selection of welding material for
dissimilar metal welding
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Fig. 5 Database for welding material for dissimilar welding
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