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tiste] A sia] L.

7 EHHE wAslE (DS FEEH (lack of fusion)d} (2)€YH= (incomplete
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A T2 AFESHE SRS 2 olFE AYsirle. glal I8 H A2 A3 b)
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s 4= A, W23 ==(inter-pass temp.)9
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GMA(Gas Metal Arc)8FolA ofadole} ¢lolo] E=FHolo HogE 1
e a, greF CTWD(Contact Tip to Workpiece Distance)’} A& 49 ¢}o]
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