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HAUMOHANBbHBIN CTAHOLAPT POCCUMNCKON GEQEPALUUMN

CBapka 1 poacTBEHHbIE NPoLIecChl
CNOBAPb
YacTtb 1
O6wWwme TePMUHbI

Welding and allied processes. Vocabulary. Part 1. General terms

Dara BBegeHus — 2020—10—01

1 ObnactTb NpuMeHeHus

Hacrosiwuii craHaapT coaepxuT TEPMUHbLI U ONpPefeneHuns, OTHOCALWUECH K CBapke U POACTBEHHbIM
npoueccam.

OH He coep>XUT TEPMUHBI U ONPEAENEHUS, OTHOCALLIMECA K cneLManbHLIM NPOLIECCaM Ui K 0COBEHHOCTAM
CBapKW U POACTBEHHbIX NMPOLIECCOB, KOTOPbLIE PACCMAaTPUBAIOTCA B APYrMX 4acTAX UNU B APYrMx CTaHaapTax.

B HacroAwem craHgapte TepMuHbl CMCTeMartusuMpoBaHbl. MpunoxeHne A coaepxMT ykasarenb co
BCEMU TEPMUHAMMU, NMPUBEAEHHBIMU B andaBMTHOM MOpsiike C CCbINOYHbIMM HOMepamu. MpuBeaeH nepe-
BOJ TEPMMHOB Ha PpaHLly3CKMUI A3bIK, TEM CAMbIM OXBaTbiBas TPU ouumanbHbiX sidbika MCO (aHrmMICKUiA,
dpaHUy3CKuiA u pycckuii). HemeLkuit nepesog npeacrasneH ans uidopMaumu u nog OTBETCTBEHHOCTb Opra-
Ha — uneHa Mepmanum (DIN).

MpumedaHue 1 — TepMuHbl Ha opULMUanbHBIX A3bIKAX (AHIMUIACKOM, (PpaHLy3CKOM U PYyCCKOM) SBASIOTCA
TepMuHamu U onpegeneHuamu UCO.

Mpumevanue 2— Bee TepmuHbl 4ocTynHbl Ha nnaTtdopme ISO Online Browsing Platform (OBP): https:// www.
iso.org/obp/uil.

2 TepMuHbI M onpeaeneHunA
B HacTofiemM ctaHaapTe NpUMEHEeHb! Cneaylowmue TePMUHbLI C COOTBETCTBYIOLLIMMKU ONpeaAeneHNSaMM:

2.1 CBapka u poacTBeHHbIe NPoLecChbl

2.1.1 OCHOBHbIE TEPMUHbI

2.1.1.1 ceapka (welding): Mpouecc coeanHeHusa aByx aetanei u 6onee, B pesynsrare KOTOPOro nony-
4alT HepasbeEMHOE coeauHeHne matepuana(oB) 3aroToBOK, C MOMOLLbIO HArpesa u (Mnu) AasneHus ¢ nNpu-
MeHeHueM unu 6e3 npUuMeHeHus npucago4Horo matepuana (2.1.10.4).

NMpumedaHune 1 — CBapodHble NPoLEcch MOTyT GbiITb UCNONb30BaHbl ANs Hannasku (2.1.9.1) U nepennaeky.

2.1.1.2 ceapka nnaBneHueM (fusion welding): Csapka (2.1.1.1) MEeCTHbIM cnnasfeHuem conps-
raemoii(blx) NOBEPXHOCTU(€eii) 6e3 NPUNOXEHNA BHELUHETO AABNEHUs C NPpUCaA0YHbLIM Unu 6e3 NPpMcago4vHoro
marepuana (2.1.10.4).

2.1.1.3 cBapHo# wos (woB) (weld): Pesynsrat cBapku (2.1.1.1).

NMpumeyaHne 1 — CBapHoil LLOB BKNOYAET B ceba mMeTann wea (2.1.2.1) 1 30HY TEPMUYECKOro BAUSHUA
(2.1.2.2).

UspaHune odpuumanbHoe
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2.1.1.4 ceapHoi y3en (weldment): Yaen, BkniovatoLmii 0oaHO cBapHoe coeauHeHue (2.1.4.2) unu 6onee.

2.1.1.5 ocHoBHOI MaTtepuan (parent material, base material): Marepuan, nognexawmi CoeguHeHuto
ceapkoi (2.1.1.1), ceapkonamkon Mnu Namkomn.

2.1.1.6 TonwmHa ocHoBHOro mMatepuana (parent material thickness, material thickness): HomuHane-
Has TonwumHa (2.1.7.7) matepuanos, noanexatiux cesapke.

2.1.1.7 ocHoBHoOM MeTann (parent metal, base metal): OcHOBHOW MeTannuyeckui matepuan (2.1.1.5).

2.1.1.8 pyuHaa ceapka (manual welding): Ceapka (2.1.1.1), npu KOTOpOI Aepxartenb anektpoaa (2.3.8),
CBapOYHbIN NUCTONET, CBapoYHas ropenka (2.3.9) unu rasosas ropernka ynpasnsorcs BPyYHYIO.

2.1.1.9 yacTMuHO MexaHu3upoBaHHaa cBapka (partly mechanized welding, semiautomatic welding):
Py4yHas ceapka (2.1.1.8), npu koTOpON nogada NPOBOMOKK MEXaHU3MpPOBaHa.

2.1.1.10 nonHOCTLIO MexaHM3MpoBaHHasa cBapka (mechanized welding, fully mechanized welding):
Csapka (2.1.1.1), npu koTOopou TpebyemMble CBAPOYHbIE NapameTpbl (2.4.1) NoaaePKMBaOTCA MEXaHUYECKUMU
UK 3NEKTPOHHLIMU CPEACTBAMM.

MpumevyaHue 1— B npouecce cBapkun BOIMOXHA pyvHas peryrnmpoBKa cBapoqHbIX NapaMeTpoB CBapLLMKOM-
onepatopoMm (2.5.25).

2.1.1.11 aBTomMaTuuyeckasa capka (automatic welding): Ceapka (2.1.1.1), npu KOTOpO¥ BCE onepauum
BbINONHATCA 6€3 BMeLLaTenbCTBa B CBAPOYHbIN NPOLECC cBapLymMka-oneparopa (2.5.25).

MpumMmedaHne 1 — B npouecce cBapkn HEBO3IMOXHa pydHas peryrivpoBka CBapouHbIX napaMeTpoB (2.4.1)
cBapLyukoM-onepaTopom (2.5.25).

2.1.1.12 po6oTrusupoBaHHaa ceapka (robotic welding): Ceapka (2.1.1.1), KoTOpas BbIMNOMHAETCA U
ynpaenseTcsi po6oTU3MpoBaHHbLIM 000PYA0BaHUEM.

2.1.1.13 cTpoxka (gouging): Pa3HOBUAHOCTb TEPMUYECKON PE3KU, NPU KOTOPON POPMUPYETCH KaHaBKa
3a CcYeT NnaBfieHNUs U TOPEHUS.

2.1.1.14 gyroBasa cTpoxka (arc gouging): Ctpoxka (2.1.1.13) ¢ ucnons3osaHmemM yroBon pesku.

2.1.1.15 Bo3aywHo-ayroBas CTPOXKa (air-arc gouging): Ctpoxka (2.1.1.13) ¢ uCnonbL30BaHUEM Yrosnb-
Horo anekTpoaa (2.3.8) u cxaroro Bosgyxa.

2.1.2 XapaKkTepuCTUKN CBapHbIX WWBOB

2.1.2.1 metann wea (weld metal): Becb meTann, pacnnaeneHHblii BO Bpemsi ceapku (2.1.1.1) n ocras-
Lmics B ceapHoM wee (2.1.1.3).

2.1.2.2 3oHa Tepmuyeckoro snuaHua; 3TB (heat-affected zone, HAZ): YuacTok HepacnnasneHHOro
OCHOBHOro mMetanna (2.1.1.7), MMKPOCTPYKTYpa KOTOPOro M3MEHMUIach.

2.1.2.3 30Ha wBa (weld zone): 3oHa, BKknovaowaa merann wea (2.1.2.1) n 30Hy TepMU4YECKOro BNUA-
HuA (2.1.2.2).

2.1.2.4 HannaeneHHbl MeTann (deposited metal): MpucagouHbii meTann, fo6aBneHHbI NpyU cBapke
(2.1.1.1).

2.1.2.5 nuuua cnnaenewnusn (fusion line): Npanuua mexay metannom wea (2.1.2.1) n Hepacnnasnex-
HbIM OCHOBHbIM MeTanmnom (2.1.1.7), onpeaensiemasi Ha NONePe4YHOM CEYEHMM CBapHOro wea (2.1.1.3).

2.1.2.6 3oHa cnnaeneHus (fusion zone): PacnnaeneHHas 4acTb OCHOBHOIO Metanna (2.1.1.7) B metan-
ne wea (2.1.2.1), onpeaenaeMas Ha nonepevyHoMm ceveHun ceapHoro wea (2.1.1.3).

2.1.2.7 vannaeneHHbin Metann waea (all-weld metal): Merann wsa (2.1.2.1), cocroawmin U3 Hannas-
neHHoro metranna (2.1.2.4) 6e3 nepemeumsanmua (2.1.2.12).

2.1.2.8 cBapouHan BaHHa (weld pool, molten pool): BaHHa u3 »uakoro meranna, oopasyowancs B npo-
yecce csapku nnasneHunem (2.1.1.2).

MpumMmedaHue 1—Tpu aneKkTpoLLUNAKOBOI cBapke TEPMUH BKNOHYAET B cebs LLNaAKoBYIO BaHHY.

2.1.2.9 coctoaHue nocne cBapku (as welded): CocrtoaHue ceapHoro wea (2.1.1.3) nocne ceapku
(2.1.1.1) no nOGOV TEPMUIECKON, MEXAHUYECKON UNKU XUMUYECKOW 00paboTku.

MpumMedaHue 1—[nacnnasos, NOABEPXKEHHLIX CTAPEHUIO (HAaNpUMeEp, AN HEKOTOPLIX antoMUHWEBLIX cnna-
BOB), COCTOS\HWE NOCNE CBapKN OrpaHU4eHo.

2.1.2.10 pepputHoe uucno; FN (ferrite number, FN): YcnoeBHas BenuunHa, xapaktepu3syiowas coaep-
»aHue deppuTtHON hasbl B MeTanse wea (2.1.2.1) Koppo3MOHHO-CTOMKON CTanu ayCTEHUTHOIO MW ayCTEHUT-
HO-heppPUTHOrO TUNA, OCHOBAHHOE HA €r0 MarHUTHbLIX CBOWCTBAX.

2.1.2.11 meTannypruyeckue otknoHenun (metallurgical deviation): 3amMeHeHus MexaHW4eCKMX CBOICTB
u (MNK) METANNYPru4ecKon CTPYKTypbl MeTanna wea (2.1.2.1) unu 30Hbl TEPMUYECKOTO BAUAHUA (2.1.2.2) oT-
HOCUTENbHO CBOWCTB OCHOBHOrO Metanna (2.1.1.7).

2
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2.1.2.12 nepemewmnBanue (dilution): CmelueHne pacnnasneHHOro 0CHoBHOro metanna (2.1.1.7) u Ha-
nnaeneHHoro Metanna (2.1.2.4) MoXeT ObITb BbIPaXEHO Kak OTHOLUEHWE pacnnaBneHHOro OCHOBHOIO MeTarn-
na K macce BCEro pacnnasneHHoro Meranna.

2.1.2.13 creneHb nepemewnsanus (dilution rate): Mepemewmnsarue (2.1.2.12), Bbipa)€HHOE B NpPO-
LeHTax.

2.1.2.14 octaToyHOe cBapo4YyHoe HanpsxeHue (residual welding stress): HanpsixeHue, BoO3HUKaloLLee
nocne ceapku (2.1.1.1) B MeTanM4ecKon KOHCTPYKLMN UNKN B €e AeTanu.

2.1.2.15 npoyHbiit woB (strength weld): CeapHoii woB (2.1.1.3), CNOCOOHLIN BbIAEPXKATL PACHETHYIO
Harpy3ky.

2.1.2.16 achhbekTuBHOCTL coeauHeHus (joint efficiency): OTHOLEHKNE NPOYHOCTU coeanHenus (2.1.4.1)
K NPOYHOCTU OCHOBHOIO Metanna (2.1.1.7), BblpaXXeHHO€e B NPOLEeHTax.

2.1.3 NedekTbl

2.1.3.1 pedbekT (imperfection): HecnnowHOCTL B cBAPHOM LWBE (2.1.1.3) UNu OTKNOHEHUE OT 3aJaHHOMU
reoMeTpuu.

MpumedaHune 1 — [edektamu ABMATCA TPELUMHLI, HENPOBAapPLI, HECTNABMEeHUs, NOpbl, BKIIOYEHWS LUnaka
(2.1.10.9).

2.1.3.2 BHyTpeHHun gedekr (internal imperfection): Jedexr (2.1.3.1), KOTOPbLIN HE BLIXOAUT HA NMOBEPX-
HOCTb U HENOCPEACTBEHHO HEOCTYMEH.

2.1.3.3 cucremartnyeckue nedekrbl (systematic imperfection): flecdbektnl (2.1.3.1), nosTopsiomecs
no AnvHe uccnegyemMoro ceapHoro wea (2.1.1.3).

2.1.3.4 nnowapab npoekuum (projected area): Mnowaab, Ha KOTOPYIO NPoeLMPYIOTC 06BLEMHO pacnpe-
AeneHHble gedpektbl (2.1.3.1) nccnegyemoro csapHoro wea (2.1.1.3).

2.1.3.5 ropsivas(ue) TpewmnHa(bl) [hot crack(s)]: HapyleHusa cnnowHocTH marepuana, npoucxoasiume
npu BLICOKOW TEMMepaType BAO0Mb rpaHuL 3epeH (rpaHuy AeHApuaoB), Koraa yposeHb AedopmaLin unm cko-
pocTb AedOpMaLUM NPEBLILLIAET ONPEAENEeHHbI YPOBEHbD.

MpumedaHue 1—Manble TpelmHbI, BUAUMBIE TONBKO NpKU yBenuyeHun 6onee Yyem B 50 pas, Ha3bIBaOT MUKPO-
TpelmHamu.

2.1.3.6 KkpucTannusauuoHHasa TpewmmHa (solidification crack): Mopsauas Tpewuna (2.1.3.5), o6pasyio-
Lascsa npu Kpucrannusauuu xuakon dassl Metanna wea (2.1.2.1).

n puMedyaHue 1 — Kak npaBuno, TpelmHa BbIXOAUT Ha NOBEPXHOCTb METanNa Wea, HO UHOrAAa MOXET 6bITb
pacnonoxeHa 1 No4 NOBEPXHOCTHLIO.

2.1.3.7 nukBauuoHHana TpewmHa (liquation crack): Mopsayasa TpewmHa (2.1.3.5), o6pasyowanca npu
pacnnasneHuu NUKBUPYIOLLUX 3NEMEHTOB B 30HE TEPMUYECKOro BnuaHuA (2.1.2.2) OCHOBHOro martepuana
(2.1.1.5) unu B MHOTONPOXOAHBIX LUBAX, B KOTOPLIX MeTann wea (2.1.2.1) NOBTOPHO Harpesanca npu nocneay-
lowmx npoxoaax (2.1.8.4).

2.1.3.8 TpewmHa, Bbi3BaHHaA nageHueMm nnactudHocTu (ductility dip crack): Mopsayaa TpewmHa
(2.1.3.5), o6pasyiowasica npu ceapke (2.1.1.1) u3-3a CHWKEHUA BbICOKOTEMNEPATYPHON NNACTUHMHOCTH.

Mpumevanue 1— Kaku nukBaLuoHHas TpelmHa (2.1.3.7), TpelmHa AaHHOro BUAa MOXET BO3HUKaTb B 30He
TepMn4eckoro BNnAHUSA (2.1.2.2) ocHoBHoro Matepuana (2.1.1.5) unu 8 MHOronpoxoAHeIX LWBAaX.

2.1.3.9 xonoaHas(bie) TpewunHa(bl) [cold crack(s)]: JlokanbHOoe paspyweHue (BHYTpU3epeHHOe unu
MeX3epeHHOe) cBapHOro wea (2.1.1.3), Bo3HMKaloWwee B pesynbrate KpuTu4eckon komouHauum MUKpOCTpPYK-
TYpbl, HANPSKEHUA U COAEPXKaHUSA BOAOpoAA.

2.1.4 Tunbl coeaAMHEHUN

2.1.4.1 coeaunenme (joint): CoeanHeHune aeranemn unu KPOMOK AeTanei, KoTopble A0MKHbI ObiTb CO-
€AWUHEHbI UM YXXe COEeANHEHDI.

2.1.4.2 ceapHoe coeguneHue (welded joint): CoeguHenue apyx aetanen unu Gonee, BbINOHEHHOE
ceapkow (2.1.1.1).

2.1.4.3 coeanHeHue Heckonbkux aetanein (multiple joint): Tun coeanHenun (2.1.4.1), npu KOTOpom Tpu
Aetanu unu 6onee NpUMbLIKAIOT APYT K APYry NoA 3a4aHHbIMU yrnamu.

2.1.4.4 napannenbHoe coeguHeHnue (parallel joint): Tun coeauHenunsa (2.1.4.1), B KoTOpOM AeTanu na-
pannenbHbl Apyr Apyry.

lMpumep — lNnakupoeaHue 63phLISOM.



FOCT P 58904—2020

2.1.4.5 cTbikoBO€e coeauHeHume (butt joint): Tun coeguHeHuns (2.1.4.1), npu KOTOPOM AE€Tanu nexar npu-
6nu3nTENbLHO B OAHON NNOCKOCTU APYr HANPOTUB Apyra nog yrnom ot 135° no 180°.

2.1.4.6 TaBpoBoe coeguHeHue (T-joint): Yrnosoe coeauHeHue (2.1.4.8), npu KOTOPOM AETanM cO3aatoT
T-o6pasHyto dhopmy.

2.1.4.7 naxnectouyHoe coeauHeHue (lap joint): Tun coeanHeHuns (2.1.4.1), npu KOTOPOM AeTanu npak-
TUYECKU NapannenbHbl Apyr K Apyry (nexkar nog yrnom ot 0° 8o 5°) u nepekpbiBaloT Apyr Apyra.

2.1.4.8 TaBpoBO€ coeiMHeHUe noA oCcTpbIM yrinom (angle joint): Tun coeauHeHua (2.1.4.1), npu KoTo-
pOM OAHAa AeTanb NPUMbIKAET K APYron nog OCTPbIM YoM oT 5° go 90°.

Mpumevanune 1—[nayrnosoro waea (2.1.6.11) yron ot 5° go 45°.

Mpumevanune 2—[na cToikoBoro wea (2.1.6.3) yron oT 45° o 90° BKIOYUTENLHO.

2.1.4.9 yrnoBoe coeauHeHue (corner joint): Tun coeguHenus (2.1.4.1), npum KOTOPOM Yron mexay no-
BEPXHOCTSAMU ABYX AE€Tanen B MeCTe NpUMbIKaHUa KPOMOK cocTaBndaeT ot 30° go 135°.

2.1.4.10 TopueBoe coeauHeHue (edge joint): Tun coeguHenuns (2.1.4.1), npu KOTOPOM Yron Mexay no-
BEPXHOCTSAMU ABYX AE€Tanen B MecTe NpuMblKaHUa KPOMOK coctasndaet ot 0° go 30°.

2.1.4.11 nepekpecTHoe coeauHeHue (cross joint): Tun coeanHenus (2.1.4.1), npu KOTOPOM ABe AeTanu
nexar Apyr Ha Apyre nepecekascs.

TMpumep — lMpymku, komopkie nepecekarom Apye dpyaa.

2.1.4.12 kpecToOo6GpasHoe coeauHeHue (cruciform joint): Tun coeguHeHus (2.1.4.1), npu KOTOPOM ABe
JeTanu, nexawme B O4HOWM NNOCKOCTU, NMPUMbLIKAIOT NoA NpAMbIM YINOM K TPEThbeW AeTanu, Haxogsuencs
MEXAY HUMM.

2.1.4.13 opHopogHoe coeauHeHue (homogeneous joint): CeapHoe coeauHeHue (2.1.4.2), npu KOTO-
pom meTtann wea (2.1.2.1) u ocHoBHOn martepuan (2.1.1.5) He UMEIOT 3HAUYUTENbHBLIX PA3NUYNIA MEXAHNYECKUX
CBONCTB U (UNN) XMMUYECKOTo COoCcTaBa.

MpumedaHune 1 — CsapHoe coeguHeHue (2.1.4.2), BLIMNOMTHEHHOE M3 OAHOPOAHLIX OCHOBHBIX Marepuanos
(2.1.1.5) 6e3 npucagovHOro MeTasnna, CHUTaeTcs OgHOPOAHLIM.

2.1.4. 14 HeogHopoaHoe coeauHeHue (heterogeneous joint): CeapHoe coeauHeHue (2.1.4.2), npu KOTO-
POM MExXaHU4YeCcKne CBOMCTBA U XMMMUYECKMI cocTaB MeTanna wea (2.1.2.1) u ocCHoBHOro marepuana (2.1.1.5)
UMEIOT 3HAYUTENBHOE pasnuyne MexaHM4eckux CBOMCTB U (M) XMMUYECKOro CocTaga.

2.1.4.15 pasHopoaHoe coeauHeHue (dissimilar material joint): CBapHoe coeguHeHune (2.1.4.2), npu
KOTOPOM OCHOBHble Matepuansbl (2.1.1.5) UMEIOT 3HAYMTENbHOE pasfnuynMe MexaHM4eCKUx CBOWCTB U (Unu)
XUMUYECKOTO COCTaBa.

2.1.5 MNoaroroBka coeANHEHUN

2.1.5.1 nogrotoBKa KpoMok (edge preparation): Noaroroska noBepxHOCTU KPOMOK A€Tanu K cBapke.

2.1.5.2 nogroroBka coeauHeHusa nog ceapky (joint preparation, weld preparation): CooTeeTcTBYIOLLAA
NOAroTOBKA KOH(pUrypaummu oTaenbHbIX geTanen, noanexalwmx cCoeanHeHnto, n nx céopka.

2.1.5.3 pacnnaensiemas noBepxHocTb (fusion face): NNoBepxHOCTL OCHOBHOrO metanna (2.1.1.7), pac-
nnasnsemMas B npouecce cesapku (2.1.1.1).

2.1.5.4 3aocTpeHHan kpomka (feather edge): OtcytcTBUe nputynneHms kpoMkm (2.1.5.10).

2.1.5.5 3a3op (gap, air gap): PaccTosiHue B nobom NonepeyHoM CeYEHUN MeXAY COeaUHAEMbIMU KPOM-
Kamu, TopuamMu UnmM NoBepXHOCTAMMU.

2.1.5.6 paccTosiHue 0o KpoMku (edge distance): PaccTtoaHne mexay LUeHTpoM cBapHoro wea (2.1.1.3)
1 GrivokaLen KPOMKOW 3aroTOBKM.

2.1.5.7 KopeHb (root): 3oHa Ha CTOPOHe, NPOTMBOMOSOXHOM TOW, HA KOTOPOM BLIMOSHAMNACL CBapKa
(2.1.1.1).

He pekomeHayemblii — KOpPeHb LuBa.

2.1.5.8 3a3op B kopHe (root gap): 3asop (2.1.5.5) mexxgy nosepxHocTamu nputynnenus (2.1.5.10).

2.1.5.9 paguyc pasgenku (root radius): Paguyc KpMBONMHENHOW 4YacTKU pacnnasnsaemMon NOBEPXHOCTU
(2.1.5.3) KPOMKM NMPK OAHOCTOPOHHEN U ABYCTOPOHHEN pasaenke J- unu U-o6pasHoi hopmbl.

2.1.5.10 noBepxHocTb nputynneHua (root face): YacTb pacnnaBnsAemori MNOBEPXHOCTU KPOMKM
(2.1.5.3), kOTOpasa He CKOLUEHA U HE UMET KaHaBOK.

2.1.5.11 BbicTyn Kpomku (land): Yactb pacnnasnsieMon noBepxHocTu (2.1.5.3), koTopasa nogaepxmea-
€T CBapO4HYIO BaHHy (2.1.2.8).

MpumMmedaHune 1 — lMpuMepom ABNSETCS 06NacTe MeXAy NOBEPXHOCTLO NpuUTynneHus (2.1.5.10) n kpusonu-
HelHoW YacTbto J- u U-0BpasHoli pasaenku.

4
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2.1.5.12 yron ckoca kpoMmkm (bevel angle): Yron MexXay CKOLIEHHOW MOBEPXHOCTbIO COEAMHEHUA
(2.1.4.1) 1 nNOCKOCTLIO, NEPNEHAUKYNSIPHOM K MOBEPXHOCTU COEAUHEHUSA.

2.1.5.13 yron pazaenku kpomok (included angle, groove angle): Yron mexay nnockocTsiMu pacnnasens-
€MbIX NOBEPXHOCTEN KPOMOK (2.1.5.3).

2.1.6 Tunbl WBOB

2.1.6.1 woB ¢ nonHbIM nponnasnexHueM (full penetration weld): CeapHoi woB (2.1.1.3) ¢ nonHoi rmy-
6uHoi nponnaenexus (2.1.7.3).

2.1.6.2 OB € YacTM4YHbLIM nNponnasneHueM (partial penetration weld): CeapHoi Lwoe (2.1.1.3), rmy6u-
Ha nponnasneHus (2.1.7.3) KOTOPOro 3aBeAOMO He SBNSETCS MOMHOMA.

2.1.6.3 cTbikoBo# wos (butt weld, groove weld): CeapHoii wos (2.1.1.3), OTAWYHBIA OT YrNOBOro LUBA
(2.1.6.11), BbINONHEHHBIA CO CKOCOM N 6€3 cKoca KPOMOK.

2.1.6.4 CTLIKOBOW WOB C OAHOCTOPOHHeH J-o6pasHoi pa3zaenkoi oAHOW Kpomkm (single-J butt
weld): CTbikoBoiA OB (2.1.6.3) C 0AHOCTOPOHHEN NOAFOTOBKOM J-06pa3HOi pa3aenku OAHOW KPOMKW.

2.1.6.5 CTbLIKOBO# LWOB C [BYCTOPOHHEH J-00pa3HOM pasaenkod oAHOM Kpomku (double-J butt
weld): CtbikoBoiA LLOB (2.1.6.3) ¢ NOATOTOBKOW ABYCTOPOHHEW J-06pa3HoiA paspenku OfAHON KPOMKM.

2.1.6.6 CTLIKOBOW LWIOB ¢ OAHOCTOpPOHHeHW U-0Opa3HON pa3fgenko AByx Kpomok (single-U butt
weld): CtbikoBoiA LLOB (2.1.6.3) C NOArOTOBKOW O4HOCTOPOHHEH U-06pa3Hoil pa3aenku AByX KPOMOK.

2.1.6.7 cTLIKOBOM LIOB € ABYCTOPOHHeH U-06pa3Hoi pa3aenkoi AByx Kpomok (double-U butt weld):
CrbikoBo# woB (2.1.6.3) ¢ NOAroToBKOW 4BYCTOPOHHEW U-06pa3Hon pasaenku AByX KPOMOK.

2.1.6.8 CTLIKOBOI LWOB C OAHOCTOPOHHEV V-00pa3HOM pa3aenkoi AByX KPOMOK (single-V butt weld):
CTbikOBOM LLIOB (2.1.6.3) C NOATOTOBKOU OHOCTOPOHHEW V-06pa3HOi pasaenku AByX KPOMOK.

2.1.6.9 cTbIKOBOM LWOB C ABYCTOPOHHEH V-06pasHoi pa3enkoi AByx Kpomok (double-V butt weld):
CTblkoBOM LWOB (2.1.6.3) C NOATrOTOBKOW ABYCTOPOHHEN V-06pasHoii (X-06pa3sHoii) pa3aenku AByX KPOMOK.

2.1.6.10 cThIKOBOW WOR 6e3 ckoca KpoMOok (square butt weld): CTbikoBoiA LLOB (2.1.6.3), noaroToBneH-
HbIl 6e3 ckoca KPOMOK.

2.1.6.11 yrmosBoii woB (fillet weld): CapHOIi WoB (2.1.1.3) TPEYronbHOro ceueHus MexXay AByMA A€Ta-
nsmu n 6onee B TaBpoBoM (2.1.4.6), B yrnosom (2.1.4.9) unu B HaXNeCTOUHOM coeAnHeHuu (2.1.4.7).

2.1.6.12 npo6ouHblit woB (plug weld): CBapHoO#A LWOB (2.1.1.3), KOTOPbIA BbLINONHAETCA 3aNONHEHUEM
NpUCaz0YHbIM METANIOM BCErO KPYIOro Unu NpoAonNroBaroro OTBEPCTUS HA O4HOW AETanu Takum o0pasom,
yToObl COEAMHUTD €€ Yepe3 OTBEPCTUE C APYroil AeTanblo.

2.1.6.13 ynnotHsaowmii woBs (seal weld): CeapHoii wos (2.1.1.3), npeaHa3Ha4YeHHLIN B OCHOBHOM ANA
obBecneyeHnst repMETUMHOCTM C LiENbIO NPEAOTBPALLEHUS YTEYKMN ra3a U XuAKOCTH.

2.1.6.14 npope3Ho# woB (slot weld): CeapHoii wwoB (2.1.1.3) mexay ABymMA PacnonoXeHHLIMU BHaX-
TecT AeTansiMu B BUAE yrnosoro LwBa (2.1.6.11), BbINONHEHHbIA MO KOHTYPY OTBEPCTUS B OAHOMN AETanu Takum
o6pasom, YTobbl COEAUHUTb €€ C NOBEPXHOCTbIO APYroii AeTanu.

2.1.6.15 npepuiBucThI# WOR (intermittent weld): Paa yyacTkoB cBapHOro LuBa, BbINOMAHEHHLIX C Npo-
MEXyTKamu no AnuHe coeauHeHuns (2.1.4.1).

2.1.6.16 waxmaTHbIi NpepbIBUCTLIN WOB (staggered intermittent weld): [1ByCTOPOHHMIA NPEPLIBUCTbIA
woB (2.1.6.15), y KOTOPOro 3aBapeHHble C OfHOW CTOPOHbI YYaCTKM HAXOAATCA NPOTUB He3aBapeHHbIX yyacT-
KOB C APYroil CTOPOHbI BAONb coeguHeHus (2.1.4.1).

MpumeyaHune 1— Kak npaBuno, aT1o yrnoBble WBbl (2.1.6.11) B TaBpoBbIX (2.1.4.8) U HaXNECTOUHbIX coeauHe-
HUAX (2.1.4.7).

MpumeyaHune 2 — LllaxMaTHblil NPepbIBACTEIW LLIOB MOKasaH Ha pUcyHKe 1.

e [

> -

1 — wWoB; 2 — 3aroToBka

PucyHok 1 — LLlaxmaTHbIiA NpepbiBUCTIA LIOB
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2.1.6.17 LenHoi npepbIBUCTbIN wWwoB (chain intermittent weld): [ABYCTOPOHHWIA MNpPEpPbIBUCTbIA LIOB
(2.1.6.15), y KoTOporo 3aBapeHHble (He3aBepeHHble) yyacTkm C 06enx CTOPOH PacnosioXeHbl APYr NpoTvB
npyra BAosb coeguHenuns (2.1.4.1).

MpumeuvaHne 1— Kak npaswno, 310 yrniosble webl (2.1.6.11) B TaBpoBbIX (2.1.4.8) N HAXIECTOYHbIX CoeAnHe-
Huax (2.1.4.7).

MpumeuaHne 2 — LlenHoi NpepbiBUCTBIV LIOB MOKa3aH Ha PUCYHke 2.

1— LLIOB; 2— 3aroToBKa
PrcyHok 2 — LienHoi npepbIBUCTBbIN LLIOB

2.1.6.18 WwoB MexXAay 3akpyrneHHon v nnockoii getanamu (flare-bevel weld): CtbikoBoit woB (2.1.6.3)
MeXay ABYMS AeTansmu, y KOTOPbIX NOBEPXHOCTb Y OAHOW 3akpyrfieHa, ay Apyrol naockas.

2.1.6.19 woB Mexay AByMmsi 3akpyrneHHbiMu getansamu (flare-)/ weld): CTbikoBo# woB (2.1.6.3) Mex-
4y ABYMS AeTansiMu C 3aKpyrfieHHbIMU MOBEPXHOCTAMM.

2.1.7 Pa3mepbl wBa

2.1.7.1 wupuHa wea (weld width): HanmeHbluee paccTosHne Mexay NMMHUAMU CNiiaBNeHns Ha NnLeBOWA
CTOpOHe cBapHoro wsa (2.1.1.3).

2.1.7.2 TonwuHa wea (weld thickness): TonwmHa meTtanna wea (2.1.2.1), BkAw4Yas N6y BbINYKNOCTb.

2.1.7.3 rnybuHa nponnaeneHus (fusion penetration): MNybruHa pacnnaesnsemMmoi nosepxHoctn (2.1.5.3)
OCHoBHOro metanna (2.1.1.7).

2.1.7.4 TonwmHa nponnaeneHusa (penetration depth, deposit thickness): TonwuHa MeTtanna wsa
(2.1.2.1), ncknoyas o6y BbINYKIOCTb.

He pekomeHAyeMmblli — TONWMHA CBAPEHHOro MeTasina.

2.1.7.5 katet yrnosoro wsa (leg length): PaccTosiHne oT (pakTuyeckoro uam npegnosiaraeMoro nepe-
ceyeHns pacnnaBnsieMblx noBepxHocTeli (2.1.5.3) go rpaHuupl yrnosoro wea (2.1.6.11) Ha pacnnaBnsiemoii
NoBEPXHOCTH.

2.1.7.6 TonwmHa yrnosoro wsa (throat thickness): TonwmHa yrnosoro wsa (2.1.6.11).

2.1.7.7 HoMnHanbHasa TonwuHa (nominal thickness): TonwwHa, 3agaHHas B ctTaHgapTax 6e3 4onycKoB.

2.1.7.8 HOMUHanNbHaga ToMwWKnHa yrnosoro wea (nominal throat thickness): PacyeTHoe 3HavyeHue Bbl-
COTbl HanbonblIero paBHOGEAPEHHOIO TPEYrosibHUKa, KOTOPbIA MOXHO BnMcCaTb B CEYEHWe YI/I0BOro LuBa

(2.1.6.11)

MpumeuaHue 1— HoMmuHa/bHAas TOJLLMHA YI/IOBOTO LUBA MOKa3aHa Ha puUCyHKe 3, no3uuus 1

1— HOMWMHasIbHAA TO/LWMHA YINOBOIO LUBA,;
2 — TONLMHA YrnoBoro Lwea ¢ rl'ly60Kl/1M nponnasneHuem

PucyHok 3 — HomMuHanbHas TonwmHa yriosoro Lwea
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2.1.7.9 TonwuHa yrnosoro wea c rnybokum nponnasneHvem (deep penetration throat thickness):
HomunHanbHasa TonwmHa yrnosoro wea (2.1.7.8) unm acpchbekTnBHan TonwmHa yrnosoro wea (2.1.7.10) ¢ go-
6aBfieHMeM HEeKOTOPOW BesIMYMHbI y6uHbl nponnasnexHus (2.1.7.3).

MpumeuaHue 1— TosnwmHa yr0BOroO LWBa C ry60KUM NpOMMaBfeHUEM MoKasaHa Ha pucyHkax 3 u 4, no-
3Mumna 2.

2.1.7.10 achpekTmBHaA TonwuHa yrnosoro wea (effective throat thickness): PacueTHoe 3HauyeHne Bbli-
COTbl HAMBO/bLUEro TPeYrosibHMKa, KOTOPbIA MOXHO BMMcaTb B CEYeHMe yrnoeoro wea (2.1.6.11).

MpuMmeuyaHne 1— ShheKTVBHAS TOMLIMHA YI/IOBOrO LUBA NOKa3aHa Ha pucyHke 4, nosvums 1

1— adpdpeKkTUBHAS TO/LIMHA YIIOBOTO LWBA; 2 — TOJILLMHA YI/I0BOTO LBA C [/lyGOKUM NPONIaBieHnem

PucyHoK 4 — SdhdhekTMBHAS TO/LLUMHA YT/I0BOTO LLUBA

2.1.7.11 TeopeTuyeckasa ToswmHa yrnosoro wea (actual throat thickness): TonwwyHa yrnoBoro wsa
(2.1.7.6) 3apgaHHOI OKOHYaTeNbHOM hopMbl cBapHOro wea (2.1.1.3).

MpumeyaHue 1— TeopeTnyeckas TO/LLMHA YINIOBOTO LIBA 3aBUCUT OT BbIGPAHHOI NPOEKTHON TONLLUMHBI YrI0-
BoOro wea (2.1.7.12).

2.1.7.12 npoekTHasa TonwwuHa yrnosoro wea (design throat thickness): TonwwuHa yrnosoro wesa
(2.1.7.6) , 3agaHHasi KOHCTPYKTOPOM.

2.1.8 BbInosiHeHMe cBapku

2.1.8.1 cBapouHbIli npouecc (welding process): KoHKpeTHbIi cnocob ceapky (2.1.1.1), oCHOBaHHbIi
Ha onpefeneHHblX MeTasITypruyecknx, 3NeKTPUYEcknX, U3ndecknx, XMMUYEeCcKnx unm mMmexaHuyeckux npuH-
umnax.

2.1.8.2 TexHuka cBapku (welding technique): ManunynuposaHue anektpogom (2.3.8), ropesnkoii mnm
APYTM aHanorMyHbIM YCTPONCTBOM.

2.1.8.3 TeXHUKa «3aMO4Hasi ckBaxmHa» (keyhole technique): TexHuka cBapku (2.1.8.2), npy KOTOPOI
KOHLLEHTPUPOBAHHbI WMCTOYHMK TENMOTbl MPOHUKAET CKBO3b M3aenue, hopMupysi OTBEpCTUE («3aMOUHYHO
CKBaXKUHY») B NepefHen YyacTn cBapo4yHON BaHHbI (2.1.2.8).

MpumevyaHne 1— OTBEPCTUNE ABUXKETCA BMECTE C UCTOYHVMKOM TENsIOThl.

2.1.8.4 npoxog, Banuk (run, pass, bead): MeTtann, nepennasfeHHbIli UK HanNaBAEHHbIA 3a OAHOKpAT-
Hoe nepemelleHne anekTpoga (2.3.8), cBapoUYHON ropesnikn (2.3.9) uam rasoBoli ropesku.

MpuMmeyaHne 1— Kak npaBuno, TEPMUH MPUMEHSIIOT B OTHOLLEHWW CBapKW CBETOBbLIM JTyHOM.

2.1.8.5 y3kuii Banuk (stringer bead): Banwvk (2.1.8.4), dhopmMumpyroLmitica 6e3 CyLLeCTBEHHbIX nonepey-
HbIX Kone6aHuii.

2.1.8.6 oTnyckarowmnii Banuk (temper bead): Baniuk, KOTOpbIi HOPMann3yeT HWKHWE BasINKn
(2.1.8.4) wn co3paeT npeaBapuTenbHbll nogorpes (2.4.13) gns nocnegywwmx BanmkoB (NpM MHOronpo-
XO[HOW cBapke).

2.1.8.7 Banuk Ha nnactuHe (bead on plate): OanHOYHbIN Banvk (2.1.8.4), BbINOMHEHHbIA NPUCaA0YHbIM
MaTtepuasiom (2.1.10.4) Ha NOBEPXHOCTW OCHOBHOro mMarepuana (2.1.1.5).
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2.1.8.8 nepennaBneHHbIn Banuk (melt run): OcHoBHOW MaTepuwan (2.1.1.5), nepennaeneHHbIN NpPU
NPOXOXAEHUU NO NOBEPXHOCTM Marepuana CBapOYHbIX UCTOYHUKOB TENSOThl, TAKUX KaK Nfiams, ayra, anek-
TPOHHDIV UK NA3ePHbLIA NyY.

MpumMmevyaHue 1 —Tlpucagounslii Matepuan (2.1.10.4) He ncnonb3yioT.

2.1.8.9 ckopocTb nnaeneHuna (melting rate, burn-off rate): Macca unu anuna anekrpoaa (2.3.8), pac-
XoAayemas B €AUHULYY BPEMEHM.

2.1.8.10 npoussoauTenbLHOCTbL Hannaeku (deposition rate): Macca mMetanna, HannasNeHHOro B eau-
HULYY BPEMEHM.

2.1.8.11 o6nuuoBovYHLIN cnon (capping run): Banuk(u) (2.1.8.4), BUAMMBIA(bIE) HA MOBEPXHOCTU
wea(oB) nocne ceapku (2.1.1.1) npu MHOTOCNOWHOW CBapKe.

2.1.8.12 kocmeTuyeckun npoxopn (cosmetic run, cosmetic pass): Banuk (2.1.8.4), BbinonHsAeMbIn AN
NOBEPXHOCTHOIO NepennassieHns CBapHOro LWBa (2.1.1.3) C uenblo ynyyleHns ero BHELHEro Bnaa.

2.1.8.13 cnon (layer): Cnow metanna wea (2.1.2.1), coctosawmin U3 ogHOro sanuka (2.1.8.4) uwnm
Gonee.

2.1.8.14 ¢punnwHan ceapka (finishing welding): NpoussoacTreeHHasa ceapka (2.5.15), BbinonHsemas ¢
Lienblo yaaneHun nuTeiHbix AedekToB U OTBEPCTHii aAna obecneveHus Tpebyemoro kayecTsa OTIIMBOK.

2.1.8.15 nepekpbiTue (overlap): MuHumanbHOe paccToiHME MeXay KPOMKamu nNnactuH (Npu Haxne-
CTOYHOM COEAUHEHUMN).

MpumMmevyaHue 1— OnpefeneHne TepMUHa «MepekpuITUE» TaKxkKe NpuBefeHo B 2.1.8.16.

2.1.8.16 nepekpbiTue (overlap): Yactb cBapo4Horo Banuka (2.1.8.4), nepennaensemoro coceqHuM Ba-
JSIMKOM (NPpU MHOTONPOXOAHOM CBapKe).

MpumMmevyaHue 1— OnpepeneHne TepMUHa «MepekpbITUE» Takke npusefeHo B 2.1.8.15.

2.1.8.17 rpaHuua HapyxHoOMi noBepxHocTH npoxopa (bead toe): MpoaonLHas rpaHKMLa Mexay Banu-
kamu (2.1.8.4) unu mMexxay BanuKOM M OCHOBHbIM Marepuarnom (2.1.1.5).

2.1.8.18 rpaHuua HapyXHOM noBepxHoCcTH WwBa (weld toe): NpaHuua Mexay NOBEPXHOCTLIO CBAPHOTO
wea (2.1.1.3) u 0OCHOBHbIM MeTannom (2.1.1.7).

2.1.8.19 KOpHeBOW CJION, KOpHeBon npoxopn (root run, root pass): MNMepsbii Banuk (2.1.8.4), Haknaabl-
BaeMblin B KOPHE (2.1.5.7) npy MHOroCNOMHOM cBapHOM wee (2.1.1.3).

2.1.8.20 sanonnsatowun cnoi (filling run): Banuk(un) (2.1.8.4), HaknagbiBaeMblii(€) nocne KOPHEBOro(bix)
npoxoaa(os) (2.1.8.19) u go 3asepLiaroLlero(mx) npoxoga(os) (2.1.8.11) (Mpm MHOrOCNOMHON CBapKe).

2.1.8.21 nogBapouHbi Banuk (back run): MocnegHuin Banuk (2.1.8.4), HannaBnsemblii CO CTOPOHbI
KOpHs1 (2.1.5.7) ceapHoro wea (2.1.1.3).

He pekomeHayemblit — YNAOTHAOLLMIA BanKK.

2.1.8.22 HenpepbiBHbIN WOB (continuous weld): CeapHoi woB (2.1.1.3), NPOTSXKEHHbIW BAOMb BCEN
ONWHbI coeguHenns (2.1.4.1).

2.1.8.23 ogHonpoxogHas ceapka (single-run welding): Ceapka (2.1.1.1), npu KOTOpOW CBapHON LUOB
(2.1.1.3) BbINONHAETCSA 3a 04MH Npoxoa (2.1.8.4).

2.1.8.24 ogHocTOpPOHHSAA cBapka (single-side welding, one side welding): Ceapka (2.1.1.1), npu KoTO-
pow cBapHOW LIOB (2.1.1.3) BbIMOMHAETCH C OAHOW CTOPOHbI M34Eenus.

2.1.8.25 pBycTtopoHHAA cBapka (both-side welding, double-side welding, two side welding): Csapka
(2.1.1.1), npu KoTopov ceapHOM LWOB (2.1.1.3) BLINOMHAETCA C ABYX CTOPOH U3Aenus.

2.1.8.26 nByCTOpPOHHSAA oAHONpoxoaHasa cBapka (both-side single-run welding): [BycTopoHHsA CBap-
Ka (2.1.8.25), npu koTOpOI cBapHOW WOB (2.1.1.3) BbINOSIHAETCA 3a 04uUH Npoxoa (2.1.8.4) ¢ KaXKaON CTOPOHbI.

2.1.8.27 oByCTOPOHHAA MHOronpoxoaHaa cBapka (both-side multirun welding, multirun welding from
both sides): [BycTtopoHHAS cBapka (2.1.8.25), npu KOTOPOR cBapHOM LWOB (2.1.1.3) BbINOHAETCA 38 HECKOSb-
KO NPOXOA0B C KaX0W CTOPOHbI.

2.1.8.28 mHoronpoxogHas capka (multirun welding): Ceapka (2.1.1.1), npu koTopov npoxoa (2.1.8.4)
BbIMONTHAETCA MO NpeablayLlemy npoxoay.

2.1.8.29 obpaTHocTyneHyaTan nocrnegosartenbHOCTb (back-step sequence): [NocneaoBarTenbHOCTb
ceapku (2.1.8.36), npu KOTOPOI KOPOTKUE OTpe3ku Banuka (2.1.8.4) HAHOCAT B HaNpPaBreHWUK, MPOTUBOMONOX-
HoM 06LUemy HanpaBneHuo ceapku (2.1.1.1) coeauHeHusn (2.1.4.1).

MpumevyaHue 1 — B ntore KopoTkMe yyacTKu 0BpasytoT HemnpepbiBHbIA (2.1.8.22) unu NpepbIBUCTLIA LWIOB
(2.1.6.15).
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2.1.8.30 o6paTHocTyneHyaTasn cBapka (back-step welding): TexHuka cBapku (2.1.8.36), npu koTopo#
KOPOTKME OTpe3ku Lwea (2.1.8.4) HAHOCAT B HanpaBneHUM, NPOTUBOMONOXHOM OBLLEeMY HanpaBneHuto CBapku
(2.1.1.1) coeanHenns (2.1.4.1) Takum 0OpasoM, YTO KOHEL, OAHOr0 yyacTka NepeKpbIBAEeT Ha4ano npeabiay-
LUEero y4yacTka.

2.1.8.31 npuxBatka (tack weld): CeapHon wos (2.1.1.3) Ana dukcauum NpasuUbHOro NOMOXEHUSA NoA-
nexawymx ceapke (2.1.1.1) getanen n y3nos.

2.1.8.32 cBapka npuxBaTouHbiMu wBamum (tack welding): BeinonHenue npuxsarok (2.1.8.31).

2.1.8.33 npuxBaTtouHbIi Banuk (tacking run, tacking pass): Banuk (2.1.8.4) ans yaepxaHus csapusae-
MbIX A€TaNeN B NpaBUbHOM NOMOXEHWUU A0 BbINOMHEHUA NOCNEAYOLMX CBAPHBbIX LWBOB (2.1.1.3).

2.1.8.34 uukn cBapku (welding cycle): MonHas COBOKYNHOCTb NPOLECCOB, HEOOXOAUMBIX ANA BbINOM-
HEHWA CBapHOro LUBA.

2.1.8.35 pa6oyee mecTo (workplace): 30Ha, B KOTOPO/ OCYLLECTBISAETCS AeSATeNbHOCTL paboTHMKA.

2.1.8.36 nocnegoBaTenbHOCTb HanoxeHusi WBOB (weld sequence): MopsAoK HANOXEHUs CBaPHbIX
wBoB (2.1.1.3) Ha usgenuu.

2.1.8.37 nocnegoBaTenbHOCTL BbINONHEHUS1 NpoxoAaoB (weld run sequence): MNopsAAoK BbINOMHEHUA
npoxoaos (2.1.8.4) ceapHoro waa (2.1.1.3).

2.1.8.38 BpemeHHbIN woB (temporary weld): CeapHoi wos (2.1.1.3) ana kpenneHua aetranu(en) K
cBapHOMYy y3ny (2.1.1.4) anA BPEMEHHOro MCNonbL30BaHUA NMPU NEpeMeLLeHun, nepesoske unu pabore Ha
CBapHOM yane.

2.1.8.39 npusapka wnunek (stud welding): MNMpucoeanHeHne METANMUYECKUX LINUNEK N aHANOIMMYHbIX
aetanen K usgenuio.

MpumedaHue 1— Ceapka (2.1.1.1) MOXeT 6bITb [yroBOW, CONPOTUBNEHUEM, TPEHUEM UNU APYrMM NPOLIECCOM
C Ncnonb3oBaHWeM unu 6e3 NCNonb3oBaHWS BHELLHEN ra3oBoii 3aLLUThI.

2.1.8.40 moHTaxHbIn woB (field weld, site weld): CBapHo¥ woB (2.1.1.3), BLINONHAEMbIN 32 NpeaenaMmu
uexa, kak npaBuno, Ha MECTE MOHTaXa KOHCTPYKLIMK.

2.1.9 HannaBka

2.1.9.1 HannaBka (surfacing): HannaBka marepvana Ha NOBEPXHOCTb ANsl NOMYyYEeHUs HEOOXOAUMbBIX
CBOWCTB U (Mnn) pasMepoB.

2.1.9.2 Hannaeka cBapko# (overlay welding): Hannaeka (2.1.9.1) ¢ nomowsio cBapku (2.1.1.1).

2.1.9.3 TennocToikaa HannaBka cBapkou (heat resistant overlay welding): Hannaeka ceapkoii
(2.1.9.2), npu KoTOPON NNAkupyowmn cnoi (2.1.9.10) cny>xuT ana ynyvweHnsa TENNOCTONKOCTH.

2.1.9.4 KOpPPO3UOHHO-CTONKAA HannaBKa cBapkown (corrosion resistant overlay welding): Hannaeka
ceapkon (2.1.9.2), npu KOTOPOW Nnakupyowmn cnoi (2.1.9.10) cnyxuTt ana ynyyweHns KOpPO3MOHHON CTOM-
KOCTH.

2.1.9.5 HannaBka NpPOMEeXyTOYHOro MeTansna Ha ceapuBaeMble KpoMku (buttering): Hannaeka ceap-
Kon (2.1.9.2) AnA NoNy4eHus cneLymanbHOro Nepexoaa Mexay OCHOBHbIM Marepuanom (2.1.1.5) u nocnegyto-
LWMMK CBapHbiMK Wweamu (2.1.1.3).

2.1.9.6 Hannaeka 6ycepHoro crnos Ha cBapuBaeMble kKpomku (buffering): Hannaeka npomexxyTo4Ho-
ro mMeTanna Ha csapusaembie kpomku (2.1.9.5) nepeg csapkon (2.1.1.1) pa3HOpOAHLIX MAaTEPUANOB.

2.1.9.7 nasapka (building up, build up): Hannaska csapkon (2.1.9.2) aons nony4yeHus UNU BOCCTAHOBIE-
HUA Tpebyembix pasMepoB.

2.1.9.8 nannaBka TBepgoro cnos (hardfacing): Hannaska csapkoin (2.1.9.2) ansa ysenm4yeHus 3HOCo-
CTOMKOCTU U (MNK) YAAPONPOYHOCTH.

2.1.9.9 neHTouHan Hannaska (strip surfacing, strip cladding): Hannaska capko#i (2.1.9.2) NeHTOYHbIM
anekTpoaom (2.3.8).

2.1.9.10 nnakupyromumii cnoi (cladding): Marepuan, HannaBnNeHHbIM HA OCHOBHOW MaTepuan (2.1.1.5)
Ana cosgaHuA NNaKMpPoBaHHOIO Marepuana.

2.1.9.11 nnakupoBaHue (cladding process): Hannaska (2.1.9.1) ans nony4eHns NNakupyoLero crnos
(2.1.9.10).

NMpumedvanune 1 — MNnakuposaHue MOXeT GbITb HarnasKoi cBapkoi (2.1.9.2), ropsueil npokaTkoil, ceapkoit
B3PLIBOM U T. A.

2.1.10 CBapouHble pacxoayemblie MaTepuasbl
2.1.10.1 ceapoyHbiit maTepuan (welding consumable): Marepuan, ncnonbsyembliii Npu BbINOSIHEHUU
cBapHoro wea (2.1.1.3).
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MpumevyaHue 1 — STOT TepMUH BKItodaeT B cebsi npucagouHblit Matepuan (2.1.10.4) u BcnomoratenbHbIv
matepuan (2.1.11.1).

2.1.10.2 nnaBsawanca scrtaBka (consumable insert, fusible insert): MpucagouHbin matepuan (2.1.10.4),
nomMmewyaemolv B KOpeHb (2.1.5.7) coeanHenus (2.1.4.1) no ceapku (2.1.1.1) U NONMHOCTBLIO NEpPEnNaBNAEMbI B
MeTtann wea (2.1.2.1).

2.1.10.3 nnaBawwmica anekTpoa (consumable electrode): SnekTpoa (2.3.8), nnasawmica B npouecce
cBapku (2.1.1.1) n dopmupyowmin Yactb csapHoro wea (2.1.1.3).

2.1.10.4 npucapounbiin Mmatepuan (filler material): Capounbiii matepuan (2.1.10.1), no6asnsembiin B
npouecce ceapku (2.1.1.1) ana ¢opmupoBaHusa csapHoro wea (2.1.1.3).

2.1.10.5 npucapgo4HbIi NPYTOK, cBapouHbIn npyTok (filler rod, rod, welding rod): Mpucago4Hbin mate-
puan (2.1.10.4) B hopMe CTEPXKHA, KOTOPbIN MOXET ObITb YaCTbIO CBAPOYHON LiEnu.

2.1.10.6 cnnowHoun npyTokK (solid rod): CnnowHoi npucagoyHbii nNpytok (2.1.10.5) TBepabIf, HE ABNSA-
IOLLMIACA YaCTbIO CBAPOYHOMN Lenu.

2.1.10.7 npucapoyHan nposonoka (filler wire): Npucagounblit matepuan (2.1.10.4) B Buae NpOBONOKM,
KOTOPbI MOXET ObITh YaCTblO CBAPOYHON LIenu.

21.10.8 dmoc (flux, welding flux): B OCHOBHOM HemeTannMyeckuit BCMOMOraTesfnbHbIi MaTepuan
(2.1.11.1), npuMeHsiemMbli ANA XMMUYECKOW OYMCTKU NOBEPXHOCTEN coeauHeHusa (2.1.4.1), npeaoTepaLleHus
aTMOC(EepHOro OKMCNEHUs, YMEHbLUEHUA KONUYEeCTBa BKIMIOYEHUA UNU yaaneHus npumecen B Buae Lunaka
(2.1.10.9) Ha NOBEPXHOCTH.

2.1.10.9 wnak (slag): Hemerannuueckoe BeLLeCTBO, 0Opa3syioLleecs B pesynsrate nnaBneHnsa NOKpbl-
TUa anekTpoaa (2.3.8) unu dnioca (2.1.10.8), KOTOPOE YACTUYHO UIM MOJSIHOCTLIO NOKPLIBAET METaNN LwBa
(2.1.2.1) nocne ero 3aTsepaeBaHus.

2.1.10.10 sawuTHbIN ra3s (shielding gas): a3, ncnonb3yemslit AnNA NPeAOTBPALLEHUSA UMK YMEHbLIEHUA
BPEAHOro BAUSAHUA OKPY>KaloLwero Bo3ayxa.

2.1.10.11 nnakupoBaHHana ctanb (clad steel): HepaabemHoe coeguHeHne aByx meTtannos unu 6onee,
NofyYeHHbIX nrakuposanmem (2.1.9.11).

MpumevyaHune 1— OcHoBHBIM MeTannoM (2.1.1.7) Bceraa siBnseTcA cransb.

2.1.10.12 npokanuBaHue (baking): Harpes ceapoyHblx matepuanos (2.1.10.1) ans nony4yeHusn onpeae-
JIEHHOro YpOoBHA AU PY3MOHHOIO BOAOPOAa B MeTansne ceapHoro wea (2.1.2.1).

MpumevyaHue 1— Kaknpasurno, npokanneaHue BbINOMHAETCA NPOU3BOAUTENEM MaTEPUanos.

2.1.10.13 cywka (drying): Harpes cBapouHbIX MaTepuanos (2.1.10.1) ana yaaneHus snaru.

2.1.10.14 cywmnbHasa nevb (drying oven): Harpetas kamepa, B KOTOPOW CyLLaTCA CBapO4HbIE Marepu-
anbl (2.1.10.1) ansa yaaneHus Bnaru unv npeaoxpaHeHust ot Bnaru.

2.1.11 CBapouHble MaTepuanbi

2.1.11.1 BcnomoraresibHbIn MaTepuan (auxiliary material): CeapouyHblii Matepuan (2.1.10.1), He aBngs-
IOLUMIACA YaCTbIO roTOBOrO cBapHoro waea (2.1.1.3).

MpumevyaHue 1—BcnomoratensHbIMU MaTepuanamu SBASIOTCSA 3aluTHble rassl (2.1.10.10), dntockl (2.1.10.8)
T 4.

2.1.11.2 ra3oBas 3awumTa (gas shield): Mazosas cpega BOKpPYr 30HbI WBa (2.1.2.3) AnA 3awutbl CBApOY-
HOW BaHHbI (2.1.2.8) OT BPEAHOro BANAHMA OKPYXKAatoLero Bo3ayxa.

2.1.11.3 nocneaywlan rasosas 3awura (trailing gas shield): JononHutensHaa nogada 3aLMTHOrO
rasa (2.1.10.10) ans 3awmTthbl cBapHOro wea (2.1.1.3) n 30HbI CBaPKKU BO BPEMSA OXNaXKAEHUS.

2.1.11.4 ras-HocuTenb (carrier gas): a3, ucnonb3yemolil AN nogayyu MeETanIMyeckoro NopoLLKa B cea-
POYHYIO BaHHy (2.1.2.8).

MpumedyaHune 1 — TUNUYHLIMK ra3aMU-HOCUTENSAMU ABMAIOTCA A30T, FeNUA U aproH.

2.1.11.5 nogknapaka (backing): Metann, cnioc (2.1.10.8) unu ras, KOHTaKTUPYIOLLKMI C 06paTHON CTOPO-
HOW COeaMHEHUs, NOArOTOBIEHHOrO Noa ceapky (2.1.5.2).

2.1.11.6 ras, sawmwarowin oopaTHyro CTOPOHy wea (backing gas, root gas): a3, ncnonb3yemslin ons
rasoson nogknagku (2.1.11.7).

2.1.11.7 rasoBas nogknagka (gas backing): Moaknaaka (2.1.11.5) ¢ ucnonb3osaHneM rasa, npuMeHsie-
Masi B OCHOBHOM Ans NpeAoTBpaLLeHNs OKUCNEHUS.

2.1.11.8 sawmnTHbIN ras nogayBku (purging gas): a3 ans yaaneHusa Bo3ayxa us nonoi obnacru ¢ ero
nocrneayoLwmm UCMNOoNbL30BaHNEM B Ka4yecTBe razoBon noaknagku (2.1.11.7).
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2.1.11.9 donroc ana nogknagku (backing flux): enoc (2.1.10.8), ncnonbayembin 4nsa HnOCOBON Noa-
knagku (2.1.11.10).

2.1.11.10 dmocoBaa nogknagka (flux backing): MNoaknagka (2.1.11.5) ¢ ucnonb3oBaHneMm dntoca
(2.1.10.8) B OCHOBHOM ANg NPeaoTBpaLLEHUSA OKUCTIEHUS.

MpumedvaHue 1— B cBapke nog cntocom critocoBas Nogknagka Nno3BonseT yMEHbLUUTL PUCK BbITeKaHUS cBa-
POYHOI BaHHbI (2.1.2.8).

2.1.11.11 metannuuyeckasa nogknagka (material backing): MNoaknaaka (2.1.11.5) ¢ ucnonb3oBaHmem
Marepuana ans yaepxaHua pacnnaeneHHoro meranna wsa (2.1.2.1).

2.1.11.12 ocTarowanca noaknaaka (permanent backing): Metannudyeckas nogknagka (2.1.11.11), ko-
Topasa He yaansietca nocne ceapku (2.1.1.1).

MpumeyaHune 1— MoOXeET YaCTUYHO pacnnaBnNATLCA UKW He pacnnaBnATLCS.

2.1.11.13 ynanaemas nogknagka (temporary backing): Metannuyeckas nogknaaka (2.1.11.11), koTo-
pas ynansertca nocne ceapku (2.1.1.1).

2.1.11.14 BBogHasa nnaHka (run-on plate): Metannuyeckas geranb, CTblkyemasi B Ha4ane coegmHeHust
netanen (2.1.4.1), AnNg nony4eHMs NOMHOrO CeYeHUs ceapHoro wea (2.1.1.3) B Ha4ane coeguHeHus.

2.1.11.15 BbiBOgHas nnaHka (run-off plate): Merannuyeckas aetanb, CTbiIKyemas B KOHUE COeANHEHUSA
aetanen (2.1.4.1), Ana nony4eHnsa NOMHOro cevyeHmsa ceapHoro wea (2.1.1.3) B KOHLE COEANHEHUA.

2.2 icnbiTaHuA

2.2.1 OCHOBHbI€ UCNbITAHUA

2.2.1.1 nccnegoBaHUA MakKpOCTPYKTypbl (macroscopic examination): MccneaosaHue obpasua ans
ucnbiTaHuii (2.2.1.6) HEBOOPY>XEHHbLIM F11Aa30M UNK NPYU Manom yBenuyeHuu (B OCHOBHOM Huxe 50%) ¢ TpaBne-
Huem unu 6e3 TpaesneHua obpasua.

2.2.1.2 nccnegoBaHne MUKPOCTPYKTYpPbI (Microscopic examination): ccnegosaHue o6pasua ans uc-
nbiTaHui (2.2.1.6) ¢ NOMOLBI MUKPOCKOMNA, NPU YBENUYEHUN B OCHOBHOM OT 50% o 500* ¢ TpaBneHueM unu
6e3 TpaBneHua obpasua.

2.2.1.3 ucnbiTaHue HannaeneHHoro metanna (all-weld metal test). cneiTaHue gna onpeaeneHus
CBOWCTB HannasneHHoro metanna (2.1.2.7).

2.2.1.4 ob6paseu HannaeneHHoro metarna (all-weld metal test specimen): Obpaseu ana ncnbITaHUM
(2.2.1.6) c HannaBNeHHbIM MeTannom wea (2.2.1.7) Ha UCMNbITYeMOM y4yacTke.

2.2.1.5 ucnbiTatenbHbIn o6pa3el (test piece): CBapHoe coeauHeHue, nNpeaHa3Ha4YeHHoe Ansi UCMbI-
TaHuW.

2.2.1.6 o6pasen ana ucnbitaHui (test specimen): [letanb unu y4acTok, BbipesaHHasA(blii) U3 ucnbita-
TenbHOro obpasua (2.2.1.5) Ana KOHPETHOrO paspyLuatoero ucnoitanua (2.2.3.1).

2.2.1.7 ucnbiTaTenbHasa opraHusauma (testing organization): Co6CTBEHHAsA MNU CTOPOHHAS OpraHu3a-
LuMs, NpoBOAALLAas paspyLuatoLime ucnoitanus (2.2.3.1) unu HepaspyLuarowmin KOHTponb (2.2.4.1).

2.2.2 VicnbITaHUA HA CBapMBaeMoCTb

2.2.2.1 ucnbiTaHMe Ha CKJIOHHOCTb K 00pa3oBaHuIO TpewmH (cracking test): cnbiTaHme Ha CKNOH-
HOCTb MeTanna wea (2.1.2.1) unm ocHoBHOro metanna (2.1.1.7) k 06pa3oBaHNIO TPELLMH.

2.2.2.2 ncnbiTaHWe Ha CKITIOHHOCTb K 00pa3oBaHUI0 XONoAHbIX TpewuH (cold cracking test): Ucnbl-
TaHWE Ha CKITOHHOCTb K 00pa30BaHmMIo TpeLLUmMH (2.2.2.1) ¢ uenbio onpeaeneHns CKIOHHOCTU CBAPHOTO COeau-
HeHus (2.1.4.2) K 06pa3oBaHWIO XONOAHbIX TPELLUMH.

2.2.2.3 ucnbiTaHWe Ha CKITOHHOCTb K 00pa3oBaHUI0 ropAuux TpewuH (hot cracking test): MicnbitaHue
Ha CKMOHHOCTb K 06pa3oBaHunio TpewuH (2.2.2.1) ¢ uenbio onpeaeneHns CKNOHHOCTU CBapHOro CoeuHEeHus
(2.1.4.2) x 06pa3oBaHNIO rOPsUNX TPELLMH.

2.2.2.4 ucnbiTaHHbIA cBapoyYHbIn MaTepuan (tested welding consumable): CBapoyHbIi maTepuan
(2.1.10.1) nnn KOMOMHaALUMA CBApPOYHbIX MAaTEPMAaroB, UCMbITAHHLIX B COOTBETCTBUM CO CTaHAApTaMu Ha UC-
NbITAHUA CBAPOYHbIX MaTepmanos.

2.2.3 MexaHun4yeckue ucnbiTaHus

2.2.3.1 paspywaruwme ucnboitaHua (destructive testing): Mcnbitanns, npoBogumble ans obHapyxe-
HUS1 BHYTPEHHUX UIW MOBEPXHOCTHbIX AeeKTOB (2.1.3.1) nnu OLEHKN MEXAHNYECKUX UM METASNTYPruieCKmx
CBOWCTB MEXaHUYECKMM CNOCODOM, KOTOPbIN NPUBOAUT K paspyLUEHUI0 MaTepuana.

2.2.3.2 ncnbiTaHue Ha 3aru6 nuueBoK cTopoHbl wea (face bend test): MicnbiTaHue Ha 3arnb, npu Ko-
TOPOM nuUEeBas CTOPOHA cBapHOro wea (2.1.1.3) pactaHyTa.
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2.2.3.3 obpasey ansa ucnbiTaHMA Ha 3aru6 nNUuUEeBON CTOPOHLI WBa (face bend test specimen): O6-
paseu Ansa ucnbitaHui (2.2.1.6), UCNONb3yeMblii ANA UCMbITAHWMA HA 3arMb NULEBON CTOPOHBI WBa (2.2.3.2).

2.2.3.4 ucnbiTaHne Ha 3arub6 kopHsa (root bend test): Wcnbitanme Ha 3armb, npu KOTOPOM KOPEHb
(2.1.5.7) ceapHoro waa (2.1.1.3) pacTaHyT.

2.2.3.5 obpaseu ans ucnbiTaHUA Ha 3arM6 KopHA (root bend test specimen): OBpasew Ana UcnbITaHWIA
(2.2.1.6), npeaHasHayeHHbIA ANA UCMbITaHWA HA 3arub KopHA (2.2.3.4).

2.2.3.6 ucnbiTaHne Ha 60koBoi 3arub (side bend test): VcnbiTanue Ha 3arub, Nnpu KOTOPOM MOBEPX-
HOCTb MOMepevyHOro ceyeHumss ceapHoro Lwea (2.1.1.3) pactaHyTa.

2.2.3.7 obpasey Ans ucnbiTaHua Ha 60koBoM 3aru6 (side bend test specimen): O6pasey Ans ucnbl-
TaHwii (2.2.1.6), ncnonb3yembli 4Ns UcnbiTaHua Ha Bokosow 3arnb (2.2.3.6).

2.2.3.8 npoponbHbINA 06pasew ana ucnbiTaHua Ha 3arm6 (longitudinal bend test specimen): O6paseun
Ans ueneitanwi (2.2.1.6) Ha 3arnb, KOTOPLIA A4eNUTCS NPOAOIbHLIM CBapHbIM LWBOM (2.1.1.3) nononam.

2.2.3.9 nonepeyHbIi 0bpasel AnA ucnbiTaHUA Ha 3arub (transverse bend test specimen): O6paseu
Ana ucneltTaHuii (2.2.1.6) Ha 3arnd, KOTOpbIW AENUTCA NONEPEYHbLIM CBapPHLIM WBOM (2.1.1.3) nononam.

2.2.4 Hepa3spywarlLuit KOHTPOSb

2.2.4.1 Hepaspywarwwmi koHTponb (non-destructive testing): OnpeaeneHue CoOTBETCTBUA MaTepUa-
na unu getanu ux HasHa4yeHuo METOAAMM, HE OKa3bIBAKOLLMMU BNUAHUS HA paboToCcnoCOBHOCTD.

2.2.4.2 ungukaums (indication): OToGpakeHne unu curHan oT HECMIOWHOCTU (ANA HepPa3pyLUAIOLLETO
KOHTpONSA).

2.2.4.3 nuHenHas uigmkauuma (linear indication): MHaukauua (2.2.4.2), anuHa KoTopoi Gonblue Tpex-
KpaTHOW LUMPUHBI (AN Hepa3pyLLAOLLEro KOHTPONS).

2.2.4.4 HenuHeltHaa uHaukauusa (non-linear indication): MHankaums (2.2.4.2), aAnuHa KOTOpoi He Gonb-
e TPexKpaTHOW LUMPKHbLI (AN Hepa3pyLUAoLLEro KOHTpOons).

2.2.4.5 ypoBeHb KOHTpons (testing level): CTeneHb TLIATENLHOCTM U NONMHOTHI BbIGOpa NnapamMeTpoB
HepaspyLuatoLlero KoHtpons (2.2.4.1).

2.2.4.6 ypoBeHb oLieHKu (evaluation level); YpoBeHb KOHTPOMS, BbILLE KOTOPOTrO OLEHUBAETCS UHAMKA-
uns (2.2.4.2).

2.2.4.7 ypoBeHb peructpauuu (recording level): YposeHb oUeHkM (2.2.4.6), HaUMHASA C KOTOPOIO peru-
CTpUpyeTca nHankauusa (2.2.4.2) (ans HepaspyLuatoLLero KOHTPOns).

2.3 CBapoyHoe o6opyaoBaHue

2.3.1 cBapoyHoe obopyamoBaHue (welding equipment): OGopyaoBaHue, uCNoNb3yemMoe B CBapke
(2.1.1.1).

lNMpumep — UcmoyHuk numanus, nodarowuli MexaHusM u m. 0.

2.3.2 ceapouHblit moaynb (welding unit): CBapoyHas ycraHoBka (2.3.3), BKnovatoLlas BCnoMoraresns-
HYIO annaparypy.

Tpumep — KoHOykmopbl, 3aKuMHbIe npucnocobneHusi, pobom(bi), MaHunynsamopski (2.3.4) u epauwjarowju-
ecs MexaHu3mbl.

2.3.3 ceapoyHasa yctaHoBka (welding installation): Komnnekt o6opyaoBaHusi, uCNonb3yemblii Ans
ceapkn (2.1.1.1) n cocToAWMN U3 CBaApOYHOro obopyaoBaHust (2.3.1) U NPUHAANEXHOCTEN ANA CBAPKU
(2.3.5).

2.3.4 maHunynaTop (manipulator): YCTpoiCTBO ANSA KPENNEHUS, HAKIMOHA U BPaLLEHNUS 3arOTOBKU B HYX-
HOM MOMNOXEHUMW.

2.3.5 npuHagnexxHocTu Ans ceBapku (welding accessories): BcnomorarenbHble U3genus, Ucnonb3aye-
Mble aAnA ceapku (2.1.1.1).

lMpumep — CeapoyHbie nucmonemsl, ceapoyHble 20J108KU, 2a308ble 6asl/loHbI, Kabeslu, ceapoyHkle zoper-
Ku (2.3.9), annapamypa, obecnevuearoujast 6ezonacHocms pabomsl, u m. 0.

2.3.6 cBapoYHbIi reHepaToOp NnepeMeHHOro Toka (a.c. welding generator): CBapou4HbIit reHeparop, Bbl-
pabatbiBaloLWnit NepeMeHHbIN TOK.

2.3.7 cBapouHbIi reHepaTop noctossHHOro Toka (d.c. welding generator): CBapouHbIit reHepaTop, Bbl-
pabarbiBaloLLMit NOCTOSAAHHBIN TOK.

2.3.8 anekTpop (electrode): detanb, nepeaatowas aHepruio Metanny Ans hopMUPOBAHUSI CBAPHOTO
wea (2.1.1.3) unv BeINONHEHUA peaa.
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2.3.9 cBapoyHas ropenka (torch): YCTpoicTBo nepeaaym gyre Bcex cpeacts, HE0OX0AUMbIX ANs Bbl-
nonHeHns ceapku (2.1.1.1), pe3sku n poaCTBEHHbIX NPOLIECCOB.

lMpumep — Tok, 2a3, oxnaxdaiowas UGKOCMb USIU NPOSOJIOYHLI 3nekmpod (2.3.8).

2.4 NapamMeTpbl cBapKn

2.4.1 napameTpbl cBapku (welding parameters): [laHHble, He0OX0AUMbIE ANS BLINONHEHUS] CBapKu
(2.1.1.1) cornacHo onpeaeneHHon npoueaype ceapku (2.5.3).

MpuMmedaHue 1—IllpuMepamMn NnapaMeTpoB cCBaPKU SABMSAIOTCS: CBapovHble MaTepuans (2.1.10.1), cBapoyHbIi
TOK, CBApPOYHOE HanpsxeHue, CKOPOCTb NepemMeLlienms (2.4.7), BpeMsi, Temnepatypa A0 W Nocne Noaorpesa, MexcroiHas
Temneparypa (2.4.12) n nocnefoBaTenbHOCTb HanoXeHus WeoB (2.1.8.36).

2.4.2 napameTp cBapku (welding variable): MapameTp, BNUAIOWMIA HA XapakTEPUCTUKN CBAPHOTO CO-
eauHeHun (2.1.4.2).

2.4.3 ceapouHble aaHHble (welding data): YucneHHbie 3Ha4eHna napaMeTpos cBapku (2.4.2).

2.4.4 ocHoBHOM napameTp (essential variable): CeapouHbii napametp (2.4.1), Tpebylowmii arrecra-
LUmu.

2.4.5 BcnoMmoraTenbHbIi napamerp (non-essential variable): CeapouHbiint napameTtp (2.4.1), BKIIOYEH-
Hblli B TEXHUYECKMe TpeboBaHus k npoueaype ceapku (2.5.4), HO He Tpebylowwmii aTTecTauuu.

2.4.6 ckopocTb cBapku (welding speed): [inuHa 04AHONPOXOAHOFO MM MHOFONPOXOAHONO CBAPHOIO LUBA
(2.1.1.3), BbINOMHAEMOrO B €4UHULLY BPEMEHU (ANSl CBAPKW NNaBneHueM).

2.4.7 ckopocTb nepemeutenus (travel speed): CKOpoCTb NepeMeLleHUs UCTOYHUKA TENNOTbl OTHOCK-
TernbHO n3genua(un).

2.4.8 Bpemsa cBapku (welding time): Bpemsi, TpebyeMoe ansa BbINONHEHMS cBapHOro wea (2.1.1.3), 3a
NCKIMKOYEHNEM NOATrOTOBUTENbHbIX U 3AKIMIOYUTENbHbIX onepauuﬁ.

2.4.9 Bpems 3agepxku (dwell time): Bpems, B Te4E€HME KOTOPOro UCTOMHUK SHEPrU 3aePXKUBAETCs Ha
MeCTe Ha KagoMm konebaHun (ans cBapku nnaBneHUeMm).

2.4.10 noroHHas aHeprusa (heat input): SHeprus, BBeaeHHaA B 30HY LWBA BO Bpemsa cBapku (2.1.1.1).

M pumedaHue 1 — Kak npaeBuino, NoroHHas 3Heprua OTHOCUTCA K eAUHULE ANUHBI.

2.4.11 Bpems HarpeBa (heat time): MpPoAOMHKUTENBHOCTb KAaXA0ro UMMyNbCa ToKa.

2.4.12 mexcrnonHaa Temneparypa (interpass temperature): Temneparypa nocnegHero sanuka (2.1.8.4)
MHOrOCOWHOIo ceapHoro wea (2.1.1.3) u npuneratoLwen 30Hbl OCHOBHOIO metanna (2.1.1.7), uamepeHHas He-
NocpPeaCTBEHHO Nepes BbIMONHEHUEM CreAYIOLLEro Banuka.

MpuMmedaHue 1— KaknpaBuno, ycTaHaBNMUBaloT MakcUMarnsHoe 3Ha4eHue STol TeMneparypbl.

2.4.13 npeaBapuTenbHbIA nogorpeB (preheating): Mogorpes COOTBETCTBYIOLLEH 30HbI 3arOTOBKU Ne-
pea ceapkoi (2.1.1.1) Ao TemnepaTypbl NpeaBapuTENLHOroO nogorpesa (2.4.14).

2.4.14 TeMnepaTtypa npeaBaputenbHoro nogorpesa (preheat temperature. preheating temperature):
Temneparypa 3aroToBkM B 30He LuBa (2.1.2.3) HenocpeaCTBEHHO nepea onepauuen ceapku (2.1.1.1).

2.4.15 nopoepxuBaemMas Temnepatypa npeaBaputenbHoro nogorpeBa (preheat maintenance
temperature): MuHumanoHaa Temneparypa B 30He wwBa (2.1.2.3), koTopas 40fkHA N0AAEPXKUBATLCA B Cnyvae
npepbiBaHua ceapku (2.1.1.1).

2.4.16 Tepmmnyeckan o6padoTka nocne cBapku (post-weld heat treatment): Harpes co6paHHoro yana
nocne ceapku (2.1.1.1) U nakn UnNn Harpes AeTanei Nocrne TePMUYECKOro HamnbINEHUsI UM PE3KMU.

MpumedaHune 1 — TepMmudeckyto o6paboTky nocrne cBapku NPUMEHSIOT AN CHATUS HanpshkeHWN.

2.5 PykoBOOCTBO CBapKOW, NepcOoHan u opraHusauus

2.5.1 koopauHauua B ceapke (welding coordination): KoopanHaumsa npon3soaCTBEHHbIX onepauuin ana
BCex cnoco6oB ceapkm (2.1.1.1) u CBA3aHHLIX CO CBapKOi paborT.

2.5.2 koHTpOnb cBapku (welding inspection): OueHka COOTBETCTBUSA NApaMeTPOB CBapKM (2.4.2) nyTtem
HabnogeHUA U 9KCNEPTU3bI, CONPOBOXAAEMbIX UBMEPEHNAMMN UITN UCTILITAHUAMM.

MpuMedaHune 1 — KoHTpomnb cBapKW ABMSAETCA YacTbio KoopaMHaLum B ceapke (2.5.1).
2.5.3 npoueaypa ceapku (welding procedure): 3agaHHblii NOPAAOK AEWCTBUIA NPU BbINOSIHEHUKU CBAap-
Horo wea (2.1.1.3), Bkno4asa ceapouHbii(bie) npouecc(bl) (2.1.8.1), npuMeHaemble MaTepuarbl, CBapOYHble

13



FOCT P 58904—2020

martepuans (2.1.10.1), noAroToBKY KPOMOK, NpeaBapuTentHbii nogorpes (2.4.13) (ecnu Tpebyercs), meToa u
KOHTpONnb cBapku (2.1.1.1) n Tepmuueckoin ob6pabotkm nocne ceapku (2.4.16) npu HeobBxoaMMOCTH, Haanexa-
wee obopyaoBaHue.

2.5.4 TexHuyeckue TpeboBaHus k npoueaype ceapku; WPS [welding procedure specification (WPS)]:
3a40KyMeEHTUPOBaHHbIE TpebOBaHMSA, KOTOpbie ObinM aTTeCTOBaHbl U coaepXaT HeobXxoAMMbIE nMapaMeTpbl
npoueaypbl cBapku (2.5.3), o6ecneunBaioLe NOBTOPSIEMOCTb €€ BbINOJIHEHUS BO BPEMSI NPOU3BOACTBEHHON
cBapku (2.5.15).

2.5.5 TexHnvyeckue TpeboBaHuA K CTaHOAPTHOW nmpoueaype csapku (standard welding procedure
specification): Texnuueckne TpeboBaHus k npoueaype ceapku (2.5.4), aTrecroBaHHbIe 3kCnepToM (2.5.29) unm
3KCNEPTHLIM OpraHoMm (2.5.30) nyTemM UCnbITaHUi NPoLIEAYpPbI CBAPKK (2.5.7), He CBA3AHHBIX C NPOU3BOAUTENEM.

NMpuMmevyaHue 1— CTaHgapTHasi npoLeflypa cBapkn MOXeT GbITb OCTYMHa MoGoMy NMPOU3BOAUTENIO.

2.5.6 npegBapuTenbHble TexHUYeckue TpeGoBaHusa Kk npouenype cBapku; pWPS (preliminary
welding procedure specification, pWWPS): [lokyMeHT, coaepxaLumii napaMmeTpbl npoueaypsl ceapku (2.5.3), ko-
TOpasn AO/mkHA ObITb aTTecToBaHa.

2.5.7 ucnbiTanua npoueaypbl ceapkm (welding procedure test): Ceapka (2.1.1.1) u ucnoitaHme craH-
JapTHOro UCMbITaTeENbLHOro 06pasua (2.2.1.5) B COOTBETCTBUM C NPeABAPUTENbHBIMU TEXHUYECKUMU TPebOBa-
HUSIMKM, NPEABbABNSEMBbIMM K NpoLeaype cBapku (2.5.6), € Lenblo aTrectauum npoueaypbl ceapku (2.5.3).

2.5.8 ponponsBoacTBEHHOE UcnbiTaHue cBapku (pre-production welding test): UcnbitaHne Ha cBa-
pUBaEMOCTb, MMEIOLLIEE TO XXE HA3HAYEHME, YTO U UCTbITAaHME NpoLeaypbl CBapku (2.5.7), HO OCHOBAHHOE Ha
HeCcTaH4apTHOM UCTbITaTensHOM obpasue (2.2.1.5), xapakTrepHOM Ansl NPOU3BOACTBEHHbIX YCMOBUM.

2.5.9 dyHkuuoHanbHoe ucnoeiTanme (function test): NcnbiTanue csapoyHoro moayns (2.3.2), npoBo-
AUMOe B COOTBETCTBUM C TEXHUYECKUMU TpeboBaHMAMU K npoueaype cBapku (2.5.4).

2.5.10 ucnbiTaHua NPOoU3BOACTBEHHOro obpasua (production sample testing): UcnbiraHue cBapHbIX
nsgenuin, oToOPaHHbIX U3 HENPEPBLIBHOTO NPOU3BOACTBA.

2.5.11 npoussoacTeeHHoe ucnbiTaHne (production test): CBapouHoe ucnbiTaHwe, NPOBOAMMOE A0
NpoOu3BOACTBA UMM BO BPEMS NpepbiBaHWS NPOU3BOACTBA, B NPOM3BOACTBEHHbIX YCNOBUSAX C NOMOLLBIO CBa-
pOYHOro Moayns (2.3.2) Ha peanbHOW NPOAYKLMKU UMK HA YNPOLLEHHbIX UCTIbITaTernbHbIX 06pa3suax (2.2.1.5).

2.5.12 npotokon arrectauuu npoueaypbl cBapku; WPQR [welding procedure qualification record
(WPQR)]: Mpotokon, coaepxawumin Bce HeoOxoauMble AaHHbIE ANA aTTecTaunu NpeaBapuTENbHbIX TEXHUYE-
ckux TpeboBaHuii kK npoueaype ceapku (2.5.6).

2.5.13 HakonmneHHbIN CBapoUYHbIN onbIT (previous welding experience): OnbIT, NOATBEPKAEHHbIN AaH-
HbIMW UCMbITAHWIA, KOTOPbIE NOKA3bIBAIOT, YTO YCTAHOBMEHHbIE Npoueaypbl cBapku (2.5.3) B ycnoBusax npouns-
BOACTBEHHOW cBapku (2.5.15) AalOT BO3MOXHOCTb NOCNEA0BAaTENbHO NONyYaTh WBLI TPeGyemMoro kayecTsa B
TeyeHue onpeaeneHHoro nepmoaa BPeMeHM.

2.5.14 ycnosus cBapku (welding conditions): Ycnoeus, npu KOTOPbIX BbINOAHAOTCS CBAPHBIE LUBbI.

MpumevyaHne 1 — YcnoBus cBapkum MOryT BKNoHYaTe B cebs pakTopbl okpyxatowen cpeabl (Hanpumep, no-
rogy), CTpecc u aproHomMndeckne akTopbl (HanpuMep, WYyM, Xapy, CTECHEHHbIE YcroBuUs paboThl) U akTopbl, OTHOCS-
LLIMeCs K 3aroToBKaM [Hanpumep, OCHOBHoI MeTann (2.1.1.7), nogroToBKy coefjuHeHUs nog cesapky (2.1.5.2) u npoueaypy
cBapk# (2.5.3)].

2.5.15 npousBogctTBeHHas ceapka (production welding): Ceapka (2.1.1.1), BbinonHsaemas npu U3rotos-
NEHNN KOHCTPYKLMUN 10 €€ OKOHYaTemNbHOM CAa4n KOHEYHOMY noTpebuTenio.

2.5.16 paboyaa wHcTpykuma (work instruction): YnpolleHHble TexHnyeckue TpeboBaHusa K npoueaype
cBapku (2.5.3) AnsA HenocpeaCTBEHHOIO NPUMEHEHUS1 HA NPOU3BOACTBE.

2.5.17 ypoBeHb kayecTBa (quality level): Onucanue kauecTBa cBapHOro LwiBa (2.1.1.3) Ha ocHOBe Tuna,
pasmepa u KonM4ecTBa yCcTaHOBMEHHbIX AgedekToB (2.1.3.1).

2.5.18 obnacTtb aTTrectauum (range of qualification): MiTepean arrectauum ans OCHOBHbIX NAPaMETPOB
(2.4.4).

2.5.19 npurogHocTb K npumeHeHunio (fitness-for-purpose): CnocobHOCTL NpPoAYyKTa, NpoLecca unm yc-
nyru CNyXuTb ONpeaeneHHom Leny B KOHKPETHLIX YCIOBUSIX.

2.5.20 cepua (batch): Habop u3 oaHOM UNU HECKOMNbKMX €AWHUL, NPOAYKLMU, U3rOTOBMEHHbIX 32 OAUH
NPOU3BOACTBEHHBIA LIUKI.

2.5.21 cepua cBapHbix wBoOB (weld batch): Heckonbko LIBOB, BbINONHEHHLIX OAHUM U TEM e CBap-
LMKOM (2.5.24) unu ceapLyMkom-onepartopom (2.5.25) ¢ npuMmeHeHnem OAHON U TOM e Npoueaypbl CBApku
(2.5.3).

14



rOCT P 58904—2020

2.5.22 kanuduuympoBaHHoe nuuo (qualified person): JNIMLO, KOMAETEHLMMN U 3HAHWUSA KOTOPOrO MOMy-
YeHbl B pesynbsrate 06pasoBaHusi, 00y4eHusi U (Unun) COOTBETCTBYIOLLETO NPAKTUYMECKOTO OMbITa.

MpuMmedaHue 1— [Ana AeMOHCTpaLMK YPOBHS KOMMNETEHLMU 1 3HAHWIA MOXET NoTpeGoBaTbCs aTTecTaluoHHoe
ucnbiTaHue.

2.5.23 koopauHaTtop ceapku (welding coordinator): KsanudguuymposaHHoe nuuo (2.5.22), OTBETCTBEH-
HO€e 3a KoopauHauuio B ceapke (2.5.1).

2.5.24 cBapuwumk (welder): Jluuo, KOTOpoe AEp>XUT B PyKE M MaHUNYNUPYET AepXaTenemM anekrpoga
(2.3.8), cBapo4Hou ropenkow (2.3.9) unu ra3zoBon ropenkon Bo Bpems ceapku (2.1.1.1).

2.5.25 ceapwumk-onepatop (welding operator): JIuLo, KOTOpOe KOHTPONUPYET UMK Perynupyert nobon
CcBapoYyHbIn napameTp (2.4.1) npu NOMHOCTbIO MexaHu3upoBaHHOW (2.1.1.10) unu aBTOMaTUYECKON CBapKe
2.1.1.11).

2.5.26 Hanag4uk cBapouHoro obopyaoBanua (weld setter): Jluyo, koTopoe yctaHaBnMBaeT CBapO4HOE
o6opyaoBaHue (2.3.1) ANa NONHOCTLIO MeXaHM3UpoBaHHOM (2.1.1.10) nnu asToMaTnyeckon ceapku (2.1.1.11).

2.5.27 npousBoacTBeHHana opranusauma (manufacturing organization): CsapoyHblii Lex u (Mnu) nno-
waaka, KoTopblii(asl) HaXo4MTCA NOA4 €AWHbIM TEXHUYECKMM YNpaBneHWeM 1 ynpaBsfieHMeM KayeCTBOM.

2.5.28 cBapouHbii KOHTponep (welding inspector): KsanuduyuposanHHoe nuuo (2.5.22), OTBETCTBEH-
HOE 3a KOHTPOfb cBapku (2.5.2).

2.5.29 akcnept (examiner): JInuo, Ha3Ha4YeHHOe ANs NPOBEPKM COOTBETCTBUSA NPUMEHAEMOMY CTaHAApTYy.

[l puMedaHue 1—B onpepeneHHbIX cryvaax MOXeT NpuenekaTbcA BHELUHWUIA HE3aBUCUMBbIN SKCnepT.

2.5.30 akcnepTHbIN opraH (examining body): OpraHusauus, Ha3Ha4YeHHasi 4Nsi NPOBEPKU COOTBETCTBUSA
NPUMEHSIEMOMY CTaHAapTy.

Il pumMedaHune 1—B onpefeneHHbIX Cny4vadax MOXeET NpuBneKkaTbCA BHELUHWA He3aBUCUMBIA SKCI'IepTHbIVI opraH.
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MpunoxeHue A
(cnpaBouHoe)

AndaBuTHLIN yKa3aTesnb TEPMUHOB HA aHITIMMCKOM S3blKe C NepeBoAoM

welding

Ha (ppaHLy3CKMIA U HEMELIKNIA A3bLIKU
AHMUACKUIA TEpMUH I:';xs_g ®paHLy3cKkuii NepeBoj HemeLkuit nepesog
A
A.c. welding generator 236 Générateur de soudage c.a. Wechselstrom-SchweiRgenerator
Actual throat thickness 21.7.11 Gorge réelle tatsachliche Nahtdicke;
Istnahtdicke
Air gap CMm. gap (2.1.5.5)
Air-arc gouging 2.1.1.15 Gougeage air-arc Lichtbogenfugen mit Druckluft
All-weld metal 2127 Métal fondu hors dilution reines Schweilgut
All-weld metal test 2213 Essai du métal fondu hors dilution Versuch an reinem Schweil3gut
All-weld metal test 2214 Eprouvette d'essai du métal fondu hors | SchweilRgutprobe
specimen dilution
Angle join 21438 Assemblage en angle SchragstoR
Arc gouging 2.1.1.14 Gougeage a l'arc Lichtbogenfugen
As welded 2129 Brut de soudage im Schweizustand
Automatic welding 2111 Soudage automatique automatisches Schweif3en
Auxiliary material 21111 Produit consommable auxiliaire Hilfsstoff
B
Back run 2.1.8.21 Reprise a I'envers Kapplage
Backing 21115 Dispositif envers Schweillbadsicherung
Backing flux 21.11.9 Flux envers Pulver zur Schweibadsicherung
Backing gas 21116 Gaz envers Wurzelschutzgas
Back-step sequence 2.1.8.29 Séquence a pas de pélerin Pilgerschrittfolge
Back-step welding 2.1.8.30 Soudage a pas de pélerin Pilgerschrittschweiften
Baking 211012 | Etuvage Rucktrocknen
Base material Cw. parent material (2.1.1.5)
Base metal CM. parent metal (2.1.1.7)
Batch 2.5.20 Lot Los
Bead CMm. run (2.1.8.4)
Bead on plate 2.1.8.7 Passe déposé aufgetragene Schweipraupe
Bead toe 2.1.817 Raccordement Raupenibergang
Bevel angle 2.1.5.12 Angle du chanfrein Flankenwinkel
Both-side multirun 2.1.8.27 Soudage multipasse des deux cbtés beidseitiges mehrlagiges

Schweil3en
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overlay welding

AHMMUACKNIA TEPMUH :;rmig PpaHLy3sckuit nepesos Hemewukuii nepesof
Both-side single-run 2.1.8.26 Soudage monopasse des deux cOtés Schweilen in Lage und
welding Gegenlage
Both-side welding 2.1.8.25 Soudage des deux cotés beidseitiges Schweil3en
Buffering 2196 Exécution d'une couche tampon Puffern
Build up Cw. building up (2.1.9.7)

Building up 2.1.9.7 Soudage de reconstitution Auftragung
Burn-off rate CwMm. melting rate (2.1.8.9)
Butt joint 2145 Assemblage bout & bout StumpfstoR
Butt weld 2.1.6.3 Soudure bout a bout Stumpfnaht
Buttering 2195 Beurrage Puffern
C
Capping run 21.8.1 Passe terminale Decklage
Carrier gas 21114 Gaz vecteur Tragergas
Chain intermittent weld 2.1.617 Soudures discontinues symétriques Symmetrische, unterbrochene
Schweilnaht
Clad steel 211011 Acier plaqué Plattierter Stahl
Cladding 21.9.10 Placage Plattieren
Cladding process 2191 Procédé de placage Plattierprozess
Cold crack(s) 21.39 Fissure(s) a froid Kaltriss(e)
Cold cracking test 2222 Essai de fissuration a froid Kaltrissprufung
Consumable electrode 2.1.10.3 Electrode fusible; électrode abschmelzende Elektrode
consommable
Consumable insert 2.1.10.2 Insert consommable; insert fusible Schweilzusatzeinlageteil
Continuous weld 2.1.8.22 Soudure continue nicht unterbrochene Naht
Corner joint 2.1.4.9 Assemblage en angle extérieur EckstoRR
Corrosion resistant 2194 Rechargement anticorrosion Schweillplattieren

Cosmetic pass

CwMm. cosmetic run (2.1.8.12)

thickness

Cosmetic run 2.1.8.12 Passe de lissage Kosmetiklage
Cracking test 2.2.21 Essai de fissuration Rissprifung
Cross joint 21.4.11 Assemblage de fils (ou de ronds) en Kreuzungsstof?

Croix
Cruciform joint 2.1.412 Assemblage en croix Doppel-T-StoR

D

D.c. welding generator 2.3.7 Générateur de soudage c.c. Gleichstrom-Schweiftgenerator
Deep penetration throat 2.1.7.9 Gorge a pénétration profonde Nahtdicke mit tiefem Einbrand
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Deposit thickness CM. penetration depth (2.1.7.4)
Deposited metal 2124 Métal déposé reines Schweilgut
Deposition rate 2.1.8.10 Vitesse de dépot Abschmelzleistung
Design throat thickness 21.712 Gorge théorique Sollnahtdicke
Destructive testing 2.2.31 Essai destructif zerstérende Prufung
Dilution 21212 Dilution Aufmischung
Dilution rate 21213 Taux de dilution Aufschmelzgrad
Dissimilar material joint 2.1.415 Assemblage mixte; assemblage de Mischverbindung
matériaux dissemblables
Double-J butt weld 2165 Soudure en double J Doppel-HU-Naht; Doppel-J-Naht
Double-side welding CM. both-side welding (2.1.8.25)
Double-U butt weld 21.6.7 Soudure en double U Doppel-U-Naht
Double-V butt weld 2.1.6.9 Soudure en X Doppel-V-Naht
Drying 2.1.10.13 | Séchage Rucktrocknen
Drying oven 2.1.10.14 Four de séchage Trockenofen
Ductility dip crack 21.3.8 Fissure par manque de ductilité; fissure | Riss durch Verformbarkeitsabfall
due & une baisse de ductilité

Dwell time 249 Temps de maintien Verweilzeit

E
Edge distance 21586 Distance au bord (de la piéce) Randabstand
Edge joint 2.1.410 Assemblage sur chant StirnstoR
Edge preparation 2.1.51 Préparation des bords Fugenvorbereitung
Effective throat thickness | 2.1.7.10 Gorge efficace wirksame Nahtdicke
Electrode 238 Electrode Elektrode
Essential variable 244 Variable essentielle wesentliche Einflussgréfie
Evaluation level 2246 Niveau d'évaluation Beobachtungsschwelle
Examiner 2.5.29 Examinateur Prufer
Examining body 2.5.30 Organisme d'examen Prifstelle

F
Face bend test 2232 Essai de pliage endroit oberseitige Biegeprufung
Face bend test specimen | 2.2.3.3 Eprouvette de pliage endroit oberseitige Stumpfnaht-

Biegeprobe

Feather edge 2154 Aréte vive du chanfrein scharfe Steglangskante
Ferrite number 2.1.2.10 Indice de ferrite; FN Ferritzahl
Field weld 2.1.8.40 Soudure sur chantier; soudure sur site Baustellennaht
Filler material 2.1.104 Produit d'apport; matériau d'apport Schweilzusatz

18




[MpodomxeHue mabnubl

rOCT P 58904—2020

AHMUACKUIA TEPMUH

Homep
NyHKTa

dpaHLy3ckui nepesos

HemeLgkuii nepesoa

Filler rod 2.1.10.5 Baguette d'apport Schweifdstab; Stabelektrode
Filler wire 2.1.10.7 Fil d'apport Schweildraht, Drahtelektrode
Fillet weld 2161 Soudure d'angle Kehlnaht
Filling run 2.1.8.20 Passe de remplissage Falllage(n)
Finishing welding 2.1.8.14 Soudage de finition Fertigungsschweilen
Fitness-for-purpose 2519 Aptitude a I'emploi Gebrauchstauglichkeit
Flare-bevel weld 2.1.6.18 Soudure en demi-v a bord évasé; aufgeweitete HY-Naht
soudure évasée a chanfrein
Flare-V weld 2.1.6.19 §oudyre en v a bords évasés; soudure | aufgeweitete Y-Naht
évasée env
Flux 2.1.10.8 Flux Schweil3pulver
Flux backing 21.11.10 Protection envers par flux Pulver-Schwei3badsicherung
FN Cw. ferrite number (2.1.2.10)

Full penetration weld

2.1.6.1 Soudure a pleine pénétration

durchgeschweif3te Naht

Fully mechanized
welding

CM. mechanized welding (2.1.1.10)

Function test

2.5.9 Essai de fonctionnement

Funktionsprifung

Fusible insert

CM. consumable insert (2.1.10.2)

Fusion face 2153 Face a souder Kehlflanke; Fugenflanke;
Stirnflache
Fusion line 21.25 Zone de liaison Schmelzlinie
Fusion penetration 2173 Pénétration Einbrand
Fusion welding 2112 Soudage par fusion SchmelzschweilRen
Fusion zone 21286 Zone de dilution aufgeschmolzener
Grundwerkstoff
G
Gap 2155 Ecartement des bords; jeu Luftspalt; Spalt
Gas backing 21117 Protection gazeuse envers Gaswurzelschutz
Gas shield 21112 Protection gazeuse Gasschutz
Gouging 21113 Gougeage Fugen

Groove angle

Cwm. included angle (2.1.5.13)

Groove weld Cwm. butt weld (2.1.6.3)

H
Hardfacing 2198 Rechargement dur Schweillpanzern
HAZ CwM. heat-affected zone (2.1.2.2)
Heat input 2.4.10 Apport de chaleur Warmeeinbringung
Hef;(. resistant overlay 2193 Rechargement réfractaire Schweilplattieren
welding
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Heat time 2411 Temps chaud Stromimpulszeit
Heat-affected zone 2122 Zone affectée thermiquement; ZAT Warmeeinflusszone; WEZ
Heterogeneous joint 2.1.414 Assemblage hétérogéne heterogene Verbindung
Homogeneous joint 2.1.413 Assemblage homogéne homogene Verbindung
Hot crack(s) 2135 Fissure(s) a chaud HeiBriss(e)

Hot cracking test 2223 Essai de fissuration a chaud HeiRrisspriufung
|
Imperfection 2.1.31 Défaut UnregelmaBigkeit
Included angle 2.1.5.13 Angle d'ouverture Offnungswinkel
Indication 2242 Indication Anzeige
Intermittent weld 2.16.15 Soudure discontinue unterbrochene Naht
Internal imperfection 2132 Défaut interne innere UnregelmaRigkeit
Interpass temperature 2412 Température entre passes Zwischenlagentemperatur
J
Joint 21.41 Assemblage; joint Schweil3sto
Joint efficiency 21.2.16 Coefficient de joint Ausnutzungsgrad der Verbindung
Joint preparation 2152 Préparation de joint SchweiBnahtvorbereitung
K
Keyhole technique 2183 Soudage en trou de serrure; soudage Stichlochtechnik
en mode keyhole
L
Land 2151 Lévre Lippe
Lap joint 2147 Assemblage a recouvrement UberlappstoR
Layer 2.1.8.13 Couche Lage
Leg length 2175 Coté Schenkellange
Linear indication 2243 Indication linéaire linienartige Anzeige
Liquation crack 2137 Fissure par liquation Wiederaufschmelzungsriss
Longitudinal bend test 2238 Eprouvette de pliage longitudinal Langsbiegeprobe
specimen
M
Macroscopic examination | 2.2.1.1 Examen macroscopique makroskopische Untersuchung
Manipulator 234 Manipulateur Dreh-Kipp-Tisch
Manual welding 2.1.1.8 Soudage manuel Handschweilen
Manufacturing 2527 Constructeur ou fabricant Herstellungsorganisation
organization
Material backing 21.11.11 Support envers SchweiRbadsicherung
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Material thickness

Cm. parent material thickness (2.1.1.6)

Mechanized welding

21.1.10 Soudage mécanisé; soudage

totalement mécanisé

mechanisches Schweilken

Melt run 21.8.8 Ligne de fusion Blindraupe ohne Zusatzwerkstoff
Melting rate 21.8.9 Vitesse de fusion Abschmelzgeschwindigkeit
Metallurgical deviation 2121 Altération métallurgique metallurgische Abweichung

Microscopic examination

2212 Examen microscopique

mikroskopische Untersuchung

Molten pool Cwm. weld pool (2.1.2.8)
Multiple joint 2143 Assemblage a joints multiples MehrfachstoR
Multirun welding 2.1.8.28 Soudage multipasse Mehrlagenschweilen

Multirun welding from
both sides

CM. both-side multirun welding (2.1.8.27)

N
Nominal thickness 21.7.7 Epaisseur nominale Nenndicke
Nominal throat thickness | 2.1.7.8 Gorge nominale Nahtdicke
Non-destructive testing 2.2.41 Contréle non destructif zerstérungsfreie Prifung
Non-essential variable 245 Variable non-essentielle unwesentliche Einflussgréle
Nonlinear indication 2244 Indication non linéaire nichtlinienartige Anzeige

O

One side welding

CM. single-side welding (2.1.8.24)

Overlap 2.1.8.15, Recouvrement Uberlappung

2.1.8.16
Overlay welding 2.1.9.2 Rechargement par soudage Auftragschweil3en

P

Parallel joint 2.1.4.4 Assemblage a recouvrement total Parallelsto®
Parent material 2115 Matériau de base Grundwerkstoff
Parent material thickness | 2.1.1.6 Epaisseur du matériau de base Dicke des Grundwerkstoffes
Parent metal 2117 Métal de base metallischer Grundwerkstoff
Partial penetration weld 2182 Soudure & pénétration partielle nicht durchgeschweifte Naht
Partly mechanized 21.1.9 Soudage semi-automatique; soudage teilmechanisches Schweilen
welding partiellement mécanisé
Pass CM. run (2.1.8.4)
Penetration depth 21.74 Profondeur de pénétration Nahtdicke
Permanent backing 2.1.11.12 Support envers subsistant Beilage
Plug weld 2.1.6.12 Soudure en bouchon Lochnaht
Post-weld heat treatment | 2.4.16 Traitement thermique aprés soudage Warmenachbehandlung
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Preheat maintenance 2.415 Température de maintien du Haltetemperatur
temperature préchauffage
Preheat temperature 2.4.14 Température de préchauffage Vorwérmtemperatur
Preheating 2413 Préchauffage Vorwérmen

Preheating temperature

Cwm. preheat temperature (2.4.14)

Preliminary welding 256 Descriptif d'un mode opératoire de vorlaufige Schweifanweisung;
procedure specification soudage préliminaire; dmos-p pWPS
fret-production welding 258 Epreuve de soudage de préproduction | vorgezogene Arbeitsprifung
es
Previous welding 2513 Expérience en soudage vorliegende schweitechnische
experience Erfahrung
Production sample 2.5.10 Essai sur échantillons de production Stichprobenprufung
testing
Production test 251 Essai de production Fertigungsprufung
Production welding 2515 Soudage de production Schweillen in der Fertigung
Projected area 2.1.34 Surface projetée projizierte Flache
Purging gas 2.1.11.8 Gaz de purge Spulgas
pWPS CM. preliminary welding procedure specification (2.5.6)

Q
Qualified person 2522 Personne qualifiée qualifizierte Person
Quality level 2517 Niveau de qualité Bewertungsgruppe

R
Range of qualification 2518 Domaine de validité Geltungsbereich
Recording level 2247 Niveau de notation Registrierschwelle
Residual welding stress 21214 Contrainte résiduelle de soudage Schweileigenspannung
Robotic welding 21112 Soudage robotisé Roboterschweien

Rod Cw. filler rod (2.1.10.5)

Root 2157 Racine Nahtwurzel

Root bend test 2234 Essai de pliage envers wurzelseitige Biegeprifung

Root bend test specimen | 2.2.3.5 Eprouvette de pliage envers wurzelseitige Stumpfnaht-
Biegeprobe

Root face 21510 Méplat Steg; Stegflanke

Root gap 2158 Ecartement a la racine Stegabstand

Root gas CM. backing gas (2.1.11.6)

Root of weld Cm. root (2.1.5.7)

Root pass Cwm. root run (2.1.8.19)

Root radius 2.1.5.9 Rayon & fond de chanfrein Fugenradius

Root run 2.1.8.19 Passe de fond Wurzellage
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Run 2.1.84 Passe; cordon de soudure Schweilraupe
Run-off plate 2.1.11.15 | Appendice de fin de cordon Auslaufstick
Run-on plate 2.1.11.14 | Appendice de début de cordon Anlaufstick
S
Seal weld 2.1.6.13 Soudure d'étanchéité Dichtnaht
Sealing run CM. back run (2.1.8.21)
Semiautomatic welding Cwm. partly mechanized welding (2.1.1.9)
Shielding gas 2.1.10.10 | Gaz de protection Schutzgas
Side bend test 2236 Essai de pliage c6té Seitenbiegeprifung
Side bend test specimen | 2.2.3.7 Eprouvette de pliage coté Seitenbiegeprobe einer
Stumpfnaht
Single-J butt weld 2164 Soudure en j; soudure en demi u HU-Naht; J-Naht
Single-run welding 2.1.8.23 Soudage monopasse Einlagenschweil3en
Single-side welding 2.1.8.24 Soudage d'un seul c6té einseitiges Schweil3en
Single-U butt weld 2166 Soudure en U U-Naht
Single-V butt weld 2168 Soudure en V V-Naht
Site weld Cwm. field weld (2.1.8.40)
Slag 2.1.10.9 Laitier Schlacke
Slot weld 2.1.6.14 Soudure sur entaille Schlitzschweiung
Solid rod 2.1.10.6 Baguette pleine Massivstab
Solidification crack 21.36 Fissure de solidification Erstarrungsriss
Square butt weld 2.1.6.10 Soudure bout & bout sur bords droits I-Naht
Staggered intermittent 2.1.6.16 Soudure discontinue alternée versetzte, unterbrochene
weld Schweilnaht
Standard welding 255 Descriptif d'un mode opératoire de Schweianweisung fur
procedure specification soudage standard StandardschweilRverfahren
Strength weld 21215 Soudure résistante Festigkeitsnaht
Stringer bead 2185 Passe étroite Strichraupe

Strip cladding

Cw. strip surfacing (2.1.9.9)

Strip surfacing 2.1.9.9 Placage avec électrode en feuillard Bandplattieren

Stud welding 2.1.8.39 Soudage de goujon Bolzenschweiften

Surfacing 2.1.91 Rechargement Beschichten

Systematic imperfection 2.1.33 Défaut systématique systematische UnregelmaRigkeit
T

Tack weld 2.1.8.31 Soudure de pointage Heftschweil3naht

Tack welding 2.1.8.32 Pointage Heftschweil3en
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Tacking pass Cw. tacking run (2.1.8.33)
Tacking run 2.1.8.33 Passe de pointage Heftlage
Temper bead 2.1.86 Passe d'autorevenu Vergltungslage
Temporary backing 211113 Support envers temporaire Unterlage
Temporary weld 2.1.8.38 Soudure provisoire Montagehilfsschweinaht
Test piece 2215 Assemblage de qualification Prufstuck
Test specimen 2216 Eprouvette Probe
Tested welding 2224 Produit consommable de soudage geprifter Schweilzusatz
consumable soumis a essai
Testing level 2245 Niveau d'examen Prufklasse
Testing organization 2217 Organisme de contréle Prufstelle
Throat thickness 21.76 Gorge Kehlnahtdicke
T-joint 21.46 Assemblageen T T-StoR
Torch 239 Torche Brenner
Trailing gas shield 21113 Protection gazeuse arriére; trainard mitgefuhrter Gasschutz
Tran§verse bend test 2239 Eprouvette de pliage transversal Querbiegeprobe
specimen
Travel speed 247 Vitesse d'avance Vorschubgeschwindigkeit
Two side welding Cwm. both-side welding (2.1.8.25)

w

Weld 2113 Soudure Schweilnaht
Weld batch 2521 Lot de soudures Schweilllos
Weld metal 21.21 Métal fondu SchweiBgut
Weld metal thickness Cwm. penetration depth (2.1.7.4)
Weld pool 21.2.8 Bain de fusion Schweil3bad

Weld preparation

Cw. joint preparation (2.1.5.2)

Weld run sequence 2.1.8.37 Séquence des passes de soudage Schweiraupenfolge
Weld sequence 2.1.8.36 Séquence de soudage Schweilnahtfolge

Weld setter 25.26 Régleur en soudage Einrichter

Weld thickness 2172 Epaisseur de la soudure Nahthéhe

Weld toe 2.1.818 Pied de cordon Nahtubergang

Weld width 2171 Largeur de la soudure Nahtbreite

Weld zone 2123 Zone fondue Schweilzone

Welded joint 2142 Assemblage soudé geschweifldte Verbindung
Welder 2524 Soudeur Schweiller

Welding 2111 Soudage Schweillen
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Welding accessories 235 Accessoires de soudage Schweizubehér
Welding conditions 2514 Conditions de soudage Schweilbedingungen
Welding consumable 2.1.101 Produit consommable de soudage Schweilzusatzmittel
Welding coordination 251 Coordination en soudage Schweiltechnische

Koordinierungsaufgaben

Welding coordinator 2.5.23 Coordinateur en soudage SchweiRaufsicht
Welding cycle 2.1.8.34 Cycle de soudage Schweilzyklus
Welding data 243 Données de soudage SchweiBwerte; Schweilldaten
Welding equipment 231 Matériel de soudage Schweilausrlstung

Welding flux Cwm. flux (2.1.10.8)

Welding inspection 252 Inspection en soudage SchweiRguteprifung

Welding inspector 2528 Inspecteur en soudage SchweilRguteprufer

Welding installation 233 Installation de soudage Schweilanlage

Welding operator 2525 Opérateur soudeur Bediener von

Schweileinrichtungen

Welding parameters 241 Parametres de soudage Schweil3parameter

Welding plant CM. welding installation (2.3.3)

Welding procedure 253 Mode opératoire de soudage Schweilverfahren

Welding procedure 2.5.12 Procés-verbal de qualification d'un Bericht Uber die Qualifizierung

qualification record mode opératoire de soudage; des Schweilverfahrens; WPQR
PV-QMOS

Welding procedure 254 Descriptif de mode opératoire de Schweianweisung; WPS

specification soudage; DMOS

Welding procedure test 257 Epreuve de qualification d'un Schweilverfahrensprufung
Mode opératoire de soudage

Welding process 2.1.81 Procédé de soudage Schweillprozess

Welding rod Cw. filler rod (2.1.10.5)

Welding speed 246 Vitesse de soudage Schweigeschwindigkeit
Welding technique 21.82 Technique de soudage Arbeitstechnik beim Schweien
Welding time 2438 Temps de soudage Schweilzeit

Welding unit 232 Unité de soudage Schweileinrichtung

Welding variable 242 Variable de soudage schweifdtechnische Einflussgrée
Weldment 21.1.4 Construction soudée Schweilteil

Work instruction 2.5.16 Instructions de travail Arbeitsanweisung

Workplace 2.1.8.35 Poste de travail Arbeitsplatz

WPQR Cwm. welding procedure qualification record (2.5.12)

WPS Cwm. welding procedure specification (2.5.4)
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(cnpaBouHoe)

AndaBuTHbIN yKa3aTeslb TEPMUHOB, OTHOCALLUXCS K AYTOBOM CBapKe U onpeaesieHHbIX
B MNCO 857-1:1998 n ISO/TR 25901:2007, HO He BKJTHOYEHHbIX B HACTOAIMIA CTAaHOAAPT

TepMuHbl, NpuBeaeHHble B ISO/TR 25901:2007 n MCO 857-1:1998 1 He BKIoYeHHbIE B HACTOSLLMIA CTaHAapT, nepe-
YUCREeHbI HUXKe, eCrni OHW yCTapenu, CoKkpalleHsl unu Bownu B apyrue vactu ISO/TR 25901.

Homep
TepmuH Onpeaenexune UcTouHuk MOANyHKTa
B
BydepHbIii crioi Crioit Ha OCHOBHOM MeTanse 41A Co3faHus HyxxHoro Metan- | ISO/TR 2.50
nyprudeckoro nepexoga K puHansHoMy croto 25901:2007
B
Bpems HarpeBa Bpems HarpeBa Mexay ABYMS ycTaHOBRNeHHbIMM Temneparty- | UCO 5214
pamMu, 06bI4YHO onpefenseMoe ANA MeTanna LWea Unu 3oHbl | 857-1:1998
TEPMUYECKOrO BIIMSHUSA.
Mpumep — tg3 06o3Havaem epems Hazpeea om 500 °C
do 800 °C
Bpems obenyxusaHus BpeMms ansa BbINONHEHUs 3afad, cBsi3aHHbIX co cBapkoi (Ha- | MUICO 5.217
npumep, 3ameHa aMneKTpoAoB, yaaneHue wnaka) 857-1:1998
Bpems oxnaxgeHns Bpemsa oxnamgeHus mexay ABYMSA YCTaHOBMeHHbiMU Tem- | MICO 5212
nepaTtypamMu, Kak npasuno, onpegensemoe Ans wsea U 30Hbl | 857-1:1998
TEPMUHECKOro BIIUAHUA.
Tpumep — tg,s — epems oxnaxderHus om 800 °C do 500 °C
Bpems nnaeneHun Bpewmsi, B TedeHue KoTOporo nnasuTca Npucagoddbid metann | UICO 5.213
857-1:1998
r
Mmy6uHa npoHuKkHoBeHUst | TonwuHa mMatepuana, Ha KOTOpyl MpoHUKaeT nyd (paguo- | ISO/TR 2.266
rpadcpus) 25901:2007
a
[ByMepHbIii Tennosoi TennoBoil NOTOK NpU cBapKe, UMetoLLuiA cocTaBnsaowme, na- | UCO 5.2.26
noToK pannenbsHble NOBEPXHOCTU NNAcTUHLI 857-1:1998
[BycTOPOHHASA Cpapka, Npu KOTOPOIA LLIOB BhIMNOMHAETCH ¢ 06enx ctopoH 3a- | UICO 516
ofHoMpoxogHas cBapka rOTOBKM 32 OAWH MPOXOA U KaxAbl Npoxof cocTouT Tornbko | 857-1:1998
M3 OAJHOTO Baruka
[ByxnpoxofHasa cBapka CBapka, npu KOTOPOM BLIMOMHAOT LWOB Unu Hannaenswt | MCO 512
Croi 3a ABa npoxoga 857-1:1998
3
3oHa cBapku 30Ha AeTanu unu Aetanen, rae csapka BoiMonHsAeTca unu | MICO 539
BbIMOSIHEHA 857-1:1998
K
KucnopogHo-ayrosasi Mpouecc TepMmuyeckon peskn ¢ ucnonbzoBaHuem Tennotol | ISO/TR 2.255
peska Ay 1 pexyLLero kucnopoga 25901:2007
KoHel wea Touka Ha usgenuu, rae WoB npepbiBaeTcs unum bein npepsaH | UICO 538
857-1:1998
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TepmMuH OnpeaeneHue NcTouHMK noanyHKTa
M
MakcumanbHas TonwmHa | PacctosiHme oT camoil rmy6okoit Touku nponnaenenuss B | ISO/TR 2.224
wea YITIOBOM LUBE WNM OT KOPHEBOro Npoxofia B CTHIKOBOM wwBe | 25901:2007
0 caMoli BEICOKOI ToYKM MeTanna wea (0bLIMHO n3MepseT-
€4 Mo nonepevyHoMmy LnNudy)
MecTo Bo306GHOBNEHUs Touka Ha u3genuu, rae cBapka BO306HOBNAETCA NCco 537
wea 857-1:1998
MecTononoxeHune MecTo Ha usgenuu, rge npuxeaTka BbiNonHAeTca unu Bol- | WCO 533
npuUxBaTKu nonHeHa 857-1:1998
H
HaxknoH Yron Mexzay JIMHUeR KOpHS U NONOXUTENbLHOI ocklo X, pac- | ISO/TR 2.335
NOrioXeHHOW Ha rOPU3OHTaNLHOM MITOCKOCTH, B NpsAMonuHeit- | 25901:2007
HbIX LWBAX (reOMeTpUs cBapku).
MpuMeyaHune 1 — HakioH N3MepsaOT NPOTMB YacOBON
CTpenkun
HanpaeneHne ceapku HanpasrneHue, B KOTOPOM BLIMOIMHAIOT CBApPKY. nCco 528
857-1:1998
MpuMmevaHune 1—HanpaeneHue ceapku onpeaensaeTca
HanpaBfieHWeM BhINOSIHEHMS Banuka
Ha4yano wea TouKa Ha U3[EenNuK, rae LWoB HaYMHAETCA UMNKU HaYnHancs nco 531
857-1:1998
©)
O6pasey ans ucnbitanus | Obpasel, UCMonb3yeMblid NPU UCNbITaHUW Ha 6okoBon usrmb | ISO/TR 2.327
Ha 60koBOI N3rMd nnaku- | nNnakupyowero cnos 6e3 CTLIKOBOro LWBa 25901:2007
pytowiero crnos 6e3 cTbl-
KOBOro LUB&
Obpasey ans ucnbitanusa | Obpasel, ucnonbayeMblid NpU UCNbITaHUW Ha 6okoBoid u3rmb | ISO/TR 2.326
Ha GOKOBOI U3r1G NnakW- | MIakMpyroLWero crnosi ¢o CThIKOBbIM LUBOM 25901:2007
PYIOLLEro Cos o CThIKO-
BbIM LUBOM
Obpasey ans ucnbitannsa | Obpasel, ucnonbayeMblid NPU UCTbITaHUM Ha 6okoBoid u3rnb | ISO/TR 2.325
Ha GOKOBOI U3rNG CTHIKO- | CTLIKOBOIO LUBA 25901:2007
BOrO LLB&
Obpasey ansa ucneitaHusa | OBpasel, Ucnonb3yeMbld NpU UCNbITaHUM Ha Marmd kopHsa | ISO/TR 2.305
Ha M3rMb KOpPHs CTLIKOBO- | CTLIKOBOIO LUBA 25901:2007
ro wea
Obpasel ans ucnbitanus | Obpasel, UCNONb3yeMbli NpW UCMBITaHUK Ha U3rub nnakupy- | ISO/TR 2.124
Ha u3rnb nnakupyrowero | toulero cnos 6e3 CTLIKOBOrO LWIBA, NPUYEM croil noasepraet- | 259012007
cnosi 6e3 CTHIKOBOrO LWBa | CHA pacTSXEHWUIO C NIULEBOIA CTOPOHbI
Obpasel gnsa ucneitaHua | OBpasel, Ucnonb3ayemelil Npu UcnbITaHWM Ha u3rnd nnakupy- | ISO/TR 2.123
Ha u3rnb nnakupyroLwero | toLlero crnos co CTLIKOBLIM LUBOM, MpUYEM crol noasepraet- | 259012007
CrMOS CO CTLIKOBLIM LLUBOM | CA PacTsXKEHWIO C NALEBOHA CTOPOHBI
Obwuin npunyck Mpu NoAroToBKe K CBapKe MpUMycK Ha pasmepsl, yuutbisato- | ISO/TR 2.388
LKA obLee ykopodeHue obenx getanei B pesynerate Bcex | 259012007
onepauWii Npu BLINONHEHWW LUBa (CBapKa AaBleHWeM, co-
NPOTUBMEHWEM, ONNaBleHWeM UK TPEHNEM)
OpHoBpeMeHHas Csapka, Mpyu KOTOPOA LUOB BLINOMHAKT ofHoBpeMeHHo ¢ | MCO 51.7
[BYCTOPOHHAA cBapkKa JBYX CTOPOH 3aroToBKM 857-1:1998
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TepmuH OnpegeneHue NCTOUHMK MoAnyHKTa
OTHocuTebHbIi 1 — OTHolWeHWe adppekTuaHoro KM npouecca Harpesa | YCO 5.2.24
appekTmaHbIA KM npu nioBom crocoBe capku 1, k TakoBoMY npu ceapke nog | 897-1:1998
up
,_ "N
n=—x
Nyp
OTHoLeHWe AnuH OTHoLLeHWe ANWHBI Banuka K AnuvHe pacxogyemoro npuca- | MCO 5.2.31
Banuka u npucagku JOYHOro npyTKa 857-1:1998
M

MakeTHas peska TepMudecKkas peska nakeTa NiacTuH, Kak npasuno, smecte | ISO/MR 2.352

cxaTbIxX 25901:2007
MepcoHarn, [MepcoHan, KOTOpbli HeceT OTBETCTBEHHOCTL 3a paboty | ISO/TR 2438
KOOPAUHMPYIOLLNIA CBapOYHOro MPOU3BOACTBA UMW POACTBEHHOro csapovHoMy | 25901:2007
CBapKy Npou3BOL4CTBY U KOMNETEHLMMN U 3HAHUA KOTOPOro NoATBEpPX-

fleHbl obydeHneM, obpasoBaHMEM WRM COOTBETCTBYIOLLUM

Npou3BOL4CTBEHHbLIM ONBITOM
lMna3meHHas peska [Mpouecc AyroBoW pesku, npu KOTOpoM Ucrnonb3ytoT cxaryto | ISO/TR 2272

Ayry W yganswT pacnnaBneHHbld MeTann BbicokockopocT- | 25901:2007

HOI CTpyel MOHM3NPOBAHHOrO rasa, ucxodsilien u3 nnasmo-

obpasyroLero kaHana
MoBepXHOCTb KOHTaKTa [MoBepXHOCTb KOHTaKTa Nocre npunoxeHus ceapovHoro yeu- | ISO/TR 2414
MeXay cBapmBaeMbIMU nusa 25901:2007
JetansamMm
MoBopoT Yron Mexay ocblo LBa 1 MofoXuUTeNsHon ocbio Y unu nu- | ISO/TR 2.311

HWeNn, napannensHoi ocu Y, Mpu naMepeHun npotus Yaco- | 25901:2007

BOW CTPEnKkW B NOMEpeyHoi NMOoCcKoCTU ceYeHus wea (reo-

METPUS CBaPKK)
MoaaepxuBaroLLas Kycok MeTanna unu gpyroro BcnomoratenesHoro Matepuana, | ISO/TR 224
nofknagka unu rnoMeLLeHHbIN Ha BepXHen UNu HUXHel noBepxHocTu coeamn- | 256901:2007
Haknagka HeHWA ANS yaepXaHua pacnnaBneHHoro MeTanna Lwsa
MoabeM PaccTosHue Mexay KOHLIOM LUNWUMbKA U NMoBepXHOCTbio u3- | ISO/TR 2.212

Aenus npu nogbeMe LWNWUMbKU U akTUBaLuu npouecca (nNpu- | 25901:2007

BapKa LUnunek)
MocnepoBaTenbHOCTb [MopsAoK, B KOTOPOM BbIMOMHAKTCS MPUXBATKM nCco 542
CBapKky npuxesaTkamu 857-1:1998
MporpamMma MMporpamma, ycTanaenusatollas nopsaok M Hanpasnexwne | MCO 543
nocnefoBaTenbHOCTH BbINONHEHUS LUBOB Ha U3aenuu 857-1:1998
cBapku
MporpamMMa cBapku Mporpamma, ycTaHaenuearolwas BClo TexHonorutwo ceapku | NCO 546

(Hanpumep, nocrnefoBaTeNbHOCTL CBapKK, ycroBusa ceapku, | 857-1:1998

napameTpbl CBapKu)
MporpammMa ceapku Mporpamma, yctaHaBnuBatoLas mectornonoxeHue n pasme- | NICO 5.4.1
npuxsarkamm pbl NPUXBATOK U MocrnefoBaTeNlbHOCTb UX BbINONMHEHUS 857-1:1998
MpoussoauTensHoe Bpewms, B TeueHne KOTOPOro ocyLLecTBNAOT onepauuto ceapkm | MCO 5216
BpeMsi cBapku 857-1:1998
MpOn3BOAUTENBHOCTL Macca MeTanna wBa, HansaBfieHHoro B pasgenky 3a eguHu- | MCO 5232
Hannaeku Lly NPOU3BOAMUTENBHOMO BPEMEHUN CBapPKU 857-1:1998
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TepMuH OnpegeneHue MeToUHMK noi%h;ﬁfm
MpomexyTodHasa d; — TOMNLLMHa NNacTUHLI, NpK KOTOPOHA Tennosoi notok As- | UCO 5.2.27
TonwuHa NSETCH NPOMEXYTOMHBIM MEXAY TPEXMEPHBIM U ABYMepHbIM | 857-1:1998

noToKamu.

Mpumevanune 1— d;3aBUCUT OT NOTOHHOR SHepPrUK

P
Pa3amep uctovHuka Pasmep ucTouHnKa usnyyeHus (paguorpadus) ISO/TR 2.346
25901:2007

PaccTtosHue ot PaccTosiHue OT UCTOMHUKA M3MYyYeHnst 40 NoBepxHOCTU obbek- | ISO/TR 2.348
UCTOMHUWKa A0 0bbekTa Ta, M3MepeHHoe BAOMNb LIeHTparnbHoii ocu ny4a (paguorpacdus) | 25901:2007
PaccTtosHue ot PaccrosiHue oT UCTOYHMKA U3Ny4YeHus A0 NNeHkW, usMmeper- | ISO/TR 2.347
MCTOYHUKA A0 NIEHKN Hoe BAoMb ny4a (paguorpadus) 25901:2007
PaccTosHue oT obbekTa PaccTosiHue mMexagy cTopoHoiW obnydeHus obvekta ucneita- | ISOMR 2.246
A0 NNeHKu HUS 1 NOBEPXHOCTLIO MMEHKK, U3MEPEHHOE NO UeHTpanbHoi | 25901:2007

ocu nyya (paguorpadus)
Pes 3asop, ocTalolwuiica nocne yganeHus metanna npu tepmu- | ISO/TR 2.204

YeCKoil peske 25901:2007

C
Csapka BymA Cm. UCO 857-1:1998, Tabnmua 2 nCco 7.2
rorioBkamu (KonuyecTBO CBapOYHbIX FONOBOK — JiBE) 857-1:1998
7777772272072
M
1 — 3aroToBKa; 2 — npucagoyHblii MeTanm,
3 — cBapoyHas ronoska

CBapKa HecKONbKUMM CMm.: NCO 857-1:1998, Tabnuua 2 nco 7.4
rorioBKamu (konMYecTBO cBAPOYHLIX FONOBOK — GonbLUe Tpex) 857-1:1998
Csapka ogHoii ronoskoid | Cm. NCO 857-1:1998, Tabnuuya 2 nCco 71

(KonM4ecTBO cBapOYHLIX FONOBOK — OfiHA) 857-1:1998

3
2 \I/
% 77
Y

1 — 3aroToBKa; 2 — npucagouHbln MeTans,
3 — cBapo4Has rornoska
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X, pacnornoxeHHO! Ha ropU3OHTamNbBHOR NNOCKOCTU OTCHETE,
npu4eM yron U3MepsitoT B MareMaTU4eckn NoroXuTenbHOM
HanpaeneHuu (NPoTUB HYacoBOW CTPEMKHK).

Mpumedanune 1 — KoopauHaTHas cucTemMa NocTpoeHa
Takum obpasom, 4YTobbl NIMHUS KOPHA Haxoaunack B BepTU-
KarnbHON NIOCKOCTH (T. €. B NMOCKOCTU — XZ) U ocu Bbinu
HanpaeneHbl HapyXy U3 Ha4ana KoopguHar

Homep
TepMuH OnpepaeneHuve UcTouHUK noAnyHKTa
Csapka Tpems Cm. UCO 857-1:1998, Tabnuua 2 nco 7.3
ronoBKamu (KonM4yecTBO CBapO4HLIX MONIOBOK — TPU) 857-1:1998
1 — 3aroToBKa; 2 — NPUCaA0YHbIN MeTarn;
3— cBapoYHana ronoeBka
Capo4Has onepauus Onepauus, npu KOTOPOW AeTanu coefuHslT ¢ nomolsio | MCO 521
cBapKu. 857-1:1998
Mpumevanune 1—Tlpu gyroBon ceapke, HanpuMep, cea-
poYHas onepauusi coBrnajaer co BpeMeHeM ropeHust yru
CkopocTb nogadu CKOpOCTb, C KOTOPOI MOAAIT NPUCARO0HHbIA MeTanm. nco 5.210
NPUCaA04HOro MeTanna | Mpymeyanne 1 — CkopocTb nopadn onpepensior kak | 897-1:1998
ANVHY NPUCaAOYHOro MeTanna, nojaBaeMoro B eAUHULYY
BpeMeHN
CoepnunHeHue (cBapKoi) CospaHmne cBapkoii HenpepbIBHOW cBA3N ABYX unu 6onee fe- | UCO 3.14
Tanen. 857-1:1998
MpumevyaHue 1 — TepmuH BBEAESH, 4TOOLI pasnuyaThb
Lienv cBapkv U Hannasku
CoegunnTenbHas ceapka | Mpou3BoAcTBeHHaA cBapka Ans obLero coefuHeHna getanen | ISO/TR 2.203
259012007
Conpsiraemasi [MoBepxHOCTL OAHOW AeTanu, KoTopas npegHasHadeHa gns | ISO/TR 2.125
NOBEPXHOCTb coefiMHeHUs1 c NOBEPXHOCTLIO ApYroi aeTanu ans dopmupo- | 25901:2007
BaHWA coefjHEeHNA
CtaHgapTHbIi MaTepuan | Martepuan, n3roToBneHHbIA U NnocTaBnsaMelil B cootBeTeTBUMM | ISO/TR 2.353
CO CTaHA4apTOM WU TEXHUYECKUMU YCIIOBUAMMU 25901:2007
T
Tepmolukad HarpeThlii KOHTEHEp, B KOTOPOM BblAepxuBatoT ceapodHele | ISO/TR 2.185
maTepuansl Ans NpefoTepalleHnss noeTopHol abcopbummn | 25901:2007
Braru, Hanpumep npu Temnepatype ot 100 °C go 200 °C
TpexmepHbIN Tennosoi TennoBoli MOTOK NpKW CBapKe, UMELOLLWiA cocTaBnstome, napan- | MCO 5.2.25
MoTOK nerbHble NOBEPXHOCTU MNacTUHBI U NePNeHANKYNAPHBLIE K He 857-1:1998
Yy
Yron HaknoHa wea Yron mexay nuHuein KOpHs (Unu KacaTenbHoW K nuHuu kop- | ISO/TR 2422
HSl B Cry4ae KpUBONUHERHbIX LUBOB) U NONoXuUTeNbHoOM ockio | 25901:2007
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Homep
TepmMuH OnpegeneHue NCTOYHMK noanyHKTa
Yron nosoporTa Lwea Yron mexay MrocKoCTbio CUMMETPUM WBa (NMHueid, coegu- | ISO/TR 2.419

HAKLLER LeHTpbl KOPHS LWBa W nocrnegHero cnos) u nonoxu- | 25901:2007
TENBHOM OCLIO Y UNKU NUHUER, NapannensHoi ocK ¥, Npudem
yron naMepsT B MaTeMaTU4ecku MOMOXUTENbLHOM Harnpas-
JIeHUn (NpoTMB 4acoBOW CTPEfiki) B NOMNEpeYHOM cedeHun
paccmaTpuBaemoro Lwea

(]

(2]

(3]
(4]
(9]
(6]
(7]
(8]

ISO 6520-1

ISO 6520-2

ISO 14917

ISO 156296

ISO 17658

ISO 17677-1

IS0 252391

IEC 60050-851

Bubnuorpaduna

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 1: Fusion welding (Ceapka n poacTBeHHble npoLecchl. Knaccudukaums gedekTos reoMeTpun
W CMMOLWHOCTU B MeTanmM4ecknx matepuanax. Yacte 1. CBapka nnasneHvem)

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 2: Welding with pressure (CBapka 1 pofcTBeHHble npoLlecchl. Knaccudukauus gedekTos reo-
METPUN U CNMOLLHOCTN B METaNNNYeckux Matepuanax. Yactb 2. Capka gaBneHuem)

Thermal spraying — Terminology, classification (TepMuyeckoe HanbineHne. TepMuHebl, Krnaccudu-
Kauus)

Gas welding equipment — Vocabulary — Terms used for gas welding equipment (O6opynoBaHue
Ans rasosoi cBapku. CrioBapbk. TepMWUHbI, MPUMeHsieMble Ans 06opyaoBaHns ANA ra3oBoi cBapkiu)
Welding — Imperfections in oxyfuel flame cuts, laser beam cuts and plasma cuts — Terminology
(Ceapka. dedbekTnl pesa npu KUCNOPOAHON, NasepHOW U NNasMeHHON pe3ke. TepMUHbI)
Resistance welding — Vocabulary — Part 1: Spot, projection and seam welding (KoHTakTHan csap-
ka. Cnosapb. YacTb 1. ToueuHas, penbedHan U WOBHaA cBapka)

Friction stir welding — Aluminium — Part 1. Vocabulary (Csapka TpeHUeM ¢ nepeMelLMBaHUEM.
AntoMuHmnia. Yactb 1. CnoBapb)

International electrotechnical vocabulary — Part 851: Electric welding (MexayHapoaHbiii anekTpo-
TexHU4eckui cnosapb. Yactb 851. OnekTpocsapka)
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