SENEPANIbBHOE ATEHTCTBO

MO TEXHUWYECKOMY PEINYJIMPOBAHUIO N METPOJTOIA

HALULWOHATNBbHBIN rOCTP
CTAHOAPT 58905—

ar POCCUMNCKOMN
OEOEPALUMN 2020/

ISO/TR 25901-3:2016

CBapka u poacTBeHHble NpoLeccehbl

CIIOBAPb

YacTtb 3

CBapou4Hble npouecchbl
(ISO/TR 25901-3:2016, IDT)

N3paHue odmumansHoe

MockBa
CraHgapTuHthopM
2020


https://www.mosexp.ru/georadar

FOCT P 58905—2020

Mpeaoucnosue

1 NOArOTOBJEH CamMoperynupyemoit opraHu3auuei Accouuaumein «HaunoHanoHoe AreHTcTBo KoH-
Tponsa Ceapku» (CPO Accounauma «HAKC») Ha ocHOBe COBCTBEHHOTO NepeBoAa Ha PYCCKUI A3bIK aHro-
A3bIYHOW BEPCUU JOKYMEHTA, YKa3aHHOrO B NyHKTE 4

2 BHECEH Texnuueckum komuteToM no ctaHaaptusauum TK 364 «CBapka u poaCTBEHHbIE NPOLIECChI»

3 YTBEPXXOEH U BBEJEH B JENCTBMUE Mpukasom degepanbHOro areHTCTBa Mo TEXHUYECKOMY
perynupoanuio u metponoruu ot 30 uioHs 2020 r. Ne 318-ct

4 Hacrosimii cTaHgapt MAEHTUYEH MexayHapoaHOMYy AokymeHTy ISO/TR 25901-3:2016 «Capka u
poacTBeHHbIe npouecckl. CrnoBapb. Yacte 3. CBapouHbie npoueccol» (ISO/TR 25901-3:2016 «Welding and
allied processes — Vocabulary — Part 3: Welding processesy, IDT).

MexxayHapoaHbIi 4oKyMeHT paspaboTtaH TexHuueckum komuteTom ISO/TC 44 «CBapka U pOACTBEHHbIE
npouecchbl», NogKOMUTETOM SC 7 «OG03HAYEHUS U TEPMUHBI»

5 B3AMEH INoCT P UCO 857-1—2009

lMpasuna npumeHeHUs Hacmoswle2o cmaHlapma ycmaHoerneHbl 8 crmambe 26 ®edepanbHo20 3aKoHa
om 29 urwoHs 2015 2. Ne 162-03 «O cmandapmu3ayuu e Pocculickoli ®edepayuu». UHgpopmayus 06 u3s-
MEeHeHUsIX K Hacmoswemy crmaHOapmy ry6nukyemcs 6 exe200HoM (o cocmosaHuio Ha 1 sHeaps meKyueao
200a) uUHOPMayUOHHOM yKasamene «HayuoHanbHbie cmaH0apmbly, a ouyuaribHbIl MeKem u3MeHeHul
U ronpasoK — 6 €XXeMeCAYHOM UHhopMaUUOHHOM yka3amerne «HayuoHarnbHblie cmaHlapmebl». B criydyae
nepecMmompa (3aMeHbl) Unu OmmMmeHbl Hacmoswiez2o cmarHGapma coomeememayroujee yeedomrieHue bydem
onybukoeaHo 8 bnuxalilueM 6bilyCKe eXeMeCs4YHO020 UHGOPMaYUOHHO20 yKasamerns «HayuonarbHble
cmaHOapmbly. Coomeememeyrowass UHgopmayus, yeedoMIeHUe U meKcmbpl pasMewames makxe 6 UH-
ghopmayuoHHOL cucmeme 06weeo nob308aHusi — Ha oghuyuanbHoM calime dedeparnbHo20 azeHmcemea no
MEXHUYECKOMY peaysiuposaHuio U Mempoioeuu 8 cemu YHmepHem (Www.gost.ru)

© IS0, 2016 — Bce npasa coxXpaHsTCs
© CrtaHgaptuHopm, odpopmneHune, 2020

HacrosLwmit cTaHAapT He MOXET ObiTb NOMHOCTbLIO UM YaCTUYHO BOCMPOU3BEAEH, TUPAXUPOBAH U pac-
NPOCTPaHEH B Ka4ecTBe opuLManLHOro usaaHus 6es paspelueHus degepansHOro areHTCTBa No TEXHUYECKO-
MY pPerynmpoBaHUI0 U METPONIOTUK


https://mosexp.ru#

rOCT P 58905—2020

CopepxaHue
1 O0NACTD MPUMEHEHMS . . . o o e ittt et e et e et et e e e e e e e e e e e e e 1
2 TEPMUHDBI M OMIPEAETIEHUS . . . o o o ottt ettt e e e e e e e e e e e e e e e e e e e e e e e e 1
2.1 OCHOBHbIE TEPMUHDbI M ONPEAEIIEHUS . . . o o ottt e et it e et e e et e e e e e e 1
2.2 TepMUHbI, OTHOCALLMECS K CBAPOYHBIM MPOLECCAM . . . . v v vt it e e et e e e et e e e e e 2
MpunoxeHue A (cnpaso4Hoe) AndaBuTHbIN yKa3aTenb TEPMUHOB Ha aHIMUACKOM S3blke
C MePEeBOAOM Ha (PPaAHLY3CKAA U HEMELIKUM S3BIKM . . . oo e e i et e e e e e e 32

MpunoxxeHune B (cnpaBoyHoe) And)aBUTHLIN YKkasaTenb TEPMUHOB, OTHOCALUMXCS K AYTOBON CBapKe
n onpegenexHbix B MCO 857-1:1998 n ISO/TR 25901:2007, HO HE BKITHOYEHHbIX
B HACTOSALUMI CTAHAAPT . « « v v ot e e et e e et et e et e e e et e e e s 39

Bubnuorpadcus



rOCT P 58905—2020

BBeneHue

Cepua gokymeHnToB ISO/TR 25901 noa obwymMm HaMMeHoBaHueMm «CBapka M poACTBEHHbIE NPOLIECChI.
CnoBapb» BKIIOYAET B Ce0s cneayoLme 4actu:

- yactb 1. OGWyMe TEPMUHDI;

- yacTtb 3. CBapOYHble NPOLECCHI;

- yacTtb 4. [lyroBas ceapka.
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HALULMWOHANBbHBIN CTAHAOAPT POCCUUCKON GEREPALUUNMN

CBapka U poaCTBeHHbIe Npouecchl
CJNIOBAPb
YacTtb 3
CBapouHbie npouecchbl

Welding and allied processes. Vocabulary. Part 3. Welding processes

Dara BBeaeHna — 2020—10—01

1 O6bnacTb NPUMEHeHnA

Hacroawmi ctaHaapt coaepXuT TEPMUHBI U ONPeAEeneHns AN CBapOYHbIX NPOLECCOB B 3aBUCUMOCTH
OT (PM3NYECKMX CBOWCTB N IHEProHOCHTENS.

OH He coAepXUT TEPMUHBI U ONpPEeAENEeHNUs, OTHOCALLMECS K CneLManbHbIM NPOLEeccam unu 0Co6EeHHOCTAM
CBapKW 1 POACTBEHHbIX NPOLIECCOB, KOTOPbIE PACCMOTPEHbI B APYTUX YACTSAX UNU B Apyrux ctanaaptax UCO.

B HacTosiLem cTaHgapTe TeEPMUHbI CUCTeMaTu3nposaHsbl. MpunoxeHue A coaepxuT ykasarenb CO BCe-
MU TEPMUHAMU, NPUBEAEHHBIMU B andaBUTHOM MOpaAKe CO CCbINOYHbIMU HOMEepamu. [NpuseaeH Takke nepe-
BO4 TEPMMHOB Ha ppaHLy3CKUIA A3bIK, TEM CaMblM OXBaTbiBas Tpu oduLmManbHbiX a3bika MCO (aHrmmMinckui,
dpaHUy3CKuii U PyccKuii). Hemeukuini nepesoa NPeACTaBnNeH TOMbKO ANA MHGOpPMaLMU M NOA OTBETCTBEH-
HOCTb opraHa — u4neHa lepmanum (DIN).

MpumedaHue 1 — TepMuHbl Ha ouLManbHbIX A3bIKax (AHIUACKOM, paHLy3CKOM U PYCCKOM) SBNSAIOTCA
TepMuHamu 1 onpegeneHuamu NCO.

MpumedaHune 2— Bce TepMuHbl JocTynHbl Ha nnatgopme ISO Online Browsing Platform (OBP): https:// www.
iso.org/obp/uil.

2 TepMUHbI U onpeaeneHns
B HacTosiLeM cTaHaapTe NPUMEHEHbI Creayolme TePMUHbI C COOTBETCTBYIOLIMMU OnpeaeneHnsaMu:

2.1 OCHOBHbIE TEPMUHbI U OnNpeaeneHns

21.1 ceapka MetamnoB (metal welding): Onepaums nony4yeHUs HepPasbEMHOrO0 COEAMHEHUN
meTtanna(oB), Npyu KOTOPOM MeTann(bl) COeaANHAETCA(IOTCS) NOCPEACTBOM Tenna WMnu AaBneHUs Unu TOro u
Apyroro BMecTe.

MpumedaHune 1 — MoxeT ObITb NIPUMEHEH NPUCALOYHLIA MaTepuwarn, TemnepaTtypa nNnaBneHns KOTOporo Toro
Xe nopsAKa, YTO U Y OCHOBHOro(blX) MeTanna(oB); pe3ynsraToM CBapku SBMSETCA CBapHOW LLOB.

MpuMedvyaHune 2 — JTo onpegeneHue Take BKITOYAET HaMIaBky.

2.1.2 ceapka gasneHueM (welding with pressure): Ceapka ¢ npunoXxeHUeM BHELLHER CUIbl, OCTaTOY-
HOW Ans TOro, YToObl BbI3BaTb GOMbLUYIO UM MEHbLUYIO CTEMNEHb NNacTu4eckon gedopMaummn AByx npunera-
IOLLIMX MOBEPXHOCTEN, KakK npasuno, 6e3 npucagoyHoOro Marepuana.

MpumedaHune 1 — OBbIMHO, HO He 06s3aTeNLHO, NpUNeratoLe NOBEPXHOCTU HarpeBarTCA 4MA Toro, YTobbl
Ha4aTb UK yNyyqLlWnTb CoeguHeHue.

2.1.3 ceapka nnaeneHueM (fusion welding): CBapka MeCTHbIM ChfaBfeHUeMm conparaeMon (bix)
noBepxHocTu(en) 6e3 NPUNoXXeHUsi BHELLIHETO JaBreHus!.

MpumedaHue 1 — OBLIMHO, HO He 0BsI3aTeNbHO, AoGaBRSETCA NpUCaoYHbLIA MaTepuar.

M3pgaHue oduuymansHoe
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2.1.4 3HeproHocuTtenb (energy carrier): Puan4eckuit 0GbLEKT, KOTOPbIA A0CTaBNSAET HEOOXOAUMYIO ANs
CBapKW 3HEPruo nyTemM ee nepegayun Unu BbiAeneHUA BHYTPU aeTanu(en).

MpumedvaHune 1—B 2.2 MUCNonb3yOT CNeAYIOLLME SHEPFOHOCUTENN C UX HOMEPaMU:
1) TBEepAoe Teno,

2) KUAKOCTb,

3) ras;

4) aneKkTpu4eckuin paspsa,;
5) nanyderue;

6) ABMXKEHMe Macchl;

7) 3NEeKTPUYECKUIA TOK;

8) npouue.

MpumMmevyaHue 2 — lpu cBapke C MCNONL30BAHWEM TBEPAOTO TeNa, XUAKOCTH, rasa UNK SNeKTPUYEcKoro pas-
psaa Tennota, Tpebyemas Ansi CBapku, A0IXHa 6biTb NPUOXeHa K AeTann(AM), @ Npu CBapKe C MOMOLLLIO U3MyYeHus,
nepeMeLLeHns Macc UNN ANEKTPUYECKOro ToKa TENMO (UMM MeXaHMYecKan SHeprus Npu XonogHOW cBapke AaBrneHnem)
reHepupyeTca npeobpa3oBaHUEM SHEPrun BHYTPU caMoi(ux) AeTanu(en).

[nsa TBepaoro Tena, XWAKOCTU W rasa pelarownM hakTopoM ABASETCA WX SHTANbNUA. SNeKTPUYECKuil paspas 1
NpoXoXaeHWe ToKa — 3TO MeXaHU3Mbl, NPOBOAALLME SHEPruio ABUXYLLIMXCA 3apsKeHHbIX YacTuUL, B 30HY cBapku. B criyuae
3NEKTPUMECKOro pa3spaga 3To AOCTUrAaeTCA NAa3MON MW UCKPaMU, a B Criydae 3NEeKTPUYECKOro Toka — TernrnoTol conpo-
TWUBMEHWUS B MeCcTax BO3HUKHOBEHUA TOKa MHAYKLMM UMK NPOXOXKAEHUS TOKa 32 CHET NMPOBOAUMOCTH.

ManyueHne — 3T0 pacnpocTpaHeHUe SHePrum, T. €. paccemBaHUe CBETOBLIX BOSH WU 3apsiXeHHLbIX YacTuy,. [ns
ABWKEHUS Macc XapaKTepHbIMU (pakTopaMu SBNSIIOTCA cUNa U NepeMelleHue C TeYeHUeM BpeMeHU. PasnuuHble Buabl
ABWKEHMUA NpecTaBreHbl NoCTynaTenbHLIM ABUKEHWEM, BpaLleHneM 1 koneGaHuem.

2.2 TepMMHbI, OTHOCSILLIUECA K CBAPOUYHLIM Npoueccam

2.2.1 Ceapka aaBneHuem

2.2.1.1 aHeproHocurenb: TBepaoe Teno.

2.2.1.1.1 ceapka HarpeTbim anemeHTOM (heated element welding): CBapka aasnexnunem (2.1.2), npu
KOTOpOW AeTanu B 30HE CO3aHNS COEAUHEHUS1 HAarpeBaloT HarpeTbiM UHCTPYMEHTOM.

MpumeuvaHue 1 — HarpeB MOXeT GbITb MOCTOSHHLIM WIM UMMYSIBCHBIM, @ CBAPHOW LLOB BLIMOMHATCSA NyTeM
MPUNOXeHUs cunbl 6e3 npucagoyHoro Matepuana. Cuna npunaraeTes KIMHOBUAHBIM MHCTPYMEHTOM UMW MYHALLTYKOM,
Yepes KOTophIil MOAaeTCcA OfHa 13 geTanei.

2.2.1.1.2 ceapka HarpeTbIM KnuHoM (heated wedge welding): Csapka HarpeTbiM anemeHTom (2.2.1.1.1)
C NMOMOLLIbIO HArpeTOro KnuHa.

MpumedaHune 1— CBapka HarpeTblM KITMHOM MOXET BbITb TakKe BbIMOSTHEHA C MPUMEHEHNEM SHEProHOCUTENsA
(2.1.4) — pBMXeHWe Macchl [ynbTpa3BykoBas cBapka (2.2.1.6.1)] unu codeTaHnem ABYX SHEProHoCUTENEN.

MpuMmevyaHne 2— Ceapka HarpeTbiM KNMHOM NpeacTaBrneHa Ha pucyHke 1.

1 — WOB; 2 — rnojava 3aroToBKW; 3 — UCTOYHUK SHEPrK; 4 — KIIMHOBUAHBIV UHCTPYMeHT; 5 — feTanb

PucyHok 1 — CBapKa HarpeTbiM KIMHOM



rOCT P 58905—2020

2.2.1.1.3 cBapka HarpetbiM mMyHAwWTYKOM (heated nozzle welding): CBapka HarpeTbiM 3N1€MEHTOM
(2.2.1.1.1) ¢ NOMOLLIO HArPeToro MyHALTYKa.

MpuMevyaHune 1— Csapka HarpeTblM MYHLLUTYKOM MOXET ObITb TakkKe BbINOMHEHa C NPUMEHEHUEM SHEeproHo-
cuTens (2.1.4) — aBuKeHWe Macchl [yrnbTpasBykoBas cBapka (2.2.1.6.1)] unu codeTaHmeM ABYX SHEproHocuTenei.

MpuMmevyaHue 2 — CBapka HarpeTbiM MyHALUTYKOM NPEACTaBlieHa Ha pUCyHKe 2.

1 — AeTanb; 2 — UCTOYHUK SHeprun; 3 — MyHALITYK; 4 — LLUOB

PucyHok 2 — CBapka HarpeTbiM MYHILUTYKOM

2.2.1.1.4 ceapka wnsnkou reo3aa (nail head welding): Ceapka HarpeTbiM MyHALWTYKOM (2.2.1.1.3), npu
KOTOpPOW KOHeL, OAHOW MNW ABYX MPOBONOK, MOAaBaeMbIX Yepes MYHZLUTYK U HarpeBaeMbiX NnaMeHeM unu
3MNeKTPUYECKUM paspsaom, obpasyer kanmnio, Kotopast noj BO3eiCTBMEM NPUIOXKEHHON CUIbl CMINIOLMBAET-
cqa B popme wnanku reosas.

MpumMmevyaHne 1 — CBapKa LUNAMNKOA rBo3asa MOXeT ObiTb BLINOMHEHA € MPUMEHEHUEM 3HEProHocuTens
(2.1.4) — pBuxeHWe mMacchl [yneTpa3asyKkoBas cBapka (2.2.1.6.1)] unu coyeTaHueM fiByX SHEProHocuTenen.

MpumevyaHune 2 — Caapka LNANKOW rBO3ASA NpefcTaBneHa Ha pucyHke 3.

<=

1 — nnams; 2 — kannsA Xuakoro metanna; 3 — UCTOUHUK SHEPruu;
4 — MyHOWTYK; 5 — geTanb; 6 — LOB

PucyHok 3 — Ceapka LUNAmnKon reosas
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2.2.1.2 3HeproHocutenb: XKUaKkocCTb.

2.2.1.2.1 cBapka 3anMBKOM XWUAKOro Metanjia mMexay CcBapuBaeMblIMM KPOMKaMu ¢ AaBrfieHUEM
(flow welding with pressure): Capka aaBneHuem (2.1.2), npu KOTOPOW COBPaHHbLIN CThIK HAXOAUTCA B (hOpME,
a pacnnaeneHHbIli MeTasns 3anuealoT Mexagy ceapuBaeMbiMU KPOMKaMu Ha CBapuMBaeMble MOBEPXHOCTW A0
Tex Mop, noka He 06pa3yeTcsl COeMHEHME.,

MpumedaHune 1—2Xuakuit MeTann 4acTo nomy4atoT NocpefCcTBOM TEPMUTHON peakuum (cMm. 2.2.2.2.2).

MpumMmevaHune 2— Ceapka 3annBKOW XUAKOro MeTanna Mexay csapmBaeMbiMU KOOMKaMu ¢ faBneHneM npea-
CTaBrneHa Ha pucyHke 4.

1— copma; 2 — geTanb, 3 — WoBs; 4 — AeTanb; 5 — XWAKUA MeTann

PucyHok 4 — CBapka 3anvBKOM XWAKOro MeTanna mexay cBapuBaeMbiMU KpOMKaMu € flaBneHnemM

2.2.1.3 aHeproHocuTens: [as.

2.2.1.3.1 rasonpeccoBas cBapka (oxyfuel gas pressure welding): Ceapka aasnexnuem (2.1.2), npu Ko-
TOPOW AeTanu HarpeBatoT ra3oKMCNOPOAHBLIM NITAMEHEM B MECTE NPUeraHna NOBepxHOCTEN U Wwos hopMu-
pyetcsi 6e3 Npucago4HOro Marepuana 3a CHeT yeunus.

MpumedaHne 1— CBopka MOXeT 6bITb OTKPLITOrO M 3aKpLITOrO TUNOB.

MpumedvaHue 2— asonpeccoBasi cCBapka NpeAcTaBrieHa Ha pUcyHke 5.

RETRY

RN
N

a) 3akpbiTas cbopka b) OtkpeiTas cGopka

1 — BblAaBMeHHbIR MeTann; 2 — LWWoB; 3 — cBapoyvHas ropenka; 4 — rasoboe nnams; 5 — getanb

PucyHok 5 — MasonpeccoBas cBapka
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2.2.1.4 aHeproHocuTenb: JreKTPUYEcKuin paspsa.

2.2.1.4.1 cBapka gyroi, npuBOAMMON B ABWXEHUEe MarHUTHbIM nosiem (magnetically impelled arc
welding): Ceapka gyrosas (2.2.2.4.1) ¢ gaBneHueM, Npu KOTOPOW Ayra, nepemMeLiaemast MarHUTHbIM MOSEM,
OBWKETCA BAOMb COEAMHEHUS, HArpeBas npunerapLme NOBEPXHOCTH, KOTOPbIE 3aTeM CBOAAT BMECTE U 3a
CYET yCUNuUsA CBApMBAIOT.

He pekoMeHAyeMblIli — CTbIKOBasA CBapka Ayroi, NPMBOAMMON B ABUXEHWE MarHUTHbLIM MOMNEM.

2.2.1.4.2 cBapka ypapHasa (percussion welding): CBapka gasneHuem (2.1.2) ¢ npuMeHeHnem Tenna
4yru, co3gaBaemMoin KOPOTKUMU pa3pagamMmn aneKTPUHecKon SHeprum.

n pumMeyaHue 1 — [daBneHue NpuKnagbiBaeTcAa yaapHO BO BpeMA UIK cpasdy nocre 3reKTpu4ecKoro paspsga.
MoxeTt conpoBOXAaTkCA AONOINTHUTENbHBIM HarpeBoM 3a CHET CONPOTUBIIEHUA.

MpumMeyaHue 2 —TlpoLecc B OCHOBHOM UCMOMb3YETCH ANA MPUBAPKK LLMUNEK.

2.2.1.4.3 npueapka wnunek ayroeaa (arc stud welding): Csapka ayrosas (2.2.2.4.1) ¢ AaBneHuem,
npv KOTOPOI UCNOMb3YIOT AYry, BO3HUKAIOLLYIO MEXAY METanIMYeckomn LUNMNbLKON UM aHanornyHon Aertanblo
1 3aroTOBKOM.

MpuMmedaHune 1 — MOXHO NPUMEHSATL KepaMmu4ecKyto Laiby, 3aliMTHbIA ras unu To U Apyroe BMecTe.

2.2.1.4.4 npuBapka wnunek ayrosas pacrarmBaemomn gyron (drawn arc stud welding), npuBapka
WwnuneK gyroeas pacTArMBaeMoW Ayro ¢ UCNOSib30BaHMEM KepamMWuyeCKOW Wanbbl unm 3awmTHOro
rasa (drawn arc stud welding with ceramic ferrule or shielding gas): Mpusapka wnunek ayrosas (2.2.1.4.3),
npu KOTOPOIi pa3spsa Bo3ByxaaeTca OTPLIBOM LUNUIbKKU, 8 CBAPOYHAA BaHHA 3alLMLLEHA KEPaMUYECKOW Luani-
OoW MNK 3aWMUTHLIM ra3oM UNKu TEM 1 APYrUM BMECTE.

MpumedaHune 1— Bpemsa cBapku, Kak npasuno, coctasnset 6onee 100 Mc.

MpuMeyaHue 2 — lpuBapka LWNUNEK JyroBas pacTarnBaemMon Ayroi NnpeAcTaBneHa Ha pucyHke 6.

PIITS VITTIFE
m\w\m )

T rrss

:::\1\2

1 — WwoB; 2 — Aayra; 3 — kepamMuyeckan MydTa; 4 — wWnunbka (getanb); 5 — cBapoYHbIA NUCTONET, 6 — NpyXuHa,
7 — noAbeMHbIA MarHWuT; 8 — UCTOYHMK NUTaHUs; 9 — aeTanb

PucyHok 6 — MNpuBapka WNunek Ayropas pacTarnBaeMoi Ayrou

2.2.1.4.5 npuBapka WNUNEK AyroBasi pacTArMBaemMon Oyrol KOpPOTKMMM umuknamm (short-cycle
drawn arc stud welding): MpuBapka wWwnunek agyrosasa pacrarmsaemon ayron (2.2.1.4.4), npu KOTOpow BpeMs
ceapku cocrasnsiet or 10 go 100 mc.

2.2.1.4.6 npuBapka WNUIEK AyroBasi KOHOeHCATOPHaA pacTarmBaemMon gyrom (capacitor discharge
drawn arc stud welding): MpuBapka wnunek gyrosas pacrarnsaemMoii ayron (2.2.1.4.4), npu KOTOPOI SMEKTPo-
aHeprua obecnednBaeTcs paspsAaaKon KOHAEeHcaTopa U BpeMs ceapku coctaensaet ot 1 4o 10 mc.

MpumedaHune 1— lNpusapka AyroBas LUNWUMeK KOHAEHCATOPHasA pacTArnBaemMoi Ayroil npeacTasneHa Ha pu-
CyHKe 7.
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17— cTepXeHb, 2 — fgeTanb, 3 — ayra; 4 — BcnomoratensHasa Tpyba

PucyHok 7 — MpuBapka gyroBas LUNUNEK KOHAEHCATOPHAa pacTarnsaemom gyrow

2.2.1.4.7 npuBapkKa wnurek ayroBaa KOHOeHcaTOpHas C onsaBfieHUEM HaKOHe4YHukKa (capacitor
discharge stud welding with tip ignition): Mpuapka wnunek agyrosas (2.2.1.4.3), npu KOTOpoW ayra Bo3byxaa-
€TCS MHTEHCMBHO NMNAaBALLMMCA M YACTUYHO UCMAPAIOLLMMCS CNeLManbHO NOArOTOBMEHHBIM KOHLIOM LUMUIBbKHA.

MpumevaHune 1— [etanu caaBnuearoTcs BMeCTe 40 MOMHON PaspsaaKku KoHgeHcaTopa.

MpumMevyaHune 2— Bpema cBapku, kak npasuno, ot 0,5 go 5 mc.
MpumevyaHune 3 — MNpuBapKa LUNUMEK yroBasi KOHAEHcATOPHAs C OMMaBleHMEM HaKOHEYHWKa NpeacTaBrneHa
Ha pucyHke 8.
@:E::

=g

| & —

"))

\\\
\
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o

1 — WOB; 2 — HaKoHeYHWK; 3 — AeTanb; 4 — Ayra; 5 — Wnunbka (aeTanb); 6 — cBapoYHbIN NUCTONET; 7 — MPYXUHa,;
8 — WCTOYHWK SHEPTUK

PVIOyHOK 8 — I'IpMBapKa wnunek gyroeas KOHAeHCaTopHaA € onnaBlieHneM HaKOHEeYHUKa
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2.2.1.4.8 npuBapka Wwnusek Ayroeasi pacTArnBaeMon Ayrou ¢ nnaBkon BTynkou (drawn arc stud
welding with fusible collar): Mpueapka Lwnunek gyrosas pacrtarnsaemMoi ayrou (2.2.1.4.4), npu KOTOPON paspsag
BO30Y>aeTCA NOABLEMOM LUNUIBKU, UMEIOLLIEN MNaBKyIo BTYNKY.

2.2.1.5 aneproHocurtenb: M3nyyeHue.

(U3BeCTHbIE NPOLIECCHI OTCYTCTBYIOT.)

2.2.1.6 aHeproHocurenb: [IBMxeHne Macchbl.

2.2.1.6.1 cBapka ynerpasBykoBas (ultrasonic welding): Ceapka aasnenuem (2.1.2), npu KOTOpon me-
XaHuyeckue konedaHusi BbICOKMX YACTOT M HU3KOW aMNANTYAbI, CO3al0LLMe CTaTUCTUYECKYIO cuny, 06pasyior
CBapHOIA LLOB MeXAy ABYMA A€TansiMU Npu TeMneparype 3Ha4MTENbHO HWXKE TOUKU NNaBneHna matepuana.

MpumeyaHue 1 — Moxer 6bITb MCNOMB30BaAHO JONONHUTENBHOE TENNMO.

MpumedaHue 2 — Ceapka ynsTpasBykoBas npeacTaBrneHa Ha pucyHke 9.

1 — WoB; 2 — ynbTpassyKoBble BUGpaLmm; 3 — npeobpasoBaTenb; 4 — BONMHOBOA, 5 — BUGPALMOHHBIN MHCTPYMEHT; 6 — AeTanb
PucyHok 9 — CBapka ynsrpa3ByKkoBasi
2.2.1.6.2 ceapka ynsTpa3sykoBas ¢ nogorpeBom (ultrasonic hot welding): Csapka ynsrpa3ssykosas
(2.2.1.6.1), npu KOTOPON BO BPEMSA CBAPKW OMOPa HarpesaeTcs OTAENbHO.

MpumedaHune 1— Csapka ynsTpassykosas ¢ NOAOrPEBOM NPeACTaBneHa Ha pucyHke 10.

1 — aneKTpUUecKu HarpeTan onopa; 2 — ynsrpassykosble BUGpaLum, 3 — npeobpasosaTenb; 4 — BOHOBOA,
5 — BUOPaLMOHHBIN UHCTPYMEHT, 6 — AeTanb

PucyHok 10 — CBapka yneTpassykoBas € Nnoforpesom
2.2.1.6.3 ceapka TpeHuem (friction welding): Ceapka aaBneHuem (2.1.2), Npu KOTOPOW NOBEPXHOCTH

00bIYHO HarpeBaloOTCsl TPEHWUEM 3a CYET BpaLLeHUst OAHON uin 06enx AeTtanein, KOHTAKTUPYIOLWNX APYr C Apy-
roM, Ny C NOMOLLBIO OTAENbHOMO BPALLAIOLLErOCs 3MeMEHTa TPEHU.

MpumeyaHue 1 — CBapka 3aBepluaeTcs yCUnUeM 0CaAKH, kak NpaBurio, Nocne Toro, Kak BpalleHue npekpa-
TMNOCh.

Mpumevanune 2 — Csapka TpeHWeM nNpeAcTaBeHa Ha pucyHke 11.
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1 — Topmo3; 2 — AeTanb; 3 — rpar; 4 — WoB; 5 — ¢ukcaTopbl

PucyHok 11 — Capka TpeHnem
2.2.1.6.4 cBapka TpeHUeM C HenpepbIBHLIM NpuBoAoM (direct drive friction welding): Capka TpeHu-
eM (2.2.1.6.3) C npMMEHEeHMEeM NOCTOSAHHOW CKOPOCTU BpaLLEeHUs.
He pekoMeHayeMmblit — HenpepbIBHAs CBapKa TPEHUEM.
2.2.1.6.5 cBapka TpeHueM UHepuunoHHas (inertia friction welding): Ceapka TpeHuem (2.2.1.6.3), npu
KOTOPOI SHEpPrus BpaLLeHWs HaKonmeHa B MaxOBUKE, @ YacToTa BpaLLEHNS HENPEPbIBHO CHUXKAETCS.

MpumMmevyaHue 1— Csapka TPeHUEM UHEPLMOHHAs NPeACcTaBNeHa Ha pUCyHke 12.
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PucyHok 12 — CapKa TpeHueM WHepLUoHHas

2.2.1.6.6 cBapka TpeHueM opoSutanbHas (orbital friction welding): Capka TpeHuem (2.2.1.6.3), npu

KOTOpPOI opbuUTansHOMY ABUXEHWIO MOABEPraloTCsA CBapMBaeMble NOBEPXHOCTH 3@ CYET BpaLLeHus obenx ge-
Tanei ¢ 0AHON U TOW Xe CKOPOCTbIO B OAHOM W TOM XK€ HanpaBneHWu, HO ¢ HeBOnbLUMM CMELLEHUEM OCU

BpaLLeHWsi OAHOI AeTanu OTHOCUTESLHO APYron.
MpuMevyaHune 1— Tpwn 3aBepLUeHNN NEPUOLa CMELLEHNA JeTanu BblpaBHUBAIOTCA U CBapUBatoTCS.

MpumMmevyaHue 2— Caapka TpeHUem opbuTansHas npeacTaBneHa Ha pucyHke 13.
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PucyHok 13 — CBapka TpeHueM opbuTanbHas

2.2.1.6.7 cBapka TpeHueM paguanbHaa (radial friction welding): Ceapka TpeHuem (2.2.1.6.3), npu ko-
TOPOI haCoOHHOE KOMbLO BPaLLAETCs U paananbHO NPUKUMAaEeTCA K ABYM MOSbIM LUIMHAPUYECKUM CeKLUAM
Takum obpasom, 4To6bl CHOPMUPOBANOCH COEAUHEHUE.

MpumevyaHune 1 — CTaHAapTHaa cBapka TpeHWeM pajuarnbHas npeacraBneHa Ha pucyHke 14 a). TexHuky
CBapKu MOTyT NPUMEHSTb NS pacLLUPEHUs Komnblia U3HYTPM MOSbIX CeKUMiA Ans hopMMpoBaHna coeiUHEeHUs [CM. pucy-

HOK 14 b)]. BoamoxHa Takxe npueapka Konbla, kak npaBuno, U3 Apyroro Mmarepuana, K BHeLLHeR NoBepXHOCTU CNMOLIHOIO
CTEPXHSA [CM. pUCYHOK 14 ¢)].

a) b) )
PucyHok 14 — Csapka TpeHueMm pagnansHan

2.2.1.6.8 npuBapka TpeHuem wnunek (friction stud welding): Csapka Tpenuem (2.2.1.6.3) wnunex.
2.2.1.6.9 cBapka TpeHueM ¢ nepemewnBanueM (friction stir welding): MNMpouecc coeanHenna, npu
KOTOPOM LLOB 06pasyeTcs 3a CYET Harpesa TPEHMEM U NepemMellinBaHna MaTepuana B nrnacTuuLuMpoBaH-

HOM COCTOSIHWW, BbI3BAHHOIO BpAaLLEHWEM MHCTPYMEHTA, NEepemeLwjaemMoro BAonb KPOMOK COeANHAEMbIX
aeranemn.

MpumevyaHune 1— CBapka TpeHMeM C NepeMelLnBaHneM NpeacTasneHa Ha pucyHke 15.

1 — BpaLaloLUIACA UHCTPYMEHT; 2 — fAeTalnb

PucyHok 15 — CBapka TpeHUeM ¢ nepeMelLnBaHueM

2.2.1.6.10 ceapka yaapHas (shock welding): Ceapka gasneHuem (2.1.2), npu KOTOpOW AeTanu csapu-
BalOTCA NPUNOXEeHNWEM YAapHOro yCumnus.

MpumeyvyaHune 1 — Tenno, Boigensemoe npu yaape, cnocobcTeyeT cBapke.
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2.2.1.6.11 cBapka B3pbIBOM (explosion welding): Ceapka yaapHas (2.2.1.6.10), npu koTopon aeranu
CBApUBAIOTCA NPU CTONKHOBEHWUN 3a CHET AETOHALMM B3PbIBY4ATOrO BELLECTBA.
He pekomeHayeMblii — B3pbiBYaTas ceapka.

MpumevaHne 1— Csapka B3pblBOM NpeAcTaBrneHa Ha pucyHke 16.

3

NN

1 — Tpyba; 2 — 3awnTHas obornoyka; 3 — Kamepa; 4 — feToHaTop; 5 — NpoBoja AeToHaLMK; 6 — rMaBHbIN 3apAa B3pLIBYATOrO
BellecTBa; 7 — NnacTukosas NpoBoAALlas cpeaa

PucyHok 16 — CBapka B3pbIBOM

2.2.1.6.12 cBapka mMarHUTHO-uMnynbcHaa (magnetic pulse welding): YaapHaa csapka (2.2.1.6.10),
npu KOTOPOI MMMYMbC TOKA, MPOXOASALLMIA Yepesd KaTyLLKy, OKPYXXaloLLylo AeTanu, BeipabarbiBaeT MarHUTHOE
none, KOTOPOE CO34aEeT CBAPOYHOE ycunue.

MpumedaHune 1— Capka MarHUTHO-UMMyNbLCHaAA NpejcTaBneHa Ha pucyHke 17.

=ﬁ=
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1— Tpy6a; 2 — peTanb; 3 — UCTOYHUK NUTaHUS; 4 — LWOB; 5 — MarHUTHaA KaTyLuKa

PucyHok 17 — Csapka MarHUTHO-UMNynbcHasn

2.2.1.6.13 ceapka KysHeuHasn (forge welding): CBapka aaenexnuem (2.1.2), npu KOTOPOW AeTanu Ha-
rPeBaloTCA Ha OTKPLITOM BO34yXe M LWOB 0DpasyeTcs noa BO3AEeNCTBUEM yAapOB UMK APYroro MMNYfbLCHOTO
yCUNusl, AOCTATOYHOTIO ANs NOMyYEeHUA NOCTOSHHON AedopMaLiMn NOBEPXHOCTEN AeTanein.

NMpuMevaHune 1— KysHeuHana cBapka npeAcTaBneHa Ha pUCyHke 18.

10



FOCT P 58905—2020

1 — onopa; 2 — gertans; 3 — MoroT; 4 — OB

PucyHok 18 — KysHeyHas cBapka

2.2.1.6.14 ceapka paBneHuem xonogHas (cold pressure welding): Ceapka gasneHuem (2.1.2),
npu KOTOPOW MCNONb3yeTca NOCTOAHHOE AaBreHne, co3gatollee 3HaYUTENbHYIO NNacTUYeckyto aedop-
Mauumio.

2.2.1.6.15 ceapka ocagkomn xonogHas (cold upset welding): Ceapka gasneHnem xonogHas (2.2.1.6.14),
npu KOTOPOM B Ka4yecTBe 3axxuma gnsa obecnevyeHus Heobxogmmon gedopmMauum n HannbiBa MCNOMb3YHOTCA
MaTpuubl.

MpuMmevyaHue 1 — Caapka faBrneHneM XonogHas npefcraBsneHa Ha pucyHke 19.

3 3
VAR
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Y
)
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1 2/ 1

1 — pdetanb; 2 — rpaT; 3 — 3aXuMbl

PucyHok 19 — CBapka faBneHuemM xonogHas

2.2.1.6.16 cBapka gaBrieHMeM xonoaHas 3KCTpy3noHHasa (cold pressure extrusion welding): Csapka
AasneHuem xonoaHas (2.2.1.6.14) ¢ npumeHeHUem cneymanbHONW 9KCTPY3SUOHHOW MaTpuULbl.

MpumevyaHue 1— Ceapka faBneHUEM XornogHan aKCTPy3MoHHasA NpeAcTaBneHa Ha pucyHke 20.

11
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1 — wos.; 2 — AeTarnb; 3 — nopLieHb; 4 — MaTpula

PucyHok 20 — Csapka AaBneHueM XonofHas akCTpy3noHHasn

2.2.1.7 3HeproHocuUTenb: SNEKTPUIECKUIA TOK.

2.2.1.7.1 cBapka KkoHTakTHas (resistance welding): Ceapka aasnexHuem (2.1.2), npu KOTOpON Tenno,
Tpebyemoe ANt cBapkW, BbipabaTbIBAETCA CONPOTUBMEHUEM JMNEKTPUYECKOMY TOKY, NpOTEKalowwemMy yepes
30HY CBapKMu.

2.2.1.7.2 cBapka KOHTaKTHas Touye4Has (resistance spot welding): Csapka koHTakTHas (2.2.1.7.1), npu
KOTOPOM LIOB 00pa3yeTcs B TOYKE BHYTPU A€Tanen, HaxoaaLWwmxca Mexay aneKTpoaaMm A TOHEYHON CBapkKu,
U LUOB UMEET MPUMEPHO TY Xe NNoLaab, YTO U KOHLbl 3NEKTPOAOB.

MpumevyaHune 1— BoBpeMs NpoLecca yeuue K TOYKe NPUKNaALIBatoT C MOMOLLBIO SMEKTPOA0B.

MpumMmevyaHne 2— CBapKa KOHTaKTHasA ToYeuHas NpedcTaBlieHa Ha pucyHke 21.

¥,
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a) CBapKa KOHTaKTHasa ToyedHas npsmas b) CBapka koHTaKTHasa ToMeYHas O4HOCTOPOHHSA
17— CBapHaA TOuKa; 2 — TOYeuHble CBapoYHble INeKTpoabl; 1 — npoBoAALlad onopHaAaA nnnTa; 2— LLIOB, 3— AeTanb,
3 — geTanb; 4 — ToOYeYHble CBAPOYHbIE IANEKTPOAbI; 4 — NCTOMHUK MUTaHUA; 5 — ToYeYHbIE CBapOYHble BreKTpoAabl

5 — NCTOYHUMK NUTaHMA

PucyHok 21 — CBapKa KOHTaKTHas ToYeqHasi

2.2.1.7.3 cBapka KOHTaKTHas wWoBHas (resistance seam welding): Csapka koHTakTHas (2.2.1.7.1), npu
KOTOPOM YCUINE MPUMOXKEHO HENPEPBLIBHO, @ TOK — HEMPEPLIBHO MW NEPUOAUYECKU, NPUYEM ANA NOMyYeHNs
NPAMOSIMHENHOrO CBAPHOTO LUBA AETanM pacnonoXeHbl MeXay ABYMS POSIMKOBbLIMU 3MEKTPOAAMMU UMW MEXDY
PONUKOBLIM U CTEPXHEBBLIM 3MEKTPOAAMU.

MpumMmevyaHune 1 — Ponuku nepegaroT ycunue v TOK, BpallarTcs HeNpPepLIBHO B NPOLiecce BbINOMHEHMWS LLOB-
HOW cBapKu.

12
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2.2.1.7.4 cBapka KOHTaKTHasa WoBHaA BHaxnect (lap seam welding): CBapka KOHTaKTHasA LUOBHas

(2.2.1.7.3) ons nony4yeHnsi COEANHEHUSA BHAXIECT.

MpumevyaHue 1— CBapKka KOHTaKTHas LLIOBHasA BHAXNECT NpeAcTaBlieHa Ha pucyHke 22.
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1 — pOnMKOBEIV areKkTpod; 2 — LWoB; 3 — AeTanb, 4 — PONUKOBbLIN ANEKTPOA; 5 — UCTOYHUK NUTAHUA

PucyHok 22 — Cpapka KOHTaKTHas LWOBHas BHaxnecT

2.2.1.7.5 cBapka KOHTaKTHasl WOBHAA C pa3aaBnuMBaHueM KpoMok (mash seam welding): Csapka
KOHTaKTHas LWoBHas (2.2.1.7.3) AByx AeTanei 0AMHAKOBON TOSMLUMHLI, NPU KOTOPOK BenuuuHa HaxnecTa obe-
CMe4YnBaeT LUMPUHY LUBA Takum 00pa3om, YTO npeaenbHasn TOMWMHA 3aroTOBKM B MeCTe LuBa npubnuxaercs
K TONWUHE geTanu.

MpuMmevyaHue 1 — CBapka KOHTaKTHaA LLOBHAsA C pa3faBnMBaHUEM KPOMOK NpejcTaBeHa Ha pUcyHke 23.

0
1; ﬁ i'f 1; iz

a) Jo capku b) Mocne ceapku
1 — petanb; 2 — WoB
PucyHok 23 — CBapka KOHTaKTHasi LUOBHaA ¢ pa3faBnuBaHuemM KpomoK
2.2.1.7.6 cBapKa KOHTAaKTHaA WOBHAA C NnpeaBapuTesibHbIM YTOHEHUEM HaxnecTa (prep-lap seam

welding): CBapka KOHTaKkTHas WOBHAA BHaxnecr (2.2.1.7.4) ¢ npeaBaputenbHON NOArOTOBKOW KPOMOK Ae-
Tanen.

MpumevyaHune 1 — CBapKa KOHTaKTHasA LLOBHasA BHAXNECT C MOArOTOBKON NpeAcTaBneHa Ha PUCYHKe 24.

2 E [

a) fo ceapku b) Mocne ceapku

PucyHok 24 — CapKa KOHTaKTHasi LLUOBHas ¢ NpeABapuUTenbHbIM YTOHEHWEM HaxnecTa

2.2.1.7.7 cBapKa KOHTAKTHaA WOBHaA NPOBONOKON (wire seam welding): Ceapka KOHTaKTHas LUOBHas
(2.2.1.7.3) BHaxnecT ABYX AeTanemn ¢ MegHo NPOBOSIOKOW UK NPOBOMOKON U3 MEAHOrO Cnnaea, HaxoaaLwen-
CA MeXxay poNMKOBLIM SMEKTPOAOM U NOBEPXHOCTAMU AeTanen.

13
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2.2.1.7.8 cBapKa KOHTAaKTHaA WOBHaA CTbIKOBaA C JIEHTOYHbIMU Haknaakamu u3 ¢onbru (foil butt-
seam welding): Ceapka kOoHTakTHas wwoBHas (2.2.1.7.3) aAByx getanen 6e3 pasaenku ¢ METaNNM4eckon JneH-
TOW, PacMonoXEeHHOW Uy nogaBaemMoli No LEHTPY CTbika ANsi CBapKu ¢ 06enx CTOPOH COeAUHEHUS.

MpumMmedaHne 1 — CBapka KOHTaKTHas LUOBHas CTbiIKOBas C JIEHTOMHbIMW Haknagkamu U3 ornbri npefcTas-
neHa Ha pucyHke 25.

1 — PONUKOBLIN SNEKTPOA; 2 — LUOB; 3 — KOHTaKTHas nonoca; 4 — AeTarb; 5 — ponNUKOBbLIA NEKTPoA; 6 — UCTOUHUK MUTaHNSA
PucyHok 25 — Cpapka KOHTaKTHas LWOBHAA CTbIKOBAsi C TEHTOYHLIMU HaknagkaMn u3 ¢onbsru
2.2.1.7.9 cBapKa KOHTaKTHas lWWOBHAA ¢ Haknaakon (seam welding with strip): CBapka KOHTaKTHas LLIOB-
Has BHaxnecT (2.2.1.7.4) ¢ KOHTAKTHOM NONOCON Ha OAHON N 06enx CTOPOHAxX COBPAHHBIX BHAXIECT AeTarne.

MpumedaHue 1 — CBapka KOHTAKTHasi LLOBHaA C HakmnaAKon npefcraBneHa Ha pucyHke 26.

BT 7T 5%
2V

1 — PONUKOBBLIN 3NEKTpoA,; 2 — LWOB; 3 — KOHTaKTHaA nonoca; 4 — AeTanb, 5 — ponuKoBbIA aNeKTpoa; 6 — UCTOYHWUK NUTaHUA

PucyHok 26 — CBapka KOHTaKTHas LLOBHasA ¢ HaknagKown

2.2.1.7.10 cBapka KOHTaKTHaA penbedHan (projection welding): Csapka koHTakTHas (2.2.1.7.1), npu
KOTOPOM YCUITME U TOK KOHLIEHTpUpYIoTCa 6narogaps penbedy unu penbedam, BoicTynaowmm unu obpaso-
BaHHbIM Ha OZIHON UNK Bonee CTbIKYyEMbIX NOBEPXHOCTSAX, penbedbl Pa3pyLLaloTCA BO BPeMs CBapKu.

MpumeyaHune 1 — Tok W ycunue, Kak NpaBuno, NpefaloTca Yepes BanukK, NpUCNocobrneHns, 3axnumel UnNu
dukcatopsl.

14
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MpumedvaHne 2 — PenbedHas cBapka npefcraBneHa Ha pucyHkax 27 n 28.
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a) o cBapku b) Nocne ceapku
1 — peTanb; 2 — onopHas nNnuTa; 3 — UCTOYHUK NUTaHNS; 1 — peTanb; 2 — WoB; 3 — onopHas NNuTa;
4 — cBapoYHbIe 3MeKTPOoab! 4 — cBapoYHble 3NeKTPOAbI

PucyHok 27 — CBapka KoHTakTHasi penbedHas 04HOCTOPOHHAA

N3
e

a) [do ceapku b) Mocne cBapku

1 — peTanb; 2 — WoB; 3 — onopHas NnuTa; 4 — UCTOYHUK NUTaHWURA; 5 — CBapoYHble ANEKTPoabI
PucyHok 28 — CBapKa KOHTakTHas penbedHas ABYCTOPOHHASA

2.2.1.7.11 cBapka koHTakTHaa onnaeneHuem (flash welding): Ceapka koHTakTHas (2.2.1.7.1), Bo
BpeMs KOTOPOW HarpeB NPOUCXOAUT 3a CHET NMOCTENEeHHOr0 U MHOTOKPATHOro CONMXeHus AeTanen, Bbi3bl-
BalOLLEro NpoTeKaHne Toka Yyepes foKanbHble TOYKU C CO3AaHWeM BCMbILUEK U BbIMSIECKOB pacnnasneHHoro
meTanna.

MpumedaHue 1— Korga gocTUrHyTa TemnepaTypa cBapku, beicTpoe npunoxeHue ycunusa obpasyeT BhiNneck
MeTanna 1 3aBepluaeT LWoB. CBapka MoXeT GbITb BEINONHEHa € NpeABapuTenbHLIM nogorpesoM (241) unu 6e3 Hero (242).
Tok 1 ycunve nepeaaroTcs 3aKnuMamu.

MpumMmevaHUue 2 — CBapKa KOHTaKTHas onnaBleHWeM NpefCcTaBrneHa Ha pUcyHke 29.

15
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1 — saxum; 2 — WwoB; 3 — rpaT; 4 — 3axuM; 5 — pgeTanb; 6§ — 06nacTe BCNbIWEK, 7 — UCTOMHUK NMUTAHNA

PucyHok 29 — Cpapka KOHTaKTHas onnasneHvem

2.2.1.7.12 cBapKka KOHTaKTHasi CTbIKoBas conpoTuBneHuem (resistance butt welding): Csapka KoH-
TakTHas (2.2.1.7.1), Npy KOTOPOI AETanK CTIKYIOTCA NoA AaBNeHWeM A0 Hayana Harpesa.

MpumedaHne 1— [JaBneHue npuknagbiBaeTCA U TOK NPOTEKAET A0 TeX Nop, Noka He byaeT AocTUrHyTa Temne-
paTypa cBapku, Npu kKoTOpoi oBpasyeTes ocafka MeTanna.

MpumevaHue 2— ToOK KW ycunue nepenarotcsa Yepes saxuMel.

MpumedaHne 3 — CBapKa KOHTaKTHas CTbIKOBas COMPOTUBIIEHNEM NpeAcTaBrneHa Ha pucyHke 30.

_

SN2, A
"m/\/\\ v N
5 g// 4 3 \2 AN}
a) o ceapkw b) Mocne ceapk

1 — 3aXuUM; 2 — WoB; 3 — ocagka MeTanna; 4 — saxum; 5 — getanb; 6 — UCTOUYHUK NUTaHUA

PucyHok 30 — CBapka KOHTaKTHasi CThIKOBasi COnpoTUBNEHNEM

2.2.1.7.13 npuBapka wnuriek KOHTaKkTHasa (resistance stud welding): MNpuBapka Lununiek cBapKon KOH-
TakTHOW penbedHon (2.2.1.7.10).

MpumedaHue 1 — lMpuBapka WNWUNEK KOHTAKTHas NPeACTaBlieHa Ha pucyHke 31.

16
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1 — CBapOMHbIN ANEKTPOS,; 2 — UCTOYHUK NUTAHWUA; 3 — CBapOYHbIN ANEKTPOA, 4 — CTepXeHb; 5 — WoB; 6 — AeTanb
PucyHok 31 — MNpuBapka LINUNeK KOHTaKTHas
2.2.1.7.14 ceapka conporuBneHuem BY, cBapka conpoTuBrneHuemM BbicokovyactoTrHas (HF resistance
welding, high frequency resistance welding): Csapka conpotusneHuem (2.2.1.7.1), npu KOTOPOi NEPEeMEHHbIN

TOK yactoTon He meHee 10 k'Y nogaetcs Yepes MeXaHUYEeCKMe KOHTaKTbl UNU MHAYLIMPYETCA Ha AeTanax UH-
OYKTOPOM.

MpnumMevyaHune 1 — ToK BLICOKOIN YacTOTbl KOHLEHTPUPYETCS BAOMNb CMEXHLIX NMOBEPXHOCTEW AN NONy4YeHUs
BbICOKOOKaNM30BaHHOro Tenmna, NpeALlecTBYOLEro NPUNOXEHUIO CBAPOYHOIO YCUMUS.

MpumevyaHue 2— Cpapka conpotusneHueM BY npeacraBneHa Ha pucyHke 32.

b

W

1)

1

1 — WoB; 2 — BbICOKOYACTOTHbIA UCTOYHUK NMUTaHUA; 3 — 3NeKTpoa, 4 — AeTarnb, 5 — anekTpoa
PucyHok 32 — Csapka conpoTtusneHuem BY
2.2.1.7.15 ceapka uHaykumoHHas (induction welding): Ceapka aasnexHnem (2.1.2), npu KOTOPON TENNO
nofy4eHo 3a CYET CONPOTUBNEHUA AeTanen UHAYLUMPOBAHHOMY 3NeKTPUHECKOMY TOKY.

2.21.7.16 cBapka uHAYKUMOHHAA cTbikoBaa (induction butt welding): Ceapka WHAYKUMOHHaSN
(2.2.1.7.15), npu KoTOPON AETanNM CXKMMAIOTCA NOA AABRIEHUEM A0 UK NOCAE Ha4Yana Harpesa.

MpumMmedvaHune 1— Korga JOCTUrHYTa TEMMepaTypa cBapKu, NPUKINaaLIBaeTCa yCUnue ocagkn Ans Toro, YTobbl
C MOMOLLbH0 MPOKOBKY MOMYYNTL CBaPHOIA LLOB.
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2.21.717 cBapka uHAYKUMOHHaa woBHaA (induction seam welding): CBapka WHAYKUMOHHAA
(2.2.1.7.15), npu KOTOPOI ycunume NpuknaabIBaeTca o4HMM unu 6osiee 0OKMMHbIMU POAMKAMKN ANg Cco3aaHus
NPAMOSIMHEWHOTO Ky3HEYHOIO CBAPHOIO LUBA.

MpumeyaHue 1 — Kak nNpaBuUrio, UCMONb3YIOT HECKOMbKO POMMKOB, ANS TOro YTobbl M3rOTOBUTL TpybyaTble
[eTanu U3 fEHT, Noroc UMK NNacThH.

MpumeyaHue 2 — CBapka UHAYKUWOHHASA LLOBHAA NpeAcTaBneHa Ha pucyHke 33.

a) Ceapka ¢ NpMMEHEHNEM CTEPXXHEBOrO UHAYKTOPA b) CBapka ¢ npuMeHeHWeM CnMpanbHOro UHAYKTopa
1 — MHAYKTOP; 2 — AeTanb, 3 — UCTOUHWUK NUTAHWS; 1 — UCTOYHUK NUTaHUA, 2 — cnNupanbHbIN UHAYKTOP; 3 — AeTanb;
4 — 06XUMHOW ponuk; 5 — woB 4 — 06XUMHOI ponuK; 5 — wos

PucyHok 33 — CBapka MHAYKLMUOHHAA LWOBHaA

2.2.1.7.18 cBapka uHaykKunoHHaa BY, ceapka uHaykKLuMOHHaA BbicOKkoyacTtoTHaa (HF induction
welding, high frequency induction welding): Csapka uHaykuuoHHas (2.2.1.7.15), npu KoTopon nepemeH-
HbIW TOK BLICOKOM YacTOThl NOAAETCA Yepes MeXaHUUYECKNe KOHTAKTbl UKW UHAYLMPYETCA NHAYKTOPOM Ha
aeranu.

2.2.1.8 aHeproHocutenb: He onpeaeneH.

2.2.1.8.1 ceapka aud¢ysmnonnasa (diffusion welding): Ceapka aasneHunem (2.1.2), npu KOTOpoOW aeta-
N HAXOAATCA B KOHTAKTE MPU NOCTOSIHHOM AABfIEHUM M Mpureratowme noBepxHOCTH AeTanen unu geranu
NMONHOCTbIO HArpPeBaloTCsl A0 ONpeAeNneHHON TEMNEPATYpPbl B TEYEHUE KOHTPONUPYEMOrO BPEMEHMN.

MpumeyaHue 1—3T0BHa4ane NPMBOAUT K NOKanbHOIA NnacTU4eckoit Aedopmaumn, fanee K TECHOMY KOHTaK-
Ty NoBepxHOCTei U Anddy3nn aToMOB Hepes rpaHuLy pasgena, narogaps 4eMmy ob6ecnevnBaeTcs LenocTHOCTb MaTepu-
ana. Onepauusi MoXeT BbiTb BLINOMHEHA B BaKyyMe, B ra3oBOW 3alLyUTe UMK B XXUAKOCTK, Kak NpaBuno, 6e3 npucagouHoro
Mmarepuana.

MpumeyaHune 2— Csapka auddy3noHHasa npeacTaBrneHa Ha pucyHke 34.
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1 — AeTanb; 2 — WoB; 3 — UHAYKTOP; 4 — pabovas kamepa

PucyHok 34 — Ceapka A dysnoHHas

2.2.1.8.2 ceapka aaesneHuem ¢ nogorpesoM (hot pressure welding): Ceapka aasneHvem (2.1.2), npu
KOTOPOIi MPUMEHAETCA AOCTATOYHOE KONMMYECTBO TEMMA U AaBNEHUs AN NOMyYeHUs 3Ha4YUTeNbHbIX Aedop-
Mauuii getanen.

2.2.1.8.3 ceapka npokarko# (roll welding): CBapka gasneHuem ¢ nogorpesom (2.2.1.8.2), npu koTopon
ycunue npuknaabiBaeTcs NOCTENEHHO MeXaHUYECKN ynpaBnseMbiMu Banukamu nocrne Harpesa.

MpumeyaHue 1 — CBapka NpoKaTkoil NpefcTaBneHa Ha pucyHke 35.

1 — WwoB; 2 — geTanb; 3 — Banuku
PucyHok 35 — Csapka npokatkoi

2.2.2 Ceapka nnasreHuem

2.2.2.1 aneproHocurens: Teepaoe Teno.

(N3BecTHbIE NpOLECcChl OTCYTCTBYIOT.)

2.2.2.2 aneproHocurens: XXnakocrb.

2.2.2.2.1 cBapka 3anMBKOW XMAKOro MeTanna mexay csapusaembiMu aetansamm (flow welding):
Ceapka nnaeneHuem (2.1.3), npyu KOTOPOK CBapMBaeMsblil y3en Haxoautcs B popMe, a pacnnasneHHbIn Me-
Tann 3anuealoT Mexay CBapuBaeMbiMU KDOMKaMM HA CBapuBaeMble MOBEPXHOCTU A0 06pa3oBaHusA LLBA.

MpumevyaHne 1 — CBapka 3anuBKOIi XUAKOro MeTanna MeXay cBapuBaeMbiMW AETaNsIMU NpeAcTaBneHa Ha
pucyHke 36.

1 — copma; 2 — geTtans; 3 — WOB; 4 — geTanb, 5 — XWAKUA MeTann

PurcyHok 36 — CBapKa 3anu1BKO XXUAKoro Metanna mexgy
cBapuBaeMbIMU AeTansamu
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2.2.2.2.2 cBapka TepmuTHas (aluminothermic welding): CBapka 3anuBKOM XUAKOr0 MeTanna mexay
cBapuBaembiMu getansamu (2.2.2.2.1), npu KOTOPOW CBApOYHOE TENSI0 NONy4aeTcsa Npu peakuum CMECH OK-
CUAOB METanna ¢ MENKOU3MENbYEHHbIM antOMUHMEBBIM MOPOLLKOM, BOCMNMAaMEHEHUE KOTOPOTO BbI3bIBAET
3K30TEPMUYECKYIO peakuuto, 1 06pasyloLMincs pacnnasneHHbIl MeTann ABMAAETCS NPUcagoyHbiM MeTan-
nom.

MpuMmevyaHue 1 — MoxeT BbITb NPUMEHEH NpeBapUTENbHBIA NOAOrPEB. B HeKOTOpLIX BapuaHTax npolecca
NpuKnagbIBakoT AOMNONHUTENBHOE faBneHue.

MpumedyaHune 2 — CBapka TEpMUTHas NpefcTaBrieHa Ha pUcyHke 37.

6

—- (N |G [
~

a) Turens b} MNMeonepevHoe ceveHWe N3NOKHWLE

1 — WnakoBoe ynroTHeHWe; 2 — TureneHas obonoyka; 3 — orHeynopHas yTepoBKa; 4 — HaronHeHue; 5 — NOPOLLOK 3aXUraHus;
6 — Turenb; 7 — TENNOM3ONAUMA; 8 — BTYNKa; 9 — KOHTaKTHbIN WTUGT, 70 — cnuB BoAabl; 11 — nogorpes BopoT, 12 — npecc-chopma,
13 — BbINOpP; 74 — LWNaKkoBbIN Xenob; 15 — cToAK; 16 — aeTans

PucyHok 37 — CBapka TepMUTHaA

2.2.2.3 aHeproHocurensb: [a3.
2.2.2.3.1 ceapka rasoBasn (gas welding): Ceapka nnasnenuem (2.1.3), npu KOTOpow aHeprusa obpasyeT-
€Al MPU CKUTaHUM TOPIOYEro ra3a UM CMEeCH roprovmx ra3os ¢ KUCIIOPOAOM.

MpumevyaHune 1— Csapka rasosasl npeAcraBneHa Ha pucyHke 38.

1 — peTanb; 2 — WOB; 3 — NpUcajoYHbIi MeTann; 4 — rasoBoe NnamMA; 5 — ras; 6 — cBapoyHan ropenka

PucyHok 38 — CBapka rasosas

2.2.2.3.2 ceapka aueTuneHokucnopogHaa (oxyacetylene welding): Ceapka rasosas (2.2.2.3.1), npu
KOTOPOM ropiovnuM rasom ABNSETCA aLETUNEH.

2.2.2.3.3 ceapka nponaHokucnopogHas (oxypropane welding): Csapka rasosas (2.2.2.3.1), npu koTo-
PO rOPIOYMM ra3oM SIBASIETCA NPONaH.

2.2.2.3.4 ceapka BoaopoaHokucnopoaHasa (oxyhydrogen welding): Csapka rasoeas (2.2.2.3.1), npu
KOTOPOM ropiovnUM rasom siIBNSIETCA BOAOPOA.

20



rOCT P 58905—2020

2.2.2.4 3HeproHocuUTenb: ONeKTPUYECKU paspsaa.

2.2.2.4.1 ceapka ayrosas (arc welding): Csapka nnasnexnuem (2.1.3) aneKTpu4eCckon ayron.

2.2.2.4.2 ceapka ayroBas nnaBsawmmca anekTpoaom (metal arc welding): Ceapka gyroead (2.2.2.4.1)
C NPMMEHEHMEM NNaBALLErocs aneKTpoaa.

2.2.2.4.3 cBapka gyroBas nnassiliMMCS 3NeKTpoaomM Oe3 3awmuTHoro rasa (metal arc welding without
gas protection): Ceapka gyrosas nnasaLmMmMcs anekTpoaom (2.2.2.4.2), npn KOTOPOW HE UCNONb3YETCH BHELU-
HUI 3aLUMTHBIN ras.

2.2.2.4.4 ceapka pyuHaa ayroBada (manual metal arc welding): Ceapka gyrosas nnaBswmumcs anekTpo-
A0M (2.2.2.4.2) C npUMEHEHNEM NOKPLITOrO SMEKTPOAA.

MpumMmevyaHune 1 — Csapka pyyHas gyrosas npefcrasneHa Ha pucyHke 39.

1 — AeTanb; 2 — wos; 3 — wnak; 4 — ayra; 5 — NoKpbITEIA ANEKTPOA; 6 — AepxaTenb IMeKTpoAa; 7 — UCTOYHUK MUTaHWA

PucyHok 39 — Capka pydHas fyrosas

2.2.2.4.5 cBapka rpaBuTauMOHHas, cBapka (Qyrosasl) rpaBMTaLMOHHAA NOKPbLITLIM 3SIEKTPOAOM
[gravity welding, gravity (arc) welding with covered electrode]: Ceapka agyrosas nnaBawmUMca 3MeKTPoaoM
(2.2.2.4.2) ¢ NnpuMMEHEHUEM MOKPLITOrO 3ANeKTpoAa, NOAAEPKUBAEMOr0 MEXaHM3MOM, KOTOpbIA MO3BONSAET
3MNEeKTPOAY ONycKaThCs U NepemMeLLaTbCs BAOMb LUBA NOA ASNCTBUEM CUTbI TSXKECTU.

MpumMmevaHue 1 — CBapka rpaBUTaLUMoOHHas nNpegcrasneHa Ha pucyHke 40.

1— petanb; 2 — wos; 3 — wnak; 4 — gyra; 5 — NoKpbITbIA ANEKTPOA; 6 — cTepKeHb; 7 — UCTOUHUK NUTaHNA
PucyHok 40 — Capka rpasutaluoHHas
2.2.2.4.6 cBapka gyrosasi cCamo3awWwmTHON NOpPOLIKOBOI npoBosiokon (self-shielded tubular cored arc

welding): CBapka ayroeasi NnaBALLMMCS neKTpoaom (2.2.2.4.2) ¢ npuMeHEeHneM NOPOLLKOBOW NPOBONOKM 6e3
BHELLHEro 3alUMTHOrO rasa.

MpumMmevaHue 1 — CBapka AyroBasi caMo3aLUUTHON NOPOLLUKOBOW NPOBOSIOKON NpefcTaBneHa Ha pucyHke 41.
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1— petans; 2 — ayra; 3— wos; 4 — ropenka; 5 — KOHTaKTHbI MyHALWTYK; 6 — NOPOLIKOBAs NPOBO/IOKA; 7 — NOAAIOLME POMKY;
8 — UCTOYHUK NUTaHWSA

PucyHok 41 — CBapka gyrosas camo3aliuTHOW NOPOLIKOBOW MPOBONOKOW

2.2.2.4.7 cBapka pgyrosas nopg gntwocom (submerged arc welding): CBapka gyroBas nnaBsuwmmcs
anekTpoAom (2.2.2.4.2), npu KOTOPOI NMpumeHsieTcs OAMH UM 6onee NPOBOTOYHbLIX UM IEHTOUYHbLIX 3/IEKTPO-
40B, NpU 3TOM Ayra UAM HECKOJSIbKO AYT AOJ/DKHbI ObiTb NOMIHOCTLIO NOKPbITbl pacnaB/eHHbIM LWIakoM, KOTO-
pblli monyyaeTcs U3 rpaHynpoBaHHOro ¢atca, cBo604HO MOCTYNaKLIEero B coOeAUHEHMe.

MpumeyaHune 1— Caapka gyrosas nog h/ilocoM npeacTaB/ieHa Ha pucyHke 42.

8 9

1— nyra; 2— nonoctb; 3— ceapouHas BaHHa; 4 — L0OB; 5 — 3aTBEpAEBLLMA WNaK; 6 — XWAKUIA WNaK; 7 — KOHTaKTHbI MyHAWTYK;
8 — npoBoMoYHbI anekTpos; 9 — nopatowme ponvkn; 10— domoc; 11— nctounuk nutaHus

PucyHok 42 — CBapka gyrosas nog ocom

2.2.2.4.8 cBapka gyrosas nopg hnwcom NpoBONOKONM CNAOWHOrO cedeHna (submerged arc welding
with solid wire electrode): Ceapka gyrosas nog citocom (2.2.2.4.7) c npuMeHeHneM NPoOBOJSIOYHOIO 3nekTpoga
CM/IOWHOr0 CeYeHus.
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2.2.2.4.9 ceapka ayrosas noa (orrocoOM NEHTOYHbIM 3MneKTpoaoM (submerged arc welding with strip
electrode): Ceapka gyrosas nog nocom (2.2.2.4.7) ¢ NpUMEHEHUEM NIEHTOYHOIO SNEeKTPoaa CMOLIHOrO ce-
YeHusa Unun NeHToO4YHOro NOPOLLUKOBOro anekrTpoaa.

2.2.2.4.10 ceapka ayroBas nog ¢pnocomM ¢ goSaBrneHueM MeTanIMyeckoro nopouwka (submerged
arc welding with metal powder addition): Ceapka ayrosasi nog cnocom (2.2.2.4.7) ¢ npuMEHEHUEM OAHOro
NN HECKOJbKNX NPOBOJTOYHbIX 3NMEKTPOA0B C ,ElOGaBJ'IeHVIeM METanNnM4ecKoro NOpoLUKa.

2.2.2.4.11 ceapka gyroBasa nog ¢silocOM NOPOWKOBON NPOBOSIOKON (submerged arc welding with
tubular cored electrode): Ceapka ayroeasa nog dniocom (2.2.2.4.7) ¢ NpUMEHEHUEM OOHOIO MU HECKONbKUX
MOPOLLKOBBLIX MPOBOMOYHbBIX ANIEKTPOAOB.

2.2.2.412 ceapka gyroBas nog ¢s1tocOM NOPOLIKOBbIM NEHTOYHbIM 3neKTpoaom (submerged arc
welding with cored strip electrode): Ceapka gyrosas nog dnocom (2.2.2.4.7) ¢ npuMeHeHMeM NOPOLLKOBOIO
TNIEHTOYHOrO ANeKTpoaa.

2.2.2.4.13 cBapka gyroBasi B 3alllMTHOM rase, CBapka gyroBasi NpOBOJIOKOW CMNITOWHOIO CEeYEHUs B
MHEePTHOM rase/cBapka AyroBasi NpOBOJIOKOM CMNJIOWIHOIO CeYeHUsi B aKTUBHOM rase (gas-shielded metal
arc welding, gas metal arc welding, MIG/MAG welding): CBapka gyroeas nnaBawmumMcst anekTpoaom (2.2.2.4.2)
C NPMMEHEHNEM NPOBOSIOYHOTO 3NEKTPOAA; NPW CBaPKE Ayra U CBAPOYHasA BaHHAa 3allMLLEeHbl OT aTMocdepbl
NMOTOKOM rasa, nogasaemMblM U3 BHEWHETO UCTOYHUKA.

MpumedaHune 1 — CokpaljeHus MIG n MAG cooTBETCTBEHHO 03Ha4aloT MeTassl U UHEPTHLIA ras, MeTann u
aKTUBHbLIN ras.

MpuMedaHne 2 — Ceapka AyroBas B 3aliUTHOM rase npefcraeneHa Ha pucyHke 43.
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1 — petans, 2 — payra; 3 — WoB; 4 — coMo; 5 — 3aLYUTHbINA ras; 6 — KOHTaKTHLIN MYHALLTYK; 7 — NPoBONokKa,
8 — nopatoLyme Banuku; 9 — UCTOUHUK MUTAHUA

PucyHok 43 — Csapka Ayrosasi B 3alUUTHOM rase

2.2.2.4.14 cBapka ayrosaa NPOBOJIOKOW CMIOWHONO cevyeHust B MHepTHOM rase (MIG welding with
solid wire electrode): Ceapka ayrosasi B 3alUTHOM rase (2.2.2.4.13) npoBOMOYHbIM SNEKTPOAOM CMIOLLUHOIO
CEYEHUS U C 3aLMUTON MHEPTHLIM Fa3oM.

NMpumedvanune 1— CokpaweHne MIG o3Ha4yaeT MeTanm U MHEPTHLIW ra3. 3aluUTHLIA ra3, kKak NpaBuIio, COCTOUT
U3 aproHa, renusa unu cMecu oboux.

2.2.2.4.15 ceapka AyroBasa nopowKoBOW NPOBOMOKON C (PNOCOBLIM HaNONIHUTENEM B MUHEPTHOM
rase (MIG welding with flux cored wire electrode): Capka ayroasi B 3alyuTHOM rase (2.2.2.4.13) ¢ npuMeHe-
HWEM NOPOLLKOBOrO NPOBOSIOYHOTO AMEKTPOAA, HAMOMHEHHOTO (HMIOCOM W C 3aLLMTON UHEPTHLIM FasoM.

NMpumevanune 1— CokpaueHne MIG o3Ha4yaeT MeTanm U MHEPTHLIW ras. 3alyuUTHLIA ra3, kak NpaBuUIlo, COCTOUT
U3 aproHa, renus Unu cMecu obonx.
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2.2.2.4 16 cBapka ayroBasi NOPOIWKOBOW NPOBOSIOKON C METaNnUYeCKUM HaNnoNTHUTENEM B UHEpPT-
Hom rase (MIG welding with metal cored wire electrode): Csapka ayroeas B 3alMTHOM rase (2.2.2.4.13) no-
POLLKOBLIM MPOBOSIOYHBLIM 3MEKTPOAOM, HANOMHEHHLIM METANSIMYECKUM MOPOLLKOM, U C 3aLLUUTON UHEPTHLIM
rasom.

MpumevaHnune 1— CokpaleHue MIG o3Ha4aeT METanNN U UHEPTHLINA ra3. 3aLMTHLINA ra3, kak NpaBuNo, COCTOUT
N3 aproHa, resina U cMecu oboux.

2.2.2.4.17 cBapka ayroBas NpoBOSIOKON CNJOWHOrO ceyeHusi B akTUBHOM rase (MAG welding with
solid wire electrode): Csapka Ayroeas B 3alUMTHOM rase (2.2.2.4.13) npoBONOYHLIM 3NEKTPOAOM CMSOLUHOTO
CeYEeHUsA U C 3aUTON XMMUYECKU aKTUBHbLIM Fra3oMm.

NMpumevanne 1— CokpaweHne MAG o3Ha4aeT MeTaNNM U akKTUBHLINA ra3. 3alUTHBINA ras, Kak NpaBuNo, COCTOUT
u3 cMmecu, cogepxawieii 0,5 % unu Gonee kucnopoaa UNn ABYOKUCH yrnepoaa.

2.2.2.4.18 cBapka Ayrosaa NOPOLWKOBOW NPOBONOKON C (DIIHOCOBLIM HANONHUTENEM B aKTUBHOM
rase (MAG welding with flux cored electrode): Csapka ayrosas B 3aLiMTHOM rase (2.2.2.4.13) NnOpOLLKOBbLIM
NPOBOMIOYHLIM SNEKTPOAOM, HANONHEHHBIM (PAIOCOM, U C 3aLMUTON XMMUYECKU aKTUBHbLIM rasoMm.

Mpumevanne 1— CokpaweHne MAG o3Ha4aeT MeTaN u akTUBHbLINA ra3. 3alyUTHBIN ras, kak NpaBuno, COCTOUT
13 cMecu, copepxatlei 0,5 % unu Gonee kucnopoaa UNK ABYOKUCH yrnepoaa.

2.2.2.4.19 ceapka ayrosas nopowWKOBON NPOBOSIOKOW C METASISINMECKUM HANMOJSIHUTENEM B aKTUB-
HoMm rase (MAG welding with metal cored electrode): Capka ayrosas B 3awMTHOM rase (2.2.2.4.13) no-
POLUKOBLIM NPOBOSIOYHLIM JNEKTPOAOM, HANOMHEHHBIM METANIUYECKAM NOPOLLKOM, U C 3aLLUMTON XUMUYECKM
aKTUBHbLIM ra3om.

MpumevaHne 1— CokpaweHue MAG o3HavaeT MeTann U akTUBHbLIN ra3. 3alMTHLIA ra3, kak NpaBuIlo, COCTOUT
n3 cMmecu, cogepxatlei 0,5 % unu Gonee kucnopoaa Unu ABYOKUCH yrnepoaa.

2.2.2.4.20 ceapka gyroeas ¢ NpuHyauTenbHbIM (hopMupoBaHMeM U rasoBon 3awuTon (electrogas
welding): Ceapka gyrosas B 3alMTHOM rase (2.2.2.4.13) ¢ npuMEHEeHWeM NPOBOSIOYHOIO UMK FIEHTOYHOIO
anekTpoaa Ans BBeAEHUsi pacnnaBrieHHOro MeTanna anekTpoga B CBapOUHyIO BaHHY, KOTOpas yaepXXvuBaeTcs
B COEAMHEHUUN OXNnaxkaaeMbiMu BaluMakamm, NoCTENEHHO NepeaBUraloLLIMMUCA BBEPX NO Mepe 06pa3oBaHuns
LiBa.

MpumedvyaHune 1 — Csapka fyroBas ¢ NPUHYAUTENLHEIM POPMUPOBAHNEM U Fra30BOI 3alLUTOW NpuBeaeHa Ha
pucyHke 44.

— ]

1 — WwoB; 2 — geTalb; 3 — UCTOYHUK NUTaHNA; 4 — BOAAHOE oxnaxjeHue; 5 — anekTpos,; 6 — noJaroLime Banuku,
7 — HanpaBnsowas anekTpoga; 8 — geTanb; 9 — ckonb3Awme 6awmMaku; 10 — gyra; 717 — saWUTHbLIA ras; 72 — cBapoyHas BaHHa,
13 — meTann ceapHoro wea; 74 — soagaHoe oxnaxjeHve

PucyHok 44 — CBapka fyroBasi ¢ NpuUHyAuTenbHbIM (hopMUPOBaHUEM M ra3oBOI 3aLLMTON
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2.2.2.421 cBapka ayroBas HensaBAWMMCA BONb(PaMOBLIM 3MEKTPOAOM B 3aWIUTHOM rase,
cBapka ayroBasi BOfb(gpaMOBbIM 31€KTPOAOM B 3auMTHOM rase (gas-shielded arc welding with non-
consumable tungsten electrode, gas tungsten arc welding): Ceapka ayrosas (2.2.2.4.1) ¢ ra3oBOii 3aLWMTON
U C NPUMEHEHUEM HENNaBALLIEroCcs YNCTOro UM aKTUBUPOBAHHOIO BONb)PAMOBOrO anekTpoaa, npu KOTopow
Jyra un cBapo4vHasi BaHHa 3aLUMLLEHbI ra3om.

2.2.2.4.22 cBapka gyroBas Bonb(paMoOBbLIM 3NEKTPOAOM B MHEPTHOM rase ¢ npucagoyHbiM MaTte-
puanom cnsiowHoro ceyeHus (nposonokon unu npytkom) [TIG welding with solid filler material (wire/rod)]:
Csapka ayroBasi HennassaLWUMcs BONbdpamMoBbIM 3NEKTPOAOM B 3aLUMTHOM rase (2.2.2.4.21) ¢ npoBONOKON
CMIOLUHOrO CEYeHUs Unu NPYTKOM U C 3aWUTHBIM MHEPTHBLIM Fa3oM.

MpumMmedaHune 1 — CokpaljeHune TIG o3HavaeT BonbpamM U UHEPTHLIN ras. 3alWUTHLIN ras, kak npaBuno, co-
CTOWUT U3 aproHa, renna unn nx cMecu.

MpumedaHune 2— Caapka ayroBas BonbgppamMoBbiM 3MEKTPOAOM B UHEPTHOM rase NpeAcTaBleHa Ha pucyHke 45.

1 — Aetanb; 2 — ayra; 3 — WoOB; 4 — NpucajoYHbIn Matepuarn; 5 — conno; 6 — 3alWTHbIN ras; 7 — uaHra;
8 — BonbhpaMoBbIi ANEKTPOA; 9 — UCTOUHUK NUTaHUS

PucyHok 45 — Ceapka fyrosas BofibppamMOBbIM 311EKTPOAOM B MHEPTHOM rase

2.2.2.4.23 ceapka gyroBas BOSfib()paMOBbIM 3MEKTPOAOM B MHEPTHOM rase 6e3 npucagovHoro
maTepuana (autogenous TIG welding): Ceapka Ayrosasi HennaBaLWMMCS BONbPaMOBbIM 3NEKTPOAOM B 3a-
WMUTHOM rase (2.2.2.4.21) 6e3 npucago4HOro marepuana.

Mpumevanne 1 — CokpalyeHne TIG o3HayaeT BonbMpaM U UHEPTHLIIA ra3. 3alluTHbINA ras, kak NpaBuUno, co-
CTOUT W3 aproHa, reninsal UnKn NX CMeCH.

2.2.2.4 24 cBapka ayroBas BONb()paMOBbIM 35IEKTPOAOM C NPUCAAOYHLIM MOPOWKOBLIM MaTe-
puanom (NPoBOSIOKOM UNKM NPyTKOM) B UHEPTHOM rase [TIG welding with tubular cored filler material (wire/
rod)]: CBapka ayrosasi HeNnNaBsALMUMCS BONb(PPaMOBbLIM ANEKTPOAOM B 3aLUMTHOM rase (2.2.2.4.21) ¢ npume-
HEeHWeM NOPOLLKOBONM NMPOBOSIOKM UITU NPYTKA U C 3aLUMTHLIM MHEPTHLIM ra3oMm.

Mpumevanue 1 — CokpalyeHue TIG o3HavaeT BonbdpaM M UHEPTHBIA ras. 3alUTHbIN ras, kak npaBuno, co-
CTOUT W3 aproHa, renins UnKu NX CMecH.

2.2.2.4.25 cBapka ayroBasi BOfib(p)paMOBbIM 3NEKTPOAOM C NPUCAAOYHLIM MaTepuanom Cnnoi-
HOro ceyeHuA (NPOBOJIOKOW MJIM NMPYTKOM) B MHEPTHOM rase ¢ go6aBneHneM BOCCTAHOBUTENbLHOTO
ra3a [TIG welding using reducing gas and solid filler material (wire/rod)]: CBapka ayroBas HennaBsaLWMMCA
BONb(PPaMOBLIM SNEKTPOAOM B 3aLLUTHOM rasze (2.2.2.4.21) ¢ npMMEHEHMEM NPOBOSIOKM CMOLIHOTO CeYeHUs
UNW NPyTKa W 3aLMTHOTIO rasa ¢ Jo6aBnNeHMeM BOCCTaHOBUTENLHOIO rasa.

MpumevarHne 1— CokpalyeHne TIG o3HayaeT BonbMpaM U UHEPTHEII ra3. 3alluTHbIA ras, kak NpaBuno, co-
CTOUT U3 cMeck, copepxatlei ot 0,5 % po 50 % sogopoaa.
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2.2.2.4.26 cBapka Agyrosas BONb(pamMOBbIM 3/71€eKTPOAOM C NMPUCaALOYHbBIM MOPOLWKOBbLIM MaTe-
prnanom (NpOBONOKOW WAN NPYTKOM) B UHEPTHOM rase c fo6aBneHmem BOCCTaHOBUTeNbHOro rasa [TIG
welding using reducing gas and tubular cored filler material (wire/rod)]: CBapka gyrosas HeniaBsaWMMCS BOJb-
(hpaMoBbIM 3/1EKTPOAOM B 3aWMTHOM rase (2.2.2.4.21) ¢ NPMMEHEHNEM MOPOLUKOBOM NPOBOMOKA MAN MpyTKa
M 3alMTHOrO rasa ¢ gobasneHnem BOCCTAHOBUTE/IbHOTO rasa.

MpumeuvaHune 1— CokpaweHune TIG o3HayaeT UHEPTHLIN ra3 Bonbdpama. Micnonb3yemblii ra3 COCTOUT U3 CMe-
cu, cogepxauwein ot 0,5 % go 50 % Bogopoaa.

2.2.2.4.27 cBapka AyroBas HennaBsAWMUMCA BONbpPaMoOBbLIM 31€KTPOAOM B aKTUBHOM rase (gas-
shielded arc welding with non-consumable tungsten electrode using active gas TAG welding): Csapka gyrosas
HennasAWMMCA BObPaMOBbIM 3/IEKTPOAOM B 3allMTHOM rase (2.2.2.4.21), npu KOTOPOW Ayra u cBapoyHas
BaHHa 3alluleHbl aKTUBHbIM 3aLLUTHbIM Fa30M.

MpumeuvaHune 1— CokpaweHne TAG o3HavaeT BoNbpaM M aKTUBHbIV ra3. 3alWuUTHbIM ras, kak npaBuao, co-
CTOUT U3 cMecu, cogepxalyeii 0,5 % nnn 6onee kncnopoga nnMbo ABYOKMNCK yraepoga.

2.2.2.4.28 cBapka gyrosas nnasmeHHas (plasma arc welding): Csapka gyrosas (2.2.2.4.1) c ucnonb-
30BaHMeM naas3mbl CXaTol ayru.

MpumeyaHne 1 — 3awura MoxeT 6bITb AONOMHEHA BCNOMOraTefibHbIM rasom. MoxeT 6biTb 0o6aBneH npu-
cafouHblli maTtepuan.

2.2.2.4.29 cBapka gyrosas nnasMeHHasa nnaBAWUMCA 3/1eKTPOLAOM B MHepTHOM ra3se (plasma MIG
welding): KombuHauus cBapku Ayrosoli MPOBOJIOKOW CMIOWHOrNO CeYeHuss B WMHEPTHOM rase (2.2.2.4.14) wu
cBapku Ayrosoi nnasMmeHHon (2.2.2.4.28).

MpumeuaHne 1— 3T0 rMbpuAHbIA CBapOYHbIN npouecc. Ecnu nnasmeHHas ceapka MIG BbinonHeHa NpoBO-
NOYHbIM 3/1EKTPOAOM CMNMOLWHOrO CevyeHnss, To Homep npouecca ob6o3HavyaeTcsa kak 15+131.

MpumeuvaHune 2— CokpaweHue MIG o3HavyaeT MeTana v MHEPTHbINA ra3. 3alnTHbIN ras, kak npaBuIo0, COCTOUT
13 aproHa, renua Uam mx cMecu.

MpumeuvaHne 3 — Csapka gyrosas nnasmeHHas naaBsWMUMCS 3/1€KTPOJOM B MHEPTHOM rase npejcrab/ieHa
Ha pucyHke 46.

- © 00

1— uaHra; 2 — anekTpog npoBoAHON; 3— nnasmeHHbIi anekTpod; 4 — sawnTHOe rasoBoe ConJio; 5 — niasMeHHoe Cono;
6 — nnasvenHas ayra; 7 — ceapouHas fyra; 8 — 3aluTHbIN ras; 9 — nnasmenHblii ras; 10— sawuTHbIii ras;
11— BogsHoe oxnaxaeHve
PucyHok 46 — Ceapka ayrosas nnasmeHHas nnassWUMCA 3/1€KTPOAOM B MHEPTHOM rase
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2.2.2.4.30 ceapka gyroBas nnasMeHHaa C NpuUcagoyvyHbIM MOPOLWKOBLIM Matepuanom (powder
plasma arc welding): Csapka Ayrosas nnasmeHHas gyron npsmoro gencreua (2.2.2.4.31) ¢ nogaven metan-
NIMYECKOro rMopoLLKa.

MpumedvaHne 1 — CBapka AyroBas nnasMeHHas ¢ NPUCafouYHLIM NMOPOLLKOBEIM MaTepuanom npeacTasieHa
Ha pucyHke 47.

9 10 g
» L
8 7 G
y’ —i
7 ‘ d KUY 11
6 »1i ‘ i\!\ —é
’F = ‘ = / o+
S Bl A §-13
4 PN AU
e s U =
Aol (T
N

—
e

l‘/“

L

1 — woB; 2 — Ayra NpAMoro AeicTeuns; 3 — AOMNONMHUTENBHOE 3alUTHOE Fra3oBoe CONNo; 4 — nrasMeHHoe rasoBoe COoMo;
5 — nnasmeHHbIN ras; 6 — AONOMHUTENbHBIM 3aLWUTHBIN ras; 7 — 3aLUTHOE rasoBoe CoNmno; 8 — NOPOLLOK + 3aLUTHBIN ra3; 9 — LUaHra;
10 — BonbdpamMoBbIii ANeKTPoa; 77 — YCTPOWCTBO 3aXUraHua, 72 — aeTanb, 73 — UCTOUHUK NUTAHUSA

PucyHok 47 — CBapka agyrosas nna3MeHHasi ¢ MpUcagodHbIM NOPOLLKOBLIM MaTepuarnom

2.2.2.431 cBapka gyroBas nnasmeHHas Ayron npamoro geicteua (plasma arc welding with
transferred arc): Ceapka gyroeas nnasmeHHas (2.2.2.4.28), npu KOTOPOW UCTOYHUK INEKTPONUTAHUA NOAKMIO-
YEeH MeXxay SneKkTpoaOM U AeTanblo.

MpumeyvaHune 1— Ceapka fyroBas nnasmMeHHas 4yroi npsiMoro AeicTBUA NpeacTaBneHa Ha pucyHke 48.
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1 — Aayra npAMoro AelcTBuUS; 2 — LWOB; 3 — NpUcafouHbIi MaTepuan; 4 — nNnasMeHHoe rasoBoe Conro; 5 — nrasMeHHbI ras;
6 — saluTHOe rasoBoe conno; 7 — 3aLUTHbLINA ra3; 8 — LaHra; 9 — BonbdpamMoBbIi anekTpoa; 70 — YCTPONCTBO 3aXWUraHus;
11 — UCTOYHUK NUTaHU]; 712 — aeTanb
PucyHok 48 — Csapka gyroBas nna3MeHHas gyrov NnpsaMoro aeicreus
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2.2.2.4.32 cBapka gyroBas nnasmMeHHas gyrom KocBeHHoro geuctBua (plasma arc welding with non-
transferred arc, plasma jet welding): Ceapka ayrosasa nnasmeHHas (2.2.2.4.28), npu KOTOpPOW NUTaHWe Noa-
KIIOYEHO MEXAY LIaHroi U ra3oBbiM COMIMOM, TEM CaMblM CO3JaeTCs NnasMeHHas CTpys.

NMpumMevyaHne 1— CBapka gyrosas niasmeHHas Jyroil KOCBEHHOro AelUCTBUA NpeAcTaBneHa Ha pucyHke 49.
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1 — Ayra KOCBEHHOro JelcTBUSA; 2 — LWOB; 3 — npucagouHbIi MeTann; 4 — nnasMeHHoe rasoBoe COMrio; 5 — nnasmMeHHbIN ras;
6 — 3alMTHOE rasoBoe conmo; 7 — 3alWUTHbIN ras; 8 — uaHra; 9 — BornbgpamoBbIi anekTpod; 70 — YyCTPONCTBO 3aXWUraHus;
71 — UCTOMHUK NUTaHuS; 12 — getanb

PucyHok 49 — CBapka gyroBasi NnasMeHHasi 1yroil KOCBEHHOro eicTBuSA

2.2.2.4.33 cBapka ayroBasi nnasmMeHHas c nepexsnioyaemon ayrom (plasma arc welding with partially
transferred arc): Ceapka gyrosas nnasmeHHas (2.2.2.4.28), npu KOTOPOW Ayra nepekniovaeTca Mexay Ayrou
NPAMOro AeNCTBMSA U KOCBEHHOW AYTOMN.

MpumMmedvyaHue 1 — Csapka JyroBasi nnasMeHHas C nepekniovaemoil Jyrol, Kak NnpaBuno, MCNonb3yeTcs AMs
Hannasku.

Mpumevyanune 2— Ceapka fyrosas nnasMeHHas ¢ nepekritodaemMoin Ayro npeacraeneHa Ha pucyHke 50.
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1 — YacTu4yHas gyra NpAMOro AencTBus; 2 — Hannaska; 3 — NpuUcagoudHblii MaTepuan; 4 — nnasMeHHoe conmno; 5 — Nna3MeHHbIA ras;
6 — 3alyMTHOe rasoBoe Conmno; 7 — 3alUTHBIN ras; 8§ — LaHra; 9 — BonbdpamoBbIi anekTpos; 70 — YCTPONUCTBO 3aXuUraHus;
11 — UCTOMHUK NUTaHUS; 12 — aeTanb

PucyHok 50 — Capka Ayrosasi nasMeHHas ¢ NepeknodaemMon gyrow
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2.2.2.5 aHeproHocurenb: Many4eHne.
2.2.2.5.1 cBapka 3aneKkTpoHHo-ny4yeBas (electron beam welding): Csapka nnasnexnuem (2.1.3) ¢ uc-
nonb30BaHMEM CEHOKYCMPOBAHHOIO My4Ka 31eKTPOHOB.

MpumedaHue 1 — Csapka 3EeKTPOHHO-Ny4YeBas NpefcTaBieHa Ha pucyHke 51.
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1— peTanb; 2 — paboyad kamepa, 3 — Mny4oK ANEeKTPOHOB;

N
N

4 — oTpaxatenb; 5§ — aHoj,; 6 — kaToj,; 7 — BaKyyMHas kamepa; W A
8 — WUCTOYHUK NUTaHWA; 9 — cdhoKycupytoLwas kaTyLka; 70 — wos N AN RN
PucyHok 51 — CBapka anekTpoHHo-ny4eBas Ql

2.2.2.5.2 cBapka 3neKTpOHHO-Ny4yeBas B Bakyyme (electron beam welding in vacuum): Csapka anek-
TPOHHO-Ny4YeBas (2.2.2.5.1), BbINOMHAEMAas B BaKyyMe.

2.2.2.5.3 cBapka aneKTpoHHo-nyuyeBas B atMocdepe (electron beam welding in atmosphere): CBapka
ANeKTPOHHO-Ny4YeBas (2.2.2.5.1), BbinonHaemas B aTMocdepe.

2.2.2.5.4 cBapka 3MeKTPOHHO-NyyeBas ¢ goGaBrneHuem 3awmuTHOro rasa (electron beam welding
with addition of shielding gases): CBapka anekTpoHHo-nyyeBas (2.2.2.5.1), npu KOTOPON UCMOMb3YeTcA 3a-
LUMTHbIW ras.

2.2.2.5.5 ceapka nasepHas (laser welding): Csapka nnasnenmem (2.1.3) ¢ UCNoOnbL30BaHUEM KOT€pPeHT-
HOTO My4yKa MOHOXPOMAaTMYECKOro CBeTa.

MpumeuaHue 1— CBapka nasepHasa npeacTaBneHa Ha pucyHke 52.

1 — peTanb;, 2 — UCTOUHUK CBeTa; 3 — UCTOYHUK NUTaHUS;
4 — annunTUYecKoe 3epkarno; 5 — rasoHanonHeHHasn Tpyoka;
6 — nyu ceeTa; 7 — nyJ nasepa; 8 — nNuH3a; 9 — 3alYUTHLIN ras,
170 — wos

PuecyHok 52 — Ceapka nasepHas
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2.2.2.5.6 cBapka TBepaoTenbHbIM rasepom (solid state laser welding): Ceapka nasepnas (2.2.2.5.5),
npu KOTOPOW cpeaa reHepauun nasepa npeacrasnsieT coboi TBepaoTenbHbIA Kpuctans.

2.2.2.5.7 cBapka rasoBbiM na3sepoM (gas laser welding): Csapka nasepHas (2.2.2.5.5), npu KOTOpO¥i
cpeja reHepauum fiyya npeacraenser cobon ras.

2.2.2.5.8 cBapka auoaHbIiM nasepowm (diode laser welding): Ceapka nasepHas (2.2.2.5.5), npu koTopon
cpepa reHepaumm nydya npeacraensiet cobon auon.

2.2.2.5.9 cBapka cBeToBbIM nyuom (light radiation welding): Csapka nasepHas (2.2.2.5.5), npu koto-
POl CBETOBOE M3My4eHne (POKyCUpyeT SHEPTUIO CBAPKM HA TOYKE CBAPKK.

2.2.2.5.10 cBapka uH¢pakpacHbIM ny4om (infrared welding): Ceapka nasepHas (2.2.2.5.5), npu koto-
POl 3Heprus cBapku AOCTaBMAETCS UHPAKPACHLIM N3IyYEHUEM.

2.2.2.6 aHeproHocurtenb: [IBmxeHne mMacc.

(N3BeCTHbIE NPOLECCHI OTCYTCTBYIOT.)

2.2.2.7 aHeproHocuTtenb: SneKTPUYecKuii ToK.

2.2.2.7.1 cBapka anekrpownakoBas (electroslag welding): Ceapka nnaenesuem (2.1.3), npu KOTOPOK
UCMONb3YKTCA KOMBUHMPOBAHHOE AEWCTBME TOKA U 3MEKTPUYECKOr0 COMPOTUBMEHUA MMaBALLEroca(nxcs)
3MEKTPOLa NN 3NEeKTPOL0B U TOKOMPOBOAALLEN LUMAKOBOW BaHHLI, YEPE3 KOTOPYIO 3MEKTPOo/ NPOXOAUT B CBa-
POYHYIO BaHHY, MPUYEM BaHHA W LUMAKOBAs BaHHA YAEPXKUBAIOTCA B COEANHEHUMN OXnaxkgaembimi Oalumaka-
MW, NOCTENEHHO NepeaBUraloLLMMNCS BBEPX.

n puMmedaHue 1 — lMocne Havana ceapku KOHel aneKTpo4a NoKpbiBaeTCA LWNakoM, a 3ateM nnaBuTcAa Ao TeX
nop, Noka coeguHeHne He 6y,qu BbINOMHEHO. OreKTpoabl MOryT ObITb He NOKPBITBIMU WK C rCOBLIM MOKPLITUEM.

MpumMmevyaHue 2— Cpapka anekTpolunakoBas npefcrasneHa Ha pUcyHke 53.

=

1 — peTanb; 2 — UCTOMHUK NUTaHUA; 3 — BoAAHOE OXnaxaeHue; 4 — aneKkTpoA,; 5 — noaatolyue ponuku; 6 — Aepxarerb ANEKTPoOAa;
7 — petanb; 8 — ckonb3Alan nnacTuHa, 9 — wwnakosas BaHHa; 70 — cBapoyHas BaHHa; 17 — meTann LBa;
12 — BoasiHOE oxnaxaeHue; 13 — WoB

PucyHok 53 — Ceapka anekTpolunakosasi

2.2.2.7.2 cBapka 3NeKTpOWIIaKoBas JEHTOYHbIM 3nekTpoaomMm (electroslag welding with strip
electrode): Capka anekrpoLunakosas (2.2.2.7.1) ¢ NnpUMEHEHNEM NEHTOYHOrOo neKTpoaa.

2.2.2.7.3 cBapKa 3MeKkTpolsakoBas NpoBOSIOYHbIM 3nekTpoaoM (electroslag welding with wire
electrode): Capka anekrpoiunakosas (2.2.2.7.1) ¢ npMMeHEeHeM NPOBONIOYHOTO ANeKTPoaa.

2.2.2.8 aHeproHocurtenb: He yka3aH.

2.2.2.8.1 cBapka rubpugHas (hybrid welding): Csapka, npu kOTOpoi ABa u 6onee CBapoOYHbIX NpoLecca
NpoTeKaKT 0AHOBPEMEHHO B OJHON CBAPOYHOW BaHHE.

MpumevyaHue 1—bpngHan ceapKka NpeAcTaBneHa Ha pucyHke 54.
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1— ceapouHbiii npouece 1. 2— cBapouHbIli MpoLece 2

PucyHok 54 — Csapka rmépuaHas

2.2.2.8.2 cBapka rubpugHas nasepHo-gyroBas (laser-arc hybrid welding): CBapka rnépuaHas
(2.2.2.8.1) c ncnonb3oBaHMeM Na3epHON v AyroBovi CBapKu.
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MpunoxeHue A
(cnpaBouHoe)

AndaBuTHbIN yKa3aTeNb TEPMMHOB Ha aHITIMIACKOM fA3biKe C NepPeBOAOM

Ha ppaHLy3CKMA U HEMELKUIA A3bIKN

- Homep . .
AHMUACKUIA TePMUH nyHKTa Q)paHLl,y3CKVII/I nepesoj Hemeumm nepesoj
A
Aluminothermic welding 22222 Aluminothermique; soudage par Aluminothermisches Schweien
aluminothermie
Arc stud welding 22143 Soudage a l'arc de goujons LichtbogenbolzenschweilRen
Arc welding 22241 Soudage a l'arc Lichtbogenschweilen
Autogenous TIG welding | 2.2.2.4.23 | Soudage TIG autogéne; soudage & Wolfram-Inertgasschweillen
arc autogéne sous protection gazeuse | ohne Schweillzusatz
inerte avec électrode de tungsténe
Cc
Capacitor discharge 221486 Soudage a I'arc de goujons par Kondensatorentladungs-
drawn arc stud welding étirement de I'arc et décharge de Bolzenschweien mit
condensateurs Hubzlndung
Capacitor discharge stud | 2.2.1.4.7 Soudage a l'arc des goujons par Kondensatorentladungs-
welding with tip ignition décharge de condensateurs avec BolzenschweiRen mit
amorgage par contact Spitzenzindung
Cold pressure extrusion 2.2.1.6.16 | Soudage & froid par cofilage KaltflieBpressschweilen
welding
Cold pressure welding 2.2.1.6.14 | Soudage avec pression a froid Kaltpressschweilen
Cold upset welding 2.2.1.6.15 | Soudage a froid par refoulement; Anstauchschweil3en
Soudage a froid par écrasement

Continuous drive friction
welding

CwM. direct drive friction welding (2.2.1.6.4)

D
Diffusion welding 2.2.1.81 Soudage par diffusion Diffusionsschweilen
Diode laser welding 22258 Soudage avec laser a diodes Dioden-LaserstrahlschweiRen;
Halbleiter-Laserstrahlschweilen
Direct drive friction 22164 Soudage par friction avec entrainement | Reibschweien mit
welding direct kontinuierlichem Antrieb
Drawn arc stud welding 22144 Soudage de goujons par étirement de Hubzindungs-Bolzenschweilen
l'arc; soudage de goujons par étirement | mit Keramikring oder Schutzgas
de I'arc avec bague en céramique ou
gaz de protection

Drawn arc stud welding
with ceramic ferrule or

CM. drawn arc stud welding (2.2.1.4.4)

shielding gas
Drawn arc stud welding 221438 Soudage de goujons par étirement de BolzenschweiRen mit
with fusible collar larc avec bague fusible Ringziindung
E
Electrogas welding 2.2.2.420 | Soudage électrogaz Elektrogasschweif3en
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AHMMUACKUIA TEPMUH :;mf_g dpaHLy3ckuin nepesog, Hemeukuii nepesog
Electron beam welding 22251 Soudage par faisceau d’électrons Elektronenstrahlschweilen
Electron beam welding in | 22253 Soudage par faisceau d’électrons en Elektronenstrahlschwei3en in
atmosphere atmosphere Atmosphare
Electron beam welding in | 22252 Soudage par faisceau d’électrons sous | Elektronenstrahlschwei3en im
vacuum vide Vakuum
Electron beam welding 22254 Soudage par faisceau d’électrons Elektronenstrahlschwei3en unter
with addition of shielding sous protection gazeuse; soudage par Schutzgas
gases faisceau d’électrons avec addition de

gaz de protection
Electroslag welding 22271 Soudage sous laitier Elektroschlackeschweillen
(électroconducteur); soudage
électroslag
Electroslag welding with | 2.2.2.7.2 Soudage sous laitier Elektroschlackeschweien mit
strip electrode (électroconducteur) avec électrode en Bandelektrode
feuillard; soudage électroslag avec
électrode en bande
Electroslag welding with | 2.2.2.7.3 Soudage sous laitier Elektroschlackeschweien mit
wire electrode (électroconducteur) avec fil-électrode; Drahtelektrode
soudage électroslag avec fil-électrode
Energy carrier 21.4 Porteur d’énergie Energietrager
Explosion welding 2.2.1.6.11 | Soudage par explosion Sprengschweilen

Explosive welding

CM. explosion welding (2.2.1.6.11)

F
Flash welding 2.21.7.11 | Soudage par étincelage Abbrennstumpfschwei3en
Flow welding 22221 Soudage a la poche Giefischmelzschweillen
Flow welding with 22121 Soudage a la poche avec pression GieRRpressschweilen
pressure
Foil butt-seam welding 22178 Soudage en bout a la molette avec Folien-Stumpfnahtschweilen
feuillard; soudage en bout au galet
avec feuillard
Forge welding 2.21.613 | Soudage par forgeage Feuerschweilen
Friction stir welding 22169 Soudage par friction-malaxage; FSW, Ruhrreibschweilen
soudage thixotropique
Friction stud welding 22168 Soudage par friction des goujons Reibbolzenschweiflten
Friction welding 22163 Soudage par friction Reibschweif3en
Fusion welding 213 Soudage par fusion Schmelzschweifl’en
G
Gas laser welding 22257 Soudage avec laser a gaz Gas-Laserstrahlschwei3en

Gas metal arc welding

CM. gas-shielded metal arc welding (2.2.2.4.13)

Gas tungsten arc welding

CM. gas-shielded arc welding with non-consumable tungsten electrode (2.2.2.4.21)

Gas welding

22231

Soudage aux gaz

GasschmelzschweilRen
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AHIMUACKUA TepMUH Homep PpaHLy3sckuil nepesos, Hemeukuii nepesog
nyHKTa

Gas-shielded arc welding | 2.2.2.4.21 | Soudage a l'arc sous protection Wolfram-Schutzgasschweif3en
with non-consumable gazeuse avec électrode nonfusible;
tungsten electrode soudage & |'arc sous protection

gazeuse avec électrode de tungsténe;

soudage & |'arc sous protection

gazeuse avec électrode réfractaire
Gas-shielded arc welding | 2.2.2.4.27 | Soudage a l'arc sous protection Wolfram-Schutzgasschweillen
with non-consumable gazeuse active avec électrode de mit aktiven Gasanteilen im
tungsten tungsténe (non-fusible); soudage TAG ansonsten inerten Schutzgas
Electrode using active 2.2.2.413 | Soudage a l'arc sous protection Metall-Schutzgasschweilzen

gas gas-shielded metal
arc welding

gazeuse avec fil-électrode fusible;
soudage MIG/MAG

Gravity (arc) welding with
covered electrode

Cw. gravity welding (2.2.2.4.5)

Gravity welding 22245 Soudage & l'arc par gravité Schwerkraftlichtbogenschweillen
H

Heated element welding | 2.2.1.1.1 Soudage par élément chauffant Heizelementschweillen

Heated nozzle welding 22113 Soudage avec buse chauffante Dusenschweillen

Heated wedge welding 22112 Soudage par coin chauffant Heizkeilschweillen

HF induction welding 2.21.7.18 | Soudage par induction hautefréquence; | Hochfrequenzschweilen
soudage par induction HF

HF resistance welding 2.21.714 | Soudage par résistance a haute Widerstandspressschwei3en mit

fréquence; soudage par résistance HF

Hochfrequenz

High frequency induction
welding

CM. HF induction welding (2.2.1.7.18)

High frequency
resistance welding

CM. HF resistance welding (2.2.1.7.14)

Hot pressure welding 22182 Soudage avec pression a chaud HeilRpressschweillen
Hybrid welding 22281 Soudage hybride HybridschweiRen
I
Induction butt welding 2.21.7.16 | Soudage en bout parinduction Induktives Stumpfschweilen
Induction seam welding 2.21.717 | Soudage a la molette par induction; Induktives Rollennahtschweilen
soudage au galet par induction
Induction welding 2.21.7.15 | Soudage par induction InduktionsschweiRen
Inertia friction welding 22165 Soudage par friction inertielle; soudage | Reibschweiflen mit
par friction par inertie Schwungradantrieb
Infrared welding 222510 | Soudage par rayonnement infrarouge Infrarotschweil3en
L
Lap seam welding 221.7.4 Soudage a la molette par Uberlapp-RollennahtschweiRen

recouvrement; soudage au galet par
recouvrement
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Laser-arc hybrid welding | 2.2.2.8.2 Soudage hybride laser-arc Laserstrahl-Lichtbogen-
HybridschweiRen
Laser welding 22255 Soudage laser Laserstrahlschweien
Light radiation welding 22259 Soudage par rayonnement lumineux Lichtstrahlschwei3en
M
MAG welding with flux 2.22.418 | Soudage MAG avec fil fourré de flux; Metall-Aktivgasschweien
cored electrode soudage a I'arc sous protection de gaz | mit schweisspulvergefiiter
actif avec fil-électrode fourré de flux Drahtelektrode
MAG welding with metal | 2.2.2.4.19 | Soudage MAG avec fil fourré de poudre | Metall-Aktivgasschwei3en
cored electrode métallique; soudage a 'arc sous mit metallpulvergefuliter
protection de gaz actif avec fil-électrode | Drahtelektrode
fourré de poudre métallique
MAG welding with solid 2.2.2.417 | Soudage MAG (avec fil-électrode Metall-Aktivgasschweilen mit
wire electrode fusible); soudage a I'arc sous protection | Massivdrahtelektrode
de gaz actif avec fil-électrode fusible

Magnetic impulse
welding

CM. magnetic pulse welding (2.2.1.6.12)

Magnetic pulse welding

2.2.1.6.12 | Soudage par impulsion magnétique

MagnetimpulsschweilRen

Magnetically impelled arc
butt welding

CM. magnetically impelled arc welding (2.2.1.4.1)

Magnetically impelled arc | 2.2.1.4.1 Soudage a l'arc tournant LichtbogenschweiRen mit
welding magnetisch bewegtem
Lichtbogen
Manual metal arc welding | 2.2.2.4.4 Soudage manuel a l'arc avec électrode | Lichtbogenhandschweien
enrobée; soudage a I'électrode
enrobée
Mash seam welding 22175 Soudage a la molette par écrasement; Quetschnahtschweien
soudage au galet par écrasement
Metal arc welding 22242 Soudage a l'arc avec electrode fusible Metall-Lichtbogenschweifzen
Metal arc welding without | 2.2.2.4.3 Soudage a l'arc avec electrode fusible Metall-Lichtbogenschwei3en
gas protection sans protection gazeuse ohne Gasschutz
Metal welding 211 Soudage des métaux MetallschweiRen
MIG welding with flux 2.2.2.415 | Soudage MIG avec fil fourré de flux; Metall-Inertgasschwei3en
cored wire electrode soudage a I'arc sous protection de gaz | mit schweipulvergefiliter
inerte avec fil-électrode fourré de flux Drahtelektrode
MIG welding with metal 222416 | Soudage MIG avec fil fourré de Metall-Inertgasschweil3en
cored wire electrode poudre métallique; soudage a l'arc mit metallpulvergefliter
sous protection de gaz inerte avec fil- Drahtelektrode
électrode fourré de poudre métallique
MIG welding with solid 2.2.2.4.14 | Soudage MIG (avec fil-électrode Metall-Inertgasschweien mit
wire electrode fusible); soudage a l'arc sous protection | Massivdrahtelektrode
de gaz inerte avec fil-électrode fusible

MIG/MAG welding

Cwm. gas-shielded metal arc welding (2.2.2.4.13)

N

Nail head welding

22114 Soudage en téte de clou

Nagelkopfschweilen
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O
Orbital friction welding 22166 Soudage par friction orbitale Orbitalreibschweilen
Oxyacetylene welding 22232 Soudage oxyacétylénique Gasschweiften mit Sauerstoff-
Acetylen-Flamme
Oxyfuel gas pressure 221.31 Soudage aux gaz avec pression Gaspressschweillen
welding
Oxyhydrogen welding 22234 Soudage oxhydrique Gasschweifzen mit Sauerstoff-
Wasserstoff-Flamme
Oxypropane welding 22233 Soudage oxypropane Gasschweiften mit Sauerstoff-
Propan-Flamme
P
Percussion welding 22142 Soudage par percussion Entladungsschwei3en
Plasma arc welding 2.2.2.428 | Soudage plasma Plasmaschweif3en
Plasma arc welding with | 2.2.2.4.32 | Soudage plasma avec arc non PlasmalichtbogenschweiRen mit
non-transferred arc transféré nicht ibertragenem Lichtbogen
Plasma arc welding with | 2.2.2.4.33 | Soudage plasma avec arc semi- Plasmastrahl-
partially transferred arc transféré Plasmalichtbogenschwei3en
Plasma arc welding with | 2.2.2.4.31 | Soudage plasma avec arc transféré Plasmalichtbogenschweien mit
transferred arc Ubertragenem Lichtbogen
Plasma jet welding Cwm. plasma arc welding with non-transferred arc (2.2.2.4.32)
Plasma MIG welding 222429 | Soudage plasma-MIG Plasma-MIG-Schweien
Powder plasma arc 2.2.2.4.30 | Soudage plasma avec apport de Pulver-
welding poudre Plasmalichtbogenschweilen
Prep-lap seam welding 221786 Soudage a la molette sur bords Rollennahtschweilen mit
préparés; soudage au galet sur bords Kantenvorbereitung
préparés
Projection welding 2.21.7.10 | Soudage par bossages Buckelschweilen
R
Radial friction welding 22167 Soudage par friction radiale Radialreibschweilen
Resistance butt welding 2.2.1.7.12 | Soudage en bout par résistance pure PressstumpfschweiRen
Resistance seam welding | 2.2.1.7.3 Soudage par résistance a la molette Rollennahtschweil3en
Resistance spot welding | 2.2.1.7.2 Soudage par résistance par points Widerstandspunktschwei3en
Resistance stud welding | 2.2.1.7.13 | Soudage par résistance des goujons Widerstandsbolzenschweien
Resistance welding 22171 Soudage par résistance Widerstandsschweien
Roll welding 22183 Soudage longitudinal avec pression a WalzschweiRen
chaud
S
Seam welding with strip 22179 Soudage a la molette avec feuillard, Folien-UberlappnahtschweiRen
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Self-shielded tubular 22246 Soudage a l'arc avec fil fourré sans gaz | Metall-Lichtbogenschweilen
cored arc welding de protection; soudage a l'arc avec fil mit Fulldrahtelektrode ohne

fourré auto-protecteur Schutzgas
Shock welding 2.2.1.6.10 | Soudage par choc Schockschweillen
Short-cycle drawn arc 22145 Soudage a l'arc de goujons par Kurzzeit-Bolzenschweil3en mit
stud welding étirement de l'arc avec cycle court Hubzindung
Solid state laser welding | 2.2.2.56 Soudage avec laser a solide Festkérper-Laserstrahlschwei3en
Submerged arc welding 22247 Soudage a l'arc sous flux (en poudre); Unterpulverschweif3en

soudage a I'arc submergé
Submerged arc welding 2.2.2.4.12 | Soudage a l'arc sous flux (en poudre) Unterpulverschweif3en mit
with cored strip electrode avec électrode en feuillard fourrée Fullbandelektrode
Submerged arc welding 2.2.2.4.10 | Soudage a I'arc sous flux (en poudre) Unterpulverschweif3en mit
with metal powder avec addition de poudre métallique; Metallpulverzusatz
addition soudage a 'arc submergé avec

addition de poudre métallique
Submerged arc welding 22248 Soudage a l'arc sous flux (en poudre) Unterpulverschweif3en mit
with solid wire electrode avec un seul fil; soudage a l'arc Drahtelektrode

submergé avec un seul fil-électrode
Submerged arc welding 22249 Soudage a l'arc sous flux (en poudre) Unterpulverschweif3en mit
with strip electrode avec électrode en feuillard; soudage Bandelektrode

a l'arc submergé avec électrode en

feuillard; soudage & I'arc submergé

avec électrode en bande
Submerged arc welding 2.2.2.411 | Soudage a l'arc sous flux (en poudre) Unterpulverschwei3en mit

with tubular cored

avec fil fourré; soudage a I'arc

Falldrahtelektrode

electrode submergé avec fil fourré
T
TAG welding CwM. gas-shielded arc welding with non-consumable tungsten electrode using active gas
(2.2.2.4.27)

TIG welding using 2.2.2.4.25 | Soudage TIG avec gaz réducteur et Wolfram-Schutzgasschweilen

reducing gas and solid produit d’apport (fil/baguette) massif mit reduzierenden Gasanteilen

filler material (wire/rod) im ansonsten inerten Schutzgas
und Massivdraht- oder
Massivstabzusatz

TIG welding using 2.2.2.4.26 | Soudage TIG avec gaz réducteur et fil Wolfram-Schutzgasschweilen

reducing gas and tubular fourré ou baguette fourrée mit reduzierenden Gasanteilen

cored filler material (wire/ im ansonsten inerten

rod) Schutzgas und Fulldraht- oder
Fullstabzusatz

TIG welding with solid 2.2.2.4.22 | Soudage TIG (avec produit d'apport (fil/ | Wolfram-Inertgasschweien

filler material (wire/rod) baguette) massif) mit Massivdraht- oder
Massivstabzusatz

TIG welding with tubular | 2.2.2.4.24 | Soudage TIG avec fil fourré ou Wolfram-Inertgasschwei3en mit

cored filler material (wire/
rod)

baguette fourrée; soudage a I'arc
sous protection gazeuse inerte avec
électrode de tungsténe et fil fourré ou
baguette fourrée

Fulldraht oder Flllstabzusatz
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u
Ultrasonic hot welding 22162 Soudage par ultrasons a chaud Ultraschallwarmschweilen
Ultrasonic welding 2.21.61 Soudage par ultrasons Ultraschallschweif3en
W
Welding with pressure 212 Soudage avec pression Pressschweif’en
Wire seam welding 22177 Soudage a la molette avec fil Rollennahtschweifen mit

Drahtelektrode
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AndaBUTHBLIN yKa3aTesrlb TEPMUMHOB, OTHOCALWMUXCA K AYrOBOW CBapke u onpeaesieHHbIX
B MNCO 857-1:1998 u ISO/TR 25901:2007, HO He BKITHOYEHHbIX B HACTOAWMIA CTAaHAAPT

TepMuHbI, 3anMcTBOBaHHLIe U3 ISO/TR 25901:2007 n UCO 857-1:1998 U He BKIIOYEHHbIE B HACTOSILLMIA CTaHAapT,
nepeYncneHbl HUXe, eCrin OHU yCTapenu, cokpalleHbl Unu BoLwunu B Apyrue yactu ISO/TR 25901.

3aroToBOK U nocrneaywuwero obxatus NpoKaTHbIMU Baskam

Homep
TepmuH Onpepenexune NCTOMHUK noAnyHKTa

a
[Lyroeas ceapka B WHepT- | [lyroBas cBapka B UHEPTHOM rase nnaesLwuMcs anektpogom, | UCO 42417
HOM ra3e MNOpPOLUKOBOW | MpW KOTOPOW B KavyecTBe afeKTpofa UCnornb3yloT nopowko- | 857-1:1998
nposonokon (123) BYIO NPOBOITOKY
[yroBas ceapka nog ¢nto- | [dyrosas cBapka nog ¢rntocoM, npu KoTopoii ucnonesytot 6o- | ICO 42410
COM HECKONbKUMW NpOBO- | Jlee 0HOro NPOBOOYHOro aneKTpoaa 857-1:1998
MNOYHLIMK  aneKTpogamu
(137)

n
[nakupoBaHue CBapka fjaBneHuem, Npu KOTOPOW CBSI3b MexXAy OCHOBHbIM | NCO 4.18.3
npoKaTKon W MNakupyloLLMM MaTepuanamu nony4yaerca nocne Harpesa | 857-1:1998
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[1] 1SO 4063-2010

[2] 1SO 6520-1

[3] ISO 6520-2

[4] 1SO 14917
[5] I1SO 15296
[6] 1SO 17658
[7] 1SO 17677-1
[8] 1SO 25239-1
[9] IEC 60050-851

[10] EN 14610
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Bubnuorpadusa

Welding and allied processes — Nomenclature of processes and reference numbers (Csapka n
pofcTBeHHble npoLecchl. MNepedeHs 1 ycroBHble 0603HaYeHUsa NpoLieccoB)

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 1: Fusion welding (CBapka 1 pogcTBeHHble npouecchl. Knaccudukauma et ekToB reoMeTpun
W CNIIOLWHOCTM B MeTannmyecknx matepuanax. Yacte 1. CBapka nnaeneHuem)

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 2: Welding with pressure (CBapka 1 pofcTBeHHble npouecchl. Knaccudukauus gedekros reo-
METPUN U CNMOLLHOCTU B METANNUYecknx Matepuanax. Yactb 2. CBapka faBneHvwem)

Thermal spraying — Terminology, classification (Tepmuyeckoe HaneineHue. TepMmuHbl, kKnaccudgu-
Kauus)

Gas welding equipment — Vocabulary — Terms used for gas welding equipment (O6opyaoBaHue
Lns rasoBoii cBapku. Cnosapb. TepMUHbI NpUMeHsieMble AN 060py0BaHUs AN1A ra3oBoi CBapKM)
Welding — Imperfections in oxyfuel flame cuts, laser beam cuts and plasma cuts — Terminology
(CBapka. [dedekTbl pe3a npu KUCIOPOLHOW, NazepHON U NriasMeHHoW peake. TepMUHEbI)
Resistance welding — Vocabulary — Part 1: Spot, projection and seam welding (KoHTakTHas cBap-
ka. Cnosapb. YacTb 1. TodeyHas, penbedHas 1 LLOBHasA cBapka)

Friction stir welding — Aluminium — Part 1: Vocabulary (CBapka TpeHWeM c nepemMellMBaHUEM.
AntomMuHuin. Yactb 1. CrioBapb)

International electrotechnical vocabulary — Part 851: Electric welding (MexayHapogHbIi anekTpo-
TexHu4yeckum criosapb. YacTb 851. GrekTpocBapka)

Welding and allied processes — Definitions of metal welding processes (CBapka U poAcTBEeHHble
npouecchbl. OnpefeneHnsa NpoLeccoB cBapkn METannoB)
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KntoueBble croBa: cBapka, CBApOYHbIE NPOLIECChI, TEPMUHBI, CIIOBapb
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